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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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SELiCVILL DCONMS -
E90S0-04 0 == O = @|9|@
Endmills Carrying Inserts ~
for Shouldering and Fast T OAL @=) Qﬂ i
L LU APMX_2
Feed Applications i
j ﬁMxl JJW /?f
DC X ) DC_2 >
DCX_2—
O
Designation DC APMX DC 2 DCX 2 APMX 2 LU OAL DCONMS Shank® CICT@ RMPX® EE MIID® MIID_2¢)
(IR PRI 375 138 134 382 020 .75 3000 375 c 2 6.0 .07 SOMT 040204 PNTR SOMT 040208 PNR-FF
COEJDRDERGETEGEE 500 188 259 506 020 75 3500 500 C 3 30 .17 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90SO0 D.62-05-C.62-04-C G2 INE: B -V SR c)| 020 100 3500 625 c 5 20 .13 SOMT 040204 PNTR SOMT 040208 PNR-FF
OED R ERERTALREA 750 138 509 756 020 1.00 3500 750 w 6 1.0 44 SOMT 040204 PNTR SOMT 040208 PNR-FF

® A - with SOMT/CT 0402 insert ® B - with SOMT 0402-FF insert e Tightening torque 4.4 Ibf*in
() G-Cylindrical, W-Weldon

2 Number of inserts

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

4 Master insert identification

5) Master insert identification 2

For inserts, see pages: SOMT 0402-FF (499) ¢ SOMT/CT 0402 (498)

Spare Parts

» 7

E90S0-04 TS 180411/HG T-61P/51

HIELIEMILL

FiM490 LINE ﬂ
MULTI-iASTER THSéMS\ % Q @
E90SO-MM-04 &= Qﬂ 5

Endmills with a MULTI-
MASTER Connection Carrying
Inserts for Shouldering and

Fast Feed Applications

DC APMX DC 2 DCX 2 APMX 2 LF OAL CICT® DCONMS THSZMS DRVS® RMpx(a)é MIID® MIID_26

E90S0 D.38-02-MMT06-04-C [T IN K TN /SN 020 526 770 2 361 T06 315 6.0 .01 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90S0 D.50-03-MMTO08-04-C [I00RA K!-T::ie GV 020 630 940 3 450 T08 394 3.0 .03 SOMT 040204 PNTR SOMT 040208 PNR-FF
E90S0 D.62-05-MMT10-04-C 2Rk I !s Sl 020 750 1.200 5 600 T10 512 2.0 .06 SOMT 040204 PNTR SOMT 040208 PNR-FF
(ORI RERCER R PRVEE ) 750 138 509 756 020 980 1.500 6 730 T12 630 1.0 .11 SOMT 040204 PNTR SOMT 040208 PNR-FF
® A - with SOMT/CT 0402 insert ¢ B - with SOMT 0402-FF insert e Tightening torque 4.4 Ibf*in

() Number of inserts

@) Key flat size

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

4 Master insert identification

) Master insert identification 2
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For inserts, see pages: SOMT 0402-FF (499) ¢ SOMT/CT 0402 (498)
For holders, see pages: MM CAB (1173) ¢ MM CAB-T-T (71) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ¢ MM S-A-C# (66)
MM S-A-HSK (1113) ® MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ® MM TS-A (66)

Spare Parts

S 7

E90S0-MM-04 TS 18041/HG T-6IP/51

ISCAR
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NANMILL
NANO ENDMILL _ Rd1
HM390 ETP-04 f % @ i
90° Small Diameter Endmills ocA 4 ] I bconms
Carrying HM390 TPKR | Q
0401 Triangular Inserts with Y
3 Helical Cutting Edges M e
Cld OAL:
Designation DC APMX cicT OAL LU LH DCONMS  Shank®  RMPX® Lbs
HM390 ETP D.31-2-C.31-04 312 118 2 2.500 37 470 1818 C 3.0 .05
HM390 ETP D.38-3-C.38-04 375 118 3 3.000 A7 .560 375 C 2.6 .09

® Tightening torque 4 lbfx*in
() Number of inserts

(2 C-Cylindrical

() Maximum ramping angle

For inserts, see pages: HM390 TPKR 0401 (448)

Spare Parts

Ve >
HM390 ETP-04 SR M2X0.4-3 T6 T-6/5 MAGNET 3X3

NMILL T ”
NANO ENDMILL Rd)
MULTI-MASTER (9 am ] @ 4S
DC Q THSZMS DCONMS
HM390 ETP-MM-04 L N
90° Endmills with a MULTI- i

MASTER Threaded Adaptation
p APMX b«LF ‘

Carrying HM390 TPKR OAL
0401... Triangular Inserts

Q
DC  APMX  CICTW LF DCONMS  THSZMS OAL DRVS®  RMPX®
HM390 ETP D.31-2-MMT05-04 312 118 2 .380 .300 T05 .850 190 3.0 .01
HM390 ETP D.38-3-MMT06-04 IS 118 3 500 360 106 740 230 25 02

® Tightening torque 4 Ibfin e For adaptation, see page 33 e For user guide, see pages 534-542
() Number of inserts

(2) Clamping wrench size
(8 Maximum ramping angle
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For inserts, see pages: HM390 TPKR 0401 (448)
For holders, see pages: MM CAB (1173) « MM CAB-T-T (71) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ¢ MM S-A-C# (66) ®
MM S-A-HSK (1113) * MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ® MM TS-A (66)

Spare Parts

£ >

HM390 ETP-MM-04 SR M2X0.4-3 T6 T-6/56 MAGNET 3X3

AL [ IMILL

HM390 ETP-05
90° Endmills Carrying HM39
TPKT 0502 Triangular Inserts
with 3 Helical Cutting Edges

O
DC APMX CICT® OAL LH DCONMS  Shank® RMPX®!

HM390 ETPD.50-03-C.50-05C 500 138 3 3.500 750 500 C 15 A7
HM390 ETPD.62-04-C.62-05C 625 138 4 3.500 1.000 625 C 15 .25
® Tightening torque 4.42 Ibfin e For user guide, see pages 534-542
() Number of inserts
(2 C-Cylindrical
() Maximum ramping angle

o

DCONMS

T ki
1 *e

For inserts, see pages: HM390 TPKT/CT 0502 (448)

Spare Parts

& /

HM390 ETP-05 TS 180411/HG T-6IP/51
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7 ® |9
|
Lt Ik THSZMS DCONMS Q @? %’E
= |
Carrying HM390 TPKT

0502... Triangular Inserts

O
DC  APMX cIcT® LF DCONMS ~ THSZMS  OAL DRVS®  RMPX®

HM390 ETPD.50-03-MMT08-05 .500 138 3 650 480 T08 .950 310 1.5 20
HM390 ETPD.62-04-MMT10-05 625 138 4 .740 610 T10 1.200 .390 143 .01
e Tightening torque 4.42 Ibfin e For adaptation, see page 33 e For user guide, see pages 534-542
() Number of inserts
() Clamping wrench size
(3 Maximum ramping angle

AL [ IMILL RS
MULTI-MASTER

HM390 ETP-MM-05
90° Endmills with a MULTI-
MASTER Threaded Adaptation

For inserts, see pages: HM390 TPKT/CT 0502 (448)
For holders, see pages: MM CAB (1173) ¢ MM CAB-T-T (71) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ¢ MM S-A-C# (66)
MM S-A-HSK (1113) ® MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ¢ MM TS-A (66)

Spare Parts

. s

HM390 ETP-MM-05 TS 180411/HG T-6IP/51
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Endmills Carrying Tangentially DC ,
Clamped Inserts | =
APMX .
le— L H —
OAL-
Q
DC CICT OAL LH APMX DCONMS Shank®@ & /
T290 ELN D.31-01-C.31-05 312 1 2,500 790 197 312 © 04 SR 10503833 T-7/51
T290 ELN D.38-02-C.38-05 375 2 3.000 790 197 375 © 07 SR10503833-S  T-7/51
T290 ELN D.50-02-C.50-05 500 2 3.250 790 197 500 © 15 SR 10503833 T7/51
T290 ELN D.50-03-C.50-05 500 3 3.250 790 197 500 C 15 SR 10503833 T-7/51
T290 ELN D.62-04-C.62-05 625 4 3110 1.000 197 625 © 22 SR 10503833 T-7/51
T290 ELN D.62-05-C.62-05 625 5 3110 1,000 197 625 C 22 SR 10503833 T-7/51
e For user guide, see pages 534-542
) Number of inserts
(2 C-Cylindrical
For inserts, see pages: T290 LNMT/LNHT 0502 (477)
v 7V //
QQM i APMX % @ ®
MULTI-MASTER
T290 ELN-MM-05 oo 1 @
Endmills with a MULTI- r
MASTER Adaptation Carrying
Tangentially Clamped Inserts

o)
DC  CICT"  APMX DCONMS THSZMS LF OAL DRVS® & /‘?
375 2 197 340 06 520 790 310 01  SR10503833-S  T-7/51
T290 ELN D.50-03-MMT08-05 [ 3 197 450 T08 630 940 390 03 SR10503833  T-7/51
625 4 197 580 T10 750 1.220 510 06 SR10503833  T-7/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 33 e For user guide, see pages 534-542
) Number of inserts
(2 Width across flats (wrench should be ordered separately)

For inserts, see pages: T290 LNMT/LNHT 0502 (477)
For holders, see pages: MM CAB (1173) ¢ MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ¢ MM S-A-C# (66) ® MM S-A-HSK (1113) « MM S-B (85° conical
shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ® MM TS-A (66)

ISCAR
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HELIiQUAD

e CCE

Endmills Carrying Square DCONMS

Q/S/XOMT Inserts Lgﬁr

APMX L
| LU —|
OAL
Designation DC CICT APMX LU OAL DCONMS  RMPX@  Shank® Lbs & /
E90X D.31-W .50-06 312 1 .220 63 2.750 .500 5 w 13 SR 34-508 T-7/51
E90X D.38-W .50-06 375 1 220 75 2.750 500 1.0 w A2 SR 34-508 T-7/51
E90X D.44-W .62-06 440 1 .220 75 2.750 .625 1.0 w 19 SR 34-508 T-7/51
E90X D.50-W .50-06 .500 1 220 87 2.750 500 90.0 W A3 SR 34-508 T-7/51
E90X D.56-W .62-06 562 2 .220 87 2.750 .625 = w 19 SR 34-508 T-7/51
E90X D.62-W .62-06 625 2 220 87 2.750 625 35 W 21 SR 34-508/L T-7/51
E90X D.75-W .75-06 .750 3 220 87 3.000 .750 3.0 w 33 SR34-508/L  T-7/51
E90X D1.00-W .75-06 1.000 4 220 92 3.000 .750 25 w .39 SR 34-508/L T-7/51
E90X D1.25-W1.00-06 1.250 5 .220 92 3.500 1.000 3.8 W 77 SR 34-508/L  T-7/51

® For user guide see pages 534-542
() Number of inserts

) Maximum ramping angle

@ W-Weldon

For inserts, see pages: QOMT-HQ (494) ¢ SOMT-HQ (494)  XOMT-HQ (494)

”

HEL DO —
HB90 EWN | SN = 1 YD
ils

90° Endmills Carrying H690 DO ] B DCONMS -
WNMU 0705 Double- l !
Sided Trigonal Inserts with APVX| | J ‘
6 Helical Cutting Edges <~ LK
OAL |
DC cicTm APMX OAL LH DCONMS  Shank® RMPX® &
H690 EWN D1.25-2 1.250 2 275 4.250 1.750 1.250 W 2.0 1.21
H690 EWN D1.50-4-W1.50R07 1500 4 275 4.250 1500 1500 w 15 174

 For user guide see pages 534-542
() Number of inserts

) W-Weldon

) Maximum ramping angle
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For inserts, see pages: H690 WNHU/WNMU 0705 (472)
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HELIPLUS
T )
HP E90AN-07 Dtj —t— — chNMS % @
Endmills with HELIPLUS i 1
HP ANKT 0702.. Inserts ﬂ | % Q
~—LU
l— L H —
| OAL

o
DC CICTw APMX LH LDRED OAL RMPX? RMPX_2® DCONMS CSP® Shank® & /

HP E90AN-D.38-1-C.38-7C 375 1 .303 640 .57 3.000 25 = 375 1 C 07 SR34-533/UHG  T-6/51
HP E90AN-D.38-1-W.38-7 375 1 .303 640 57 3.000 2.5 = 375 0 W 08 SR34-533/UHG  T-6/51
HP E90AN-D.50-2-C.50-7C 500 2 .303 750 67 3.270 2.7 35 500 1 C 15 SR34-533/UHG  T-6/51
HP E90AN-D.50-2-W.50-7 500 2 .303 750 67 3.250 2.7 35 500 0 W 16 SR 34-533//HG  T-6/51
HP E90AN-D.62-3-C.62-7C 625 3 303 1.000 92 3.500 32 6.0 625 1 C .23 SR 34-533/UHG  T-6/51
HP E90AN-D.62-3-W.625-7 625 3 303 1.000 .92 3.250 32 6.0 625 0 W 31 SR34-533/UHG  T-6/51
HP E90AN-D.62-4-C.62-7C 625 4 303 1.000 92 3.500 32 6.0 625 1 C 23 SR34-533/L/HG  T-6/51
HP E90AN-D.62-4-W.625-7 625 4 303 1.000 92 3.250 32 6.0 625 0 W 24 SR34-533/UHG  T-6/51
HP E90AN-D.75-4-C.75-7C 750 4 303 1.000 .93 4.000 2.4 45 750 1 C 41 SR34-533/UHG  T-6/51
HP E90AN-D.75-4-W.75-7 750 4 303 1.000 93 3.500 2.4 4.5 .750 0 w .00 SR34-533//HG  T-6/51
HP E90AN-D.75-5-C.75-7C 750 5 303 1.000 .93 4,000 24 45 750 1 C 42 SR34-533/UHG  T-6/51
HP E90AN-D.75-5-W.75-7 750 5 303 1.000 .93 3.500 2.4 45 750 0 W 39 SR34-533/UHG  T-6/51
HP E90AN-D1.00-5-C 1.000 5 303 1.000 - 4.500 20 3.0 750 1 C 54 SR34-533/L/HG  T-6/51
HP E90AN-D1.0-7-W.7 1.000 7 303 1.000 - 3.500 2.0 3.0 750 0 W 47 SR 34-533/UHG  T-6/51
HP E90AN-D1.00-7- 1.000 7 303 1.000 - 4.500 20 3.0 750 1 C .55 SR 34-533/UHG  T-6/51

e Insert tightening torque: 5.5 Ibfxin. e For user guide see pages 534-542
) Number of inserts

@) Maximum ramping angle

) Values only for HP ANKT 0702R12T-FF insert

4) 0 - Without coolant supply, 1 - With coolant supply

(8) C-Cylindrical, W-Weldon

For inserts, see pages: HP ANCR 0702PNFR (446) ® HP ANKT 0702...-FF (447) e HP ANKT/ANCT 0702..PN-R/PNTR (446) ® HP ANKW 070204PNTR (446)

HELPLUS
DRVS THSZMS o
MULTI-MASTER [y @ 9%

HP E9OAN-MM-07

90° Endmills with a MULTI-
MASTER Threaded Adaptation
Carrying HELIPLUS HP

ANKT 0702.. Inserts

O
DC DCONMS CICT® LF  OAL APMX RMPX? RMPX 20 THSZMS DRVS® & /

HP E90AN-D.50-2-MMT08 .500 450 2 .650 .960 .303 2.7 3.5 T08 394 .03 SR 34-533/UHG  T-6/51
HP E90AN-D.62-3-MMT10 625 .580 3 .750 1.210 .303 3.2 6.0 T10 512 .06 SR 34-533/UHG  T-6/51
HP E90AN-D.62-4-MMT10 625 .580 4 .750 1.210 .303 3.2 6.0 T10 512 .05 SR34-533/UHG  T-6/51
HP E90AN-D.75-5-MMT12 .750 690 5 .850 1.390 .303 24 45 T12 630 09 SR34-533/UHG  T-6/51

¢ Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 33 e For user guide see pages 534-542

) Number of inserts

(2) Maximum ramping angle

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

@) Width across flats (wrench should be ordered separately)
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For inserts, see pages: HP ANCR 0702PNFR (446) ® HP ANKT 0702...-FF (447) « HP ANKT/ANCT 0702..PN-R/PNTR (446) ¢ HP ANKW 070204PNTR (446)
For holders, see pages: MM CAB (1173) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ® MM S-A-C# (66) ® MM S-A-HSK
(1113) ® MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ¢ MM S-ER-H (70) ® MM TS-A (66)

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SIELiMILL

HM390 ETC-07 ! %@

90° Endmills Carrying HM390 beC - 5] REONMS ol =
TCKT 0708 Triangular Inserts L l 5 @ r
with 3 Helical Cutting Edges
APMX [
T o
O
DC APMX  CICT® OAL LH  DCONMS  Shank®  RMPX® & /
HM390 ETC D.625-2W.625-07 625 .200 2 3.000 1.000 625 W 1.9 A9 SR M2.5X5-T7-60 T-7/51
HM390 ETC D0.75-3W0.75-07 750 200 3 3.500 1.250 750 W 1.5 .33 SR M2.5X5-T7-60 T-7/51
HM390 ETC D1.00-4W0.75-07 [RK] .200 4 3.500 1.250 750 W 1.0 .39 SR M2.5X6-T7-60 T-7/51
HM390 ETC D1.00-4W1.00-07 K] 200 4 4.000 1.500 1.000 w 1.0 .69 SR M2.5X6-T7-60 T-7/51
HM390 ETC D1.25-5W1.25-07 [P .200 5 4.250 1.750 1.250 W 8 1.18 SR M2.5X6-T7-60 T-7/51

* Insert clamping screw must be lubricated every indexing. e Tightening torque .66 Ibfxft. e For user guide see pages 534-542
() Number of inserts

2 W-Weldon

3 Maximum ramping angle

For inserts, see pages: HM390 TCKT/CT 0703 (448)
HELiSMILL
HM390 LINE DRVS THSZMS % @ R
g, 7
MULTI-MASTER B T
Y

HM390 ETC-MM bcg P BEEES r
90° Endmills with a MULTI-

MASTER Threaded Adaptation APMX LL ‘

Carrying HM390 TCKT Dy

0703 Triangular Inserts

DC  APMX CICT® LF  DCONMS THSZMS OAL DRVS® RMPX® & /‘y

HM390 ETC D.625-2MMT10-07 625 .200 2 625 .600 T10 1.070 510 1.9 04 SRM2.5X5-T7-60  T-7/51
HM390 ETC D0.75-3MMT12-07 750 .200 3 .750 720 T2 1.270 .630 1.5 08 SRM2.5X5-T7-60  T-7/51
HM390 ETC D1.00-4MMT15-07 1.000 .200 4 1.000 941 T15 1.670 787 1.0 19 SRM2.5X6-T7-60  T-7/51

 Insert clamping screw must be lubricated every indexing. e Tightening torque .66 Ibfxft. e For adaptation see pages 33 e For user guide see pages 534-542

() Number of inserts

(2 Clamping wrench size

3 Maximum ramping angle

For inserts, see pages: HM390 TCKT/CT 0703 (448)
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HELITARG

T490 ELN-08 "= i % @ Q

90° Endmills Carrying Tangentially DCT—— | H** DCONMS —

Clamped Inserts with 4 Helical, | = | !

8 mm Long Cutting Edges Mk%UH

l— | H —>
OAL

DC CICT® LH LU OAL APMX DCONMS Shank® CSP® RMPX“ RMPX_26 & & /‘y
T490 ELN D.62-2-W.62-08 625 2 1.060 100 3250 315 .625 W 0 20 1.1 25 SR10502813-HGSM  IP-7/51
T490 ELN D.62-2-W.62-08C 625 2 1.050 100 3250  .315 625 W 1 2.0 1.1 23 SR10502813-HGSM  IP-7/51
T490 ELN D.75-2-C.75-08B 750 2 1650 157 6000  .315 .750 w 1 1.8 8 63 SR 10502813-HG-M IP-7/51
T490 ELN D.75-2-W.75-08C .750 2 1.080 100 3380  .315 750 W 1 18 8 .34 SR 10502813-HG-M IP-7/51
T490 ELN D.75-3-W.75-08 .750 3 1.080 100 3380 315 .750 W 0 1.8 8 37 SR 10502813-HG-M IP-7/51
T490 ELN D.75-3-W.75-08C .750 3 1.080 100 3380  .315 .750 W 1 1.8 8 .34 SR 10502813-HG-M |P-7/51
T490 ELN D1.00-3-C1.0-08B Ky} 3 1650 157 7.870 .315 1.000 C 1 5 1.51 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-3-W.75-08C RN} 3 - 1.00 3.380  .315 .750 w 1 5 41 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-4-W.75-08 1.000 4 1.00 3380  .315 .750 w 0 5 46 SR 10502813-HG-M IP-7/51
T490 ELN D1.00-4-W.75-08C R« 4 ° 1.00 3.380  .315 750 w 1 5 42 SR 10502813-HG-M IP-7/51
T490 ELND1.25-3-C1.25-08B [l 3 1650 157 7870 315 1.250 C 1 4 244 SR 10502813-HG-M IP-7/51
T490 ELND1.25-3-W1.00-08C Rl 3 120 4.000 .315 1.000 W 1 4 80 SR 10502813-HG-M IP-7/51
T490 ELND1.25-5-W1.00-08C il 5 120 4.000 .315 1.000 W 1 4 81 SR 10502813-HG-M IP-7/51
T490 ELND1.50-4-W1.00-08C [k} 4 120 4.000  .315 1.000 W 1 3 1.01 SR 10502813-HG-M IP-7/51
T490 ELND1.50-6-W1.00-08C Jy¥:uly] 6 120 4.000 .315 1.000 W 1 3 1.04 SR 10502813-HG-M IP-7/51

* "B" suffix for long cylindrical shank which may be shortened. e For user guide, see pages 534-542

() Number of inserts

(2 C-Cylindrical, W-Weldon

©3) 0 - Without coolant supply, 1 - With coolant supply

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

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

For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478) e




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

- 99D

- THSZMS DCONMS —
— ~

HE! 747G FLEXFIT
T490 ELN-M-08
90° Endmills with a FLEXFIT

Threaded Adaptation Carrying
Tangentially Clamped Inserts

b

)

DC CICT® APMX DCONMS LU LF OAL THSZMS DRVS® RMPX® RMPX_2¢ & /
750 3 315 710 100 1180 1.970 M10 591 18 5 11 SR10502813-HG-M  IP-7/51
T490 ELN D1.00-4-M12 [RK) 4 315 830 - 1100 1970 M12 669 - 4 17 SR10602813-HG-M  IP-7/51

N D I 1250 5 315 1140 - 1180 2160 M16 984 - 3 34 SR10502813-HG-M  IP-7/51
e For adaptation see pages 33 e For user guide see pages 534-542
) Number of inserts
(@ Key flat size

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

For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478)
For holders, see pages: BT-ODP (FLEXFIT) (1159) e C#-ODP (FLEXFIT) (1132) « CAB M-M (FLEXFIT) (1173) ® CAT-ODP (FLEXFIT) (1071) ® ER-ODP (Metric) (1175) ® HSK
A-ODP (FLEXFIT) (1113) « SM (1172) ¢ S M-CF (1172)

HEL jTANG DRVS

MULTLAASTER R T 4

DC THSZMS DCONMS
T490 ELN-MM-08 | L] i l ‘
90° Endmills with a MULTI-

MASTER Threaded Adaptation mpewd=
Carrying Tangentially OAL
Clamped Inserts

O
DC CICTW APMX DCONMS LF OAL THSZMS DRVS® RMPX® RMPX 26 & /y

T490 ELN D.62-2-MMT10 625 2 315 .570 780 1.260 T10 512 20 11 06 SR 10502813-HGSM  IP-7/51
T490 ELN D.75-2-MMT12 .750 2 315 690 840 1.390 T12 .630 1.8 .8 .16 SR10502813-HG-M  IP-7/51
T490 ELN D.75-3-MMT12 750 3 315 .690 1100  1.390 T12 .630 1.8 .8 .10 SR 10502813-HG-M  IP-7/51

* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 33 e For user guide see pages 534-542

() Number of inserts

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

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

4) Maximum ramping angle - valid only with T490 LNMT 080404PNR-RD inserts
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For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478)
For holders, see pages: MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ® MM S-A-C# (66) ® MM S-A-HSK (1113) MM S-B (85° conical shanks) (68) ¢ MM
S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ® MM TS-A (66)

HELIDO

H490 E90AX-09 = e B @@
" | F

90° Endmills Carrying H490 DCONMS
ANKX 09... Double-Sided ;

Rectangular Inserts with 4 ,p APMX

Helical Cutting Edges

LU —

OAL

o
b cKTe AP OAL LU DCOMS Shanc & /7

H490 E90AX D.62-2-W.62-09 625 2 315 3.250 1.000 625 W 23 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AXD.62-2-C.62-09B 625 2 315 6.000 1.500 625 C 45 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D.75-2-W.75-09 750 2 315 3.380 1.000 750 W 34 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AXD.75-2-C.75-09B 750 2 315 6.000 1.570 750 C 63 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D.75-3-W.75-09 750 3 315 3.380 1.000 750 W 34 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.0-3-W.75-09 1.000 3 315 3.380 1.240 750 W 44 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AXD1.0-3-C1.0-09B [ Nultl] 3 315 7.870 1.570 1.000 C 1.50 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.0-4-W.75-09 1.000 4 315 3.380 1.240 750 W .39 SR 10608082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.25-4W1.0-09 [ERW:l] 4 315 4.000 1.480 1.000 W 80 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AXD1.25-4C1.25-9B il 4 315 7.870 1.570 1.250 C 245 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.25-5W1.0-09 [ER¥:l] 5 315 4.000 1.480 1.000 W 79 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.50-5W1.0-09 [Rm¥:i] 5 315 4,000 1.520 1.000 W 88 SR 10508082-HG ~ BLD T08/M7 SW4-SD
H490 E90AX D1.50-6W1.0-09 R 6 315 4.000 1.520 1.000 W 89 SR 10508082-HG ~ BLD T08/M7 SW4-SD

o For user guide, see pages 534-542 ¢ "B" Suffix cylindrical shank which may be shortened
() Number of inserts
(2) C-Cylindrical, W-Weldon

For inserts, see pages: H490 ANKX 0904-FF (473) ® H490 ANKX/ANCX-09 (472)

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELIQUAD
E90SP r@ i ! % @ Q
Endmills Carrying Square e g DCOTMS
S/XPMT Inserts L

APMX

OAL
I

DC  CICT®  APMX L OAL  DCONMS RMPX®  Shank® M= & /
E90SP D1.00-W.75-10 1.000 2 380 77 3,000 750 30 w 35 SR14-544/S  T-15/51
E90SP D1.00-W1.00-10 1.000 2 380 125 3.750 1,000 30 w 69 SR14-544/S  T-15/51
E90SP D1.25-W1.00-10 1.250 3 380 1.25 3.750 1,000 20 w 78 SR14-544/S  T-15/51
E90SP D1.50-W1.25-10 1500 4 380 150 4,500 1.250 15 w 146 SR14-544/S  T-15/51

* For user guide see pages 534-542
() Number of inserts

(2 Maximum ramping angle

(@) W-Weldon

For inserts, see pages: QPMR 1004-HQ-M (495) « QPMT 100408PDTN (495)  SPMT-HQ (495) ® XPMT-HQ (496)

SUMOniiii
290 LINE
T290 ELN-10 = i > % @ Q
Endmills Carrying Tangentially DC l-.:; DCONMS -
Clamped Inserts . v : 4‘\@
APMX_| |
— LH —
OAL
w oo 0w b wew ocoms swe B & /4
T290 ELN D.75-2W.75-10-XL 750 2 4.750 1.220 394 750 w 49 SR 10504970  BLDIP15/M7  SW6-T-SH

T290 ELN D.75-03-W.75-10 750
T290 ELN D1.0-3W1.0-10-XL [ERNe]
T290 ELN D1.0-04-W1.0-10 1.000
T290 ELN D1.50-06-W125-10 [ERE]

e For user guide, see pages 534-542

() Number of inserts

) W-Weldon

3.500 1.220 .394 .750 W .35 SR 10504972  BLD IP15/M7 ~ SW6-T-SH
5.000 1.220 .394 1.000 w .95 SR 10504970  BLDIP15/M7  SW6-T-SH
4.000 1.220 .394 1.000 w 73 SR 10504970 ~ BLD IP15/M7 ~ SW6-T-SH
4.000 1.180 .394 1.250 W 1.25 SR 10504970  BLDIP15/M7 ~ SW6-T-SH
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For inserts, see pages: T290 LNMT/LNHT 1004 (477)

A FMILL

HM390 LINE Rd]

HM390 ETP-10 T % @ !

90° Endmills Carrying HM390 DC - 5] DCONMS =

TPKT 1003 Triangular Inserts @ 'ﬁéi

with 3 Helical Cutting Edges L

APMX .
T oa
o)

DC APMX CICT® OAL LH DCONMS Shank? RMPX® & / /
HM390 ETP D1.00-2-C1.0-B 1.000 315 2 7870 1570 1.000 C 29 1.50 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.00-2-W1.0-10 gm0l 315 2 3.760  1.000 1.000 w 29 69 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.00-3-C1.0-B 1.000 315 3 7870 1570 1.000 C 29 1.49 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.00-3-W.75-10 ERi¢«] 315 3 3.380  1.350 .750 W 29 37 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.00-3-W1.0-10 ERH¢0] 315 3 3.760  1.000 1.000 w 29 69 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.25-3-C1.25-B gR:l] 315 3 7870 1570 1.250 C 2.1 2.41 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.25-3-W1.0-10 ER:) 315 3 4000  1.000 1.000 W 2.1 77 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.25-4-C1.25-B JRIsi) 315 4 7870 1570 1.250 C 2.1 2.39 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.25-4-W1.0-10 B4 315 4 4000  1.000 1.000 W 2.1 .76 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.50-5-C1.5-B 1.500 315 5 9.840  1.570 1.500 C 16 452 SR 14-562/S BLD T10/S7 SW6-SD
HM390 ETP D1.50-5-W1.0-10 ] 315 5 4000 1.250 1.000 W 1.6 .87 SR 14-562/S BLD T10/S7 SW6-SD

e For user guide, see pages 534-542
() Number of inserts

(2 G-Cylindrical, W-Weldon

3 Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (449)

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

/4
AL [ IMILL oA N
MULTI-imAS TER { T i

THSZMS =]

HM390 ETP-MM (] 111 POCRMS @ r
90° Endmills with a MULTI- l O — l
MASTER Threaded Adaptation APMX
Carrying HM390 TPKT *F LF HJO =

1003... Triangular Inserts

o
DC APMX CICT® LF DCONMS THSZMS OAL DRVS® RMPX® & / V4

1000 315 3 1100 960 TI5 1770 800 1.0 21 SR14-562/S BLDT10/S7 _ SW6-SD
® For adaptation, see page 33 e For user guide, see pages 534-542

) Number of inserts

(2 Clamping wrench size

@) Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (449)
For holders, see pages: MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ® MM S-A-C# (66) ® MM S-A-HSK (1113) « MM S-B (85° conical shanks) (68) ¢ MM
S-D (89° conical shanks) (69) ® MM S-ER-H (70)

HEL [ DMILL CAMFIX

HM390 LINE

HM390 ETP-C#-10 (I]) %
90° Endmills Carrying HM390 l =
TPKT 1003 Triangular Inserts DC EE DCONMS @
with 3 Helical Cutting Edges [ §

APMX, | | J (]])

~—LU

f«— |[F —

DCONMS DC APMX CICT® LU  LF  RMPX?  Shank = § / Va

HM390 ETP D25-3-L39-C3-10 1.260 .984 315 3 1.54 2.165 28 CAMFIX 46 SR 14-562/S  BLD T10/57 SW6-SD
HM390 ETP D36-4-L39-C3 10 1.260 1.417 315 4 1.54 2.165 1.7 CAMFIX 66 SR 14-562/S  BLD T10/S7 SW6-SD
HM390 ETP D66-7-L52-C6-10 2.480 2.598 315 7 2.05 2.953 8 CAMFIX 3.97 SR 14-562/S  BLD T10/S7 SW6-SD

Shank

©Y
QF

® For user guide see pages 534-542
() Number of inserts
2 Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (449)
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BALLFLGS
MULTI-MASTER

HCE-MM

Multifunction Endmills with a
MULTI-MASTER Threaded
Adaptation that Can Carry
Several Insert Geometries

0
DC OAL LF  APMX THSZMS DCONMS DRVS®  TQ & / ﬂ
472 1102 787 319 08 453 394 13275 03 SR34-540 BLDTI5S7  SW6-T
HCE D16/.62-MMT10 630 1.447 984 406 T10 598 512 247.80 06 SR105739  BLDT20/S7  SW6-T
787 191 1378 504 Ti2 728 501 047.80 13 SR1052964 BLDT25/S7  SWe-T

e For undercutting use HTR inserts only e The dimensions are for HCC inserts with re=.02" e Do not apply lubricant to the MULTI-MASTER threaded connection
e For adaptation options, see page 33 e For user guide, see pages 534-542
() Width across flats (wrench should be ordered separately)

@|%

9
&

For inserts, see pages: HCC-QF (527)
For holders, see pages: MM CAB (1173) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ¢ MM S-A-C# (66) ® MM S-A-HSK
(1113) ® MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ¢ MM S-ER-H (70) ¢ MM TS-A (66)

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELIi2000 %
HM90 E90A-10 L B BEONNS % @ @ —
Endmills Carrying HM90 (I v = CD
AP.. 1003... Inserts APMX | | ! @ Q
~—LU <
M oad E
I
I_
DC CICTW  APMX  OAL LH 0 RO s D e bl —l
HM90 E90A-D.38-1-C.50-LB 375 1 .394 6.000 1.000 43 5.0 .500 C 0 .30 D
HM90 E90A-D.38-1-W.50 375 1 394 3.000 640 43 5.0 500 W 0 14 E
HM90 E90A-D.38-1-W.50-C 375 1 .394 3.000 640 43 5.0 .500 W 1 13
HM90 E90A-D.44-1-W.62 440 1 394 3.250 750 .50 50 625 W 0 24 o
HM90 E90A-D.44-1-W.62-C 440 1 394 3.250 .750 .50 5.0 625 W 1 22
HM90 E90A-D.50-1-W.62 500 1 304 3250 750 55 320 625 w 0 24 LL]
HM90 E90A-D.50-1-W.62-C .500 1 .394 3.250 1.030 58] 32.0 625 W 1 22 D
HM90 E90A-D.56-1-W.62 .562 1 394 3.250 .900 .59 7.0 625 W 0 24 —
HM90 E90A-D.62-2-C.62-LB 625 2 .394 7.000 1.500 1.44 156.0 625 C 0 .56 m
HM90 E90A-D.62-2-W.62 625 2 394 3.250 1.000 94 15.0 625 W 0 24 m
HM90 E90A-D.62-2-W.62-C 625 2 394 3.250 1.000 .94 15.0 625 W 1 22
HM90 E90A-D.70-2-W.75 700 2 304 3:380 1,000 % 75 750 w 0 35 <
HM90 E90A-D.70-2-W.75-C .700 2 .394 3.380 1.000 .96 75 750 W 1 37 Q
HM90 E90A-D.75-2-C.75-B .750 2 394 6.000 1570 153 7.5 .750 C 0 69
HM90 E90A-D.75-2-C.75-LB 750 2 394 8.000 1570 £ 75 750 c 0 % 0O
HM90 E90A-D.75-2-W.75-C .750 2 394 3.380 1.000 94 & 750 W 1 34 j
HM90 E90A-D.75-2-W.75-XL .750 2 394 4.750 2.000 1.94 7.5 .750 W 0 52
HM90 E90A-D.75-3-W.75 750 3 a4 330 100 % 75 750 W 0 a7 @)
HM90 E90A-D.75-3-W.75-C .750 3 .394 3.380 1.000 .96 75 750 W 1 .33 CD
HM90 E90A-D.88-3-W.75 875 3 394 3.380 1.000 .96 7.5 .750 W 0 .39
HM90 E90A-D.88-3-W.75-C 875 8 .394 3.380 1.000 .96 7.5 750 W 1 .36 ( J
HM90 E90A-D1.00-2-W.75-C 1.000 2 .394 3.380 1.000 - 25 750 W 1 42
HM90 E90A-D1.00-2-W1.00 1.000 2 .394 3.750 1.000 .96 2.5 1.000 W 0 N CD
HM90 E90A-D1.00-3-C1.00-B 1.000 3 394 7.870 1.570 1.53 25 1.000 C 0 1.64 —I
HM90 E90A-D1.00-3-C1.00LB 1.000 3 .394 10.000 1.570 94 2.5 1.000 C 0 211 _I
HM90 E90A-D1.00-3-W.75 1.000 3 .394 3.380 1.000 - 25 750 W 0 43 —
HM90 E90A-D1.00-3-W.75-C 1.000 3 .394 3.380 1.000 - 2.5 750 W 1 .39 E
HM90 E90A-D1.00-3-W1.00 1.000 3 .394 3.750 1.000 .96 25 1.000 W 0 72 D
HM90 E90A-D1.00-3-W1.00-C 1.000 3 .394 3.750 1.000 .96 25 1.000 W 1 69
HM90 E90A-D1.00-3-W1.00XL 1.000 3 .394 5510 3.150 3.11 2.5 1.000 W 0 1.04 Z
HM90 E90A-D1.00-4-W.75 1.000 4 .394 3.380 1.000 - 25 750 W 0 43 LIJ
HM90 E90A-D1.00-4-W.75-C 1.000 4 .394 3.380 1.000 - 25 750 W 1 .39
HM90 E90A-D1.00-4-W1.00 1.000 4 .394 3.750 1.000 .96 2.5 1.000 W 0 73
HM90 E90A-D1.00-4-W1.00-C 1.000 4 .394 3.750 1.000 .96 2.5 1.000 W 1 .69
HM90 E90A-D1.125-4-W1.0 1125 4 .394 3.750 1.000 - 2.0 1.000 W 0 17
HM90 E90A-D1.25-3-W.75-C 1.250 3 .394 3.500 1.200 - 3.0 750 W 1 54
HM90 E90A-D1.25-3-W1.00 1.250 3 .394 4.000 1.200 - 3.0 1.000 W 0 .90
HM90 E90A-D1.25-3-W1.00-C 1.250 3 .394 4.000 1.200 - 3.0 1.000 W 1 .85
HM90 E90A-D1.25-3-W1.25XL 1.250 &) .394 6.300 4.000 3.96 3.0 1.250 W 0 1.90
HM90 E90A-D1.25-4-C1.25-B 1.250 4 .394 7.870 1570 1.45 3.0 1.250 C 0 2.57
HM90 E90A-D1.25-4-C1.25LB 1.250 4 .394 10.000 1.570 1.37 3.0 1.250 C 0 3.31
HM90 E90A-D1.25-4-W.75 1.250 4 .394 3.500 1.200 - 3.0 750 W 0 58]
HM90 E90A-D1.25-4-W.75-C 1.250 4 .394 3.500 1.200 - 3.0 .750 W 1 .66
HM90 E90A-D1.25-4-W1.00 1.250 4 .394 4,000 1.200 - 3.0 1.000 W 0 .88
HM90 E90A-D1.25-4-W1.00-C 1.250 4 .394 4.000 1.200 - 3.0 1.000 W 1 .83
HM90 E90A-D1.25-5-W.75 1.250 & .394 3.500 1.200 - 3.0 750 W 0 .56
HM90 E90A-D1.25-5-W.75-C 1.250 5 .394 3.500 1.200 - 3.0 750 W 1 52

® For user guide, see pages 534-542

() Number of inserts

2 Maximum ramping angle

() C-Cylindrical, W-Weldon

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

For inserts, see pages: APCR 1003PDFR-P (408) » APCT 1003PDR-HM (407) » APKR 1003PDR-HM (408) ¢ APKT 1003..R (410) ¢ APKT 1003..TR-RM (409)
APKT 1003PDR-HM (408) » APKT 1003PDTR-76 (409) » APKT 1003PDTR/L-RM (409) » APKT 1003R8T-FF (411) » APKW 100304 PDR (PCD) (407) * HM90 APCR
100304PDFR-P/DP (406) ® HM90 APCT 1003 (405) e HM90 APKT 1003 (406) » HM90 APKT 1003PD-W (410) » HM90 APKW 1003PDR (410)

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELij2000
HM90 E90A-10 L B BEONMS % @ LY
(continued) i | el =
Endmills Carrying HM90 x| | @ @ Q
AP.. 1008... Inserts <L
le— | H —»
OAL:
DC CICT®  APMX OAL LH LU RMPX?  DCONMS  Shank®  CSP®
HM90 E90A-D1.25-5-W1.00 1250 5 304 4,000 1200 : 30 1,000 w 0 89
HM90 E90A-D1.25-5-W1.00-C P51 5 304 4,000 1.200 . 30 1,000 w 1 8
HM90 E90A-D1.50-3-W1.00 1,500 3 304 4,000 1.200 : 27 1,000 w 0 103
HM90 E90A-D1.50-3-W1.50XL [T 3 394 7.750 5,000 492 27 1,500 w 0 342
HM90 E90A-D1.50-5-C1.50-B [JRRESLY 5 304 9.840 1570 143 27 1500 c 0 470
HM90 E90A-D1.50-5-W1.00 1500 5 304 4,000 1.200 . 27 1,000 w 0 101
HM90 E90A-D1.50-5-W1.00-C [JRIL 5 304 4,000 1.200 : 27 1,000 w 1 9%
HM90 E90A-D1.50-5-W1.25-C [RRRIG( 5 304 4300 1.200 : 27 1.250 w 1 141
HM90 E90A-D1.50-6-W1.00 1,500 6 304 4,000 1.200 . 27 1,000 w 0 1.00
HM90 E90A-D1.50-6-W1.00-C [T 6 304 4,000 1.200 . 27 1,000 w 1 94
HM90 E90A-D1.50-6-W1.25 1500 6 304 4300 1.200 : 27 1250 w 0 147
1500 6 394 4300 1.200 - 27 1250 w 1 140

e For user guide, see pages 534-542

) Number of inserts

(2 Maximum ramping angle

() C-Cylindrical, W-Weldon

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

For inserts, see pages: APCR 1003PDFR-P (408) ¢ APCT 1003PDR-HM (407) » APKR 1003PDR-HM (408)  APKT 1003..R (410) ® APKT 1003..TR-RM (409)

APKT 1003PDR-HM (408) e APKT 1003PDTR-76 (409) ® APKT 1003PDTR/L-RM (409) ¢ APKT 1003R8T-FF (411) « APKW 100304 PDR (PCD) (407) * HM90 APCR
100304PDFR-P/DP (406) * HM90 APCT 1003 (405) ® HM90 APKT 1003 (406) ® HM90 APKT 1003PD-W (410) * HM90 APKW 1003PDR (410)

Spare Parts

» /

HM90 E90A-10 SR 34-505/HG T1-8/53
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

THSZMST @ % ®
~ DCONMS Rd/") @? Q

HELi2000

MULTI-MASTER
HM90 E90A-MM-10
90° Endmills with a MULTI- (AN 74¢
MASTER Threaded
Adaptation Carrying HM90
AP.. 1003... Inserts

0

DC CICT® APMX THSZMS LF OAL DCONMS  DRvVS@ RMPX®@ RPMX®
625 2 394 T10 870 1.330 600 510 32 66667 06

HM90 E90A-D.75-2-MMT12 .750 2 394 T12 .960 1.510 720 .630 24 57307 10
750 3 394 Ti2 960 1510 720 630 24 57307 09
* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation see page 33 e For user guide see pages 534-542
) Number of inserts
(2) Clamping wrench size

(3 Maximum ramping angle
@) Maximum RPM

For inserts, see pages: APCR 1003PDFR-P (453) ® APCT 1003PDR-HM (452)  APKR 1003PDR-HM (453) ® APKT 1003..R (455) ® APKT 1003..TR-RM (454) ¢ APKT
1003PDR-HM (453) ® APKT 1003PDTR-76 (454) ® APKT 1003PDTR/L-RM (454) ¢ APKT 1003R8T-FF (456) ¢ HM90 APCR 100304PDFR-P/DP (452) ® HM90 APCT 1003
(451) « HM90 APKT 1003 (451) ® HM90 APKT 1003PD-W (455) ¢ HM90 APKW 1003PDR (455)

For holders, see pages: MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ® MM S-A-C# (66) ® MM S-A-HSK (1113) ¢ MM S-B (85° conical shanks) (68) ¢ MM
S-D (89° conical shanks) (69) ® MM S-ER (70) ® MM S-ER-H (70) ® MM TS-A (66)

Spare Parts
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HM90 E90A-MM-10 SR 34-505/HG T-8/53
HEL {2000 FLEXFiT
HM90 E90A-M-10 F EpE— % @ @
90° Endmills with a FLEXFIT DG - | THSZMS DCONMS = —
N X * Rd) =
Threaded Adaptation Carrying -~ M Y S, y @
HMO90 AP.. 1003... Inserts 4’«‘@»
j«— LF—>
OAL:
DC CICT®  DCONMS THSZMS  LH LF OAL  APMX RMPX(Z) % & /
HM90 E90A-D1.00-4-M12 1.000 4 .830 M12 1.22 1.380 2.240 394 19 SR 34-505/HG T-8/53

* For adaptation see pages 33 e For user guide see pages 534-542
() Number of inserts
@) Maximum ramping angle

For inserts, see pages: APCR 1003PDFR-P (453) » APCT 1003PDR-HM (452) » APKR 1003PDR-HM (453) » APKT 1003..R (455) » APKT 1003..TR-RM (454)

APKT 1003PDR-HM (453) ® APKT 1003PDTR-76 (454) ® APKT 1003PDTR/L-RM (454) » APKT 1003R8T-FF (456) « APKW 100304 PDR (PCD) (452) » HM90 APCR
100304PDFR-P/DP (452) » HM90 APCT 1003 (451) ® HM9O0 APKT 1003 (451) » HM90 APKT 1003PD-W (455) » HM90 APKW 1003PDR (455)

For holders, see pages: BT-ODP (FLEXFIT) (1159)  C#-ODP (FLEXFIT) (1132) » CAB M-M (FLEXFIT) (1173) » CAT-ODP (FLEXFIT) (1071) » ER-ODP (Metric) (1175) ¢ HSK
A-ODP (FLEXFIT) (1113) » SM (1172) S M-CF (1172)

[iELiDO _
H690 E90AX-10 f e T @ % @a
90° Endmills Carrying H690 DC DCONMS o
TNKX 1005..Triangular Inserts L J ) 4“6
with 6 Helical Cutting Edges A
RLU—J
OAL

O
DC CICT® APMX OAL LU DCONMS Shank® RMPX® & / V4

H690 E90AX D.75-2-W.75-10 .750 2 310 3.380 1.000 .750 w 2.8 34 SR 10508082-HG BLD T08/M7  SW4-SD
H690 E90AX D1.0-3-W.75-10 1.000 3 310 3.380 1.240 .750 w 2.6 38 SR10508082-HG BLD T08/M7  SW4-SD
H690 E90AX D1.0-4-W.75-10 1.000 4 310 3.380 1.240 .750 W 2.6 39 SR 10508082-HG BLD T08/M7  SW4-SD
H690 E90AX D1.25-4W1.0-10 1.250 4 310 4,000 1.480 1.000 w 1.6 .79 SR10508082-HG BLD T08/M7 ~ SW4-SD
H690 E90AX D1.25-5W1.0-10 1.250 5 310 4,000 1.480 1.000 w 16 .79 SR 10508082-HG BLD T08/M7  SW4-SD
H690 E90AX D1.50-5W1.0-10 1.500 5 310 4,000 1.520 1.000 W 1.3 90 SR 10508082-HG BLD T08/M7  SW4-SD
H690 E90AX D1.50-6W1.0-10 1.500 6 .310 4,000 1.520 1.000 W 1.3 90 SR 10508082-HG BLD T08/M7  SW4-SD

o For user guide see pages 534-542

() Number of inserts

2 W-Weldon

) Maximum ramping angle

For inserts, see pages: H690 TNKX/TNCX 1005 (475) Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

T490 ELN-11 ® ! % @B @

90° Endmills Carrying T490 LN#T [plof ——-——-—-—= H—— DCONMS
11... Tangentially Clamped Inserts VB | r
APMX

~—Ly—
-~ LH—>

OAL

o
DC CICT® LH LU APMX OAL DCONMS Shank® RMPX®! & / V4

T490 ELN D1.00-3-C1.0-11B (1) BRK(s] 3 1500 142 350 8.000 1.000 1.60 1.7 SR34-535/9.5-SN BLD T15/S7  SW6-SD
T490 ELN D1.00-3-C1.00-11 (20 [RK/¢s] 1500 142 350 5.000 1.000 97 17 SR34-535/L9.5-SN BLDT15/S7  SW6-SD
T490 ELN D1.00-3-W1.00-11 (2) E¥00] 1500 142 350 4.000 1.000 .76 1.7 SR34-535/9.5-SN BLD T15/S7  SW6-SD
T490 ELN D1.25-3-C125-11B (3) JRiP0] 1500 142 350  8.000 1.250 3.38 1.5 SR 34-535-SN BLD T15/S7  SW6-SD
T490 ELN D1.25-3-W1.25-11 1.250 1500 142 350 4.250 1.250 128 1.5 SR 34-535-SN BLD T15/S7  SW6-SD
T490 ELN D1.25-4-W1.25-11 1.250 1500 142 350 4.250 1.250 127 15 SR 34-535-SN BLD T15/S7 ~ SW6-SD
T490 ELN D1.50-4-W1.25-11 1.500 1.620 - 350 4.500 1.250 1.56 14 SR 34-535-SN BLD T15/S7 ~ SW6-SD

® Important: Maximum clamping torque 28.3 Ibf‘in e For user guide see pages 534-542

() Long cylindrical shank e Recommended cutting conditions: at ap=.236", fz=.006 IPT at ap=.315", fz=.005 IPT

& Recommended cutting conditions: at ap=.236", fz=.006 IPT, at ap=.315", fz=.005 IPT

() Long cylindrical shank

@) Number of inserts

(8) C-Cylindrical, W-Weldon

(6) Maximum ramping angle - valid only with T490 LNHT 1106PNTR-RD insert

B B W W W w
Sl=EHoElociE

For inserts, see pages: T490 LNMT/LNHT 1106 (479)

o
LL
—
%))
<
=
5
D
=
]
L
0
m
oC
<
O
o)
_
O
)
]
)
—l
=
=
)
pd
LL

H490 E90AX-12 T T % @ @
90° Endmills Carrying H490 =
ANKX 12...Double-Sided Pe 4 Reus Q ‘?ﬁ
Rectangular Inserts with 4 L ©
Helical Cutting Edges Hﬂ
OAL
O
DC CICT®  APMX OAL  LH DCONMS Shank® RMPX® Lbs) & ﬂ /
H490 E90AXD1.00-2-C1.0-12 1.000 2 472 7.874  1.970 1.000 C 1.5 1.56 SR 14-544/S SW6-T  BLD T15/M7
H490 E90AXD1.00-2-W1.0-12 1.000 2 472 4000  1.500 1.000 W 1.5 .74 SR 14-544/S SW6-T  BLD T15/M7
H490 E90AXD1.25-3W1.25-12 RPN 3 472 4250  1.500 1.250 w 4.0 1.26 SR 14-544 SW6-T  BLD T15/M7
H490 E90AXD1.50-4W1.25-12 ERKs0] 4 472 4250  1.500 1.250 i 1.5 1.43 SR 14-544 SW6-T  BLD T15/M7

o For user guide see pages 534-542

) Number of inserts

(2 C-Cylindrical, W-Weldon

) Maximum ramping angle - valid only when the H490 ANKX1205R 15T-FF insert is used

For inserts, see pages: H490 ANKX/ANCX 1205-FF (474) e H490 ANKX/ANCX-12 (473)

ISCAR




To Order Contact: Exact Tooling

/

www.exacttooling.com

/

sales@exacttooling.com

/

888-988-8820

HELITANG

T490 ELN-13

90° Endmills Carrying Tangentially
Clamped Inserts with 4 Helical,
490" Long Cutting Edges

‘47

— LU—>]

le— |LH—]

1 DCONMS

OAL

@

A
/

®

LH LU APMX DCONMS  Shank®  RMPX® % & / ﬂ

T490 ELN D1.00-2-C1.0-13B (1) RN
T490 ELN D1.00-2-W1.00-13 1.000
T490 ELN D1.25-2-W1.25-13 1.250
T490 ELN D1.25-3-C125-13B (1) RN
T490 ELN D1.25-3-W1.25-13 1.250
T490 ELND1.25-3-W125-13XL 1.250
T490 ELN D1.50-3-C150-13B (1) QK]
T490 ELN D1.50-3-W1.25-13 1.500
T490 ELND1.50-3-W150-13XL 1.500
T490 ELN D1.50-4-W1.25-13 1.600

N

DWW W W W W NN

7870 1970 1.85 1.000
4000 1500 1.40 .490 1.000
4250 1500 1.40 490 1.250
9840 1970 1.85 490 1.250
4250 1500 140 490 1.250
6.2560 3250 3.13 490 1.250
9840 1970 1.90 490 1.500
4500 1660 - 490 1.250
7.750 5000 4.90 490 1.500
4500 1.660 490 1.250

C 1.64 SRM4.5-10507218 BLD T15/87 ~ SW6-T-SH
w - .73 SR M4.5-10507218 BLD T15/S7  SW6-T-SH
W 2.9 125  SR34-535-SN  BLDT15/87  SW6-T-SH
C 29 314  SR34-535-SN  BLDT15/S7  SW6-T-SH
w 29 127 SR34-535-SN  BLDT15/87  SW6-T-SH
w 2.9 189  SR34-535-SN  BLDT15/87  SW6-T-SH
C 2.2 448  SR34-535-SN  BLDT15/S7  SW6-T-SH
w 22 148  SR34-535-SN  BLDT156/S7 ~ SW6-T-SH
W 22 333 SR34-535-SN  BLDT15/S7  SW6-T-SH
W 2.2 148  SR34-535-SN  BLDT15/87  SW6-T-SH

® For user guide see pages 534-542
() "B" suffix for long cylindrical shank which may be shortened.
2 Number of inserts

@) C-Cylindrical, W-Weldon
@ Maximum ramping angle - valid only when T490 LNHT 1306 PNTR-RD insert is used

For inserts, see pages: T490 LNAR (482)

® T490 LNMT 1306PNR-FF (481)

® T490 LNMT 1306PNTR-FW (481)

® T490 LNMT/LNHT 1306 (480)

FEEA AESR

!".E_l TANG

T490 L} MMF’X

T490 ELN-C#-13

90° Endmills with CAMFIX
Shanks Carrying Tangentially
Clamped Inserts with 4 Helical,
12.5 mm Long Cutting Edges

o
LL
—
0
<
=
5
D
=
(]
L
0
m
oC
<
O
o)
_
O
)
®
)
—
=
=
o)
pd
LL

Shank wa
e Y
Eicgi — 1 pconms Q r
T LAPMX
Pai
F
LF RMPX@  DCONMS Shank @ / y
1575 492 4 2.01 3.150 2.0 2.480 CAMFX 293  SR34-535.N BLDTI5/57 SW6-TSH

) Number of inserts
@ Maximum ramping angle - valid only when T490 LNHT 1306 PNTR-RD insert is used

For inserts, see pages: T490 LNAR (482)

o T490 LNMT 1306PNR-FF (481)

o T490 LNMT 1306PNTR-FW (481)

o T490 LNMT/LNHT 13086 (480)

MEY §

Lol

HM390 LINE

HM390 ETD-15

90° Endmills Carrying HM390
TDKT 1505 Triangular Inserts
with 3 Helical Cutting Edges

APMX

DCONMS

OAL

@

@
Y

=

/

£

DC APMX  CICT® OAL LH DCONMS  RMPX2
1.25-15 ERE] 512 3 4.000 1.180 1.250 241 1.14 SR 10511869  BLD IP20/S7 SW6-T
1.25-15 Rk 512 4 4.000 1.180 1.250 241 1.17 SR 10511869  BLD IP20/S7 SW6-T

® For user guide, see pages 534-542
) Number of inserts
2 Maximum ramping angle

For inserts, see pages: HM390 TDKT/CT 1505 (450)

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELi2000 @
HM90 E90AD-15 = R I % @
Dg DCONMS

90° Endmills Carrying HM90

Rd" ﬁ
ADKT-1505... Inserts E%APMX ' @ @ Q

LU

le— | H —

OAL

DC CICT®  APMX  OAL LH LU  RMPX® DCONMS Shank®  CSP® %

HM90 E90AD-D.75-1-W.75-XL 750 1 .560 5.000 1.500 1.47 3.0 .750 W 0 55
HM90 E90AD-D1.0-2-W1.00 1.000 2 .560 4.000 1.500 1.47 11.5 1.000 W 0 .76
HM90 E90AD-D1.0-2-W1.00-C 1.000 2 560 4.000 1.500 1.47 11.5 1.000 W 1 70
HM90 E90AD-D1.00-2-C1.00B 1.000 2 .560 7.870 1.970 1.91 11.5 1.000 C 0 1.61
HM90 E90AD-D1.00-2W1.00XL 1.000 2 .560 5.600 3.150 3.1 115 1.000 W 0 1.08
HM90 E90AD-D1.25-2-W1.25 1.250 2 .560 4.250 1.500 1.45 53 1.250 W 0 1.27
HM90 E90AD-D1.25-3-C1.25B 1.250 3 .560 9.840 1.970 1.90 5.3 1.250 C 0 3.19
HM90 E90AD-D1.25-3-W1.25 1.250 3 .560 4.250 1.500 1.46 5.3 1.250 W 0 1.25
HM90 E90AD-D1.25-3-W1.25C 1.250 3 560 4.250 1.500 1.46 53 1.250 W 1 1.19
HM90 E90AD-D1.25-3W1.25XL 1.250 3 .560 6.250 3.250 3.20 5.3 1.250 W 0 1.91
HM90 E90AD-D1.5-2-W1.25 1.500 2 .560 4.500 1.500 - 4.0 1.250 W 0 1.59
HM90 E90AD-D1.5-3-W1.25 1.500 3 .560 4.500 1.500 - 4.0 1.250 W 0 1.63
HM90 E90AD-D1.5-3-W1.25-C 1.500 3 .560 4.500 1.500 - 4.0 1.250 w 1 1.46
HM90 E90AD-D1.50-3-C1.50B 1.500 3 .560 9.840 1.970 1.89 4.0 1.500 C 0 4.67
HM90 E90AD-D1.50-3W1.50XL 1.500 3 .560 7.750 5.000 4.96 4.0 1.500 W 0 343
HM90 E90AD-D1.5-4-W1.25 1.500 4 .560 4.500 1.500 - 40 1.250 W 0 1.50
HM90 E90AD-D1.5-4-W1.25-C 1.500 4 .560 4.500 1.500 - 4.0 1.250 W 1 1.42

e For user guide, see pages 534-542
) Number of inserts @ Maximum ramping angle ) C-Cylindrical, W-Weldon @ 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: ADCR 1505PDFR (458) « ADCT 1505PDFR-HM (459) » ADKR 1505PDR/L-HM (458) » ADKT 1505-FF (462) » ADKT 1505..R/L-HM (461)
ADKT 1505PD-W (463) » ADKT 1505PDR/L-HM (460) » ADKT 1505PDTR-76 (461) ® ADKT 1505PDTR/L-RM (460) * ADKW (CBN) (459) ® ADKW (PCD) (459) » ADMT
1505PDR-HS (460) » HM90 ADCR 1505PDFR-P (458) ® HM90 ADCT 1505 (457) » HM90 ADCT 1505PDR-CF (457) ® HM90 ADKT 1505 (456) » HM90 ADKT 1505PD-W
(462)  HM90 ADKW 1505PDR (464)

Spare Parts

P - o

DRI DR AR BACD (B SR 14-544/S SW6-SD BLD T15/M7
HM90 E90AD-D1.0-2-W1.00 SR 14-544/S  SW6-SD  BLD T15/M7
DRI DEDEMGEPRUAF R SR 14-5644/S  SW6-SD  BLD T15/M7
GULEDR SN B R RGOSR OB SR 14-544/S  SWB-SD - BLD T15/M7
L ELR IR R RGP A M) (B8 SR 14-544/S  SW6-SD  BLD T15/M7
HM90 E90AD-D1.25-2-W1.25 SR 14-544/S SW6-SD  BLD T15/M7
HM90 E90AD-D1.25-3-C1.25B [SisFR-I VS i 5S D R = DR N T Vg
HM90 E90AD-D1.25-3-W1.25 SR 14-544/S  SW6-SD  BLD T15/M7
L ELR SO E LR R W ol SR 14-544/S  SW6B-SD  BLD T15/M7
DRl o B R R LT R L) (B SR 14-544/S SW6B-SD - BLD T16/M7
HM90 E90AD-D1.5-2-W1.25 SR 14-544/S  SW6-SD  BLD T15/M7
HM90 E90AD-D1.5-3-W1.25 SR 14-544/S  SW6-SD  BLD T15/M7
LU ELR IR RS WL SR 14-544/S  SW6-SD  BLD T15/M7
GULEIR IO R R BB SR 14-544/S  SWB-SD - BLD T15/M7
1 DRI DR R B L M) (Bl SR 14-5644/S  SW6-SD BLD T15/M7
HM90 E90AD-D1.5-4-W1.25 SR 14-544/S  SW6-T-SH  BLD T15/M7
LRSI B R TRV E WL O SR 14-544/S  SW6E-SD  BLD T15/M7
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HELITANG
T490 ELN-16 ?7 @ % Q
90° Endmills Carrying Tangentially e DC(iN
Clamped Inserts with 4 Helical, L i MS r
.630" Long Cutting Edges P 'S‘[
fe—| H—
OAL
o

- & / 7

T490 ELN D 2-W1.00-16 W) 2 630 1.570 4,000 1.000 w 77 SR14-501-S  BLDT20M7  SW6-T

T490 ELN D1.50-3-W1.00-16 [RE] 3 630 1.720 4.000 1.000 W 88 SR 14-591 BLD T20/M7 SW6-T

e For user guide see pages 534-542
) Number of inserts
(2 W-Weldon

For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 1607 (482)

ISCAR
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H490 E90AX-17 N | ) % @ @
90° Endmills Carrying H490 bC I ** DOONMS
ANKX 17... Double-Sided | ] ' 8 & ®
Rectangular Inserts with 4 APMX o
Helical Cutting Edges - L r
OAL
(]
DC CICTW APMX OAL  LH  DCONMS Shank® RMPX® & g/
H490 E90AXD1.25-2W1.25-17 ERFL) 2 .630 4.000 1.200 1.250 W 6.5 114 SR 14-591 SW6-T  BLD T20/M7
H490 E90AXD1.5-3-W1.25-17 1.500 3 .630 4.000 1.200 1.250 W 44 1.20 SR 14-591 SW6-T  BLD T20/M7

* Rampdown angle is valid only when the H490 ANKX 1706R15T-FF insert is used and tool diameter is .06" larger. e For user guide, see pages 534-542
() Number of inserts

2 W-Weldon

3 Maximum ramping angle

For inserts, see pages: H490 ANKX 1706-FF (475) e H490 ANKX/ANCX-17 (475)
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ik SHRED
P290 EPW % @
Long Reach Endmills N | T —
Carrying .472 and .708" DC - ————] DCONMS | r
Long Edged Inserts L
N APMX
LH
OAL
[ bosgnation e
Designation DC APMX CIcT! LH OAL DCONMS Shank@ RMPX®© Lbs|
P290 EPW.75-2-4.0-W.75-12 750 472 2 1570 4,000 .750 w 2.0 40
P290 EPW100-3-5.1-W1.0-12 1.000 472 3 2.760 5.100 1.000 w 1.4 .90
P290 EPW100-3-6.3-W1.0-12 1.000 472 3 3.540 6.300 1.000 W 14 1.12
P290 EPW100-3-8.0-W1.0-12 1.000 472 3 4.720 8.000 1.000 W 1.4 1.44
P290 EPW125-4-4.-W1.00-12 1.250 472 4 - 4720 1.000 w 1.0 .80
P290 EPW125-4-6.-W1.00-12 1.250 472 4 - 6.000 1.000 W 1.0 1.22
P290 EPW100-2-4.8-W100-18 1.000 .708 2 2.400 4.800 1.000 w 25 .83
P290 EPW125-3-6.5-W125-18 1.250 708 3 4,000 6.500 1.250 w 2.0 177
P290 EPW125-3-8.0-W125-18 1.250 .708 3 5.000 8.000 1.250 W 2.0 2.22
P290 EPW125-3-9.0-W125-18 1.250 .708 3 6.000 9.000 1.250 W 2.0 2.50
P290 EPW150-4-6.5-W125-18 1.500 708 4 - 6.500 1.250 w 15 1.96
P290 EPW150-4-8.0-W125-18 1.500 .708 4 - 8.000 1.250 W 1.5 245
P290 EPW150-4-10.-W150-18 1.500 .708 4 6.000 10.000 1.500 W 15 4.20
® For user guide, see pages 534-542
) Number of inserts
(2) W-Weldon
() Maximum ramping angle
For inserts, see pages: P290 ACCT/KT (464) e P290 ACKT (463)
Spare Parts
S / / 7
P290 EPW.75-2-4.0-W.75-12 SR M3X0.5-L7.4 [P9@ IP-9/151
P290 EPW100-3-5.1-W1.0-12 SR M3X0.5-L7.4 IP9ta) IP-9/151
P290 EPW100-3-6.3-W1.0-12 SR M3X0.5-L7.4 IP9t@ IP-9/151
P290 EPW100-3-8.0-W1.0-12 SR M3X0.5-L7.4 IP9@) IP-9/151
P290 EPW125-4-4.-W1.00-12 SR M3X0.5-L7.4 IP9a) IP-9/151
P290 EPW125-4-6.-W1.00-12 SR M3X0.5-L7.4 IP9@ IP-9/151
P290 EPW100-2-4.8-W100-18 SR 14-544/S BLD T15/M7 SW6-T
P290 EPW125-3-6.5-W125-18 SR 14-544/S BLD T15/M7 SW6-T
P290 EPW125-3-8.0-W125-18 SR 14-544/S BLD T15/M7 SW6-T
P290 EPW125-3-9.0-W125-18 SR 14-544/S BLD T15/M7 SWe-T
P290 EPW150-4-6.5-W125-18 SR 14-544/S BLD T15/M7 SW6-T
P290 EPW150-4-8.0-W125-18 SR 14-544/S BLD T15/M7 SW6-T
P290 EPW150-4-10.-W150-18 SR 14-544/S BLD T15/M7 SW6-T

(a) Recommended tightening torque:20.0lbf*in




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

miik-i.SHRED FLEXFiT T :
PZEO LINE Rdl
P290 EPW-M I } % @ i
Endmills with FLEXFIT Threaded DC D THSZMS DCONMS
Adaptation, Carrying .472 and i
.708" Long Edged Inserts

~ APMX =

l«—— LF
OAL

o

DC APMX  CICT® LF OAL  THSZMS DCONMS DRVS®  RMPX®  CSP®
750 472 2 1.770 1,970 M10 700 590 20 0 09

P290 EPW D1.00-3-M12-12 1.000 472 3 1.180 2,000 M12 820 750 14 1 15
1500 708 4 1575 2.559 M16 1142 984 2.0 1 41
* For adaptation see pages 33 e For user guide, see pages 534-542
() Number of inserts
() Clamping wrench size

) Maximum ramping angle
4) 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: P290 ACCT/KT (464) ® P290 ACKT (463)

Spare Parts

e > v

P LN R [ EEPR RS P SR M3X0.5-L7.4 P9 |P-9/151

LIRS AR RO LEE R PSP SR M3X0.5-L7.4 IP9@)  |P-9/151

P290 EPW D1.50-4-M16-18 SR 14-544/S BLD T15/M7 ~ SW6-T
(@ Recommended tightening torque:20.0lbf*in

HELIPLUS

HP E90AT-19
90° Endmills Carrying HP
AD.. 1906.. Inserts

DCONMS
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DC CICTW APMX OAL LU RMPX2 DCONMS Shank(3l % & V4 /

HP E90AT-D1.00-2-W1.00-19 R} 2 .709 4.000 1.70 14.0 1.000 SR 14-571/L  SW6-SD BLD T10/S7
HP E90AT-D1.25-2-W1.25-19 RWwil] 2 .709 4.000 1.70 7.0 1.250 W 1.09 SR 14-571/L  SWB-SD BLD T10/S7
HP E90AT-D1.25-3-W1.25-19 Wil 3 .709 4.000 1.70 7.0 1.250 w 1.07 SR 14-671/L  SW6-SD BLD T10/87
HP E90AT-D1.50-3-W1.25-19 Rkl 3 .709 4.000 1.70 6.0 1.250 W 1.17 SR 14-571/L  SW6-SD BLD T10/S7

o First loosely attach the inner clamping screw, then the outer one. In the same order tighten them both. e For user guide, see pages 534-542

) Number of inserts

@) Maximum ramping angle

3 W-Weldon

For inserts, see pages: HP ADCR 1906 (466) ® HP ADKT 1906 (466)

ISCAR®iiii
| Soo
E30 Y @ %
30° Chamfering Endmills N &
DOX Df -—/ DCONMS
G '
APMX | |
e LH -
OAL
o
DC DCX™ CICT® APMX OAL LH DCONMS  Shank® Lbs) & /
625 1.610 3 270 3.540 1.510 .750 W 63 SR 14-541 T-15/51

e For user guide see pages 534-542
() Cutting diameter maximum

2 Number of inserts

3 W-Weldon

For inserts, see pages: TPMT (471)

ISCAR
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CHAMFERING LINE '.ﬁiii OAL i
CH45-PN06 pro f @ @ @
Upper and Bottom T bc - |
Chamfering Endmills Carrying l ' CONME
Pentagonal Inserts l
APMX
APMX_2

DC APMX  APMX_2

DCONMS CICT® LU LU_2 OAL

o
Los

DMIN®©

.260
449
.528

.059
059
059

059
059
059

CH45-.39-1.2-1-C.50-PN06 458 330
CH45-.67-2.5-2-C.63-PN06 655 527
734 606

CH45-.75-3.2-3-C.75-PN06

500 1
625 2
.750 3

1.16
1.16
1.16

1.00
1.00
1.00

4.000
4.500
5.250

.390
670
770

A7
29
.00

M) Cutting diameter maximum
@ Number of inserts
@) Minimum penetration diameter for back chamfering

For inserts, see pages: PNMT 0602-TN (533)

Spare Parts

&

SR M2.5X5-T7-60

7

T-7/51

CH45-PN06

[ A

CHAMFERING LINE

DRVS | THSZMS

MULTI-HASTER

CH45-MM-PN06

WDCOINMS

Upper and Bottom Chamfering
Endmills with MULTI-MASTER
Threaded Adaptation

%

DC APMX APMX2 LF

LF2 OAL

o
DCONMS THSZMS CICT® DRVS® DMIN®

CH45-10/.39-1-MMT05-PN06 461 333
CH45-17/.67-2-MMT08-PN06 657 530
736 608

.260
449
.528

.059 059
059 059
059 059

512
.709
787

CH45-19/.75-3-MMT10-PN06

354
551
630

778
1.004
1.232

299
480
602

T05 1
T08 2
T10 3

217
.394
512

394 01
669 .05
748 05

* Do not apply lubricant to the MULTI-MASTER threaded connection e For adaptation options, see page 33 e For user guide, see pages 534-542

() Cutting diameter maximum

@ Number of inserts

() Width across flats (wrench should be ordered separately)
@) Minimum penetration diameter for back chamfering

For inserts, see pages: PNMT 0602-TN (533)

For holders, see pages: MM CAB (1173) ¢ MM CAB-T-T (71) ® MM GRT (shanks) (67) ® MM S-A (stepped shanks) (65) ® MM S-A (straight shanks) (67) ® MM S-A-C# (66)
MM S-A-HSK (1113) ® MM S-B (85° conical shanks) (68) ® MM S-D (89° conical shanks) (69) ® MM S-ER (70) ¢ MM S-ER-H (70) ® MM TS-A (66)

Spare Parts

CH45-MM-PN06

&

SR M2.5X5-T7-60

il

T-7/51

Member IMC Grou
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& @
Sir

HELiDO

800 LINE peows iy
SOE45 8/16
Multifunctional Endmills
for Octagonal, Square and j o
Round Insert Contours with
Various Entry Angles

DC DCX®" DC2 DC3 DCX3 DC4 DCX4 D9 DC5 APMX APMX_ 2 APMX_3 APMX 4 APMX 5
SOE45 8/16-D1.00-02-W.75R [N IR W10’ 907 835 1.451 813 1.221 1425  1.046 138 236 31 047 114
SOE45 8/16-D1.25-03-W1.0R [ERIA0) 1.659 1.157 1.080 1.695 1.043 1.467 1.669 1.287 138 236 311 047 114

SOE45 8/16-D1.5-04-W1.25R k) 1.909 1.407 1.317 1.942 1.287 1.714 1.916 1.532 138 .236 311 .047 114

DCONMS cicT® OAL OAL 2 OAL 3 OAL 4 OAL 5 RMPX® fm

SOE45 8/16-D1.00-02-W.75R .750 2 4.000 4.047 4.063 4,051 4.047 3.1 52
SOE45 8/16-D1.25-03-W1.0R 1.000 3 4.000 4.047 4.063 4,051 4.047 4.2 .87
1250 4 4,500 4547 4563 4551 4547 37 154
o A- with ONMU 0505... insert e B- with S845 SNMU 1305... insert ¢ C- with RXMT 1607N insert e D- with OXMT 0507R08-FF insert ¢ E- with OXMT 050705-R-HP
insert e Use only Torx Plus keys e For user guide see pages 534-542
() Cutting diameter maximum
) Number of inserts
3 Maximum ramping angle - valid only with RXMT 1607N insert

For inserts, see pages: ONHU 0505-W (503) ® ONHU/ONMU-05 (503) ® OXMT 0507 (504) ® RXMT 1607 (521) ® S845 SNHU 1305-W (499) e S845 SNMU/SNHU-13 (499)

Spare Parts

& /7
SOE45 8/16 SR 11800746 BLD IP16/57 SW6-T-SH
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HELIQUAD
E45X R 4 @ @ @
45° Chamfering Endmills v ———— DCONMS
Carrying X/Q/SOMT 06 Inserts APMIX
| 45°
la—LH—
~—————O0AL

O
n DC DCX™ CICT® APMX LH OAL DCONMS  Shank® § /
E45X D .25-W .50-06 250 .570 1 150 .800 2.750 .500 W 13 SR 34-508 T-7/51
E45X D .31-W .62-06 312 .630 1 150 1.000 3.250 625 W 24 SR 34-508/L T-7/51
e For user guide, see pages 534-542
M) Cutting diameter maximum
(2 Number of inserts
@) W-Weldon

For inserts, see pages: QOMT-HQ (494) ¢ SOMT-HQ (494) ¢ XOMT-HQ (494)

ISCAR
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W&

'V // )
ISCARmiii E45 D.50 E45 D.62 E45 D1.20

E45
45° Chamfering Endmills

o
DC DCX®  CICT®  APMX OAL LH  DCONMS  Shank® & /
472 910 1 220 3.940 1.180 750 w M SR14-541  T-15/51
E45 D.62-W.75 625 1410 2 270 3540 1.300 750 W 46 SR14-541  T-15/51
1.200 1815 3 310 3.750 1380 1.000 w 80 SR16-212  T20/51
® For user guide see pages 534-542
() Cutting diameter maximum

) Number of inserts
3 W-Weldon

For inserts, see pages: SCMT-19 (1012) ¢ SDMT-AD-N (513) ® TPMT (471)

ISCARmiii.i

E60 ‘63 @ @
_—

60° Chamfering Endmills

DCX DC
APMX,| |
S oAl
DC DCX®  CICT®  APMX OAL LH  DCONMS  Shank® & & /“y
E60 D1.00-W .75 1.000 1.560 2 480 3.540 1.460 .750 W .60 SR 14-541 T-15/51

® For user guide see pages 534-542
() Cutting diameter maximum

@) Number of inserts

(@) W-Weldon
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For inserts, see pages: TPMT (471)

Member IMC Grou
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MULTI-MASTER
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TI-miAS 7 e

INDEXABLE SOLID CARBIDE LINE

Indexable Solid Carbide Milling Heads
Table of Contents

/

888-988-8820

No. of Diameter

Type Helix Angle Flutes Range Remarks
MM HC [ 2 .312-.630
MM EA a5° 2,3 .312-1.000 High speed machining on

High speed machining on aluminum-

3,4  .315-.984 | lious helix CHATTERFREE

.303-.776 DIN 6885

.312-.500

MM EC-4 30°, 45° .187-.875

MM EC-6 30°, 45° 6 -312-.500
MM EC-D 50° 6,8,10 .312-.750

MM EC-8/10 30°, 45° 8,10 .625-1.000

.312-1.000 FINISHRED

FINISHRED

MM EFS-CF 38° -250-1.000 oy ATTERFREE

MM EC-CF 38° 4,12

MM EC.CF-1.5xD  36°, 46.5° .312-1.250 CHATTERFREE

.312-1.000 Rough machining on aluminum

MM ERS 45°

MM ERS-1.5xD 40°-47° ey (R

MM EBA 45° .312-1.000 For machining aluminum

Engraving

MM FM .472-.984 Face Mill

Page

54

63

58-60

62

61-62

E| = Economical

ENDMILLS e SOLID CARBIDE ® MULTI-MASTER
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TI-miAaS 7 e

INDEXABLE SOLID CARBIDE LINE

Indexable Solid Carbide Milling Heads
Table of Contents

Helix No. of Diameter
Type Angle Flutes Range Remarks Page

2,4 .190-1.000
4 .312-.750

S
312-625 General @ ’

finishing

.375-1.000 @ ( &ﬁ
.394-.787 EI m

50

48

MM EFF 4, 6 .315-1.000

MM ETR P .315-.625

MM HR .315-.787
MM ER .315-.500

MM HCD .315-.787 For DIN 74 screw
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MM ECF 4, 6 .375-.984

MM ECS .042-.250 DIN 332

MM HDF .386-.618 Double chamfering

MM EDF 3 .291-.457

MM TS 6 .500-1.000
MM GRIT 3,4,6 .618-1.091

MM SS .854 Involute Spline

MM GRIT-K/P-45 _ 3,4,6 .697-1.091
MM GRIT 28P-DR

MM TS-DG .625-1.000

.618-.854 55°-DIN ISO 228, B.S 84
.394-.787 60°-ISO 68, DIN13

@ = Economical

ISCAR
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TI-mMASTER USER GUIDE

INDEXABLE SOLID CARBIDE LINE

MULTI-MASTER and FLEXFIT Connection Options

MILLING HEADS ADAPTERS SHANKS
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MULTI-MASTER (MM) Features
® Modular system reduces
FLEXFIT (M) 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.
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m (rywv.v /[ _J_ ]
TN MULTI-mASTER - - THsZMS
MM HCD 7 @ @ @
CITJ Interchangeable 2 Flute Solid ( \\ { ‘il T
< Carbide Heads for Chamfering, &
E Countersinking and Spot Drilling ‘H
.
I: Dimensions
D,
2 =3
[ ) Designation DCX@ DCtol® NOF®© LU THSZMS DCONMS LF APMX DC KAPR §
MM HCD080-090-2T05 (1) 315 29 2 276 T05 299 384 124 039 450 .
|_|J MM HCD083-090-2T05 (1) 327 29 2 295 T05 299 394 140 039 450 °
D MM HCD.375-080-2T06 375 29 2 354 T06 362 465 197 079 50.0 )
by MM HCD.375-100-2T06 (2 375 9 2 382 T06 374 528 142 079 40.0 °
m MM HCD100-060-2T06 394 h10 2 366 T06 374 463 299 059 60.0 °
m MM HCD100-120-2T06 394 h10 2 374 T06 374 500 106 059 30.0 °
< MM HCD100-090-2T06-N (1) 394 79 2 398 T06 374 551 A77 059 45,0 °
MM HCD104-090-2T06 (1) 409 29 2 354 T06 374 463 181 059 450 °
Q MM HCD120-060-2T08 A72 h10 2 433 08 453 606 364 059 60.0 °
MM HCD120-120-2T08 472 h10 2 459 T08 453 598 138 059 30.0 °
D MM HCD120-090-2T08 (1) 472 79 2 AT2 T08 453 610 209 059 45,0 °
j MM HCD124-090-2T08 (1) 488 29 2 465 T08 453 610 217 059 450 )
MM HCD.500-080-2T08 (3 500 9 2 437 T08 480 610 268 059 50.0 °
O MM HCD.500-100-2T08 (2) 500 79 2 429 T08 453 579 193 059 40.0 )
(D MM HCD.625-080-2T10 625 29 2 598 T10 591 740 346 079 50.0 o
MM HCD.625-100-2T10 (2 625 79 2 587 T10 594 748 244 079 40.0 °
® MM HCD160-060-2T10 630 h10 2 638 T10 598 795 AT2 .098 60.0 °
CD MM HCD160-120-2T10 630 h10 2 610 T10 598 783 173 059 30.0 °
MM HCD160-090-2T10-N 630 29 2 618 T10 598 787 291 059 450 °
— MM HCD165-090-2T10 (1) 650 29 2 587 T10 598 740 280 059 450 °
:l MM HCD.750-080-2T12 750 29 2 772 T12 726 972 433 079 50.0 °
2 MM HCD.750-100-2T12 (2 750 29 2 728 T12 720 929 295 059 40.0 °
MM HCD200-060-2T12 787 h10 2 717 T12 726 972 610 .098 60.0 o
D MM HCD200-120-2T12 787 h10 2 577 T12 726 833 217 059 30.0 .
Z MM HCD200-090-2T12 (1) 787 29 2 717 T12 726 972 370 059 45,0 .
® For shanks, see pages 65-71 ¢ Clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant to
LIJ the threaded connection. e For user guide, see pages 33,195-201

() May be used for F-type (fine) countersink according to DIN 74.

(2 May be used for 100° countersink according to 1ISO 5856, DIN EN 4072, ANSI B18.6.3-1972
@) Countersink according to American National and British standard flat screws.

) Cutting diameter maximum

5) DCX diameter tolerance

(6) Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-#ASTER . %
INMDaAEELEcSFOLID CARBIDE LINE 4: LF;"i THSZMS @ @ I_
Interchangeable Solid Carbide AN )
Heads for Chamfering R I P
and Countersinking Ji mieb | <
APMX \% E
|« KAPR |
Dimensions I:
D)
0
o
. =
Designation KAPR DCX™ NOF® DC APMX THSZMS DCONMS LF [ )
MM ECF120-08/375-4T06 30.0 375 4 079 083 T06 375 512 °
MM ECF120-02/100-4T06 30.0 .394 4 079 .091 T06 394 512 o I—IJ
MM ECF120-02/120-4T08 30.0 472 4 079 114 T08 472 650 . D
MM ECF120-08/500-4T08 30.0 500 4 079 122 T08 500 650 . -
MM ECF120-03/160-6T10 30.0 .630 6 118 146 T10 630 807 o CD
MM ECF120-05/200-6T12 30.0 787 6 197 169 T12 726 1.004 . m
MM ECF120-06/250-6T15 30.0 .984 6 .236 213 T15 984 984 o <
MM ECF45-.375-4T06 45.0 375 4 073 150 T06 375 512 [
MM ECF45-.500-4T08 45.0 500 4 077 197 T08 500 650 (] Q
MM ECF45-160-6T10 45.0 .630 6 118 .256 T10 630 807 o
MM ECF45-200-6T12 45.0 787 6 97 .295 T12 726 1.004 o D
MM ECF45-250-6T15-M 45.0 984 6 197 3% T15 984 984 . j
MM ECF60-08/375-4T06 60.0 375 4 079 258 T06 375 512 o
MM ECF60-02/100-4T06 60.0 .394 4 079 272 T06 394 512 [ O
MM ECF60-03/120-4T08 60.0 AT2 4 118 .307 T08 472 650 [ CD
MM ECF60-12/500-4T08 60.0 .500 4 118 .256 T08 .500 650 o
MM ECF60-04/160-6T10 60.0 .630 6 157 .394 T10 630 807 [ L
MM ECF60-05/200-6T12 60.0 787 6 197 512 T12 726 1.004 . CD
MM ECF60-08/250-6T15 60.0 .984 6 315 .551 T15 .984 984 [
® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant —I
to the threaded connection. e For user guide, see pages 33,195-201 :I
M) Cutting diameter maximum
2 Number of flutes 2
O
Z
MULTLHASTER . B =
MM HDF AN THSZMS @ @

] -

Interchangeable 2 Flute Solid
Carbide Heads for Upper
and Bottom Chamfering

= @
QJLLQ ECONOMICAL SOLUTION
Dimensions

/ S
Designation DCX®  NOF® L5 L6 AW DC  THSZMS DCONMS  LF 3
MM HDF100-090-2T05 .386 2 169 .035 .098 .047 T05 299 425 MM KEY 8X5* o
MM HDF120-090-2T06 465 2 209 .047 .079 .047 T06 .366 A MM KEY 10X7* °
MM HDF160-090-2T08 618 2 .280 .087 079 .059 T08 453 551 MM KEY 13X8* °

® For shanks, see pages 65-71 ¢ Clamping keys should be ordered separately e For tightening torques and clamping instructions, see page 72-73 ¢ Do not apply
lubricant to the threaded connection e For user guide, see pages 33,195-201

() Cutting diameter maximum

2 Number of flutes

* Optional, should be ordered separately




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTE-mASTER

MM EDF 1; @ =
Interchangeable 3 Flute Solid T

Carbide Heads for Upper DC

and Bottom Chamfering ¢

Dimensions
S
Designation DC DCONMS NOF® L6 L7 LF THSZMS 5
MM EDF074-090-58-3T04 291 228 3 035 .039 394 T04 .
MM EDF094-090-76-3T05 370 299 3 .035 .039 492 T05 o
MM EDF116-090-95-3T06 A57 378 3 039 .039 650 T06 )

* Suitable for pecking applications. e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see
pages 72-73 * Do not apply lubricant to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes

/MQ£E s:uu CARBIDE Llﬂ . = . -1 |
MM TS-45 T4L7 RE THSZMS T o @ Q

Interchangeable Solid KAPFZ
Carbide Small Diameter DC - DCONMS
45° Chamfering Heads ! i,%\ t V

coxb | e IF 44‘

fe— LU —»‘

Dimensions
S
Designation DC KAPR CDX™ RE NOF@ | THSZMS DCONMS LU LF 3
MM TS077-45-20A-4T05 .303 45.0 .047 .008 4 598 T05 315 406 545 o

e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant to the threaded connection
() Cutting depth maximum
2 Number of flutes
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TI-miAS T =i

INDEXABLE SOLID CARBIDE LINE 1 CDX RE/FW

MM GRIT-K/P-45A e

Interchangeable Solid PRy X | N\
Carbide Small Diameter

45° Chamfering Heads

Dimensions

K
Designation DC KAPR CDXm RE FW cw THSZMS NOF@ / '<§
MM GRIT 18K-45A 697 45.0 .055 .004 = 134 T06 3 MM EGR 16-18* o
MM GRIT 18P-45A 697 45.0 .055 .004 - 134 T06 3 MM EGR 16-18* o
MM GRIT 22K-45A 854 45.0 .067 - 059 217 T08 4 MMEGR 20-22* | @
MM GRIT 22P-45A 854 45.0 .067 - .059 217 T08 4 MM EGR 20-22¢ o
MM GRIT 28K-45A 1.091 45.0 167 - .020 .386 T10 6 T-40/3 * o

¢ Use carbide shanks for groove milling heads. ® Each MM GRT shank is supplied with MM EGR clamping key. ® Keys for other milling heads must be ordered separately.
¢ MM GRT.. shanks serve mainly for MM GRIT.. slitting heads. e K-Type - For general steel machining. ¢ P-Type - Positive geometry for soft and gummy materials. e For
user guide, see pages 33,195-201

() Cutting depth maximum

2 Number of flutes

* Optional, should be ordered separately

ISCAR
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MM GRIT Dovetail - @ @
Interchangeable Solid DC
Carbide Heads
vy
CDX
Re*
Dimensions
[=)
o
[
Designation DC KAPR CDX APMX RE THSZMS NOF®@ /
MM GRIT 28K-45D-6T10 1.091 186.0 157 197 .008 T10 6 T-40/3 L* o
MM GRIT 28K-60D-6T10 1.091 120.0 157 307 008 T10 6 T40/3 L .
MM GRIT 28K-75D-6T10 1.091 105.0 087 398 .008 T10 6 T-40/3 L .

* Use carbide shanks for groove milling heads e For user guide, see pages 33,195-201
() Cutting depth maximum
2 Number of flutes

*  Optional, should be ordered separately

MM GRIT 28K-45D-6T10 MM GRIT 28K-60D-6T10 MM GRIT 28K-75D-6T10

ENDMILLS e SOLID CARBIDE ® MULTI-MASTER

INDEXAB I!:Mg/gﬁﬂ ] THSZMS
MM GRIT 28P-DR e @
Interchangeable 6 Flute Solid 3 e DCX DC DCONMS
Carbide, Double-Sided Corner ¥ —
Rounding Milling Heads f‘
- LIl I CE
PRERAD,_ cvh¢
> LF |=
Dimensions
S
Designation PRFRAD CF DCX DC LF cw NOF@ THSZMS  DCONMS / 8
MM GRIT 28P-2.7-DR1.0 .039 .106 1.091 976 236 220 6 T10 .602 T-40/3 L* °
MM GRIT 28P-2.6-DR2.0 079 102 1.091 .902 .303 287 6 T10 602 T-40/3 L* o
MM GRIT 28P-2.3 118 .091 1.091 .831 382 .350 6 T10 .602 T-40/3 L* o
157 102 1.091 776 461 429 6 T10 602 T-40/3 L* [

® For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

M) Cutting diameter maximum

(2 Number of flutes

* Optional, should be ordered separately
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MULTI-mAS TER i
Iﬁ);A;ERSOLID CARBIDE LINE THSZMS @
J— T
Interchangeable 2 Flute ; DC)jm oc M= SN
Solid Carbide Corner | °3 |
Rounding Milling Heads -
PRFRAD | appix |
~— ECONOMICAL SOLUTION
Dimensions
3
Designation DCX™ PRFRAD Tme@ NOF® DC APMX THSZMS DCONMS LF 8
MM HR1.0/047-5.8-2T05 315 039 r02-118 2 228 295 105 299 417 °
MM HR1.6/063-6.8-2T06 394 063 r02-118 2 268 374 T06 374 492 .
MM HR2.0/078-6.0-2T06 .394 079 r02-.118 2 .236 374 T06 374 492 .
MM HR2.5/094-5.1-2T06 394 098 r02-.118 2 201 374 T06 374 492 °
MM HR3.0/125-6.5-2T08 [0} 118 r02-157 2 256 472 T08 453 614 .
MM HR4.0/156-4.7-2T08 |G} 157 102-157 2 185 A72 T08 453 614 .
MM HR5.0/188-6.2-2T10 630 197 r02-197 2 244 591 T10 598 752 °
MM HR6.0/236-8.0-2T12 [NCI 236 102-.236 2 315 276 12 726 685 °

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Cutting diameter maximum

(2 Specially tailored radius range upon request.

(3 Number of flutes

o
LL
—
%))
<
=
5
D
=
]
L
0
m
oC
<
O
o)
_
O
)
]
)
—l
=
=
)
pd
LL

MULTI-miAS TER
INDEXABLE SOLID CARBIDE LINE THSZMS
MM ER ‘ ®
Interchangeable 4 Flute T
Solid Carbide Corner DCONMS
Rounding Milling Heads l
Dimensions
g
[$]
Designation PRFRAD Tmit DC DCX@ DCONMS NOF® LF THSZMS
MM ER1.0/047-5.8-4T05 .039 .02-.055 228 315 315 4 394 T05 o
MM ER1.6/063-6.8-4T06 .063 .02-.098 .268 394 .394 4 512 TO6 o
MM ER2.0/078-6.0-4T06 079 .02-.098 236 .394 394 4 512 T06 [
MM ER2.5/094-5.1-4T06 098 .02-.098 201 394 .394 4 512 T06 o
MM ER3.0/125-6.5-4T08 118 02-122 256 500 500 4 650 T08 .

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Specially tailored radius range upon request.

(2) Cutting diameter maximum

@) Number of flutes

ISCAR
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MULTI-mASTER — r A View A
MM EPG | %
Single-Flute MULTI-MASTER / [ \ m J_/_hmww
Engraving Tool Head DC PREA/
e O g
Dimensions
=3
Designation DC RE CF(1) PRFA LF THSZMS 3
MM EPGO080/30-1T05 315 .008 - 30.00 .394 T05 .
MM EPG080/45-1T05 315 .008 - 45,00 394 05 °
MM EPG080/60-1T05 315 .008 - 60.00 .394 T05 .
MM EPG080/90-1T05 315 .008 - 90.00 .394 T05 .
MM EPG080/60-F50-1T05 315 - .020 60.00 394 T05 o
MM EPG080/60-F75-1T05 315 - 030 60.00 394 T05 °
MM EPG080/90-F32-1T05 315 - 013 60.00 394 05 )
MM EPG080/90-F50-1T05 315 - .020 60.00 394 T05 .

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection
() Frontal corner flat
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'V _ TV / &}
SOLIDS riii.i ; STl THSZMS @
MULTI-#ASTER o n_ STz Y
MM ECS ' ﬂw }
Interchangeable Solid SDL
Carbide Centering Drills ~ Js2 I
(ANSI B94.11M / DIN 332) Fig.1 TypeA »‘ D8 I~ Fig.2  TypeB
Dimensions
8
Designation DC DCONMS  THSZMS LPR SDL SD_2 SD_3 PL STA 2 Fig. 3
MM ECS-A1.00X06-2T04 .042 .236 T04 .394 0519 .1630 - 0110 60.0 1 o
MM ECS-A1.60X06-2T04 .065 .236 T04 394 0775 1752 - 0169 60.0 1 o
MM ECS-A2.00X06-2T04 .081 .236 T04 .394 0929 .2508 - 0213 60.0 1 o
MM ECS-A3.15X08-2T05 129 315 T05 591 1476 .3449 - .0335 60.0 1 o
MM ECS-A125X312-2T05 130 310 T05 .590 1323 .3280 - 0327 60.0 1 o
MM ECS-A4.00X10-2T06 162 394 T06 748 1901 4350 - 0421 60.0 1 o
MM ECS-A188X500-2T08 193 .500 T08 .906 2189 .5346 - .0496 60.0 1 [
MM ECS-A5.00X12-2T08 .202 472 T08 .906 2314 .5209 - .0520 60.0 1 [
MM ECS-A219X500-2T08 .220 .500 T08 .906 2488 .5496 - 0575 60.0 1 o
MM ECS-A6.30X16-2T10 .254 .630 T10 1.102 2854 6764 - .0650 60.0 1 [
MM ECS-B3.15X12-2T08 128 472 T08 .906 1397 2913 .362 0327 60.0 2 o
MM ECS-B4.00X127-2T08 161 .500 T08 .906 1783 .3740 422 0421 60.0 2 o
MM ECS-B5.00X19-2T12 .200 726 T2 1.004 2188 4606 .558 0524 60.0 2 °
MM ECS-B6.30X20-2T12 252 726 T12 1.004 2736 .5709 653 .0661 60.0 2 o

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
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SOLIDSivii. i o
THSZMS ’:!:‘ @
MULTI-MASTER T .
MM ECD DG g0 & (ED
NC Spotting Drills for Accurately L AN

Locating a Hole without
Using a Guide Bushing

Dimensions

S
Designation DC LPR THSZMS 3
MM ECD-06X90-2T04 236 433 To4 S
MM ECD-08X90-2T05 315 591 T05 o
MM ECD-10X90-2T06 394 748 T06 o
MM ECD-12X90-2T08 A72 906 To8 o
MM ECD-16X90-2T10 630 1102 T10 o

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection

MULTI-'.';I‘Is '-ER v ‘ MM TSg77-N...

INDEXABLE SOLID CARBIDE LINE 59 |
s ‘ T CHWx45° @

MM TS-N THSZMS
B Wi e
- .315 DL —CPX @
=

Interchangeable Solid Carbide
(G &

T-Slot Milling Heads

RE 394 4.‘
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Dimensions Tough «<— Hard
| & | 8
52l (=23 (=2
Designation DC DCTOLL cw NOF®  THSZMS  CDX®@ RE CHW / / e e Q
MM TS077-NO7A-4T05 .303 -0.002 028 4 T05 047 .008 - MM KEY 6X4* .
MM TS077-NO8A-4T05 303 -0.002 .031 4 T05 047 .008 o MM KEY 6X4* o
MM TS077-N09A-4T05 .303 -0.002 .035 4 T05 047 .008 = MM KEY 6X4* °
MM TS077-N10A-4T05 .303 -0.002 .039 4 T05 047 .008 - MM KEY 6X4* °
MM TS077-N15A-4T05 .303 -0.002 .059 4 T05 047 .008 = MM KEY 6X4* o
MM TS077-N20A-4T05 .303 -0.002 079 4 T05 047 .008 = MM KEY 6X4* °
MM TS105-N20D-06T04 413 -0.002 079 6 T04 079 016 - T-16/3* (]
MM TS.500-N062P-06T05 500 -0.002 .062 6 T05 .089 - .006 T-20/3* o
MM TS.500-NO78P-06T05 .500 -0.002 078 6 T05 .089 - .006 T-20/3* [
MM TS135-N20P-06T05 531 -0.002 079 6 T05 104 - .008 T-20/3* o
MM TS135-N25P-06T05 531 -0.002 .098 6 T05 104 - .008 T-20/3* .

e For shanks, see pages 65-71  For tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant to the threaded connection e For user guide,
see pages 33,195-201

) Number of flutes

(2 Cutting depth maximum

*  Optional, should be ordered separately
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TI-miAS § =i

IMQ&E SOLID CARBIDE LINE 1
RE
MMTS-H 5 s o ®| Y|
Interchangeable Solid Carbide - ], r - _Ir -
|.CW

T-Slot Milling Heads with
Various Corner Radii

N

 Inserts in .197" and wider feature chip splitting edges e For tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant to the threaded
connection e For shanks, see pages 65-71 e For user guide, see pages 33,195-201

() Cutting depth maximum

) Number of flutes

* Optional, should be ordered separately

s
LL]
I_
@))
<
I
Dimensions I:
D
- =
Designation DC DCTOLL cw CDX™ NOF@ RE THSZMS / E [ )
MM TS.500-H125D-06T05 .500 -0.05 125 088 6 .015 T05 T-20/3* .
MM TS.625-H056D-06T06 625 -0.05 .056 125 6 .016 T06 T-20/3* o I—IJ
MM TS.625-H063D-06T06 625 -0.05 .063 125 6 .016 T06 T-20/3* . D
MM TS.625-H068D-06T06 625 -0.05 .068 125 6 .016 T06 T-20/3* o —~
MM TS.625-H078D-06T06 625 -0.05 078 125 6 016 T06 T-20/3 . m
MM TS.625-H086D-06T06 625 -0.05 .086 125 6 016 T06 T-20/3* . m
MM TS.625-H105D-06T06 625 -0.05 .105 125 6 .016 T06 T-25/3* o <
MM TS.625-H125D-06T06 625 -0.05 125 125 6 .016 T06 T-25/3* [
MM TS.625-H156D-06T06 625 -0.05 .156 125 6 .016 T06 T-25/3* . Q
MM TS.750-H156D-06T08 .750 -0.05 .156 120 6 .016 T08 T-30/3 L* o
MM TS.750-H187D-06T08 .750 -0.05 187 120 6 .016 T08 T-30/3 L* o D
MM TS.750-H250D-06T08 .750 -0.05 250 120 6 .016 T08 T-30/3 L* . j
MM TS.875-H187D-06T08 875 -0.05 187 190 6 .015 T08 T-40/3 L* °
MM TS.875-H250D-06T08 875 -0.05 250 190 6 015 T08 T-40/3 L* . O
MM TS.875-H312D-06T08 875 -0.05 312 190 6 .015 T08 T-40/3 L* . CD
MM TS225-H80D-06T08 .886 -0.05 315 195 6 .016 T08 T-40/3 L* o
MM TS250-H80D-06T08 984 -0.05 315 232 6 016 T08 T-50/3 L* (] L
MM TS1.00-H187D-06T10 1.000 -0.05 187 77 6 .015 T10 T-50/3 L* o CD
MM TS1.00-H250D-06T10 1.000 -0.05 .250 77 6 .015 T10 T-50/3 L* °
MM TS1.00-H375D-06T10* 1.000 -0.05 375 77 6 .015 T10 T-50/3 L* o j
A
Z
LL]
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S § Er THUB

L/
INDEXABLE SOLID CARBIDE LINE —

CDX ﬂ B

¢ For shanks, see pages 65-71 e For tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant to the threaded connection e For user guide,
see pages 33,195-201
) Number of flutes

*  Optional, should be ordered separately

MULTI-mASTER

s
LL]
= MM Ts-C =
dp) Interchangeable Solid Carbide T r
< Circlip Groove Miling Heads DG =L
According to DIN 471/472 L Bt
EI Cw:.0008 REA]|]
I: Dimensions
D,
2 &
[ ) Designation cw CDX NOFt  THSZMS  LF t RE THUB LH DCONMS OAL / 5
I_IJ MM TS127C118T035-6T05 d .046 014 6 T05 .088 .01 .0020 118 .106 .303 .398 T-20/3* o
MM TS127C118T040-6T05 d .046 .016 6 T05 .088 .013 .0020 118 106 .303 .398 T-20/3* o
D MM TS127C118T050-6T05 d .046 .020 6 T05 .088 017 .0020 118 .106 .303 .398 T-20/3* o
—~~ MM TS127C138T050-6T05 d .054 .020 6 T05 .088 017 .0020 118 .106 .303 .398 T-20/3* o
m MM TS225C138T060-6T08 d .054 .024 6 T08 121 .020 .0020 Ar7 .165 461 488 T-40/3 * o
m MM TS225C138T070-6T0S [ 054 028 6 T08 121 024 0020 A7 165 461 488 TA0BL| e
< MM TS225C138T085-6T08 d .054 .033 6 T08 121 .029 .0020 77 165 461 488 T-40/3 L* o
MM TS225C168T070-6T08 d .066 .028 6 T08 27 .024 .0039 A77 165 461 488 T-40/3 L* o
Q MM TS225C168T085-6T08 d .066 .033 6 T08 127 .029 .0039 A77 .165 461 488 T-40/3 L* o
MM TS225C168T100-6T08 d .066 .039 6 T08 27 .035 .0039 Ar7 165 461 488 T-40/3 L* o
Q MM TS225C193T100-6T08 d 076 .039 6 T08 132 .035 .0039 A77 .165 461 488 T-40/3 L* o
j MM TS225C193T125-6T08 d .076 .049 6 T08 132 .044 .0039 A77 165 461 488 T-40/3 L* o
MM TS225C223T150-6T08 d .088 .059 6 T08 138 .054 .0039 Ar7 165 461 488 T-40/3 L* o
O MM TS225C273T150-6T08 d 107 .059 6 T08 148 .055 .0079 A77 161 461 488 T-40/3 L* L]
CD MM TS225C273T175-6T08 d 107 .069 6 T08 148 .065 .0079 A78 154 461 484 T-40/3 L* L]
° MM TS225C325T175-6T08 d 128 .069 6 T08 A78 .065 .0079 .201 .181 461 512 T-40/3 L* o
@p)
—
—
O
Z
LL]

INDEXABLE SOLID CARBIDE LINE .018 max.
depth of cut
MM TS-DG Soriolch A DR DRVS THSZMS @
Double-Groove Internal i =
Grooving Heads with Threaded ! DC0.0019 e DCONMS
Connection for Tube Sheets — Lo - L

of Heat Exchangers

[} — 024? RE.012 Typx4
J 118 L.zse J 118 L A Ls

Dimensions
8
Designation DC DCONMS  PHDW THSZMS NOF@ LF L3 L DRVS® / 3
MM TS155-04T10-8238 .610 .630 625 T10 4 1.339 713 555 .39%4 MM KEY 10X7* [
728 726 750 T12 4 1.358 720 571 512 MM KEY 13X8* o
965 941 1.000 Ti5 4 1472 433 567 787 NMMKEY20' | e
e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant to

the threaded connection e For user guide, see pages 33,195-201
) For minimum tube outer diameter

2 Number of flutes

@) Clamping wrench size

* Optional, should be ordered separately
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rrywv.vy J/ _J_ ) m
INDEXABLE S:LID CAHBIgEELIﬂ THSZMS RE LIJ
MM GRIT-16K/P,18K/P - @ @a @ —
Interchangeable Solid “ODX CD
Carbide Small Diameter & v
Groove Milling Heads - CDX <
—5 E
CW
|
Dimensions I:
D)
. =
N
Designation DC cwW CDX@ NOF®© RE DMIN®@ THSZMS 3 [ )
MM GRIT 16K-1.50-0.10 .618 059 110 3 .004 630 T06 MM EGR 16-18* o
MM GRIT 16P-1.50-0.10 .618 .059 110 3 .004 630 T06 MM EGR 16-18* [ I—IJ
MM GRIT 16K-1.57-0.20 .618 062 110 3 .008 630 T06 MM EGR 16-18* o D
MM GRIT 16K-2.00-0.20 .618 079 110 3 .008 630 T06 MM EGR 16-18* [ ==
MM GRIT 16P-2.20-1.10 .618 .087 110 3 .043 .630 T06 MM EGR 16-18* [ CD
MM GRIT 16K-2.39-0.20 618 094 110 3 .008 630 T06 MM EGR 16-18* . m
MM GRIT 16K-2.50-0.20 .618 .098 110 3 .008 630 T06 MM EGR 16-18* o <
MM GRIT 16K-3.00-0.20 .618 118 110 3 .008 .630 T06 MM EGR 16-18* o
MM GRIT 16P-3.00-0.20 .618 118 110 3 .008 630 T06 MM EGR 16-18* o Q
MM GRIT 16K-3.17-0.20 .618 125 110 3 .008 630 T06 MM EGR 16-18* o
MM GRIT 18K-1.20-0.05 (1) 697 047 150 g .002 709 T06 MM EGR 16-18* ° D
MM GRIT 18P-1.20-0.60 .697 047 150 3 024 709 T06 MM EGR 16-18* o j
MM GRIT 18K-1.40-0.05 (1) 697 055 150 3 002 709 T06 MM EGR 16-18* °
MM GRIT 18K-1.50-0.10 .697 059 150 3 .004 .709 T06 MM EGR 16-18* o O
MM GRIT 18K-1.57-0.20 .697 062 150 3 .008 709 T06 MM EGR 16-18* o CD
MM GRIT 18K-1.70-0.05 (1) 697 067 150 3 002 709 T06 MM EGR 16-18* °
MM GRIT 18K-2.00-0.20 .697 079 150 3 .008 .709 T06 MM EGR 16-18* [ L
MM GRIT 18P-2.00-1.00 .697 079 150 3 .039 .709 T06 MM EGR 16-18* o CD
MM GRIT 18P-2.20-1.10 .697 .087 150 3 043 .709 T06 MM EGR 16-18* o
MM GRIT 18K-2.39-0.20 .697 094 150 3 .008 .709 T06 MM EGR 16-18* [ —I
MM GRIT 18K-2.50-0.20 .697 098 150 3 .008 709 T06 MM EGR 16-18* o :I
MM GRIT 18K-3.00-0.20 .697 118 150 3 .008 .709 T06 MM EGR 16-18* o
MM GRIT 18P-3.00-1.50 .697 118 150 3 .059 .709 T06 MM EGR 16-18* [ E
MM GRIT 18K-3.17-0.20 .697 125 150 3 .008 .709 T06 MM EGR 16-18* o D
* Recommended for O-rings and retaining rings ¢ MM EGR clamping key is supplied with each MM GRT... shank e Modification options on request e Do not apply lubricant Z
to the threaded connection e Tightening torque: 90 Ibf x in e For clamping instructions, see pages 72-73 ® For user guide, see pages 33,195-201
® For shanks, see pages 65-71 ¢ K - For general steel machining e P - Positive geometry for soft and gummy materials LlJ

M) For circle clips according to DIN 471/472 and ANSI B27.7M
(2 Cutting depth maximum

(@) Number of flutes

4 Minimum bore diameter

*  Optional, should be ordered separately

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

C TI-niAaS 7 e
LlJ INDEXABLE SOLID CARBIDE LINE CWSO47 @
= MM GRIT-22K/P,28K/P _ N hszvs L ow
[@pJ] nterchangeable Solid ) SR
pigl oo Sal Dameter . i ! . Eenl @a
Groove Milling Heads Nmi= 720 -8
= Jlo' foox &
1
I: Dimensions
- S
2 Designation DC cw CDXx@ NOF® RE DMIN®@ THSZMS ©)
MM GRIT 22K-0.76-0.00 (1) 854 .030 059 4 .000 866 T08 MM EGR 20-22* .
o MM GRIT 22K-0.86-0.00 (1) 854 034 067 4 .000 866 T08 MM EGR 20-22* .
|_u MM GRIT 22K-0.96-0.00 (1) 854 038 075 4 .000 866 T08 MM EGR 20-22* °
D MM GRIT 22K-1.00-0.05 854 039 079 4 002 866 T08 MM EGR 20-22* °
— MM GRIT 22P-1.00-0.05 854 039 079 4 002 866 T08 MM EGR 20-22* °
m MM GRIT 22K-1.20-0.05 (1) 854 047 77 4 002 866 T08 MM EGR 20-22* .
MM GRIT 22K-1.40-0.05 (1) 854 055 A77 4 002 866 T08 MM EGR 20-22* .
m MM GRIT 22K-1.57-0.00 854 062 77 4 000 866 T08 MM EGR 20-22* °
<E MM GRIT 22K-1.70-0.10 (1) 854 067 A77 4 004 866 T08 MM EGR 20-22* °
Q MM GRIT 22P-1.70-0.10 (1) 854 067 77 4 004 866 T08 MM EGR 20-22* °
MM GRIT 22K-1.95-0.20 (1) 854 077 A77 4 .008 866 T08 MM EGR 20-22* .
D MM GRIT 22K-2.00-0.20 854 079 77 4 008 866 T08 MM EGR 20-22* °
p— MM GRIT 22P-2.00-0.20 854 079 A77 4 .008 866 08 MM EGR 20-22* °
1 MM GRIT 22K-2.25-0.20 (1) 854 089 A77 4 .008 866 T08 MM EGR 20-22* .
O MM GRIT 22K-2.39-0.20 854 094 A77 4 008 866 T08 MM EGR 20-22* °
MM GRIT 22K-2.50-0.20 854 098 77 4 008 866 T08 MM EGR 20-22* °
CD MM GRIT 22P-2.50-0.20 854 098 77 4 008 866 T08 MM EGR 20-22* °
PY MM GRIT 22K-2.75-0.20 (1) 854 108 77 4 .008 866 T08 MM EGR 20-22* °
MM GRIT 22K-3.00-0.20 854 118 A77 4 008 866 08 MM EGR 20-22* °
([) MM GRIT 22P-3.00-0.20 854 118 77 4 008 866 T08 MM EGR 20-22* °
1 MM GRIT 22K-3.17-0.20 854 125 77 4 .008 866 T08 MM EGR 20-22* °
1 MM GRIT 22K-3.25-0.20 (1) 854 128 A77 4 .008 866 T08 MM EGR 20-22* .
pm— MM GRIT 22P-3.81-0.20 854 150 77 4 008 866 T08 MM EGR 20-22* °
2 MM GRIT 22K-4.00-0.20 854 157 77 4 008 866 T08 MM EGR 20-22* °
MM GRIT 22P-3.98-0.20 854 157 A77 4 008 866 T08 MM EGR 20-22* °
D MM GRIT 22P-4.00-0.20 854 157 77 4 008 866 T08 MM EGR 20-22* °
Z MM GRIT 22P-4.00-2.00 854 157 77 4 079 866 T08 MM EGR 20-22* °
LU MM GRIT 22K-4.25-0.20 (1) 854 167 A77 4 .008 866 T08 MM EGR 20-22* .
MM GRIT 22K-4.25-1.20 (1) 854 167 A77 4 047 866 T08 MM EGR 20-22* .
MM GRIT 22K-4.75-0.20 854 187 77 4 008 866 T08 MM EGR 20-22* °
MM GRIT 22K-5.25-0.20 (1) 854 207 A77 4 008 866 T08 MM EGR 20-22* °
MM GRIT 22K-6.00-3.00 854 236 77 4 118 866 T08 MM EGR 20-22* °
MM GRIT 28K-2.50-0.2 1,091 .098 236 6 008 1.102 T10 T-40/3 L* °
MM GRIT 28K-5.25-0.2 1.001 207 236 6 008 1.102 T10 T-40/3 L °
MM GRIT 28P-7.0-3.5 1.001 276 224 6 138 1.102 T10 T-40/3 L* °
MM GRIT 28K-10.0-0.2 1.001 394 236 6 008 1.102 T10 T40/3 L °

e Recommended for O-rings and retaining rings ® MM EGR 20-22 clamping keys are supplied with each MM GRT... shank e Tightening torque for MM GRIT 22: 130 Lbfxin,
for MM GRIT 28: 250 Lbfxin e K - for general steel & cast iron machining P - for soft and gummy materials ¢ Modification options on request e Do not apply lubricant to the
threaded connection e For clamping instructions, see pages 72-73 e For user guide, see pages 33,195-201 e For shanks, see pages 65-71

M) For circle clips according to DIN471/472 and ANSI B27.7M

(2) Cutting depth maximum

(@) Number of flutes

4 Minimum bore diameter

* Optional, should be ordered separately

ISCAR




TI-miAS § =i

MM FM

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

To Order Contact: Exact Tooling

|  www.exacttooling.com /

sales@exacttooling.com /

888-988-8820

%

* MM EGR 20-22 clamping keys are supplied with each MM GRT... shanks e Tightening torque 130 Lbfxin e Do not apply lubricant to the threaded connection.
clamping instructions, see pages 72-73 e For user guide, see pages 33,195-201

|
7 g Recommended I_
Dimensions Machining Data —I
Py ) =
Designation DC APMX RE NOF THSZMS LF (&} (inch/t) (]
MM FM120-36R0.2-06T05 472 142 .0079 6 T05 173 T-20/3* o .0016-.0039
MM FM160-48R0.4-06T06 .630 189 .0157 6 T06 220 T-25/3* o .0020-.0039 I—IJ
MM FM200-60R0.4-06T08 [C:Y 23 0157 6 T08 268 T403 L . 10020-0039 [
MM FM250-75R0.4-06T10 .984 295 01567 6 T10 .331 T-50/3 L* [ .0020-.0039 ——
() Number of flutes CD
* Optional, should be ordered separately %
MULTI-miASTER ¢ )
INDEXABLE SOLID CARBIDE LINE
MM SS = = @
Interchangeable Solid Carbide -‘@'- = D
Heads for Milling Involute Spline “ ..1 =
Shafts According to DIN 5480 ' g 5
Dimensions o
= —
8 —
Designation Modulet" Trange® DC PDX ow NOF! THSZMS §
MM SS22M100Z1720-4T08 1.00 17-20 854 RA 217 4 T08 MM EGR 20-22* [
MM SS22M100Z2125-4T08 1.00 2125 854 09 177 4 T08 MMEGR2022 | 0O
MM SS22M150Z1720-4T08 1.50 17-20 854 1 213 4 T08 MM EGR 20-22* o Z

) Value in mm
(2 Teeth range
@) Number of flutes

* Optional, should be ordered separately

I NRnEAL

SOLI

MULTI-mASTER

MM TRD-M
Interchangeable Solid Carbide
Milling Heads for 60° Partial
Profile Thread Milling

e For shanks, see pages 65-71

e For

60

Dimensions
K
Designation DC  NOF® TPN@ TPX®  RE CF PDX THSZMS TDzZ«4 DMIN Standard uc_;
MM TRD16-M60-05P-3T06 L] 8 500 2000 -® .002 .05 T06 M20 .750 IS0 68,DIN 13 MM EGR 16-18 .
MM TRD16-M60-15P-3T06 .618 3 1.500 2.000 .002 = .05 T06 M22 .750 ISO 68, DIN 13~ MM EGR 16-18* °
MM TRD22-M60-30P-4T08 .854 4 3.000 4.500 .008 - 1 T08 M36 1.220 ISO 68, DIN 13 MM EGR 20-22* o

e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983) e For shanks, see pages 65-71

threaded connection.

() Number of flutes

@ Thread pitch minimum (mm)
@) Thread pitch maximum (mm)
(@) Smallest possible thread

) flat

*  Optional, should be ordered separately

e For clamping instructions, see page 72-73 e Do not apply lubricant to the




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDTHiREAD

TI-miAS 7 e

INDEXABLE SOLID CARBIDE LINE

MM TRD-W
Interchangeable Solid Carbide
Milling Heads for 55° Partial
Profile Thread Milling

Dimensions
[=e]
N
Designation DC  NOF® RE PDX TPIX®@ TPIN®  THSZMS TDZ DMIN Standard '§
MM TRD22-W55-14P-4T08 Js%! 4 008 .09 14.00 11.00 T08 G3/4 953  DINISO228,B.S.84 MM EGR 20-22* .

® For shanks, see pages 65-71  For clamping instructions, see pages 72-73 e Do not apply lubricant to the threaded connection.
() Number of flutes

@ Threads per inch maximum

©) Threads per inch minimum

* Optional, should be ordered separately

Identification Code

i O o m @ e

MULTI- gytting No. of Cutting Pitch Thre_ad Cpnnection
MASTER ia. Flutes Length Profile Size
’ 1ISO
Thread Mill UN
W (55°)

SOLIDTHiREAD

MT-ISO-MM

Carbide Miling Heads with
a Threaded Connection for
Internal ISO Metric Thread

Application: General engineering

o
LL
—
%))
<
=
5
D
=
]
L
0
m
oC
<
O
o)
_
O
)
]
)
—l
=
=
)
pd
LL

Dimensions

3
Designation TP M Coarse M Fine DC NOF@ APMX LF THSZMS 3
MT10D7.5 0.51SO-MMT05 500 - =>14 394 4 295 502 T05 .
MT 10D6 0.751SO-MMTO05 .750 = =>12 .39%4 4 236 502 T05 o
MT 10D6 1.01SO-MMTO05 1.000 - =12 394 4 236 502 T05 .
MT 10D5 1.251SO-MMTO05 1.250 - =>14 394 4 197 502 T05 o
MT 10D6 1.51SO-MMTO05 1.500 = =>14 .39%4 4 236 502 T05 o
MT12D9 0.51SO-MMTT06 500 - =>16 A72 4 315 563 T06 °
MT12E9 0.75I1SO-MMTT06 750 - =>16 AT2 5 327 563 T06 .
MT12E9 1.0ISO-MMTTO06 1.000 = =>16 472 & 315 563 T06 o
MT12D9 1.25I1SO-MMTTO06 1.250 - =>16 AT2 4 295 563 T06 o
MT12D9 1.51SO-MMTT06 1.500 - =>16 AT2 4 299 563 T06 )
MT12D9 1.75ISO0-MMTTO06 1.750 - =>16 A72 4 280 563 T06 )
MT12D10 2.0ISO-MMTTO06 2.000 M16 =>17 A72 4 315 563 T06 °
MT16F12 1.01SO-MMTTO08 1.000 - =22 630 6 472 787 T08 .
MT16F12 1.51SO-MMTTO08 1.500 = =>20 630 6 472 787 T08 o
MT16E12 2.01SO-MMTT08 2,000 - =>19 630 5 AT2 787 T08 .
MT15E13 2.51SO-MMTT08 2.500 M20 =>22 606 5 500 787 T08 )
MT16C12 3.0ISO-MMTTO08 3.000 M24 =>25 630 3 476 787 T08 o
MT20F14 2.0ISO-MMTT10 2.000 - =>27 787 6 AT2 827 T10 .
MT20D12 3.01SO-MMTT10 3.000 - =27 787 4 480 827 T10 .
MT20D14 3.51SO-MMTT10 3,500 - =>30 787 4 417 827 T10 [

¢ Note: Description and dimensions relate to the new products with clamping flats. There is a possibility that the customer will receive the old item (with TORX) until the stock
is depleted. e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page 72-73 e Do not
apply lubricant to the threaded connection

() Thread pitch (mm)

2 Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDTHiREAD

Tl-miAaS 7 Ern

INDEXABLE SOLID CARBIDE LINE
MT-UN-MM

Carbide Milling Heads with
a Threaded Connection for
Internal UN Thread Profile

Application: General engineering

* Note: Description and dimensions relate to the new products with clamping flats. There is a possibility that the customer will receive the old item (with TORX) until the stock
is depleted. e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page 72-73 e Do not
apply lubricant to the threaded connection

() Threads per inch

) Number of flutes

®) Thread pitch (mm)

SOLIDTriREAD

-
LL]
|_
)
<
I
Dimensions l:
—1
o =
Designation TPIO UNC UNF UNEF DC NOF® APMX LF THSZMS TP@ 3
MT 10D7 32UN-MMTO5 320 2 2 2 394 4 252 502 105 794 . °
MT 10D6 28UN-MMTO05 280 : 112 - 394 4 217 502 105 907 .
MT 10D6 24UN-MMTO05 24.0 - - 9/16-5/8 304 4 209 502 105 1.058 . LLJ
MT 10D6 20UN-MMTO05 200 2 112 - 394 4 201 502 105 1.270 . N
MT 10D5 18UN-MMTO5 18.0 - 9/16-5/8  11/8-15/8 304 4 220 502 105 1.411 . —
MT 10D7 16UN-MMTO05 16.0 . 3/4 - 304 4 252 502 105 1583 . 28
MT12D9 24UN-MMTTO06 240 - - 5/8-11/16 472 4 291 563 T06 1.058 o 0
MT12D9 20UN-MMTTO06 200 - - 3/4-1 472 4 303 563 106 1270 .
MT12D9 18UN-MMTTO06 18.0 2 5/8 =>111/16 472 4 280 563 06 1411 . <E
MT12D10 16UN-MMTTO06 16.0 2 3/4 - 472 4 315 563 106 1,588 o Q
MT12D10 14UN-MMTTO6 [RLYY : 78 - 472 4 287 563 06 1.814 .
MT16E12 18UN-MMTT0S [RERREL . 58 =>111/16 630 5 445 787 T08 1411 . 0
MT16E13 14UN-MMTTOS [RLY 2 78 2 630 5 500 787 108 1.814 . —
MT16E13 12UN-MMTT0S [RALY - 11172 - 630 5 500 787 108 2417 . 1
MT15D13 10UN-MMTTO08 10.0 3/4 - - 602 4 500 787 T08 2,540 . O
MT16C11 9UN-MMTTO08 90 718 2 2 630 3 445 787 108 2,822 . )
MT16C12 S8UN-MMTTO08 8.0 10 - - 630 3 500 787 T08 3475 .
MT20F13 12UN-MMTT10 12.0 2 =>1 - 787 6 500 827 T10 2417 . PY
MT20D13 8UN-MMTT10 80 1 787 4 500 827 T10 3475 o
MT20D15 7UN-MMTT10 7.0 2 11/8-11/4 - 787 4 429 827 T10 3629 ° @P)
—1
1
A
Z
LL

v THSZMS

MT-W-MM DC 7
Carbide Miling Heads with L
a Threaded Connection for =
Internal and External 55° e—— LF

Application: General engineering fittings and pipe couplings

BSW Thread Profile

Dimensions

[se]

S

(S}
Designation TPI TDZ DC NOF@ APMX LF THSZMS TP®
MT 10D6 19W-MMTO05 19.0 G1/4-3/8 .394 4 209 502 T05 1.337 (]
MT16D12 14W-MMTTO08 14.0 G1/2-7/8 630 4 500 787 T08 1.814 .
MT16D11 11W-MMTTO8 11.0 G=>1 .630 4 453 787 T08 2.309 o
MT20F15 14W-MMTT10 14.0 G3/4-7/8 787 6 500 827 T10 1.814 o
MT20F14 11W-MMTT10 11.0 G=>1 787 6 453 827 T10 2.309 o

¢ Note: Description and dimensions relate to the new products with clamping flats. There is a possibility that the customer will receive the old item (with TORX) until the stock is
depleted. e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see page 72-73 ® Do not apply
lubricant to the threaded connection

() Threads per inch

2 Number of flutes

@) Thread pitch (mm)

’ o
Fatt .

o " Tightening Tightening
Thread Size Key ® Torque Wrench ® Wrench @ Torque (Nxcm) Torque (Lbfxinch)
TO5 MM KEY 6x4 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 6-05 700 60
TO6 MM KEY 8x5 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 8-06 1000 90
TO8 MM KEY 10x7 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 10-08 1500 130
T10 MM KEY 13x8 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 13-10 2800 250
™ Order separately Member IC Group
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FEED-- vy 7Y
MULTTI" miAST=in : . THSAMS =
ED.... I om @ @
SOLID™" miii f 5
MM FF oc Bl — -+ DCONMS @ @ ®
Interchangeable 2 Flute L i
FEEDMILL Solid Carbide Rg LAPMX
Heads for Milling at Very LF —= ECONOMICAL SOLUTION
Fast Feeds and Small D.O.C.
q q Recommended
Dimensions Tough «<— Hard Machining Data
g g | =«
Designation DC  NOF®  APMX Rg®  THSZMS DCONMS LF KAPR  RMPX® [*] [*] (inch/t)
MM FF375R06-L49-2T06 375 2 .020 059 T06 .360 490 100.0 7.0 o .0118-.0236
MM FF100R1.5-L12-2T06 .394 2 024 079 T06 378 492 97.0 7.0 ° .0118-.0236
MM FF120R2.0-2T08 AT2 2 027 .098 T08 453 437 97.0 7.0 o . .0197-.0394
MM FF500R08-L59-2T08 500 2 027 .098 T08 453 591 95.0 7.0 o .0197-.0394
MM FF160R2.0-2T10 .630 2 .043 118 T10 .598 531 97.0 7.0 L] .0217-.0433
MM FF.750R.08-2T12 750 2 .056 079 T2 726 685 100.0 7.0 o .0295-.0591
MM FF200R2.0-2T12 787 2 .059 134 T12 726 685 95.0 7.0 o .0295-.0591

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) Number of flutes

(2) Radius for programming

@) Maximum ramping angle

Machining Example:
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Shank: MM S-B-L5.50-C.625-T08 Shank: MM S-A-L2.75-W.750-T10
Milling Head: MM FF 120R2.0-2T08 Milling Head: MM FF 160R2.0-2T10 908
Workpiece Material: SAE 4340 HRc 28 Workpiece Material: P20 HRc 52
Milling Milling

ap = .027” ap = .008”

ae = .315” ae = .236”

Ve = 495 SFM Vc = 495 SFM

Fz = .040 IPT Fz = .055 IPT

Plunging

ap = .078"

Vc = 264 SFM

Fz = .009 IPR
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£0,

MULTI mASTER _ LF — = -
, KAPR THSZMS @ o)
£

SOLID™" L.

MM EFF

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

&=7
B DCOi\l MS @? @ @

Dimensions Tough <— Hard azg%mm;ng;:
g 8| ¢

Designation DC NOF®  APMX THSZMS DCONMS LF RMPX4  KAPR Rg® CSPe© [$] [&] (inch/t)

MM EFFO80T3R1.62-4T05 315 4 016 105 295 394 50 97.0 064 0 . .0047-.0189
MM EFF100T4R2.01-4T06 394 4 020 T06 374 512 5.0 97.0 079 0 . .0063-.0224
MM EFF100T2R1.0-6TO6H (1) [cte”! 6 018 T06 374 394 3.0 97.0 039 1 . .0063-.0185
MM EFF120T4R1.8-4TOSH (1) ¥y 4 024 T08 453 650 50 97.0 071 1 . .0063-.0264
MM EFF120T4R2.47-4T08 472 4 024 T08 453 650 50 97.0 097 0 . .0063-.0264
MM EFF120T2R1.2-6TOSH (1) iy 6 026 08 453 492 30 97.0 047 1 ° .0063-.0213
MM EFF127T4R2.59-4T08 500 4 024 T08 480 650 50 97.0 102 0 . .0063-.0264
MM EFF160T5R2.2-4T10H (1) JEGX}) 4 031 T10 606 807 50 97.0 087 1 . .0079-.0295
MM EFF160T5R3.25-4T10 630 4 .031 T10 .606 807 5.0 97.0 128 0 ° .0079-.0295
MM EFF160T4R2.0-6T10H (1) Gt 6 041 T10 606 630 30 97.0 079 1 ° .0079-.0256
MM EFF200T6R4.02-4T12 787 4 039 T12 726 1.004 50 97.0 158 0 . .0079-.0354
MM EFF200T5R2.2-6T12H (1) (i 6 049 T12 726 787 30 97.0 087 1 . .0079-.0315
MM EFF250A7R3.1-6T15 (2 984 6 047 T15 941 984 50 97.0 122 0 . .0098-.0394
MM EFF254A7R3.1-6T15 (2) RN 6 047 T15 941 984 5.0 97.0 122 0 ° .0098-.0394

e For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() With a central coolant hole

(2 Cannot be used for plunging application

() Number of flutes

@) Maximum ramping angle

) Radius for programming

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

Machining Recommendations
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VDI 3323 Material Ve Fz (ipt) vs. Tool Diameter (inch)

Group(" (sfm) Ap Ae .315 .394 472 .630 .787 .984
1 590 .045xD 7xD 019 022 1026 1030 035 039

2 520 .045xD 7xD 019 022 .026 .030 .035 .039

3 520 .045xD 7xD 019 1022 1026 .030 035 .039

4 520 .045xD 7xD 019 1022 1026 .030 035 039

5 490 .045xD 7xD 017 020 022 026 .030 .034

6 490 .045xD .7xD .013 .016 .019 .022 .026 .031

7 460 .045xD 7xD 013 016 019 022 1026 031

8 460 .045xD 7xD 012 014 017 .020 024 028

9 460 .045xD .7xD .012 .014 .017 .020 .024 .028

10 430 .04xD 6xD 011 013 015 019 022 1026

11 390 .04xD 6xD 010 012 014 017 1020 024
12,13 390 .04xD .6xD .012 .014 .017 .020 .024 .028
15-16 590 Apmax 7xD 018 1020 024 028 031 035
17-18 520 Apmax 7xD 015 018 .020 1024 .028 031
38.1@ 330 .035xD 45xD .008 010 013 016 019 022
38.20) 260 .03xD 3xD .006 1009 012 015 018 .020
391 200 .02xD .25xD .005 .006 .006 008 .008 010

() |ISCAR material group in accordance with VDI 3323 standard
(@ HRc 45-49

@) HRc 50-55 Ap - Depth of cut

@) HRc 56-63 Ae - Width of cut

Member IMC Group
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% /Mgél.!:ﬁé?ngﬁ 1 KAPR ] =}
THSZMS 9l
el MM HT | % » Qﬂ @ ®
CD Torodial 2 Flute Interchangeable
< Solid Carbide Miling Heads @ @ @
E.
I: Dimensions Tough «<— Hard
D)
2 =3 8
[ ) Designation DC NOF) APMX RE Tm@ THSZMS  DCONMS LF KAPR 5 3
I_IJ MM HT100C08R0.5-2T06 394 2 276 .020 10-.040 T06 374 490 95.0 o
MM HT100C08R1.0-2T06 .394 2 276 .039 r0-.040 T06 374 490 95.0 o
D MM HT100NO6R2.0-2T06 394 2 236 079 10-.118 T06 374 488 97.0 .
= MM HT100NO7R0.5-2T06 394 2 272 .020 r0-.040 T06 374 441 95.0 o
m MM HT100NO7R1.0-2T06 394 2 272 .039 r0-.040 T06 374 441 95.0 o
m MM HT100NO7R2.0-2T06 394 2 272 079 10-.118 T06 374 A4 95.0 .
< MM HT100NO7R3.0-2T06 394 2 272 118 r.106-.157 T06 374 441 95.0 o
MM HT120NO6R3.0-2T06 472 2 213 118 r.106-.157 T06 .358 .358 97.0 °
Q MM HT120NO6R4.0-2T06 472 2 201 167 r.106-.157 T06 453 .358 97.0 o
MM HT120NO6R1.6-2T08 472 2 224 .063 r.051-.106 T08 453 437 97.0 o °
D MM HT120NO6R2.0-2T08 472 2 232 .079 r051-.106 T08 453 437 97.0 o o
j MM HT120NO6R2.5-2T08 472 2 217 .098 r.0561-.157 T08 453 437 97.0 o
MM HT120NO6R3.0-2T08 472 2 217 118 r.106-.173 T08 453 437 97.0 o °
O MM HT120NO6R4.0-2T08 472 2 220 157 r.106-.173 T08 453 437 97.0 o
CD MM HT.625N31R187-2T10 625 2 310 .190 r.190-.250 T10 .600 795 97.0 o
MM HT160NO7R2.0-2T10 630 2 272 079 r.0569-.157 T10 .598 516 97.0 o
o MM HT160NO7R3.0-2T10 630 2 283 118 r.059-.157 T10 598 528 97.0 (]
CD MM HT160NO7R4.0-2T10 630 2 .280 157 r.069-.157 T10 .598 528 97.0 o
_I MM HT160NO8R5.0-2T10 630 2 315 197 r.106-.173 T10 .598 795 97.0 o °
MM HT.750N45R250-2T12 .750 2 450 250 r.120-.310 T12 7126 680 97.0 °
:I MM HT.750N45R312-2T12 750 2 450 312 r.120-.310 T12 726 680 97.0 o
2 MM HT200N11R3.0-2T12 787 2 425 118 r.120-.310 T12 7126 669 97.0 o
MM HT200N11R4.0-2T12 787 2 437 167 r.118-315 T12 726 681 97.0 o
D MM HT200N11R5.0-2T12 787 2 437 197 r.120-.310 T12 7126 681 97.0 o
Z MM HT200N11R6.0-2T12 787 2 433 .236 r.118-.315 T12 7126 681 97.0 o
MM HT200N11R8.0-2T12 787 2 429 3156 r.120-.310 T12 7126 681 97.0 o
LIJ * For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant

to the threaded connection. e For user guide, see pages 33,195-201
) Number of flutes
(2 Specially tailored radius range upon request

MULTI-MASTER - =
MM HT-NCSR AR THSAMS @ & N ®
2 Flute Chip Splitting Toroidal I (("a II\““\i ——

Bl 9| @&

Solid Carbide Milling Heads BehS i
)

| O

A

RE_ "
APMX
l«— LF ECONOMICAL SOLUTION
Dimensions
S
Designation DC NOF® APMX RE Tm@ THSZMS DCONMS LF KAPR 3
MM HT120NCSR3.0-2T08 AT2 2 217 118 r.106-.173 T08 453 437 97.0 [

e For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Number of flutes

(2 Specially tailored radius range, available upon request.

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

VYY) Y
9|9

MM HT-NWFR

2 Flute Toroidal Solid
Carbide Milling Heads with
a Side Tangential Wiper

&y

RE
APMX LJ
- LF ECONOMICAL SOLUTION
Dimensions
S
Designation DC NOF® APMX RE Tm@ THSZMS DCONMS LF KAPR 3
MM HT120NWFR3.0-2T08 AT2 2 .209 118 r.106-.173 T08 453 A37 97.0 o

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) Number of flutes

(2 Specially tailored radius range, available upon request.

MM ETR
Interchangeable 6 Flute Torodial
Solid Carbide Milling Heads

MULTI-miAaSTER . 7&
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Dimensions Tough <— Hard

3 8
Designation DCX™ NOF®@ APMX RE THSZMS DCONMS L FHA RMPX® 3 3
MM ETR.312A16R078 0 312 6 160 078 T05 .300 .390 30.0 9.0 o
MM ETR080A4R05CF-6T05 315 6 157 020 T05 .303 .39%4 30.0 9.0 o
MM ETR080A4R10CF-6T05 315 6 157 .039 T05 308 394 30.0 9.0 o
MM ETR.375A19R031-6T06 90 375 6 190 .031 T06 .360 510 30.0 9.0 o
MM ETR.375A19R125-6T06 90 375 6 190 125 T06 .360 .510 30.0 9.0 o
MM ETR100A5R05CF-6T06 394 6 197 020 T06 378 512 30.0 9.0 (]
MM ETR100A5R10CF-6T06 394 6 197 039 T06 378 512 30.0 9.0 .
MM ETR120A7R05CF-6T08 472 6 276 020 T08 AT2 .669 30.0 9.0 o
MM ETR120A7R10CF-6T08 472 6 276 .039 T08 A72 669 30.0 9.0 (]
MM ETR.500A27R062-6T08 90 .500 6 270 062 T08 480 .650 30.0 9.0 °
MM ETR.500A27R125-6T08 90 .500 6 270 125 T08 480 .650 30.0 9.0 o
MM ETR.500A27R156-6T08 90 .500 6 270 156 T08 480 650 30.0 9.0 °
MM ETR.625A35R200-6T10 90 .625 6 .350 .200 T10 .600 .807 30.0 9.0 o

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Cutting diameter maximum

2 Number of flutes

) Maximum ramping angle

TI-miAS T e LF

/MQQLE SOLID CARBIDE LINE | RE ~.g0° THSZMS Rd]
MM ET 3 @ % !
Solid Carbide Tapered Heads T . T

DC L poonws r

with 20/30° Helix, Variable Pitch

and Coolant Holes for Chatter
Free Finishing Operations

L lApwx
| n Recommended
iR Machining Data
§ fz
Designation DC RE NOFt APMX THSZMS DCONMS LF RMPX®@ £} (inch/t)
MM ET11/8H4R10CF-8TO8H 433 .039 8 138 T08 AT2 .650 3.0 ° .0016-.0039
MM ET15/8H4R10CF- OH 591 .039 12 138 710 .630 807 3.0 ° .0020-.0043

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) Number of flutes

@) Maximum ramping angle

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com /

sales@exacttooling.com /

888-988-8820

INDEXABLE S:LID CARBIgEEﬂ
THSZMS
MM HCR Qﬂ
Interchangeable 2 Flute Solid }
Carbide Ball Nose Miling Heads Dorhg — DEENE
Pl
- APijJ
W ECONOMICAL SOLUTION
Dimensions
S
Designation DOX™ NOF®@ APMX THSZMS DCONMS LF 3
MM HCR.312-2T05 312 2 310 T05 300 390 .
MM HCR.375-2T06 375 2 .380 T06 .360 478 °
MM HCR.500-2T08 500 2 508 To8 480 646 .
MM HCR.625-2T10 .625 2 .630 T10 .600 .750 o

e For shanks, see pages 65-71
to the threaded connection. e For user guide, see pages 33,195-201
M) Cutting diameter maximum

(2 Number of flutes

e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant

I.-- vy /7

MULTI TEn

MM HRF
Interchangeable 2 Flute
Solid Carbide Ball Nose
Finish Milling Heads

THSZMS

DCONMS
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‘« APMX |
le—LF
Dimensions Tough «<— Hard

z | g
Designation DCX NOF®@ APMX THSZMS DCONMS LF e 2
MM HRF.312-2T05 312 2 312 T05 .300 390 .
MM HRF.375-2T06 375 2 .380 T06 .360 480 .
MM HRF.500-2T08 500 2 500 T08 480 640 °
MM HRF.625-2T10 625 2 630 T10 598 752 °

 For shanks, see pages 65-71
to the threaded connection. e For user guide, see pages 33,195-201
) Cutting diameter maximum

(2 Number of flutes

* For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant

MM HBR | ~ THSZMS @

Interghangeable 2 Flutg High B o] TEENVE

Precision Ball Nose Solid ‘

Carbide Miling Heads L ==

2]
LF
Dimensions
3

Designation DCX® NOF@ THSZMS DCONMS LF / 3
MM HBR.375-2T05 375 2 T05 .300 .389 MM KEY 6X4* [
MM HBR100-2T05 394 2 T05 299 394 MM KEY 6X4* °
MM HBR.500-2T06 500 2 T06 362 482 MM KEY 10X7* °
MM HBR.625-2T08 625 2 T08 480 606 MM KEY 13X8* °
MM HBR160-2T08 630 2 T08 480 606 MM KEY 13X8* °
MM HBR.750-2T10 .750 2 T10 600 710 MM KEY 13X8* °
MM HBR200-2T10 787 2 T10 598 724 MM KEY 13X8* °
MM HBR1.00-2T12 1.000 2 T12 .720 921 MM KEY 16X9* °

® For shanks, see pages 65-71
see pages 33,195-201

M) Cutting diameter maximum
(2 Number of flutes

* Optional, should be ordered separately

ISCAR

® For tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant to the threaded connection.

e For user guide,



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-RASTER . %
INDEXABLE SOLID CARBIDE LINE DC:187- 7.40 THSZMS
MM EB A DC=.250- 11.7° _ @ I_
Interchangeable Solid Carbide @M i N
Ball Nose Milling Heads — DCONMS <
| =
|
Dimensions I:
D)
(==}
(=3
. =
Designation DCX™ NOF®@ APMX RE THSZMS DCONMS LF FHA [ )
MM EB.187E27-4T05 190 4 .280 .090 T05 320 .590 38.0 o
MM EB.250E15-4T04 .250 4 165 124 T04 228 335 38.0 o I—IJ
MM EB.250E20-4T05 .250 4 .200 130 T05 .300 .390 38.0 o D
MM EB.312A20-2T05 310 2 .200 160 T05 .300 .350 30.0 ° —
MM EB.312A20-4T05 310 4 .200 160 T05 .300 .350 30.0 o CD
MM EB.375A27-2T06 .380 2 .280 190 T06 .360 510 30.0 o m
MM EB.375A27-4T06 .380 4 .280 190 T06 .360 .510 30.0 o <
MM EB.500A37-2T08 .500 2 374 249 T08 488 650 30.0 o
MM EB.500A37-4T08 500 4 374 249 T08 488 650 30.0 . Q
MM EB.625A35-2T10 630 2 380 310 T10 600 .800 30.0 .
MM EB.625A47-4T10 .630 4 470 310 T10 .600 .800 30.0 o D
MM EB.750A62-4T12 .750 4 620 .380 T12 730 1.000 30.0 o j
MM EB200A15-4T12 787 4 591 393 T12 726 1.004 30.0 o
MM EB250A22-4T15 .984 4 .866 491 T15 941 1.457 30.0 o O
MM EB1.00A86-4T15 1.000 4 .860 .500 T15 .940 1.450 30.0 o CD
® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201 {
() Cutting diameter maximum
2 Number of flutes CLI)
—
O
| rywv. v J _J_ ]
MM EBC @ LL]

Interchangeable Solid Carbide
Ball Nose Milling Heads

Dimensions

8
Designation DCX NOF@ APMX RE THSZMS DCONMS LF FHA / 3
MM EBC.312B20-4TO5CF 312 4 .200 156 T05 .300 390 45.0 MM KEY 6X4* ]
MM EBC080B05-4T05CF 315 4 213 157 T05 .303 .394 45.0 MM KEY 6X4* (]
MM EBC.375B27-4T06CF 375 4 290 187 T06 .360 510 45,0 MM KEY 8X5* o
MM EBC100B07-4TO6CF .394 4 291 196 T06 378 512 45.0 MM KEY 8X5 o
MM EBC120B09-4T08CF 472 4 .366 235 T08 461 650 45.0 MM KEY 10X7* (]
MM EBC.500B37-4T08CF .500 4 370 250 T08 490 650 45,0 MM KEY 10X7* o
MM EBC.625B47-4T10CF 625 4 480 313 T10 .600 800 45.0 MM KEY 13X8* (]
MM EBC160B12-4T10CF .630 4 488 314 T10 .602 .807 45,0 MM KEY 13X8* o
MM EBC.750B62-4T12CF .750 4 .620 375 T12 .730 1.000 45,0 MM KEY 16X9* o
MM EBC200B15-4T12CF 787 4 .630 .393 T12 .726 1.004 45,0 MM KEY 16X9 o

e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Cutting diameter maximum

) Number of flutes

* Optional, should be ordered separately

Member IMC Group
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MULTI-mASTER - RE THszus

MM EBA P n T @
Interchangeable 2 Flute High |

Precision Solid Carbide Ball Nose
Heads for Machining Aluminum

ALUMINUM
Dimensions

©
Designation DCXt NOF@ APMX RE RETOL® THSZMS DCONMS LF FHA §
MM EBA.312B20-2T05 312 2 200 156 .0004 T05 .300 .390 450 (]
MM EBA.375B27-2T06 375 2 270 187 .0004 T06 .360 510 45.0 °
MM EBA.500B37-2T08 .500 2 374 250 .0005 T08 488 650 450 .
MM EBA.625B47-2T10 .625 2 470 312 .0005 T10 .600 .800 45.0 o
MM EBA.750B50-2T12 .750 2 500 374 .0005 T12 726 1.000 45.0 o
MM EBA250B22-2T15 984 2 866 492 .0005 T15 941 1.457 45.0 .
MM EBA1.00B86-2T15 1.000 2 860 498 .0005 T15 940 1.450 45.0 .

® For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Cutting diameter maximum

2 Number of flutes

@) Corner radius tolerance (+/-)

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE
MM HC

Interchangeable Solid Carbide
Slot Drill Milling Heads with
Two 10° Helix Flutes

T THSZMS ; % @ -
DChg 4 —- —  DCONMS S
| | FRA | @ @ ®
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RE/o apvx ]
D
Dimensions Tough <— Hard azzﬂmm;nggi
g1 g8 | =

Designation DC NOF® APMX RE Tm@  THSZMS DCONMS LF FHA (&} 1] (inch/t)

MM HC.312C31R016-2T05 [ciP: 2 310 016 r000--.064 T05 297 390 10.0 (] .0010-.0040
MM HC.375C38R016-2T06 375 2 .380 .016 r.000-r.078 T06 .360 485 10.0 o .0010-.0040
MM HC100C10R0.4-2T06 394 2 354 .016 r000-r.118 T06 374 486 10.0 o ° .0012-.0039
MM HC100C10R1.0-2T06 394 2 354 039  r000-.118 T06 374 486 10.0 . . .0012-.0039
MM HC100C10R2.0-2T06 .394 2 354 079 r000-r.118 T06 374 486 10.0 o ° .0012-.0039
MM HC117C13R0.3-2T08 461 2 394 012 r000-r.118 T08 453 559 10.0 . .0016-.0043
MM HC120C13R0.4-2T08 AT2 2 394 016 r000-.118 T08 453 559 10.0 (] (] .0016-.0043
MM HC120C13R1.0-2T08 472 2 .394 .039 r000-r.118 T08 453 559 10.0 o . .0016-.0043
MM HC120C13R2.0-2T08 472 2 394 079 r000-r.118 T08 453 559 10.0 o ° .0016-.0043
MM HC.500C55R016-2T08 [l 2 433 016 r000-.126 T08 453 600 10.0 . .0016-.0043
MM HC.562C43R016-2T08 562 2 460 .010 r.000-r.150 T08 450 590 10.0 o .0020-.0050
MM HC.625C63R016-2T10 625 2 .600 .016 r.000-r.187 T10 .600 .750 10.0 . .0020-.0050
MM HC.625C63R032-2T10 GV} 2 600 032 r.000-r.187 T10 .600 750 10.0 (] .0020-.0050
MM HC160C16R0.4-2T10 630 2 .587 .016 r.000-r.157 T10 598 .750 10.0 . ° .0020-.0061
MM HC160C16R0.8-2T10 630 2 587 031 r.000-r.157 T10 596 750 10.0 o o .0020-.0051

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Number of flutes

@) Specially tailored radius range, available upon request.

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

© Y
9@

TI-miAS § =i

HGAEECSGLID CARBIDE LINE ) - THSZMS
Interchangeable 3 Flute
Undersized Solid Carbide Heads
for Keyways (DIN 6885)

2)&

Dimensions azgzmmgng:ti
§ 174

Designation DC NOF APMX RE THSZMS DCONMS LF FHA (S} (inch/t)

MM ECU077E04R020-3T05 303 3 157 .008 T05 .303 394 38.0 . .0012-.0031
MM ECU097EO05R030-3T06 382 3 197 012 T06 .378 512 38.0 . .0012-.0035
MM ECU117E07R030-3T08 461 3 276 012 T08 453 650 38.0 . .0012-.0039
MM ECU157E08R030-3T10 618 3 315 012 T10 .602 807 38.0 . .0016-.0047
MM ECU197E12R040-3T12 776 3 472 016 T12 .726 1.004 38.0 . .0020-.0051

e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes
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rryv.y J/ /_ 1}
JNDEXAB I!:Mg/gﬁﬂ THSZMS R
MM EC-3 f WA % @ @
Interchangeable 3 Flute
Solid Carbide Endmil P W POOMS @? |
Heads with 45° Helix L
M FHA
Dimensions hslzi?\mir:gengaetg
§ fz
Designation DC NOF  APMX RE THSZMS LF FHA DCONMS o (inch/t)
MM EC.312B20R000-3T05 312 3 .200 .000 T05 .390 45.0 .300 ° .0010-.0040
MM EC.312B20R030-3T05 312 3 .200 .030 T05 .390 45.0 .300 o .0010-.0040
MM EC.375B27R000-3T06 375 3 275 .000 T06 512 45.0 370 o .0010-.0040
MM EC.375B27R015-3T06 375 3 275 015 T06 512 45.0 370 ° .0010-.0040
MM EC.375B27R031-3T06 375 3 275 .031 T06 512 45.0 370 o .0010-.0040
MM EC.375B27R062-3T06 375 3 275 .062 T06 512 45.0 370 [ .0010-.0040
MM EC.500B37R000-3T08 500 3 374 .000 T08 650 45.0 488 ° .0020-.0039
MM EC.500B37R015-3T08 500 3 374 016 T08 .650 45.0 488 o .0020-.0039
MM EC.500B37R031-3T08 .500 3 374 .031 T08 .650 45.0 488 . .0020-.0039
MM EC.500B37R062-3T08 500 3 374 .063 T08 .650 45.0 488 o .0020-.0039

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
) Number of flutes
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m (rywv.v /[ _J_ ]
L MULTI-mASTER — DC= 187 and .250 LSO, w]
@ MM EC-4 = % @ @7
N Interchangeable 4 Flute \ L =
< Solid Carbide Endmill Heads @ @ ®
with 30° and 45° Helix and
E Various Corner Radii
1
— —
5' Dimensions azzﬁmmgngig
2 =3 f;
[ ) Designation DC RE FHA NOF® APMX THSZMS DCONMS LF 3 (inch/t)
LL] MM EC.187B27R000-4T05 187 000 450 4 270 05 315 591 ° .0008-.0024
MM EC.250B20R000-4T05 250 000 450 4 200 05 300 390 ° 0010-.0030
D MM EC.312B20R000-4T05 312 .000 45.0 4 .200 T05 .300 .390 ° .0010-.0030
= MM EC.312A20R015-4T05 312 015 30,0 4 200 05 300 390 . 0010-.0040
m MM EC.312B20R015-4T05 312 015 45.0 4 .200 T05 .300 .390 o .0010-.0030
m MM EC.312B20R030-4T05 312 030 450 4 200 05 300 390 ° .0010-.0030
< MM EC.312A20R060-4T05 312 060 30.0 4 200 05 300 390 . 0010-.0040
MM EC.312B20R060-4T05 312 .060 45.0 4 200 T05 .300 .390 o .0010-.0030
Q MM EC.375B27R000-4T06 375 000 45.0 4 275 06 370 512 ° .0010-.0040
MM EC.375B47R000-4T06 375 000 45.0 4 475 06 370 512 . 0010-.0040
D MM EC.375A27R015-4T06 375 015 30.0 4 275 T06 370 512 ° .0010-.0040
j MM EC.375B27R015-4T06 375 015 45.0 4 275 06 370 512 ° 0010-.0040
MM EC.375A27R030-4T06 375 030 30.0 4 275 06 370 512 . 0010-.0040
O MM EC.375B27R031-4T06 375 .031 45.0 4 275 T06 370 512 o .0010-.0040
(/) [ MM EC.375B27R062-4T06 [T TN B N0 4 275 706 370 512 . 0010-0040
MM EC.500B37R000-4T08 500 000 450 4 374 08 488 650 . 0020-.0040
o MM EC.500A37R015-4T08 .500 015 30.0 4 374 T08 488 650 o .0020-.0040
CD MM EC.500B37R015-4T08 500 015 450 4 374 08 488 650 . .0020-.0040
i MM EC.500A37R030-4T08 500 030 30.0 4 374 08 488 650 ° 0020-.0040
MM EC.500B37R031-4T08 .500 .031 45.0 4 374 T08 488 650 o .0020-.0040
:I MM EC.500B37R062-4T08 500 062 450 4 374 08 488 650 ° .0020-.0040
2 MM EC.625B47R000-4T10 625 000 45.0 4 470 T10 600 810 . 0020-.0050
MM EC.625A47R015-4T10 625 015 30.0 4 470 T10 .600 810 [ .0020-.0050
D MM EC.625A47R030-4T10 625 030 30.0 4 470 T10 600 810 . .0020-.0050
Z MM EC.625B47R031-4T10 625 031 450 4 470 T10 600 810 . 0020-.0050
MM EC.625A47R060-4T10 625 .060 30.0 4 470 T10 .600 810 o .0020-.0050
L MM EC.750B62R000-4T12 750 000 450 4 620 T12 726 1,000 ° .0020-.0050
MM EC.750A62R015-4T12 750 015 30.0 4 620 T12 726 1,000 . 0020-.0050
MM EC.750A62R030-4T12 .750 .030 30.0 4 620 T12 726 1.000 [ .0020-.0050
MM EC.750B62R031-4T12 750 031 450 4 620 T12 726 1,000 . .0020-.0050
MM EC.750A62R060-4T12 750 060 30.0 4 620 T12 726 1,000 ° .0020-.0050
MM EC.875B63R015-4T12 875 015 450 4 630 T12 726 1.140 ° 0020-.0050

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-miASTER .

INDEXABLE SOLID CARBIDE LINE THSZMS Rd”l
MM EC-6 ; ; % @
Interchangeable 6 Flute ( il

Solid Carbide Endmill Heads
with 30° and 45° Helix and

Various Corner Radii

Dimensions mzﬁmm;ng;:
S f;

Designation DC NOF® APMX RE THSZMS DCONMS LF FHA RMPX® 3 (inch/t)

MM EC.312A20R015-6T05 312 6 .200 015 T05 .300 .390 30.0 3.0 . .0010-.0040
MM EC.312B20R000-6T05 312 6 .200 .000 T05 .300 .390 45.0 3.0 . .0010-.0040
MM EC.312B20R030-6T05 312 6 .200 .030 T05 .300 .390 30.0 3.0 . .0010-.0040
MM EC.375A27R015-6T06 375 6 275 015 T06 .370 512 30.0 5.0 . .0010-.0040
MM EC.375A27R030-6T06 375 6 275 .030 T06 .370 512 30.0 5.0 L] .0010-.0040
MM EC.375B27R000-6T06 375 6 275 .000 T06 .370 512 45.0 5.0 . .0010-.0040
MM EC.375B27R015-6T06 .375 6 275 015 T06 .370 512 45.0 50 . .0010-.0040
MM EC.375B27R031-6T06 375 6 275 031 T06 370 512 45.0 50 ) .0010-.0040
MM EC.375B27R060-6T06 .375 6 275 .060 T06 .370 512 45.0 5.0 . .0010-.0040
MM EC.500A37R015-6T08 .500 6 374 016 T08 488 .650 30.0 6.0 . .0016-.0043
MM EC.500A37R030-6T08 .500 6 374 .030 T08 488 .650 30.0 6.0 L] .0016-.0043
MM EC.500B37R000-6T08 500 6 374 .000 T08 488 .650 45.0 5.0 L] .0016-.0043
MM EC.500B37R015-6T08 .500 6 374 016 T08 488 .650 45.0 5.0 . .0016-.0043
MM EC.500B37R031-6T08 500 6 374 031 T08 488 .650 45.0 5.0 L] .0016-.0043
MM EC.500B37R060-6T08 .500 6 374 .059 T08 488 .650 45.0 50 ° .0016-.0043

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) Number of flutes

2 Maximum ramping angle

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE | * THSZMS w)

MM EC-D CHWdE i % @

Interchangeable 6, 8, 10 “‘ s M =
R - DCONMS @

o
LL
—
0
<
=
5
D
=
(]
L
0
m
oC
<
O
o)
_
O
)
®
)
—
=
=
o)
pd
LL

Flute Solid Carbide Endmill
Heads with 50° Helix for
Machining Hardened Steel

Dimensions I\'jlzz?\mir:;ng;i
8 f;

Designation DC NOFt APMX CHW THSZMS  DCONMS LF FHA RMPX2 3 (inch/t)

MM EC.312D20C004-6T05 312 6 200 004 T05 .300 .390 50.0 2.0 ° .0010-.0040
MM EC.375D27C004-6T06 .375 6 270 .004 T06 .370 510 50.0 20 ° .0010-.0040
MM EC.500D37C004-6T08 .500 6 .370 .004 T08 480 650 50.0 3.0 L] .0020-.0040
MM EC.625D47C008-8T10 .625 8 470 .008 T10 .600 .800 50.0 3.0 o .0020-.0050
MM EC.750D62C008-10T12 .750 10 .620 .008 T12 .726 1.000 50.0 3.0 [ .0020-.0050

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Number of flutes

2 Maximum ramping angle




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-mASTER
MM EC-8/10 3 o — TﬁHSZMS % @ &
Interchangeable 8, 10 ( T

Flute Solid Carbide Endmill
Heads 30° and 45° Helix
and Various Corner Radii ‘

Dimensions '\F}Izg%mmgng;g
§ fz

Designation DC NOF) APMX RE THSZMS  DCONMS LF FHA RMPX®@ o (inch/t)

MM EC.625A47R000-8T10 625 8 470 .000 T10 .600 810 30.0 5.0 . .0020-.0050
MM EC.625A47R015-8T10 625 8 470 015 T10 .600 810 30.0 5.0 ° .0020-.0050
MM EC.625A47R030-8T10 625 8 470 .030 T10 .600 810 30.0 5.0 . .0020-.0050
MM EC.625A47R060-8T10 625 8 470 .060 T10 600 810 30.0 5.0 . .0020-.0050
MM EC.625B47R031-8T10 625 8 470 031 T10 .600 810 45.0 5.0 L] .0020-.0050
MM EC.625B47R062-8T10 625 8 470 062 T10 .600 810 45.0 5.0 (] .0020-.0050
MM EC.750A62R032-10T12 .750 10 620 032 T12 726 1.000 30.0 3.0 . .0020-.0050
MM EC.750A62R064-10T12 .750 10 620 .064 T2 726 1.000 30.0 30 (] .0020-.0050
MM EC.750B62R031-10T12 .750 10 620 031 T12 726 1.000 45.0 30 . .0020-.0050
MM EC.750B62R062-10T12 .750 10 620 062 T12 726 1.000 45.0 3.0 . .0020-.0050
MM EC1.0A86R031-10T15 1.000 10 .860 031 T15 940 1.456 30.0 3.0 . .0020-.0050

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Number of flutes

2 Maximum ramping angle

MULTI-mASTER

MM EC-CF-27/9-1.5xD
Interchangeable 7, 9 Flute Solid
Carbide Endmill Heads 36°
Helix with 1.5xD Flute Lengths

THSZMS % @ @;
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Dimensions mzzmm;ng;i
§ fz

Designation DC APMX RE NOF) THSZMS  DCONMS LF FHA RMPX®@ o (inch/t)

MM EC312H47R015-7T05 312 469 0150 7 T05 .303 .709 36.0 3.0 . .0011-.0039
MM EC375H56R015-7T06 375 563 0150 7 T06 .366 .866 36.0 3.0 . .0015-.0039
MM EC500H75R015-7T08 500 .750 0150 7 T08 488 1.063 36.0 3.0 (] .0015-.0039
MM EC625H94R031-9T10 625 .938 0310 9 T10 602 1.319 36.0 1.0 . .0019-.0039
MM EC750H112R031-9T12 750 1.125 0310 J T2 726 1.614 36.0 1.0 (] .0019-.0039
MM EC1.0H150R031-9T15 1.000 1.500 0310 9 T15 941 2.067 36.0 1.0 . .0019-.0039

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection e For user guide, see pages 33,195-201

() Number of flutes

2 Maximum ramping angle

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

oC
rrywv.vy J/ _J_ )
INDEXAEI!;MgIgEELIﬂ THSZMS al/T\OQ % @ LIJ
CHATTERFREE e S Amayy
MM EC-CF B° s /RE DOONMS @ @
Interchangeable Solid e b <
Carbide Endmill Heads for : LN . @ al @ ® E
Chatter Free Roughing and -~ LF \»./ "
Finishing Operations I:
Dimensions Gziﬂmm;ng:tg 5'
§ fz E
Designation DC RE NOF APMX  THSZMS DCONMS LF FHA CHW (&} (inch/t) [ )
MM EC312E20C12CF-4T05 312 ° 4 220 T05 .303 .393 38.0 012 o .0010-.0040
MM EC312E20R0-CF-4T05 312 .000 4 220 T05 .303 .393 38.0 ° .0010-.0040 I—IJ
MM EC312E20R15CF-4T05 312 015 4 220 T05 .303 393 38.0 . .0010-.0040 D
MM EC080EO5ROCF-4T05 315 .000 4 197 T05 .303 394 38.0 - ° .0011-.0035 =
MM EC375E27C16CF-4T06 375 - 4 299 T06 .370 512 38.0 016 . .0010-.0040 CD
MM EC375E27R0-CF-4T06 375 .000 4 299 T06 370 512 38.0 ° .0010-.0040 m
MM EC375E27R15CF-4T06 375 015 4 299 T06 370 512 38.0 ° .0010-.0040 <
MM EC120E09R00CF-4T08 472 .000 4 354 T08 461 .650 38.0 L] .0015-.0043
MM EC120E09R02CF-4T08 AT72 .008 4 354 T08 461 650 38.0 . .0015-.0043 Q
MM EC120E09R04CF-4T08 472 016 4 .354 T08 461 .650 38.0 ° .0015-.0043
MM EC120E09R15CF-4T08 472 059 4 354 T08 461 .650 38.0 - o .0015-.0043 D
MM EC500E37C20CF-4T08 500 ® 4 374 T08 488 .650 38.0 .020 o .0015-.0043 j
MM EC500E37R0-CF-4T08 500 ° 4 374 T08 488 .650 38.0 ° .0015-.0043
MM EC500E37R15CF-4T08 500 015 4 374 T08 488 .650 38.0 o .0015-.0043 O
MM EC500E37R31CF-4T08 500 031 4 374 T08 488 .650 38.0 o .0015-.0043 CD
MM EC500E37R62CF-4T08 500 061 4 374 T08 488 .650 38.0 - ° .0015-.0043
MM EC625E47C24CF-4T10 625 - 4 .500 T10 .602 .810 38.0 024 o .0020-.0050 ®
MM EC625E47R31CF-4T10 625 031 4 .500 T10 .602 .810 38.0 - ° .0020-.0050 CD
MM EC750E62C24CF-4T12 .750 ° 4 629 T12 726 1.004 38.0 024 o .0020-.0070
MM EC750E62R31CF-4T12 750 .031 4 629 T12 726 1.004 38.0 - o .0020-.0070 —I
MM EC250E28C6CF-12T15 984 ° 12 1.102 T15 941 1.693 38.0 024 o .0023-.0051 :I
MM EC250E28C6CF-4T15 .984 4 1.102 T15 941 1.693 38.0 024 o .0023-.0066 E
MM EC1.00ES86C6CF-4T15 1.000 - 4 893 T15 .940 1.456 38.0 024 o .0020-.0070
MM EC1.0E86R15CF-4T15 1.000 015 4 .893 T15 .940 1.456 38.0 ° .0020-.0070 D
MM EC1.0ES86R31CF-4T15 1.000 031 4 .893 T16 .940 1.456 38.0 ° .0020-.0070 Z
MM EC125E1.5R04CF-4T21 1.250 .040 4 1.500 T21 1.181 2.165 38.0 ° .0020-.0070
e For shanks, see pages 65-71 & For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply Iubricant LIJ

to the threaded connection. e For user guide, see pages 33,195-201
) Number of flutes

TI-miAS T Eirn

INDEXABLE SOLID CARBIDE LINE y CHWx45° THSZMS

MM EC-H-4-CF % @

Interchangeable Carbide =

Endmill Heads for Chatter DcclNMS @ @

Free Milling of Alloyed Steel 4 ase as

¢ FHA (46-48°) Sl ®
Dimensions ﬂziﬁmgngfti
3 fz

Designation DC NOFt APMX THSZMS DCONMS LF CHW 3 (inch/t)
MM EC.312H20C12-4TO5CF 312 4 210 T05 .303 .393 012 o .0010-.0030
MM EC.375H27C16-4TO6CF 375 4 291 T06 364 510 016 o .0010-.0040
MM EC.500H37C20-4T08CF .500 4 .366 T08 488 650 .020 o .0016-.0040
MM EC.625H47C24-4T10CF 625 4 488 T10 .600 810 024 o .0020-.0040
MM EC.750H62C24-4T12CF .750 4 630 T12 7126 1.004 024 o .0020-.0040

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

9|49 Y
9@

TI-miAS § =i

INDEXABLE SOLID CARBIDE LINE

CHATTERFREE

MULT}-MASTER LINE
MM EC-CF-Z4-1.5xD
Interchangeable Solid Carbide
Endmill Heads with 1.5xD
Flute Lengths for Chatter Free
Roughing and Finishing

Dimensions agzgmmgng;i
§ fz

Designation DC NOF APMX RE THSZMS DCONMS LF FHA o (inch/t)

MM EC312H47R015CF-4T05 312 4 469 .0150 T05 .303 709 46.5 . .0011-.0035
MM EC375H56R015CF-4T06 375 4 563 0150 T06 .366 866 46.5 ° .0011-.0039
MM EC500H75R015CF-4T08 500 4 750 0150 T08 488 1.063 46.5 . .0015-.0043
MM EC625H94R015CF-4T10 625 4 938 0150 T10 602 1.319 46.5 . .0019-.0051
MM EC750H112R031CF-4T12 750 4 1.125 .0310 T12 726 1.614 46.5 (] .0019-.0066
MM EC1.0H150R031CF-4T15 1.000 4 1.500 .0310 T15 941 2.067 46.5 . .0023-.0066

® For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection e For user guide, see pages 33,195-201
() Number of flutes

TI-miAS T e

INDEXABLE SOLID CARBIDE LINE

MM EC-H-5-CF
Interchangeable Carbide Endmill
Heads for Chatter Free Milling
of High Temperature Alloys

like Titanium and Inconel

. _ msisf a1(<&°>\aao % @ ;
DfeS DCO¢NMS ;(% 7} @

CHwWxa5 | TS

FHA (35 - 41°)
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Dimensions azgﬁﬁmgngzg
§ fz

Designation DC NOF  APMX THSZMS DCONMS LF RMPX®2 CHW [&] (inch/t)

MM EC.312H20C12-5T05CF 312 5 210 T05 312 .393 5.0 012 o .0010-.0030
MM EC.375H27C16-5TO06CF 375 5 .287 T06 .364 510 5.0 016 [ .0010-.0040
MM EC.500H37C20-5T08CF .500 5 374 T08 488 .650 4.0 .020 L] .0016-.0040
MM EC.625H47C24-5T10CF .625 5 492 T10 .600 810 4.0 .024 L] .0020-.0040
MM EC.750H62C24-5T12CF .750 5 630 T12 726 1.004 30 024 . .0020-.0040
MM EC1.00H86C24-5T15CF 1.000 5 894 T15 940 1.457 3.0 024 ° .0024-.0043

e For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) Number of flutes

(2) Maximum ramping angle

MULTI-miASTER . X -
INDEXABLE SOLID CARBIDE LINE CHWx45 THSZMS % @
FINISHRED f R —1 VAN Y
MM EFS l [ Y m DCONMS @? @ ®
Combination of Roughing \ W
and Finishing Interchangeable ‘ - 4&}
Solid Carbide Endmill Heads -~ |F 4.]
' . Recommended
PR Machining Data
S f;
Designation DC NOF) APMX THSZMS  DCONMS LF FHA CHW [*] (inch/t)
MM EFS.312B20-4T05 312 4 .200 T05 .300 .393 45.0 012 o .0010-.0030
MM EFS.375B27-4T06 375 4 275 T06 .360 512 450 012 o .0010-.0040
MM EFS.500B37-4T08 .500 4 370 T08 488 .650 45,0 .015 o .0016-.0000
MM EFS.625B47-4T10 625 4 470 T10 .600 .800 45,0 024 o .0020-.0040
MM EFS.750B62-4T12 .750 4 620 T12 726 1.004 45.0 024 o .0020-.0040
MM EFS200B15-4T12 787 4 591 T12 .726 1.004 450 .024 o .0020-.0043
MM EFS1.00B86-4T15 1.000 4 .866 T15 941 1.457 45,0 .024 o .0000-.0000

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

with 38° Helix and Variable

Ly r/_ v _J
MULTI-MASTER LINE CHwx45° DCONMS " -
I __§ THSZMS o % @ !
CHATTERFREE r | 2
MULTI-MASTER LINE ,_‘_ =)
MM EFS-CF A \= 9 |9D®
4 Flute Solid Carbide Heads IFHA o -
LF— \_L/

Pitch for Chatter Free Roughing i Ol1=002

and Finishing Applications

Dimensions I\F/‘Izg?\mm;ngaetg
§ fz

Designation DC NOF APMX CHW THSZMS DCONMS LF FHA o (inch/t)

MM EFS.250E20-4T05 CF 250 4 210 .010 T05 312 393 38.0 . .0010-.0030
MM EFS.312E20-4T05 CF 312 4 210 012 T05 312 393 38.0 L] .0010-.0030
MM EFS.375E27-4T06 CF 375 4 287 016 T06 364 510 38.0 . .0010-.0040
MM EFS.500E37-4T08 CF 500 4 374 .020 T08 488 650 38.0 . .0016-.0039
MM EFS.625E47-4T10 CF 625 4 492 .024 T10 600 810 38.0 L] .0020-.0040
MM EFS.750E62-4T12 CF 750 4 630 024 T12 726 1.004 38.0 L] .0020-.0040
MM EFS200E15-4T12 CF 787 4 630 .024 Ti2 726 1.004 38.0 . .0020-.0043
MM EFS1.00E86-4T15 CF 1,000 4 894 .024 T15 940 1.457 38.0 . .0024-.0043

¢ For shanks, see pages 65-71 ¢ For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes
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MULTI-miASTER . -
INDEXABLE SOLID CARBIDE LINE THSZMS % @ Rd)
MM ERS ) ) - CHWx45° N » —,
Interchangeable Solid Carbide o =
Rough Milling Heads for High — DCONMS @
Metal Removal Rates
= APMX FHA
-~ | F—»
Dimensions a‘;‘;ﬁm;:gng:g
= 2
Designation DC NOF@ APMX  THSZMS DCONMS LF FHA RMPX® CHW [#] (inch/t)
MM ERS.312B20-4T05 312 4 .200 T05 .300 .390 45.0 5.0 .010 o .0010-.0030
MM ERS.375B27-4T06 375 4 270 T06 .360 512 45.0 5.0 012 o .0012-.0040
MM ERS.500B37-4T08 .500 4 374 T08 488 650 45.0 5.0 014 o .0016-.0039
MM ERS.625B47-5T10 625 5 470 T10 .600 .800 45.0 5.0 016 o .0020-.0040
MM ERS160B12-5T10H (1) 630 5 AT2 T10 602 807 450 7.0 016 (] .0016-.0039
MM ERS.750B62-6T12 .750 6 .590 T12 726 1.000 45.0 3.0 016 o .0020-.0040
MM ERS200B15-6T12 787 6 .591 T12 726 1.004 45.0 3.0 016 o .0020-.0043
MM ERS1.00B86-6T15 1.000 6 .866 T15 941 1.457 45.0 3.0 .500 o .0016-.0039

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

) With a central coolant hole

2) Number of flutes

(8 Maximum ramping angle




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

/MQé[!:mgws LINE 1 CHW APMX 47 THSZMS e
MM ERS-1.5xD ?ﬁ _ % @a
i *f

Interchangeable Solid Carbide =
Rough Miling Heads with DCes . DCONMS @
1.5xD Flute Lengths for High l MU i

Metal Removal Rates

2|
=
o

FHA
Dimensions azzzmgng:g
§ fz

Designation DC NOF® APMX CHW THSZMS DCONMS LF FHA RMPX@ o (inch/t)

MM ERS312B47-4T05 312 4 469 010 T05 .303 .709 46.0 50 . .0011-.0031
MM ERS375B56-4T06 375 4 563 012 T06 .366 .866 46.0 50 . .0011-.0035
MM ERS500B75-4T08 500 4 .750 014 T08 488 1.063 46.0 50 . .0015-.0039
MM ERS625B94-5T10 625 5 .938 016 T10 602 1.319 40.0 5.0 . .0015-.0039
MM ERS750B112-6T12 .750 6 1.125 016 T2 726 1.614 47.0 3.0 (] .0019-.0043
MM ERS1.0B150-6T15 1.000 6 1.500 020 T15 941 2.067 47.0 3.0 . .0019-.0043

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection e For user guide, see pages 33,195-201

() Number of flutes

2 Maximum ramping angle
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TI--- ry.r J_J_ 1
INDEXABLE somg/gsﬁﬂ 1 E\ THSZMS o R
MM ECK - —— AN % @@ &
Five-flute heads with 36°/40° . . ar AN ar =
helix that feature corner radii 4 ¢NMS 7} @
and 5 mm correspondingly L I | as(,\]
< APMX FHA e
G
; . Recommended
L. TEEE 85 Machining Data
S fz
Designation DC RE NOF® APMX THSZMS  DCONMS LF RMPX@ o (inch/t)
MM ECK125H1.5R060-5T21 1.250 .0600 5} 1.500 T21 1.181 2.165 15 o .0020-.0070
MM ECK125H1.5R120-5T21 1.250 .1200 & 1.500 T21 1.181 2.165 13 o .0020-.0070
MM ECK125H1.5R250-5T21 1.250 .2500 5} 1.500 T21 1.181 2.165 N [} .0020-.0070
MM ECK125H1.5R375-5T21 1.250 .3750 & 1.500 T21 1.181 2.165 5 o .0020-.0070

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201

() Number of flutes

2 Maximum ramping angle

INDEQ&L[!:LID CAgIgEELIﬂ 1 Rd:
RE

MM ERA - THSZMS @| @S

Interchangeable Solid Carbide i =

Rough Milling Heads for DCe8
Machining Aluminum at High '

Metal Removal Rates *‘ APMX =
- ALUMINUM
Dimensions I\?I:Z?]mmgng:tg
8 fZ
Designation DC NOF) APMX RE THSZMS DCONMS LF FHA o (inch/t)
MM ERA.312B20R008-3T05 08 312 3 210 008 T05 300 390 450 . 0010-.0060
MM ERA.375B23R008-3T06 08 375 3 250 008 06 360 510 450 ° 0020-.0080
MM ERA.500B31R008-3T08 08 .500 8 .330 .008 T08 480 .650 45,0 o ,0030-.0090
MM ERA.625B39R008-3T10 08 625 3 420 008 T10 600 810 450 ° .0030-.0100
MM ERA.750B47R008-3T12 08 .750 38 500 .008 T12 726 1.000 45,0 o ,0030-.0100

® For shanks, see pages 65-71  For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

TI-mAS TER s
INDEXABLE SOLID CARBIDE LINE | THSZMS RdJ LIJ
MM EA ] / . % @ y —
Interchangeable Solid Carbide och | 1| DCONMS = CD
Slot Drill Miling Heads for HA @ @ ®
Machining Aluminum L <

re /] E
ALUMINUM ]
— —
Dimensions agzﬁmmgng;i 5'
=] fz E
Designation DC NOF® APMX RE THSZMS ~ DCONMS LF FHA o (inch/t) o
MM EA.312B20R020-3T05 312 3 200 020 T05 300 390 45.0 o .0010-.0040
MM EA080B05R0.5-2T05 315 2 197 020 T05 308 394 45.0 ° .0012-.0035 LL
MM EA.375B27R000-2T06 375 2 270 .000 T06 360 510 45.0 ° .0010-.0040 D
MM EA.375B27R020-2T06 375 2 270 020 T06 360 512 45.0 ° .0010-.0040 ==
MM EA.375B23R031-3T06 375 3 .230 .031 T06 .360 510 45.0 [ .0010-.0040 CD
MM EA.375B23R062-3T06 375 8 230 062 T06 360 510 45.0 o .0010-.0040 m
MM EA120B09R1.0-2T08 472 2 354 039 T08 461 650 45.0 o .0016-.0043 <
MM EA120B08R3.0-3T08 472 3 315 118 T08 461 650 45.0 L] .0016-.0043
MM EA.500B37R000-2T08 500 2 374 .000 T08 488 650 45.0 o .0016-.0043 Q
MM EA.500B37R020-2T08 500 2 374 020 T08 488 650 45.0 . .0016-.0043
MM EA.500B31R031-3T08 500 3 315 031 T08 488 650 45.0 L] .0016-.0043 D
MM EA.500B31R062-3T08 500 8 315 063 T08 488 650 45.0 o .0016-.0043 j
MM EA.500B31R094-3T08 500 g 315 094 T08 488 650 45.0 ) .0016-.0043
MM EA.500B31R125-3T08 500 3 315 126 T08 488 650 45.0 L] .0016-.0043 O
MM EA.625B39R000-3T10 625 8 390 .000 T10 600 800 45.0 o .0020-.0040 (D
MM EA.625B39R031-3T10 625 3 390 031 T10 600 810 45.0 ° .0020-.0040
MM EA.625B39R062-3T10 625 3 .390 .062 T10 600 810 45.0 (] .0020-.0040 o
MM EA.625B39R094-3T10 625 8 390 094 T10 600 810 45.0 ° .0020-.0040 CD
MM EA.625B39R125-3T10 625 g 390 125 T10 600 810 45.0 ) .0020-.0040
MM EA160B10R3.0-3T10 630 3 .394 118 T10 602 807 45.0 (] .0020-.0051 —I
MM EA160B10R4.0-3T10 630 8 394 157 T10 602 807 45.0 ° .0020-.0051 :I
MM EA.750B47R062-3T12 750 8 A70 062 T12 726 1.000 45.0 ° .0020-.0040 E
MM EA.750B47R094-3T12 750 3 A70 094 Ti2 726 1.000 45,0 o .0020-.0040
MM EA.750B47R125-3T12 750 8 A70 125 T2 726 1.000 45.0 ° .0020-.0040 D
MM EA.750B50R008-3T12 750 3 500 .008 Ti2 726 1.004 45.0 . .0020-.0040 Z
MM EA.750B50R020-3T12 750 3 .500 .020 T12 726 1.004 45.0 L] .0020-.0040
MM EA200B12R0.5-3T12 787 8 A72 020 T2 726 1.004 45.0 o .0020-.0051 LL]
MM EA200B12R1.0-3T12 787 8 A72 039 T12 726 1.004 45.0 ° .0020-.0051
MM EA200B12R2.0-3T12 787 8 AT72 079 Ti2 726 1.004 45.0 o .0020-.0051
MM EA200B12R3.0-3T12 787 8 A72 118 T2 726 1.004 45.0 ° .0020-.0051
MM EA200B12R4.0-3T12 787 3 A72 157 Ti2 726 1.004 45.0 ° .0020-.0051
MM EA1.0H75R02-3T15 1.000 8 750 020 T15 940 1.440 40.0 ° .0024-.0063

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 ¢ Do not apply lubricant
to the threaded connection.
) Number of flutes

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

® For shanks, see pages 65-71 e For clamping keys (should be ordered separately), tightening torques and clamping instructions, see pages 72-73 e Do not apply lubricant
to the threaded connection. e For user guide, see pages 33,195-201
() Number of flutes

THll CHATTERFREE .

=l MM EA-CF - WAXLFH THSZMS % @ ®7

CD Interchangeable Solid Carbide | T\ B =

Pl ! Hoacs wih Difron - ¥ e @ @ N/

Helix for Machining Aluminum DC:G DCOPMS

— —

5' Dimensions agzgmmgng;i

2 =) fz

[ ) Designation DC NOF® APMX RE THSZMS DCONMS LF FHA o (inch/t)

LL] MM EA080HOSROCF-4T05 315 4 315 000 T05 303 591 400 . .0012-.0035
MM EA100H10ROCF-4T06 394 4 394 000 06 378 748 40.0 . 0012-.0039

D MM EA120H12R0.2CF-3T08 472 3 472 .008 T08 461 .906 40.0 . .0016-.0043

- MM EA120H12ROCF-4T08 472 4 472 000 T08 461 906 40.0 . 0016-.0043

m MM EA160H16R0.0CF-3T10 630 3 630 .000 T10 .602 1.102 40.0 o .0020-.0051

m MM EA160H16R0.2CF-3T10 630 3 630 008 T10 602 1,102 40.0 . .0020-.0051

< MM EA160H16R0.5CF-3T10 630 3 630 020 T10 602 1.102 400 . .0020-.0051
MM EA160H16R2.5CF-3T10 630 3 630 .098 T10 602 1.102 40.0 o .0020-.0051

Q MM EA160H16ROCF-4T10 630 4 630 .000 T10 602 1.024 40.0 . .0020-.0047
MM EA200H20R0.0CF-3T12 787 3 787 000 T12 726 1.339 40.0 . .0020-.0051

Q MM EA200H20R0.2CF-3T12 787 3 787 .008 T12 .726 1.339 40.0 o .0020-.0051

j MM EA200H20R0.5CF-3T12 787 3 787 020 T12 726 1.339 40.0 ° .0020-.0051
MM EA200H20R2.5CF-3T12 787 3 787 098 T12 726 1.339 400 . .0020-.0051

O MM EA250H19R0.5-3T15 984 3 748 .020 T15 941 1.457 40.0 o .0024-.0063

(D MM EA250H19R1.0-3T15 984 3 748 039 15 941 1.457 400 . 0024-.0063

° MM EA250H19R3.0-3T15 984 8 748 118 T15 941 1.457 40.0 . .0024-.0063
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-ASTER %
MM S-A (stepped shanks) - Tragiv ; —
Stepped Cylindrical Shanks for i’ G-Cylindrical
Interchangeable Miling Heads ] T *%} ***** DGONMS /:I ’ C</‘:)
<—LEB><—> m SL-Safe-Lock® E
OAL SAFE-ADCK®
by HAIMER. |
—
Designation THSZWS DCONMS BD LB LBX OAL Shank® Shankm®  CSP@ RPMX® Lbs] —I
MM S-A-L2.50-C.312-T05 T05 312 299 510 60 2,500 © S 0 60000 05 D
MM S-A-L2.5/09-C312T05C 05 312 299 901 96 2500 © © 0 60000 08 E
MM S-A-L3.0-C.312-T05-W T05 312 299 980 1.00 3.000 © w 0 60000 13
MM S-A-L3.00-C.312-T05-C T05 312 299 950 1.00 3.000 ® ® 0 60000 12 PY
MM S-A-L3.50-C.312-T05-C T05 312 299 1.450 1.50 3,500 © © 0 50160 13
MM S-A-L4.00-C.312-T05-C T05 312 299 1.950 2.00 4,000 © ® 0 40000 15 LI
MM S-A-L3.00-C.375-T06 T06 375 364 510 60 3.000 © S 0 60000 .09 D
MM S-A-L3.0/12-SL375T06C (1) T06 375 364 1.200 1.26 3.000 SL © 0 60000 44 —
MM S-A-L3.55-C.375-T06-W T06 375 364 680 80 3550 © W 0 41670 23 CD
MM S-A-L4.00-C.375-T06-C T06 375 364 1.200 1.30 4,000 © © 0 50000 22 m
MM S-A-L4.75-C.375-T06-C T06 375 364 1.950 2.00 4.750 © © 0 34530 .00
MM S-A-L3.5/.63C50T08- CH T08 500 480 590 60 3,500 ® S 1 42000 22 <
MM S-A-L3.50-C.500-T08 T08 500 480 530 60 3540 © S 0 42000 19 Q
MM S-A-L3.5/14-C500T08C T08 500 480 1.440 1.47 3,500 © © 0 60000 .00
MM S-A-L4.0/1.5C50T08C-CH T08 500 480 1.430 1.50 4,000 © © 1 42000 .00 D
MM S-A-L4.00-C.50-T08-M-C T08 500 460 1.400 1.50 4000 © © 0 42000 35 —
MM S-A-L4.00-C.500-T08-C T08 500 480 1.400 1.50 4,000 © © 0 42000 .00 —
MM S-A-L4.25-C.500-T08-W T08 500 480 530 60 4,250 ® w 0 31350 50 O
MM S-A-L5.5/2.5C50T08C-CH T08 500 480 2430 2.50 5,500 © © 1 27960 A7 CD
MM S-A-L5.50-C.50-T08-M-C T08 500 460 2.450 2.50 5,500 © © 0 27960 48
MM S-A-L5.50-C.500-T08-C T08 500 480 2450 2.50 5,500 © © 0 27960 50 [
MM S-A-L3.25-C.625-T10-C T10 625 602 1.180 1.30 3.250 © © 0 60000 19
MM S-A-L4.00-C.625-T10 T10 625 602 680 80 4,000 © S 0 39000 37 CD
MM S-A-L4.0/19-C625T10C T10 625 602 1.925 2.01 4.000 ® ® 0 39000 14 1
MM S-A-L4.50-C.625-T10-C T10 625 602 2430 2.50 4500 © © 0 47010 61 1
MM S-A-L5.50-C.625-T10-C T10 625 602 3.430 350 5,500 © © 0 33510 04 -
MM S-A-L7.00-C.625-T10-C T10 625 602 4,930 5.00 7.000 © © 0 22000 04 E
MM S-A-L4.00-C.750-T12-C Ti2 750 720 1.430 1.50 4,000 © © 0 50000 76 D
MM S-A-L4.5/20-SL750T12C (1) T2 750 720 2,000 2.09 4.500 SL © 0 50000 15
MM S-A-L5.00-C.750-T12 T2 750 720 880 1.00 5.000 ® S 0 36600 58 Z
MM S-A-L5.50-C.750-T12-C Ti2 750 720 2.930 3.00 5,500 © © 0 42360 1.08 LI
MM S-A-L6.70-C.750-T12-C T2 750 720 3.860 3.90 6.700 © © 0 25170 1.32
MM S-A-L8.00-C.750-T12-C T2 750 720 4.430 450 8.000 ® © 0 17790 1.63
MM S-A-L5.00-C1.00-T15-C Ti5 1.000 940 2.400 2.50 5,000 © © 0 42360 1.56
MM S-A-L5.0/25-C1.0T15C T15 1.000 940 2500 2.66 5,000 © © 0 42360 1.70
MM S-A-L5.30-C1.00-T15 Ti5 1.000 940 1.300 1.40 5.300 ® S 0 28200 1.46
MM S-A-L7.00-C1.00-T15 Ti5 1.000 940 2.400 2.50 7.000 © S 0 16890 1.63
MM S-A-L10.00-C1.00-T15-C Ti5 1.000 940 5.900 6.00 10.000 © © 0 12690 3.32
MM S-A-L4/1.2-C1.25-T21 ™1 1.250 1.181 1.200 1.32 4,000 ® S 0 12690 1.23
MM S-A-L5/2.5-C1.25-T21-C ™1 1.250 1.181 2,500 2,63 5,000 © © 0 12690 2.56
MM S-A-L5.3/25-C125T21C 1 1.250 1.181 2,500 2.63 5.300 © © 0 12690 .00
MM S-A-L6.0/1.5-C1.25-T21 ™1 1.250 1.181 1,500 1.63 6.000 ® S 0 12690 .00
MM S-A-L7/4.0-C1.25-T21-C ™1 1.250 1.181 4,000 413 7.000 © © 0 12690 375
MM S-A-L9/5.0-C1.25-T21-C 21 1.250 1.181 5,000 5.13 9.000 © © 0 12690 .00
MM S-A-L11/8-C1.25-T21-C 21 1.250 1.181 8.000 8.13 11.000 © © 0 12690 6.09

¢ Do not apply lubricant to the threaded connection. e Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request).
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves

(2 C-Cylindrical, SL-Safe-Lock® (by Haimer)

@) S-steel, C-carbide, W-tungsten

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

) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

F

MULTI-mASTER

CAMFIX

MM S-A-C#
MULTI-MASTER Threaded
Connection Shanks with
a CAMFIX (ISO 26623-1)
Exchangeable Adaptation
DCONMS THSZWS BD LPR LBX LU
MM S-A-H035-C3-T05 1.260 T05 299 1.378 .79 .591
MM S-A-H035-C3-T06 1.260 T06 .364 1.378 .79 .591
MM S-A-H040-C3-T08 1.260 T08 457 1575 .98 787
MM S-A-H040-C3-T10 1.260 T10 602 1.575 .98 187
MM S-A-H045-C3-T12 1.260 T12 720 1.772 118 .984
MM S-A-H045-C4-T06 1.675 T06 364 1.772 98 787
MM S-A-H045-C4-T08 1.575 T08 457 1.772 .98 787
MM S-A-H050-C4-T10 1.575 T10 602 1.968 118 .984
MM S-A-H055-C4-T12 1.575 T12 720 2.165 1.38 1.181
MM S-A-H055-C4-T15 1.575 T15 941 2.165 1.38 1.181
MM S-A-H060-C5-T10 1.968 T10 602 2.362 157 1.378
MM S-A-H060-C5-T12 1.968 T12 720 2.362 157 1.378
MM S-A-H060-C5-T15 1.968 T15 941 2.362 1.57 1.378
MM S-A-H065-C6-T12 2.480 T2 720 2.559 1.69 1.496
MM S-A-H065-C6-T15 2.480 T15 ezl 2.559 1.69 1.496
MM S-A-H070-C8-T15 3.150 T15 941 2.756 1.57 1.378
* Do not apply lubricant to the threaded connection e For adaptation options, see page 33

MULTI-MASTER
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MM TS-A THEAHS MM TS-A-L...-H

Cylindrical Shanks for T [y

Interchangeable Milling Heads BD W———%— DCOL\IMS %

j—! OAL

THSZWS DCONMS BD OAL Shank m." RPMX®2 CSP®@ %
MM TS-A-L070-C08-T04 T04 315 228 2.756 S - 0 .00
MM TS-A-L2.75-C.312-T05 T05 312 312 2.750 S 60000 0 .06
MM TS-A-L4.00-C.312-T05-C T05 312 312 4,000 © - 0 15
MM TS-A-L6.50-C.312-T05-C T05 312 312 6.500 C - 0 .25
MM TS-A-L3.25-C.375-T06 T06 375 375 3.250 S 47400 0 15
MM TS-A-L4.00-C.375-T06-C T06 375 375 4,000 © - 0 21
MM TS-A-L7.00-C.375-T06-C T06 375 375 7.000 C - 0 .38
MM TS-A-L080-C10-T06-H T06 394 394 3.150 S 46920 1 .08
MM TS-A-L090-C12-T08-H T08 472 AT2 3.543 S 42780 1 A7
MM TS-A-L3.75-C.500-T08 T08 .500 .500 3.750 S 43110 0 .26
MM TS-A-L4.00-C.500-T08-C T08 .500 .500 4.000 C 0 37
MM TS-A-L7.50-C.500-T08-C T08 500 500 7.500 © - 0 73
MM TS-A-L4.00-C.625-T10 T10 625 625 4.000 S 39420 0 31
MM TS-A-L4.00-C.625-T10-C T10 625 625 4.000 C 39420 0 .56
MM TS-A-L8.00-C.625-T10-C T10 625 625 8.000 © - 0 1.20
MM TS-A-L100-C16-T10-H T10 .630 .630 3.937 S 39210 1 31
MM TS-A-L4.00-C.750-T12-C T12 .750 .750 4.000 C - 0 .78
MM TS-A-L8.00-C.750-T12-C T12 .750 .750 8.000 C 0 1.70

* Do not apply lubricant to the threaded connection

() S-steel, C-carbide

(2 The actual maximum RPM should be calculated by dividing the listed RPM max by the number of the head's flutes being used.
©3) 0 - Without coolant supply, 1 - With coolant supply

ISCAR
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MULTI-ASTER

MM GRT (shanks) MM GRT-...C-T08
Solid Carbide Cylindrical Shanks =

Carrying Slitting and Grooving
Interchangeable Milling Heads

wenws  ooows  ow  swkmn  cws BB

MM GRT-095-T06 T06 375 3.150 C 0 .16 MM EGR 16-18
MM GRT-100-T06 T06 394 3.937 C 0 23 MM EGR 16-18
MM GRT-120C-T08 T08 472 3.937 C 1 27 MM EGR 20-22
MM GRT-127C-T08 T08 .500 4.724 C 1 37 MM EGR 20-22
* MM GRT... shanks serve mainly for MM GRIT... slitting heads. When mounting other types of milling heads, do not exceed maximum specified depth of cut for the particular
milling head. Since the shank diameter is not relieved, it may touch a wall on the workpiece being machined. e Use carbide shanks for groove milling heads and for
applications requiring high rigidity and precision. Each slitting shank is supplied with MM EGR clamping key.
) C - Solid carbide
(2) 0 - Without coolant supply, 1 - With coolant supply
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MULTI-MASTER

MM S-A (straight shanks) ! I | C-Cylindrical

Shanks for Interchangeable — 2 L

Milling Heads o0 W ’’’’’’’’’’’’’’’’’’’’’’ /ﬁ DooMMS [E5G) welsen

¥ THsZWS OAL/LF | ‘
m SL-Safe-Lock®
' SAFE-ADCK®
by HAIMER.

THSZWS DCONMS BD OAL Shank® Shankm @ RPMX® %
MM S-A-L2.18-W.500-T05 (1) T05 500 299 2.190 w S 60000 04
MM S-A-L3.0-C750T05 T05 750 299 3.000 © S 60000 53
MM S-A-L2.58-W.625-T06 (1) T06 625 .360 2.580 W S 60000 12
MM S-A-L3.5-C1.0T06 T06 1.000 364 3,500 ® S 60000 93
MM S-A-L2.58-W.625-T08 (1) T08 625 480 2580 w S 60000 20
MM S-A-L3.5-C1.0T08 T08 1.000 480 3,500 © S 60000 73
MM S-A-L2.75-W.750-T10 (1) T10 750 600 2.750 W S 60000 32
MM S-A-L3.5-C1.25T10 T10 1.250 602 3.500 © S 60000 117
MM S-A-L3.00-W1.00-T12 (1) T12 1.000 720 3.000 W S 60000 62
MM S-A-L3.5-C1.25T12 T2 1.250 720 3.500 ® S 60000 117
MM S-A-L4.00-W1.25-T15 Ti5 1.250 940 4,000 w S 60000 88
MM S-A-L4.0-C1.50T15 Ti5 1,500 940 4,000 © S 60000 1.92
MM S-A-L7.00-C1.00-T15-C (2 T15 1.000 940 7.000 © © 27300 227
MM S-A-L4.0-C1.50T21 21 1,500 1.181 4,000 © S 60000 1.37

¢ Do not apply lubricant to the threaded connection. e Safe-Lock® by Haimer, helical grooves that prevent pull-out (available upon request).
() Short design for keyholes.

(2 Carbide shank

() C-Cylindrical, W-Weldon

4 S-steel, C-carbide

) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.

For tools, see pages: CH45-MM-PNO6 (27)

Member IMC Group
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* Do not apply lubricant to the threaded connection.

() C-Cylindrical, W-Weldon

@) S-steel, W-tungsten

©) The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.

For tools, see pages: CH45-MM-PNO6 (27)

E MULTI-mASTER
I_ MM S-B (85° conical ;'L'SZWS BHTA j l I C-Cylindrical
shanks BD i - — -~ ] S ———l-DCONMS

C</E) 85° Conigal Shanks for i %> 1 @ ietdon
Interchangeable Miling Heads 18 )(44 ‘ m RO

E et ' SAFE-ADCK®

1 bty HAIMER.

Tl

— Designati THSZWS DCONMS BD BHTA Shank!" LBX OAL  Shankm® LB RPMX® Lbs)

D MM S-B-L3.00-C.500-T05 T05 .500 .299 5.00 C 1.00 3.000 S .930 60000 12

2 MM S-B-L3.5/12-C625T05 T05 625 299 5.00 C 1.20 3.500 S 1.000 41280 40
MM S-B-L4.0/16-C750T06 T06 .750 .364 5.00 C 1.60 4.000 S 1.385 41280 71

[ MM $-B-L5.00-C.625-T06 T06 625 364 5.00 C 1.38 5.000 S 1.283 41280 .09
MM S-B-L5.50-C.750-T06-W T06 .750 .364 5.00 C 2.24 5.500 W 51180 22

LLI MM S-B-L4.0/15-C750T08 T08 750 480 5.00 Cc 1.54 4,000 S : 25590 26

D MM S-B-L5.50-C.625-T08 T08 625 480 5.00 C 87 5.500 S 770 25590 46

—_— MM S-B-L5.0/22-C1.0T10 T10 1.000 602 5.00 C 2.27 5.000 S 34890 1.43

m MM S-B-L5.50-C.750-T10 T10 .750 .602 5.00 C .90 5.500 S 31020 22

m MM $-B-L6.70-C1.00-T10 T10 1.000 602 5.00 C 2.30 6.700 S 29490 .66
MM S-B-L6.0/30-C1.25T12 T12 1.250 .720 5.00 C 3.03 6.000 S 29490 2.87

< MM S-B-L6.30-C1.00-T12 T12 1.000 720 5.00 C 1.60 6.300 S 28680 1.28

Q MM S-B-L7.50-C1.25-T12 T2 1.250 .720 5.00 C 3.15 7.500 S 34800 2.21
MM S-B-L7.0/32-C1.50T15 T15 1.500 941 5.00 C 3.20 7.000 S 14160 71

Q MM S-B-L8.00-C1.25-T15 T15 1.250 941 5.00 C 1.80 8.000 S 14160 2.56

- MM $-B-L10.00-W1.50-T15 T15 1.500 94 5.00 W 3.40 10.000 S 21840 4.29

5 MM S-B-L6.0/18-C1.50T21 121 1.500 1.181 5.00 C 1.82 6.000 S 21840 .00
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MULTI-ASTER %
MM S-D (89° conical ‘. f BHTA —
shanks) BD —+——— 1 pCONmS @p)
89° Conical Shanks for I <
Interchangeable Milling Heads LB ! ‘
THSZWS LBX OALLE E
1
|_
THSZWS DCONMS BD LB LBX OAL BHTA  Shankm. CSP"  RPMX®@ & —l
MM S-D-L110-C12-T05-W-H T05 AT2 299 2.193 2.36 4,331 1.00 w 1 38460 31 D
MM S-D-L130-C12-T05-W-H T05 AT2 299 3.008 3.15 5118 1.00 W 1 26160 .36 E
MM S-D-L110-C12-T06-W-H T06 AT2 378 2.315 2.36 4,331 1.00 w 1 36990 37
MM S-D-L130-C16-T06-W-H T06 630 378 2.890 3.15 5118 1.00 w 1 29490 63 ®
MM S-D-L150-C16-T06-W-H T06 .630 378 3.693 3.94 5.906 1.00 w 1 21660 72
MM S-D-L170-C16-T06-W T06 630 378 1.823 2147 6.693 1.00 w 0 21210 1.07 |_|J
MM S-D-L130-C16-T08-W-H T08 .630 457 3.008 3.15 5118 1.00 W 0 29040 7 D
MM S-D-L150-C16-T08-W-H T08 630 457 3.870 3.94 5.906 1.00 w 1 21540 85 —
MM S-D-L170-C20-T08-W T08 787 457 2.744 3.15 6.693 1.00 w 0 24900 1.43 m
MM S-D-L170-C20-T08-W-H T08 787 457 4.453 472 6.693 1.00 w 1 18750 1.16 m
MM S-D-L150-C20-T10-W-H T10 787 602 3.811 3.94 5.906 1.00 W 1 25800 1.33
MM S-D-L170-C20-T10-W-H T10 787 602 4,646 4.72 6.693 1.00 w 1 20100 1.60 <
MM S-D-L190-C20-T10-W-H T10 787 602 - 5.51 7.480 1.00 w 0 16170 1.83 Q
MM S-D-L210-C20-T10-W-H T10 787 602 - 6.30 8.268 1.00 w 1 12870 2.04
MM S-D-L180-C25-T12-W-H T12 984 720 4512 4.72 7.087 1.00 w 1 20940 2.54 D
MM S-D-L200-C25-T12-W-H T12 984 720 5.772 591 7.874 1.00 w 1 16560 2.66 —
MM S-D-L250-C25-160T12W-H T2 .984 720 6.189 6.30 9.843 1.00 W 1 11310 3.89 —I
MM S-D-L250-C25-T12-W-H T12 984 720 5.339 5.51 9.843 1.00 w 1 11300 3.97 O
MM S-D-L250-C32-T15 T15 1.260 94 3.547 3.94 9.843 1.00 S 0 14160 2.21 CD
MM S-D-L250-C32-T15-C T15 1.260 94 5.642 591 9.843 1.00 © 0 20870 415
MM S-D-L300-C32-T15-C Ti5 1.260 941 7.705 7.87 11.811 1.00 ¢ 0 16000 5.77 (]
MM S-D-L3.50-C.375-T05-C T05 375 299 .000 1.50 3.500 1.00 C 0 55000 19
MM S-D-L4.00-C.500-T05 T05 .500 299 1.300 1.50 4,000 1.00 S 0 53000 .20 CD
MM S-D-L4.50-C.500-T05-C T05 500 299 2.354 250 4,500 1.00 C 0 53430 19 1
MM S-D-L6.00-C.625-T05-C T05 .625 299 3.900 4.00 6.000 1.00 C 0 28000 .54 _|
MM S-D-L5.50-C.500-T06-C T06 500 364 2.470 250 5.500 1.00 C 0 32000 45 —
MM S-D-L6.30-C.625-T06 T06 625 364 1.750 217 6.300 1.00 S 0 23000 A4 E
MM S-D-L6.50-C.625-T06-C T06 .625 .364 3.380 3.50 6.300 1.00 C 0 26000 .70 D
MM S-D-L6.70-C.625-T06-W T06 625 364 1.765 2.18 6.700 1.00 w 0 18000 A1
MM S-D-L6.50-C.625-T08-C T08 625 480 3.440 3.50 6.500 1.00 C 0 29000 88 Z
MM S-D-L6.50-C.750-T08 T08 .750 480 2.770 3.15 6.500 1.00 S 0 22600 .62 |_|J
MM S-D-L6.70-C.750-T08-W T08 750 480 2.770 3.15 6.700 1.00 w 0 24900 Bl
MM S-D-L7.00-C.750-T08-C T08 750 480 3.900 4,00 7.000 1.00 C 0 26200 1.18
MM S-D-L6.50-C.750-T10-C T10 .750 602 .000 4.00 6.500 1.00 C 0 26000 1.28
MM S-D-L7.50-C.750-T10 T10 750 602 2.950 3.15 7.500 1.00 S 0 15780 82
MM S-D-L8.80-C.750-T10-C T10 750 602 6.240 6.30 8.800 1.00 ¢ 0 18000 1.65
MM S-D-L8.00-C1.00-T12 T12 1.000 720 3.400 3.75 8.000 1.00 S 0 15500 128
MM S-D-L10.00-C1.00-T12-C T12 1.000 720 - 5.50 10.000 1.00 C 0 16000 3.22
MM S-D-L8.00-C1.25-T15-C T15 1.250 941 - 5.00 8.000 1.00 ¢ 0 17000 3.81
MM S-D-L10.00-C1.25-T15 T15 1.250 941 3.660 4,00 10.000 1.00 S 0 20300 3.00

® Shank material (Shank m.): S-steel, C-carbide, W-tungsten. ¢ Do not apply lubricant to the threaded connection.
) 0 - Without coolant supply, 1 - With coolant supply
(2 The maximum RPM must be calculated. Divide the listed max. RPM by the number of flutes (on the milling head) being used.
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E MULTI-miASTER
el MM S-ER
CD Shanks for MULTI-MASTER I | vt
Solid Carbide Heads with -~ —-p THSZWS BD BD.2
<§E an ER Collet Adaptation ' L
1
|: SS THSZWS BHTA BD BD_2 LB LBX OAL Fig.
MM S-A-H004-ER11-T04 ER11 T04 - 228 - - 16 866 1.
) B ™M s-A-H004-ER11-T05 ER11 105 i 299 : : 16 866 1
2 MM S-A-H10.5-ER11-T05 ER11 T05 - .299 - - M 1.122 1,
MM S-A-H004-ER16-T05 ER16 05 - 299 . - 16 1.240 1,
PY MM S-A-H004-ER16-T06 ER16 T06 - 364 - - 16 1.240 1.
MM S-A-H004-ER16-T08 ER16 T08 - 457 - - 16 1.240 1.
LLI MM S-A-H10.5-ER16-T05 ER16 05 : 299 - - 4 1.496 1,
D MM S-A-H10.5-ER16-T06 ER16 T06 - 364 - - M 1.496 1.
p— MM S-A-HO013-ER16-T08 ER16 T08 - 457 - - 55 1.594 1,
m MM S-A-H004-ER20-T05 ER20 05 - 299 . . 16 1.398 1,
m MM S-A-H004-ER20-T06 ER20 T06 - 364 - - 16 1.308 1.
MM S-A-H004-ER20-T08 ER20 T08 - 457 - - 16 1.398 1.
< MM S-A-H004-ER20-T10 ER20 T10 - 602 - - 16 1.398 1,
@) MM S-A-H10.5-ER20-T05 ER20 T05 - 299 . . 41 1,654 1.
MM S-A-H10.5-ER20-T06 ER20 T06 - .364 - - M 1.654 1,
Q MM S-A-H013-ER20-T08 ER20 T08 - 457 . . 51 1.752 1,
— MM S-A-H016-ER20-T10 ER20 T10 - 602 - - 63 1.870 1.
—I MM S-A-H004-ER25-T05 ER25 T05 - .299 - - 16 1.496 1.
(O || MM s-A-H004-ER25-T06 ER2S T06 : 364 : : 16 1496 1
CD MM S-A-H10.5-ER25-T06 ER25 06 - 364 - - M 1.752 1.
MM S-A-H004-ER25-T08 ER25 T08 - 457 - - 16 1.496 1.
[ ) MM S-A-H10.5-ER25-T08 ER25 T08 - 457 - - 4 1.752 1.
MM S-A-H004-ER25-T10 ER25 T10 - .602 - - 16 1.496 1.
CD MM S-A-H10.5-ER25-T10 ER25 T10 - 602 - - 41 1.752 1,
—1 MM S-A-H004-ER25-T12 ER25 TI2 . 720 . . 16 1496 1,
1 MM S-A-H10.5-ER25-T12 ER25 T12 - 720 - : 41 1752 1,
— MM S-A-H025-ER32-T06 ER32 T06 - .364 394 709 98 2.559 2.
2 MM S-B-H025-ER32-T06 ER32 06 5.00 378 531 878 98 2,559 2
D MM S-B-H050-ER32-T06 ER32 06 5.00 378 705 1.862 197 3543 2.
MM S-B-H075-ER32-T06 ER32 06 5.00 378 890 2917 295 4528 2.
Z MM S-D-H050-ER32-T06 ER32 06 1.00 378 441 1.772 197 3543 2
|_|J ¢ Do not apply lubricant to the threaded connection. e For adaptation see page 33 ® When a rigid ER collet is assembled in an ER holder, the actual protruding length of the

holder becomes shorter by .0787" for ER20 and by .118" for ER25/ER32

MULTI-mASTER

MM S-ER-H

Shanks for MULTI-MASTER Solid
Carbide Heads with an ER Collet
Adaptation and Coolant Holes

o

MM S-A-H025-ER32-T05-H ER32 T05 .299 .98 2.559 44
MM S-A-H040-ER32-T05-H ER32 T05 299 157 3.150 .51
MM S-A-H025-ER32-T06-H ER32 T06 .364 .98 2.569 .50
MM S-A-H040-ER32-T06-H ER32 T06 .364 1.57 3.150 48
MM S-A-H025-ER32-T08-H ER32 T08 457 .98 2.559 44
MM S-A-H050-ER32-T08-H ER32 T08 457 197 3.543 .50
MM S-A-H025-ER32-T10-H ER32 T10 602 .98 2.559 A4
MM S-A-H050-ER32-T10-H ER32 T10 598 197 3.543 .54
MM S-A-H025-ER32-T12-H ER32 Ti2 720 98 2.559 48
MM S-A-H050-ER32-T12-H ER32 T12 720 197 3.543 48
MM S-A-H025-ER32-T15-H ER32 T15 941 .98 2.559 A7
MM S-A-H050-ER32-T15-H ER32 T15 941 197 3.543 .55
* Do not apply lubricant to the threaded connection. e For adaptation see page 33

r
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-ASTER HSK ] ~ (PR~

MM S-A-HSK BE  Itiszws 4@"

MULTI-MASTER Threaded —

Connection Shanks with an DCONMS - - BD

Integral HSK DIN 69893 Form v

A Tapered Adaptation LU

l«— LBX—!

DCONMS THSZWS BD LPR LBX LU RE
MM S-A-H035-HSK A40-T05 40 T05 299 1.378 .59 .394 197
MM S-A-H040-HSK A40-T06 4 T06 364 1575 79 501 197
MM S-A-H045-HSK A40-T08 4 T08 457 1772 98 787 197
MM S-A-H050-HSK A40-T10 40 T10 .602 1.968 1.18 .984 197
MM S-A-H050-HSK A40-T12 40 T12 720 1.968 1.18 .984 197
MM S-A-H050-HSK A63-T06 63 106 364 1.968 94 709 236
MM S-A-H050-HSK A63-T08 63 T08 457 1.968 94 .709 .236
MM S-A-H055-HSK A63-T10 63 T10 .602 2.165 1.14 .906 .236
MM S-A-H055-HSK A63-T12 63 T12 720 2.165 114 908 236
MM S-A-H060-HSK A63-T15 63 T15 941 2.362 1.34 1.102 .236

* Do not apply lubricant to the threaded connection ¢ For adaptation options, see page 33

FLEXFiT

MULTI-miASTER

MM CAB

Adapters for Connecting L U;:]
FLEXFIT Shanks and MULTI- < LSCMS—=~—— LPR
MASTER Milling Heads

THSZWS  THSZMS  LPR W BD  DCONMS LSCMS  DRVS®W  BHTA e

MM CAB TO6M06-16/.63 T06 Mo6 630 457 .366 .382 571 315 .00 .02
MM CAB TO6M08-16/.63 T06 MO8 630 539 378 512 689 433 .00 .04
MM CAB TO6M08-25/1.0 T06 M08 .984 445 .366 512 689 433 .00 .04
MM CAB TO6M10-25/1.0 T06 M10 984 654 378 .709 787 433 .00 .08
MM CAB T0O8MO08-16/.63 T08 M08 630 213 461 512 689 433 .00 .06
MM CAB TO8M08-25/1.0 T08 M08 .984 .768 461 512 689 433 .00 .06
MM CAB TO8M10-20/.75 T08 M10 787 445 461 .709 787 512 .00 .08
MM CAB TO8M10-25/1.0 T08 M10 984 559 461 .709 787 433 .00 .07
MM CAB TO8M12-20/.75 T08 M12 787 .366 461 .827 .866 512 .00 Nhl
MM CAB TO8M12-25/1.0 T08 M12 984 492 461 827 .866 512 .00 .09

* Do not apply lubricant to the threaded connection.

() Clamping wrench size
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MULTI-iviASTER
MM CAB-T-T THSZWS  pRvs THSZMS
MULTI-MASTER Shank — E
Extensions BF b

e F—

BD THSZMS THSZWS LF DRVS %

MM CAB T05T05-25/1.0-C 299 T05 T05 1.000 236 05
MM CAB T06T06-25/1.0-C .366 T06 T06 1.000 315 .04
MM CAB T08T08-25/1.0-C 453 T08 T08 1.000 394 .04
MM CAB T10T10-38/1.5-C 598 T10 T10 1.500 512 A7
MM CAB T12T12-38/1.5-C 726 T12 T12 1.500 630 23
MM CAB T15T15-45/1.77-C 941 T15 T15 1.772 787 46

* Clamping key should be ordered separately e For adaptation, see page 33

() Clamping wrench size
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Accessories

e NOTE: For recommended clamping torque for each MULTI-MASTER connection size, see page 73
) Clamping torque lofxft

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

s
R
I—lJ : ANE @ iJJ
el MM Adjustable Torque @S &
[@P Keys ore =
< Adjustable Torque Handle ks
and Keys for Secure and ©) %
Pl Accurate Tightening of MULTI- @‘
B MASTER Miling Heads
|: Fig. Ts Key TQw
TORQUE WRENCH 5-50Nm 9X12 1. ; - -
— B MM WRENCH 6-05 2 105 - 2
2 MM WRENCH 8-06 2 T06 . B
MM WRENCH 10-08 2. T08 . 5
° MM WRENCH 13-10 2 T40 . 140
MM WRENCH 16-12 2. TH2 . 110
Lo MM WRENCH 20-15 2. Ti5 - 157
N MM WRENCH 4E-05 3. T05 . 28
= MM WRENCH 5E-06 3. 706 . B
() B MM WRENCH 7E-08 3. T08 - 59
0 MM WRENCH 8E-10 ) 740 . 110
MM WRENCH 9E-12 3. TH2 . 110
<C INSERT TOOL 3/8" 9X12mm 4 : . .
(O | BT SOCKET 120 3/8" DRIVE 5. Tox 20
BIT SOCKET T25 3/8" DRIVE 5. ToxT25
0O BIT SOCKET T30 3/8" DRIVE 5. Tox T30
— BIT SOCKET T40 3/8" DRIVE 5. Tox T40
5 BIT SOCKET T50 3/8" DRIVE 5. Tox T50
@p)
( J
@p)
—1
1
()
pd
L

. -\f
- Py
-_ P N
,3# e R ¢ 1
~gitT ~ g A
|

The adjustable torque handle, interchangeable wrenches and Torx bits are optional and should be ordered separately.
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TI-niAS T e USER GUIDE

INDEXABLE SOLID CARBIDE LINE

Clamping and Indexing Instructions

MM GRIT
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Do not apply lubricant to the threaded connection.

Tightening
Thread Size ~ Key Torque (Lbfxinch)
T04 MM KEY 6x4 35
T05 MM KEY 6x4 60
T06 MM KEY 8x5 90
T08 MM KEY 10x7 130
T10 MM KEY 13x8 250
T12 MM KEY 16x9 250
T15 MM KEY 20 360
T21 MM WRENCH 24-21 973

() Order separately

Member IMC Group
4 1| ]
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SOLID CARBIDE ENDMILLS

ENDMILLS e SOLID CARBIDE ® MULTI-MASTER

74



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

ILIDinii.i. SELECTION GUIDE

PREMIUM LINE

WORKPIECE MATERIAL

STEEL 75
STAINLESS STEEL 79
CAST IRON 80
ALUMINUM / NON FERROUS MATERIALS 84
SUPERALLOYS / TITANIUM 86
HARD STEEL 88

Tools - Choosing Priorities

P (Steel Materials)
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Tool Rough Semi-Finish Finish/H.S.M
EC-H-CF 1
EC-H6/20
ECI-H7-CF ,
EC-H7-CF
EFSI-B44
EFS-B44 g 6
EFSI-E44
EFS-E44-CF 4 5
ECR-B-MF 6 7
ECIE5-CF
EC-E5L-CF v 1 4
ECI-E4-CF
EC-EAL-CF 8 8 5
ECP-HAL-CF 2 4
ECIH4M-CF-E
EC-H4M-CF-E f 2 3
ROUGHING
Designation (4} H (Neck) ap z Corner Type |  Coolant Page
“__nﬁ- ECI-H4M-CF-E 125 -1.000" 9%
= EC-H4M-CF-E 6-20 mm - 20 4 CHx45 NO o8
_=J ECP-HAL-CFR 6-20mm 0 20 4 ‘ NO 127
n ECIE4-CF 125-1.000" 105
W_ﬂ EC-E4L-CF 1-25 mm 3D 20 4 CHx45 NO b
7 EFSI-E44 250 -1.000" 103
m- EFS-E44 605 mm - 2D 4 CHx45 NO 136
g EFSI-B44 250 - 1.000" 104
oo = EFS-B44 495 mm ) 20 4 Crixtd NO 157
ECR-B-MF 6-25 mm - 20 46 CHx45 NO 141
ECI-E5-CF 250 -.750" 105
’m ; EC-E5L-CF 6-25 mm - 20 5 CHx45 NO b
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C OLID:=:2:. SELECTION GUIDE
<C P (Steel Materials)
> FINISHING
I
I: Designation [0} H (Neck) ap z C.;.;r::r Coolant Page
—1 -
D) m ECLES-CE 250750 . 20 5 CHd5 NO 105
2 ; EC-E5L-CF 6-20 mm 138
! ECI-E7/H7-CF -250-.750" 9
° v EC-E7/H7-CF 220mm ; 23460 | T ; N 129
ECI-H-CF 250-750" 1o1
IJDJ i oo . 20 620 CHxd5 NO s
— ECXI-B-6 250-750" 6 116
M ECXL-B-4/6 10-20mm ; 60 4 : 1o .
C ECHI-B6 250-1.000" o
< ECHB-6 620 mm ) 20 ° ) N 169
Q TROCHOIDAL / DYNAMIC MILLING
: Designation (4] H (Neck) ap Z C.I?; ::r Coolant Page
ON . EC-E7/7-CF 250-750" 99
D == EC-E7/HT-GF 220 mm ] 20 ! . NO 19
R ECI-H-CF 250-750" 101
o b EC-H-CF 620 mm ; 20 620 CHds & 13
:ll HIGH FEED MILLING
§ Designation (0} H (Neck) ap z C.;.;;::r Coolant Page
EFPI-E4,5CF 250-.750" 109
% m EFP-E4,5CF 6-20 mm : 250 45 r NO 145
EFFI-S4 250-.750" 108
L] E o0 30 0050 4 r NO e
CHAMFERING AND DEBURRING
Designation ] H (Neck) ap z CT";::r Coolant Page
ECF./45 412 mm - 250 4 - NO 193
ECD-S2 312 mm 20 05D 2 - NO 194
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OLIDiwiii SELECTION GUIDE

PREMIUM LINE

Tool Type Features

* Rough and finish operations

EngH:l\'\/flgli _IE e General use
(ECO Type) e Low power machines

* CHATTERFREE

e Rough operations
ECP-H4L-CFR ® General use
e Chip splitter CHATTERFREE

* Rough and finish operations
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Eglgjli-%FF e Used for machining alloyed steel and general use
® Low power machines CHATTERFREE
® Rough and finish operations
Egl_ggli%FF e Used for machining alloyed steel and general use
el ¢ High material removal rates
* Rough operations
ECRHEAIE o Used in unstable components
EFSI-E44 e Used for machining alloyed steel
EFS-E44 e Combination of VIBRAFREE and FINISHROUGH
® Unique design
EFSI-B44 ® Used for machining titanium, stainless and alloyed steel
EFS-B44 o Fully effective
e Semi-finish surface quality
e For high speed machining
Eg'gﬁ; CCFF « Trochoidal milling
: B * Finish operations up to 10% X D
* High speed machining
ECI-H-CF o Multiflute solid endmill
EC-H-CF ® Tools for super-finish

e Upto5% XD

Member IMC Group
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PREMIUM LINE
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www.exacttooling.com /

P (Steel Materials)

sales@exacttooling.com

| 888-988-8820

SELECTION GUIDE

ROUGH: ae = 40%-Full Cut,ap=2x D

Material Group Unalloyed Steel Low Alloyed Steel High Alloyed Steel Malsrtzzlssltlc Ferritic Steels ’
Parameters
1-4 5 6-7 8-9 10 1 12 13 1
Ve (IC900/608) (SFM) 520-590 460-490 390-520 430-490 430-490 230-300 260-330 200-300
Ve (IC300) (SFM) 430-520 360-390 330-430 330-390 330-390 200-260 200-300 160-260
Fz (©.250-.313) (IPT) .0010-.0014 |.0010-.0014 |.0008-.0012 |.0008-.0012|.0008-.0012.0008-.0012| .0008-.0014 | .0008-.0014
Fz (©.375-.500) (IPT) .0012-.0018 |.0012-.0018 |.0012-.0018 |.0012-.0018|.0012-.0018(.0012-.0018| .0012-.0016 | .0012-.0016
Fz (2.630-.750) (IPT) .0016-.0022 |.0016-.0022 |.0016-.0022 |.0016-.0022 |.0016-.0022|.0016-.0022| .0014-.0018 | .0014-.0018
SEMI-FINISH: ae = 10%-40%, ap =2 x D
Material Group Unalloyed Steel Low Alloyed Steel High Alloyed Steel Mas'{::f;t'c Ferritic Steels| /“ J
-

Parameters 1-4 5 6-7 8-9 10 1 12 13 pe
Ve (IC900/608) (SFM) 660-720 490-560 520-590 490-560 490-520 300-360 330-430 300-390
Ve (IC300) (SFM) 520-620 390-430 430-490 390-430 390-430 260-300 300-360 260-330 "‘rﬂ" e i
Fz (©.250-.313) (IPT) .0012-.0024 | .0012-.0024 |.0008-.0020 .0008-.0020 |.0008-.0020( .0008-.0020 | .0010-.0016 | .0010-.0016
Fz (©.375-.500) (IPT) .0024-.0028 | .0024-.0028 |.0016-.0026| .0016-.0026 |.0016-.0026 | .0016-.0026 | .0014-.0018 | .0014-.0018 T
Fz (2.630-.750) (IPT) .0028-.0031 | .0028-.0031 |.0018-.0028|.0018-.0028 |.0018-.0028 | .0018-.0028 | .0016-.0020 | .0016-.0020

-+ de |-
FINISH: ae = 5%-10%, ap = Max. cutting length
. Martensitic Ferritic
Unalloyed Steel Low Alloyed Steel High Alloyed Steel
Material Group Parameters y y 9 y Steels Steels
1-4 5 6-7 8-9 10 11 12 13

Ve (IC900/608)(SFM) 720-920 560-590 590-720 560-590 520-590 360-390 430-520 390-490
Ve (IC300) (SFM) 620-720 430-460 490-590 430-460 430-460 300-330 360-430 330-390
Ve (IC902/903/702) (SFM) 750-950 590-660 620-750 590-750 560-620 390-430 460-560 430-520
Fz (©.250-.313) (IPT) .0020-.0028 | .0020-.0028 |.0020-.0028 |.0020-.0028 |.0020-.0028 | .0020-.0028 | .0012-.0018 |.0012-.0018
Fz (@.375-.500) (IPT) .0028-.0031 | .0028-.0031 |.0028-.0031|.0028-.0031 |.0028-.0031 | .0028-.0031 | .0016-.0020 | .0016-.0020
Fz (2.630-.750) (IPT) .0031-.0039 | .0031-.0039 |.0031-.0039|.0031-.0039 |.0031-.0039| .0031-.0039 | .0018-.0024 | .0018-.0024 Tae
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OLIDiiii SELECTION GUIDE

PREMIUM LINE

M (Stainless Steel)

Tools - Choosing Priorities

Tool Rough Semi-Finish Finish/H.S.M
ECI-H-CF ) ) ]
EC-H-CF

ECI-E7/H7-CF
EC-E7/H7-CF

EFSI-B44
EFS-B44

ECPI-E4L
ECP-E4L
ECI-E5-CF
EC-H5M-CFR

ECI-H4R-CF
EC-H4M-CFR

ECP-H4L-CFR 2 2 R

ECI-H4M-CF-E
EC-H4M-CF-E

ROUGHING

Corner
Designation [0} H (Neck) ap z Type Coolant Page

_— ECH-HAN-CF-E 125-1,000" %
. EC-HAM-CF-E 6-20mm : 20 4 CHxd5 NO 126
N ECP-HAL-CFR 620 mm 0 20 4 ‘ NO 127

[ ECI-H5R-CF 250-1.000” 9%
o, N EC-HBM-CFR 420 mm : 2D 5 r NO 128
ECI-H4R-CF 250-1,000" 97
= ECI-H4M-CF-E 125-1,000" - 2xD 4 r NO 96
EC-H4M-CFR 6-25 mm 126
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EFSI-B44 250-1.000" 104
oAzl AL 30 20 4 CHxd5 NO 07
e ECP.EAL 520mm 142

FINISHING
Corner

Designation 0 H (Neck) ap zZ Type Coolant Page

ECI-E7M7-CF 250-.750" 99

m EC-ET/HT-CF 2.0 mm : 20 7 - NO 129
,_ ECI-H-CF 250-.750" 101
a0 EC-H-CF 620 mm : 20 620 ks e 133
I— ECI-H5R-CF 250-1.000" ) 98
ST EC-H5M-CFR 420 mm 20 5 ‘ NO 108

: : ECXI-B-6 250-.750" 116
AN | ECXL-B-4/6 10-20 mm : B 8 : No 70

- ECHI-B6 250-1.000" 116
SRR ) | =oese 520 ' 20| - o

TROCHOIDAL / DYNAMIC MILLING

Corner
Designation (4} H (Neck) ap z Type Coolant Page
ECI-E7/H7-CF 250-750" 9
m EC-E7M7-CF 220 mm : 20 ! : NO 199
. ECI-H-CF 250-.750" _ oD 6:90 Chixd5 NO 101
b T EC-H-CF 6-20mm 133

Member IMC Group
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OLIDiwiii SELECTION GUIDE

PREMIUM LINE

M (Stainless Steel)

HIGH FEED MILLING
Corner
Designation [4] H (Neck) ap zZ Type Coolant Page
EFPI-E4,5CF 250-.750" 109
m EFP-E4,5CF 620 mm ) 250 | 45 ' No 145
- e EFFI-S4 .250-.750" 4 108
Y o — EFF-S 120 mm 30 MN Ly r N "
CHAMFERING AND DEBBURING
Corner
Designation [4] H (Neck) ap z Type Coolant Page
ECF../45 4-12 mm - 250 4 - NO 193
| ECD-S2 3-12 mm 2xD 0.5xD 2 - NO 194

Soortwe e

® Rough and fnish operations
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Eglﬁj&/lglf_ _IE e General use
£CO T ® | ow power machines
(ECO Type) « CHATTERFREE

® Rough operations
ECP-H4L-CFR ® General use

e Chip spliter CHATTERFREE
ECI-H4AM-CF-E * Rough and finish operations
ECI-H4R-CF ® Used for machining stainless steel
EC-H4M-CFR ® High material removal rates

® Rough and finish operations
Eg;‘;\? gER e Used for machining stainless steel

: ; ¢ High material removal rates

ECPI-E4L ¢ Used for machining stainless steel and high temperature alloys
ECP-E4L e Chip splitter

* Unique design
EFSI-B44 ® Used for machining titanium, stainless and alloyed steel
EFS-B44 e Fully effective

* Semi-finish surface quality

® For high speed machining
soErireE « Trochoidal milling

* Finish operations up to 10% X D

® High speed machining
ECI-H-CF o Multiflute solid endmill
EC-H-CF e Tools for super-finish

e Upto 5% XD

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

OLIDiviiii SELECTION GUIDE

PREMIUM LINE

M (Stainless Steel)

ROUGH: ae = 40% - Full Cut,ap=2xD

Austenitic
Material Group Parameters Steel
14
Ve (IC900/608) (SFM) 200 - 260 I
Ve (IC300) (SFM) 160 - 230

oC
LL]
I_
)
<
=
1
5
; D)
ap E
Fz (©.250-.313) (IPT) .0008 - .0014 ‘ [ )
Fz (@.375-.500) (IPT) 0012 - .0016 LU
Fz (@.630-.750) (IPT) 0014 -.0018 e D
SEMI-FINISH: ae = 10% - 40%, ap=2x D E
Austenitic m
Material Group Parameters Steel
14 <
Ve (IC900/608) (SFM) 260 - 330 Q
Ve (IC300) (SFM) 230 - 300 D
Fz (2.250-.313) (IPT) .0010 - .0016 p—
Fz (@.375-.500) (IPT) .0014 - 0018 1
Fz (©.630-.750) (IPT) .0016 - .0020 O
FINISH / H.S.M: ac = 5% - 10%, ap = Max. cutting length CD
Austenitic )
Material Group Parameters Steel
14 CD
Ve (IC900/608) (SFM) 330 - 390 j
Ve (IC300) (SFM) 300 - 330 p—
Ve (IC902/903/702) (SFM) 360 - 430 E
Fz (.250-.313) (IPT) 0012 -.0018 D
Fz (@.375-.500) (IPT) .0016 - .0020
Fz (©.630-.750) (IPT) .0018 - .0024 E




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiniii SELECTION GUIDE

Tools - Choosing Priorities

! Tool Rough Semi-Finish Finish/H.S.M
e ECHH-CF ] ] ;
| EC-H-CF
D ECI-E7/H7-CF i ) 5
EC-E7/H7-CF
EFSI-B44
2 EFS-B44 2 ’
EFSI-E44
o EFS-E44 ° 6
LLI ECR-B-MF 4 3
O ECI-E5-CF
e EC-ESL-CF ! ! 4
m ECI-E4-CF
m EC-E4L-CF 9 ° ®
< ECP-H4L-CFR 3 4
ECI-H4M-CF-E
@) EC-HAM-CF-E ! 2 i
D ROUGHING
1 Corner
O Designation (4] H (Neck) ap zZ Type Coolant Page
g - g ECI-H4M-CF-E 1125-1,000” %
@P) m-';_ ] EC-H4M-CF-E 6-20 mm - 20 4 Otix45 NO 196
° m i ECP-H4L-CFR 6-20 mm 3XD 2xD 4 r NO 127
. ECI-E4-CF 125-1.000" 105
—I W: — EC-EAL-CF 105 mm 3XD 2xD 4 CHx45 NO 138
EFSI-E44 250-1.000" 103
> EFS-E44 625 mm : 20 4 Crixds NO 136
O EFS-B44 250-1.000" 30 20 4 CHxds NO 104
Z EFS-B44 4-25 mm 137
y ) A ECR-B-MF 6-25 mm - 2xD 4/6 CHx45 NO 141
ECI-E5-CF 250-.750" 105
m EC-ESL-CF 6-20 mm : 20 ° CHds NO 138
FINISHING
Corner
Designation (4} H (Neck) ap zZ Type Coolant Page
: : ECI-E5-CF 250-750" 105
’m EC-E5L-CF 6-20 mm : 20 5 Otix45 NO 138
; ECI-E7/H7-CF 250-.750" 99
= EC-E7/H7-CF 220 mm : 20 / ; o 129
ECHH-CE 280-750° - 2xD 6-20 CHx45 NO o1
EC-H-CF 6-20 mm 133
ECXL-B-4/6 10-20 mm - 6xD 4/6 - NO 170
ECHI-B6 250-1.000” 116
ECH-B'6 6-20 mm : 20 6 : NO 169
TROCHOIDAL / DYNAMIC MILLING
Corner
Designation (4] H (Neck) ap Z Type Coolant Page
| ECI-E7/H7-CF 950-.750" 20 ; NO 99
m EC-E7/H7-CF 2-20 mm 129
_ ECI-H-CF 950-.750" 101
e S e 620 I - 2xD 6-20 CHx45 NO 138

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDnRiLL SELECTION GUIDE

PREMIUM LINE

HIGH FEED MILLING
Corner
Designation (4} H (Neck) ap z Type Coolant Page
EFPI-E4,5CF 250-1.000" 109
W EFP-E4,5CF 6-20mm ) 250 45 i NO 145
: T — EFFI-S4 250-.750" 108
U —— EFFS 1-20m S0 MIN. ¢ ‘ N 144
CHAMFERING AND DEBURRING
Corner
Designation [0} H (Neck) ap z Type Coolant Page
_.. ECF./45 4412 mm - 25D 4 - NO 193
Ag— | ECD-52 3-12mm 20 050 - - NO 194

Tool Type Features

* Rough and finish operations

ECI-H4M-CF-E « General use
EC-H4M-CF-E o Low power machines
(ECO Type) -

e CHATTERFREE

® Rough operations
ECP-H4L-CFR e General use

e Chip splitter CHATTERFREE

* Rough and finish operations
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Eglgﬁ‘_ _glf ® Used for machining alloyed steel and general use
® | ow power machines no vibrations
= * Rough and finish operations
EglEEE?Il_— glf e Used for machining alloyed steel and general use
® High material removal rates
=y * Rough operations
ECRAEAF ® Used on unstable components
EFSI-E44 e Used for machining alloyed steel
EFS-E44 e Combination of VIBRAFREE and FINISHROUGH
© Unique design
EFSI-B44 e Used for machining titanium, stainless and alloyed steel
EFS-B44 * Fully effective
e Semi-finish surface quality
ECI-E7/H7-CF e For high speed machining
e Trochoidal milling
ECHEHOE e Finish operations up to 10% X D
® High speed machining
ECI-H-CF o Multiflute solid endmill
EC-H-CF ® Tools for super-finish

e Upto5% XD

ROUGH: ae = 40% - Full Cut ,ap=2x D

. Grey Cast Iron Ductile Cast Iron Malleable Cast Iron

Material Group Parameters
15-16 17-18 19-20

Ve (IC900/608) (SFM) 260 - 430 300 - 430 460 - 590
Ve (IC300) (SFM) 200 - 460 230 - 460 360 - 490
Fz (@.250-.313) (IPT) .0008 - .0016 .0008 - .0016 .0008 - .0016
Fz (@.375-.500) (IPT) .0012 - .0020 .0012 - .0020 .0012 - .0020
Fz (0.630-.750) (IPT) .0016 - .0024 0016 - .0024 .0016 - .0024 =

Member IMC Group
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www.exacttooling.com

| sales@exacttooling.com /
SELECTION GUIDE

888-988-8820

SEMI-FINISH: ae = 10% - 40%, ap =

2xD

Material Group Parameters

Grey Cast Iron

Ductile Cast Iron

Malleable Cast Iron

i

15-16 17-18 19-20
Vi (IC900/608) (SFM) 430-590 430-660 590-720
Ve (1C300) (SFM) 460-590 460-590 490-590
Fz (2.250-313) (PT) 0012-0020 0012-.0020 0012-0020
Fz (@.375-500) (IPT) 0016-.0024 0016-.0024 0016-.0024
Fz (2.630-.750) (IPT) 0024-0028 0024-0028 0024-0028

v
Jale

FINISH / H.S.M: ae = 5% - 10%, ap = Max. cutting length

Material Group Parameters

Grey Cast Iron

Ductile Cast Iron

Malleable Cast Iron

15-16 17-18 19-20 |
Ve (10900/608) (SFM) 590-850 660-920 720-920 T
Ve (1G300) (SFM) 590-690 590-720 590-720 ap
Ve (10902/908/702) (SFM) 620-890 690-950 720-950 l
Fz (0.250-313) (PT) 0014-.0024 0014-.0024 0014-.0024
Fz (@.375-500) (IPT) 0024-.0026 0024-.0026 0024-.0026 Al
a
Fz (2.630-.750) (PPT) 0026-.0031 .0026-0031 0026-.0031 ‘
N (Non-Ferrous Metals)
Tools - Choosing Priorities
Tool Rough Semi-Finish Finish/H.S.M
ECRI-B3
ECR-B3-R ° 6
ECAI-B-3
ECA-B-3 6 S S
ECAI-H4R
ECA-HA-CF 2 ! !
ECAP-H3-CF 3 4
ECAI-H3-CF
ECA-H3-CF ¢ ° 4
ECA-H3-CF-C 1 2 2
ROUGHING
Corner
Designation [4] H (Neck) ap zZ Type Coolant Page
_ ECAI-H3-CF 250-1.000" 17
\,.!; ——— ECA-H3-CF 1-25 mm 30 20 8 ' NO 173
o ECA-H3-CF-C 625 mm 5XD 20 3 ‘ YES 175
: ECAP-H3-CF 10-25 mm 5XD 20 3 r YES 176
» . -
. ECAI-H4R-CF 250-1.000" 118
%ﬁ\{' — ECAH4-CF 6-25 mm o0 210 . U e 175
i ECAI-H3-CF 250-1.000° 17
fasaey ECAB-3 420 mm 0 20 8 r NO 179
5 ECRI-B3 250-.750" 119
TR ECR-B3R 6-20 mm - P ¢ U 1Y 177
FINISHING
Corner
Designation (4} H (Neck) ap zZ Type Coolant Page
ECAI-H3-CF 250-1.000" 17
"b-‘ — ECA-H3-CF 1-25 mm 30 20 8 ' NO 173
SN T EcAHeCRC 625 mm 5XD 20 3 ' YES 175
o, ¥ ”
i ECAI-H4R-CF 250-1.000 118
S ECAH4-CF 6-25 mm 50 20 4 r NO 175
e ECAI-B-3 250-1.000" 120
O S— ECAB-3 4-20 mm H0O 20 ¢ r o 179
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OLIDiviiii SELECTION GUIDE

PREMIUM LINE

N (Non-Ferrous Metals)

Tool Type Features

e Suitable for roughing and finishing operations
ECAI-H3-CF ¢ CHATTERFREE
ECA-H3-CF e Full slot up to 1.5XD and 2XD

e Excellent solution for low power machines

e Suitable for roughing and finishing operations

e CHATTERFREE

¢ Full slot up to 2XD

¢ |nternal coolant for better chip evacuation in deep cavity

ECA-H3-CF-C

e Suitable for roughing
ECAP-H3-CF e Chip splitter CHATTERFREE
¢ Internal coolant for better chip evacuation in deep cavity

e Suitable for roughing and finishing operations
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Egﬁ'ﬁi@f F * CHATTERFREE
e Full slot up to 1XD
ECAI-B-3 e Suitable for roughing and finishing operations
ECA-B-3 ® Excellent surface finish
ECRI-B3 e Suitable for roughing
ECR-B3-R ® Good cheap evacuation
D2 x ROUGH: ae = 40% - Full Cut, ap = 1.5xD
Material Group Alu Wrought alloy Alu Cast Alloy Copper Alloy Electrolitic Copper Non-Metallic
Parameters 21-22 23-25 26-27 28 29-30
Ve (IC08) (SFM) 2300-2490 1310-1800 1640-1710 1150-1180 1150-1180 Z K
Fz (@.250-.313) (IPT) .0008-.0016 .0008-.0016 .0008-.0016 .0008-.0016 .0008-.0016 af
Fz (@.375-.500) (IPT) .0012-.0020 .0012-.0020 .0012-.0020 .0012-.0020 .0012-.0020
Fz (@.630-.750) (IPT) .0012-.0028 .0012-.0028 .0012-.0028 .0012-.0028 .0012-.0028 [<aos]
SEMI-FINISH: ac = 10% - 40%, ap = 2 x D
Material Group Alu Wrought alloy Alu Cast Alloy Copper Alloy Electrolitic Copper Non-Metallic
Parameters 21-22 23-25 26-27 28 29-30
Ve (IC08) (SFM) 2490 - 2760 1800 - 2300 1710 - 1740 1180 - 1210 1180 - 1210 j
Fz (@.250-.313) (IPT) .0016 - .0024 .0016 - .0024 .0012 - .0020 .0012 - .0020 .0012 - .0020 T
Fz (@.375-.500) (IPT) .0024 - .0031 .0024 - .0031 .0018 - .0022 .0018 - .0022 .0018 - .0022
Fz (©.630-.750) (IPT) .0031 - .0039 .0031 - .0039 .0022 - .0028 .0022 - .0028 .0022 - .0028 MEN
FINISH / H.S.M: ae = 5% - 10%, ap = Max. cutting length
Material Group Alu Wrought alloy Alu Cast Alloy Copper Alloy Electrolitic Copper Non-Metallic
Parameters 21-22 23-25 26-27 28 29-30
Ve (IC08) (SFM) 2760 - 2950 2300 - 2950 1740 - 1800 1210 - 1250 1210 - 1250 T
Fz (@.250-.313) (IPT) .0018 - .0028 .0018 - .0028 .0014 - .0024 .0014 - .0024 .0014 - .0024 lp
Fz (@.375-.500) (IPT) .0028 - .0039 .0028 - .0039 .0024 - .0028 .0024 - .0028 .0024 - .0028
Fz (@.630-.750) (IPT) .0039 - .0059 .0039 - .5906 .0026 - .0031 .0026 - .0031 .0026 - .0031 =

Member IMC Group




To Order Contact: Exact Tooling /

A8 SOLIDHiLL

PREMIUM LINE

www.exacttooling.com /

sales@exacttooling.com / 888-988-8820

SELECTION GUIDE

S (High Heat Resistant Alloys)

Tools - Choosing Priorities

1
| Tool Rough Semi-Finish Finish/H.S.M
| ECI-H-CF 1
D EC-H-CF
ECI-E7/H7-CF i 5
2 EC-E7/H7-CF
EFSI-B44 . .
° EFS-B44 (IC300)
ECKI-H4R-CF : - i
LL| ECK-H4M-CFR
ECKI-H4R-CF > >
0O ECR-B-MF
e EC-H5R
m EC-H5M-CFR ! 4 3
ECI-HAM-CF-E
oC EC-HAM-CFR 6 / S
<E ECP-HAL-CFR 4 5
O ECI-HAM-CF-E
EC-HAM-CF-E g . 4
D ROUGHING
— Corner
O Designation [4] H (Neck) ap Z Type Coolant Page
ECI-H4M-CF-E 1125-1.000" 9%
() = . CCh O 25100 20 4 OHd5 NO b
L :
) oaONe ECP-HAL-OFR 6:20mm 0 20 4 ' NO 127
— n = ECI-E4-CF 125-1.000" 105
| W - oo e, o) 20 4 CHa5 NO 198
E - ECKI-H4R-CF 250-.750" oD 4 NO/YES 102
D | ECK-H4M-CFR 6-20 mm 134
P EFS-Ba4 +250-1.000° 3D %D 4 CHxds NO 104
i o BN FFS-844 425 mm a7
m ECR-B-MF 625 mm 20 46 CHd5 NO 141
: ; ECI-E5-CF 250-.750" 105
’m EC-EBL-CF 6-20 mm 20 5 CHixa NO 138
FINISHING
Corner
Designation [4) H (Neck) ap z Type Coolant Page
: : ECI-E5-CF 250-.750" 105
’m EC-ESL-CF 6-20 mm 20 5 CHixa NO 138
. ECI-E7/H7-CF 250-.750" 9
= EC-E7/T-CF 220 mm : 20 4 e 129
ECI-H-CF 250-.750" 101
EoOF 620 2D 6-20 CHx45 NO .
ECXL-B-4/6 10-20 mm - 6xD 4/6 NO 170
ECHI-B6 250-1.000" oD 6 NO 116
ECH-B-6 6-20 mm 169

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SELECTION GUIDE

SOLIDiiiL o
S (High Heat Resistant Alloys) <
TROCHOIDAL / DYNAMIC MILLING E
Corner I
Designation (4] H (Neck) ap zZ Type Coolant Page I_
; ECI-E7/H7-CF 250-.750" oD 7 NO 99 1
m EC-E7/H7-CF 2-20 mm 129 D
. ECI-H-CF 250-.750" 101
e — | EO-H-CF 620 mm 2xD 6-20 CHx45 NO 1 E
o
HIGH FEED MILLING
Corner LU
Designation (4} H (Neck) ap zZ Type Coolant Page D
. - 750" 109 ~
m EEFFFQEEjggE 250750 250 45 r NO M
: 6-20 mm 145 m
: ST — EFFI-S4 250-.750" 108
&E S EFF-S 120 mm 3xD MNN. 24 r NO s <E
CHAMFERING AND DEBURRING D
Corner e
Designation [4] H (Neck) ap zZ Type Coolant Page —I
h ECF./45 412mm 250 4 NO 193 8
g | ECD-52 3-12mm 20 050 2 NO 197 ®
ROUGH: ae = 40%-Full Cut,ap =1.5xD 1
. Nickel based Alloys Titanium and Ti Alloys _l
Material Group Parameters —
31-35 36-37 E
Ve (IC900/608) (SFM) 70-130 100-160 7 T D
Ve (IC300) (SFM) 70-100 70-130 ap
Fz (@.250-.313) (PT) .0008-.0012 .0008-.0012 ' E
Fz (©.375-.500) (IPT) .0012-.0016 .0012-.0016
Fz (©.630-.750) (IPT) .0012-.0028 .0012-.0028 8o

SEMI-FINISH: ae = 10%-40%, ap =2 x D

. Nickel based Alloys Titanium and Ti Alloys ]

Material Group Parameters

31-35 36-37
Ve (IC900/608) (SFM) 130-160 160-200
Vi (IC300) (SFM) 100-150 130-160 T
Fz (©.250-.313) (IPT) .0012-.0016 .0012-.0016
Fz (.375-.500) (IPT) .0014-.0020 .0014-.0020

| Ae |-

Fz (.630-.750) (IPT) .0020-.0031 .0020-.0031

FINISH / H.S.M: ae = 5%-10%, ap = Max. cutting length

Nickel based Alloys Titanium and Ti Alloys

Material Group Parameters
31-35 36-37

V¢ (IC900/608) (SFM) 160-230 200-230 j
Ve (IC300) (SFM) 150-200 160-200 ap
Ve (IC902/903/702) (SFM) 180-260 210-260 l
Fz (©.250-.313) (IPT) .0014-,0020 .0014-.0020
Fz (©.375-.500) (IPT) 0016-.0024 .0016-.0024 -
Fz (©.630-.750) (IPT) .0024-,0033 .0024-.0033

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

mmes 5 SELECTION GUIDE
"l sormssic: | SELECTION GUIDE |
< H (Hard Materials)
E Tools - Choosing Priorities
1 Tool Rough Semi-Finish Finish/H.S.M
— ECIH-CF ;
| EC-H-CF
) ECIE7/H7-CF )
EC-E7/H7-CF
EFSI-B44
2 EFS-B44 2 :
{ ] ECR-B-MF 1 ’
ECI-E5-CF
LL EC-E5L-CF 6 2 S
(A ECI-E4L-CF
—_ EC-EAL-CF 5 6 5
ah ECP-HAL-CFR 3 4
oC ECIH4M-CF-E
<E EC-HAM-CF-E ! ° !
(@) ROUGHING
Corner
Q Designation 0 H (Neck) ap z Type Coolant Page
1 ECI-H4M-CF-E 125-1.000" 9%
@) D ——— ECHAN-CF-E 6.20mm ' 20 ‘ OFbeés No 126
@)) m ECP-HAL-CFR 6-20mm 30 20 4 r NO 127
o
— ECIE4-CF 125-.750" 105
@p) RN EC-EAL-CF 125 mm %0 20 4 Crixis NO 138
— - EFSI-B44 .250-1,000” 104
—J s EFS-B44 425 mm 0 20 ¢ CFixds No a7
2 - ECR-B-MF 6-25 mm : 20 46 CHd5 NO 141
: ECI-E5-CF 250-.750" 105
| | m EC-E5L-CF 620 mm ; 20 5 CHixd5 NO 138
FINISHING
Corner
Designation (4] H (Neck) ap zZ Type Coolant Page
ECI-E5-CF 250-.750" 105
'm EC-E5L-CF 6-20 mm 20 5 Crdd NO 138
ECI-E7/H7-OF 250-750" 99
oo | EC-ET/HT-CF 2-20 mm : 20 ! : 1o 129
| ECHH-CF 250750 - 20 620 | Crus NO o1
A m— EC-H-CF 6-20 mm 133
ECXI-B-6 250-.750" 6 116
SSNuRNE ECXL-B-4/6 1020 mm : B 46 : 19 170
& ECHI-B6 250-1.000" 116
RN ECH-B-6 6-20mm ' 20 6 ' NO 169

ISCAR




To Order Contact: Exact Tooling /
OLIDiiii

PREMIUM LINE

www.exacttooling.com /| sales@exacttooling.com /

SELECTION GUIDE

H (Hard Materials)

TROCHOIDAL / DYNAMIC MILLING

Corner
Designation (4} H (Neck) ap Z Type Coolant Page
; ECI-E7/H7-CF 250-.750" 9
== EC-E7/MH7-CF 2-20 mm ; 20 7 : NO 129
; ECI-H-CF 250-.750” 101
a0 EC-H-CF 60 mm - 2xD 6-20 CHx45 NO 133
HIGH FEED MILLING
Corner
Designation (4} H (Neck) ap VA Type Coolant Page
EFPI-E4,5CF 250-.750" 109
m EFP-EA,50F 6-20 mm ) 250 45 ' NO 145
EFFI-S4 .250-.750” 108
mw EFES 1.0 mm 3xD MIN. 2/4 r NO o
CHAMFERING AND DEBURRING
Corner
Designation (0} H (Neck) ap z Type Coolant Page
_,. A ECF./45 4-12mm 250 4 - NO 193
H‘ — | ECD-S2 3-12 mm 2D 0.5xD 2 - NO 194

Tool Type Features

ECI-H4M-CF-E
EC-H4M-CF-E (ECO Type)

ECP-H4L-CFR

ECI-H4M-CF-E
EC-E4L-CF

ECI-E5L-CF
EC-E5L-CF

ECR-B-MF

EFSI-B44
EFS-B44

ECI-E7/H7-CF
EC-E7/H7-CF

ECI-H-CF
EC-H-CF

* Rough and finish operations
® General use

® Low power machines

* CHATTERFREE

* Rough operations
® General use
® Chip splitter CHATTERFREE

* Rough and finish operations
e Used for machining alloyed steel and general use
® | ow power machines no vibrations

* Rough and finish operations
e Used for machining alloyed steel and general use
* High material removal rates

* Rough operations
e Used on unstable components

* Unique design

e Used for machining titanium, stainless and alloyed steel
o Fully effective

* Semi-finish surface quality

e For high speed machining
® Trochoidal milling
* Finish operations up to 10% X D

® High speed machining
o Multiflute solid endmill
e Tools for super-finish
e Upto5% XD

Member IMC Group

888-988-8820

o
LL
|_
P
<
=
5
D)
=
 J
L
0
m
C
<
O
0
]
O
n
o
p
B
=
=
0
Z
LL




To Order Contact: Exact Tooling /

s
LL
|_
)
<
=
5
D)
=
o
L
0
m
C
<
O
0
]
O
n
o
n
B
=
=
0
Z
LL

SOLIDiwii.i

PREMIUM LINE

www.exacttooling.com

/

sales@exacttooling.com /

SELECTION GUIDE

888-988-8820

ROUGH: Ae = 40% - Full Cut, Ap=2xD

Hardened Steel Chilled Cast Iron Cast Iron
Material Group Parameters
38-39 40 4
Ve (IC900/608) (SFM) 70-100 200-210 100-110 7 4
Ve (MC300) (SFM) 70-80 160-180 70-80 T
Fz (©.250-.313) (IPT) .0004-.0006 .0004-.0006 .0004 -.0006
Fz (©.375-.500) (IPT) .0012-.0018 .0012-.0018 .0012-.0018 5]
Fz (©.630-.750) (IPT) .0016-.0020 .0016-.0020 .0016-.0020
SEMI-FINISH: Ae = 10% - 40%, Ap=2xD
Hardened Steel Chilled Cast Iron Cast Iron
Material Group Parameters
38-39 40 41
\ic (IC900/608) (SFM) 100-130 210-230 110-130 j
Ve (MC300) (SFM) 80-100 160-180 80-100 T
Fz (©.250-.313) (IPT) .0006-.0014 .0006-.0014 .0006-.0014
Fz (©.375-.500) (IPT) .0014-.0022 .0014-.0022 .0014-.0022 Jall.
Fz (©.630-.750) (IPT) .0018-.0024 .0018-.0024 .0018-.0024
FINISH / H.S.M: Ae = 5% - 10%, Ap = Max. cutting length
Hardened Steel Chilled Cast Iron Cast Iron
Material Group Parameters
38-39 40 4
Ve (IC900/608) (SFM) 130-160 230-260 130-160 j
Ve (MC300) (SFM) 100-130 180-200 100-130 &
Ve (IC902/903/602/702) (SFM) 150-200 250-300 150-200 l
Fz (©.250-.313) (IPT) .0008-.0016 .0008-.0016 .0008-.0016
Fz (2.375-.500) (IPT) .0016-.0024 .0016-.0024 .0016-.0024 Ta
Fz (©.630-.750) (IPT) .0020-.0028 .0020-.0028 .0020-.0028

ISCAR
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EFSI-E44
EFS-E44

ECKI-H4R-CF
ECK-H4M-CFR

ECK-H7/9-CFR

EFSI-B44
EFS-B44

ECI-H4S-CFE
EC-H4S-CF

ECI-H4/5R-CF
EC-H4/5M-CFR

ECI-H4M-CF-E
EC-H4M-CF-E

EC-H4L-CFR

ECP-H4L-CFR

EC-H4XL-CFR

ECI-E7/H7-CF
EC-E7/H7-CF

ECI-H-CF
EC-H-CF

ECI-E4-CF
EC-E4L-CF

ECI-E5-CF
EC-E5L-CF

EFPI-E4,5CF
EFP-E4,5CF

ECR-B-S

ECRI-B-M

ECR-B-M/ECR-B-

ECR-B-X

ECR-B-MF

) Provides high surface finish in rough machining conditions

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

Different helix with
variable pitch

38° helix with
variable pitch

38° helix with
variable pitch

38° helix with
variable pitch

45°

45°

/I www.exacttooling.com

5 <55 4
ECR-B-L 45° 2 <55 4- 6-20 mm
45° . 55 4

2D
D
1.5D

| sales@exacttooling.com

SELECTION GUIDE

.250-1.000” 103
6-25 mm 136

.250-.750” 102

Titanium 4 4-20 mm 134

Titanium 7-9 6-20 mm 135

.250-1.000” 104
4-25 mm 137

.125-1.000” 96
6-20 mm 125

.250-1.000”
4-25 mm

97-98
126,128

.125-1.000” 96
6-20 mm 126

127

127

128

.250-.750” 99
2-20 mm 129

.250-.750” 101
6-20 mm 133

.125-1.000” 105
1-25 mm 138

.250-.750” 105
6-20 mm 138

.250-.750”
6-20 mm

High feed at 109
small D.O.C. 145

139

7 .250-.750” 106

5-20 mm 139

7 140

< -5 8-16 mm 140

Excellent for

6-25 mm |- rdened steel [k

<65 4,6

/

888-988-8820
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OLIDriiLiL SELECTION GUIDE

PREMIUM LiN

Table of Contents

ECPI-E-L 380 .250-1.000” Recommended for Rl'IJ4
ECP-E-L 5-20 mm stainless steel 141-142

ERFI-A/E-3,4,6 30°, 38° .250-1.000” Fine pitch 108 s
ERF-A/E-3,4,6 : 4-25 mm steel alloys 143

)

ECR-T-M 20° 6-20 mm 143

EBRF-T 6-20 mm

EFFI-S4 0 .250-.750”
EFF-S 1-20 mm

ETRI-A2 30° .060-.500”
ETR-A2 2-10 mm

EC-A2

(economical-short) 2 2-20 mm

it

ECI-A-2 30° .125-.750”
EC-A-2 2-20 mm

4

EC-A2

s = 30° 1-20 mm
(economical-medium)

e o .125.500"
ECC-A-2 = 2.20 mm Reinforced

EC-A2 (economical-

30° 3-20 mm
extra long)

ECSI-E-3 3g° .125-.750”
ECS/ECCS-E-3 2-20 mm

ENDMILLS e SOLID CARBIDE « MULTI-MASTER

EC-A3/E3

(economical-short) CAE 0.5-18 mm

EC-A3/E3

J 0
(economical-medium) 807, 38

EC-B3

(economical-short) = 1.5-20 mm

144

ECI-E-3 .125-1.000”
EC-E-3 1-20 mm

7
/

7
)

ECC-E-3 2-20 mm Reinforced

Undersized for
ECU-E-3 2.8-19.7 mm keyholes

Undersized for
ECU-E-3-R 3.8-11.7 mm keyholes with corner
radii

EC-B3 .

: . 45 3-20 mm
(economical-medium)

A

ECI-B-3 45° .125-.750”
EC-B-3 2-20 mm

;
J
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Table of Contents

EC-B-3R

/I www.exacttooling.com

6-20 mm

| sales@exacttooling.com / 888-988-8820

Corner radii

ECI-B-4
EC-B-4

.125-.750"
2-20 mm

EC-B-4R

6-20 mm

Corner radii

ECI-A-4
EC-A-4

.125-.750”
2-20 mm

EC-A-4R

3-8 mm

Corner radii

EC-A4
(economical-medium)

2-20 mm

ECCI-A-4
ECC-A-4

.125-1.000”
2-20 mm

Reinforced

EC-A4 (economical-
extra long)

3-20 mm

EC-A2-M

<65

0.4-6 mm

EC-A2-R

<65

0.5-12 mm

EC-A2-H

<65

0.1-4.0 mm

EC-A2
(medium length)

<65

1-25 mm

EC-A4

<65

2-25 mm

EC-B4-R

<65

10-22 mm

ECHI-B6
ECH-B-6

<65

.250-1.000”
6-20 mm

High temp. alloys

ECLI-B-6
ECL-B-4/6

<45

.250-.750”
6-20 mm

ECXI-B-6
ECXL-B-4/6

<45

.250-.750”
10-20 mm

EC-D6

<65

6-20 mm

EC-B6-H

<65

6-20 mm

EC-B6

<65

6-25 mm

EPNI-F
EPN-F

CFRP 10-12
Composites 9-12

.125-.500”
3-12 mm

156

114
157

158

115
159

160

160

115
161

161

165-166

162-163

164

167

168

169

116
169

116
170

116
170

171

172

171

120
180

SELECTION GUIDE

ENDMILLS o SOLID CARBIDE « MULTI-MASTER
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PREMIUM LINE

Table of Contents

EPNCI CFRP 10 .250-.500” 121
EPNC Composites 8-12 mm 180

I

EPNDI 15° CFRP 6-10 .062-.500” 121
EPND Composites 1.6-12 mm 181

EPXI . CFRP .250-.500” 122
EPX L 2D composites ®°  6-12 mm 181

ECAI-H3-CF 39-41° variable 2D Aluminum .250-1.000” 117
ECA-H3-CF helix 1-25 mm 173

ECA-H3-CF-C Differenthellx .5 uminum 6-25 mm 175
with variable pitch

ECAI-H4R-CF Different helix 1.5-2D Aluminum .250-1.000” 118
ECA-H4-CF with variable pitch * 6-25 mm 175

ECAP-H3-CF Differenthelix 4 ¢ op Aluminum 10-25 mm 176
with variable pitch

ERCI-E-3 . : .250-1.000” 118
ERC-E-3 e e 6-25 mm 176

[

*
¥

ECRI-B3 Aluminum .250-.750” 119
ECR-B3-R 6-20 mm 177

|

ECR-B3-R-C Aluminum 8-25 mm 177

ECAI-B-2 o .250-1.000” mg:his'ﬂf‘;" 119
SEASE 4-20mm o5 ajuminum [l

ENDMILLS e SOLID CARBIDE « MULTI-MASTER

¥
o

ECAI-B-3 e .250-1.000” mg":‘hf'fiﬁ;d 120
SEASS 4-20mm  oh ajuminum  [RlAS

ECAI-F-2 .250-.750” High Speed  FT1)

55° Aluminum Machining
ECA-F-2 4-25mm . juminum 179

Different helix
e with variable pitch 22 L 182

EBI-E4L-CF . .125-.500” 122
EB-E4L-CF e = 3-16 mm 183

EB-A-2 2-20 mm 183

EBSI-A-2 . .125-.500" 123
EB-A2 (stub cut length) S° 1-25 mm Stub cut length By

EB-A2 (rib processing) 30° d 0.4-6 mm 189-190

EB-A2-H (rib processing) 30° 0.1-4.0 mm 188

Long overhang

EB-A2 (long with neck) 30 3-25 mm length

190

Extra long

EB-A2 (extra long) overhang length

Lt
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SOLIDmiLL SELECTION GUIDE

PREMIUM LINE

22 L E s 2D <65 1-12 mm  Tapered neck [RE}
neck)
EB-A2 (precision stub

o . Precision stub
cut) 30 1D <65 1-25mm . 192

ESB-A2 30° 0.75D <65 3-16 mm 193
ESB-A4 30° 0.75D <65 5-16 mm 193
EBM-A-2 30° 2-3D <45 2 0.4-2.0 mm Miniature

EB-A2 (economical) 2-3D <45

EB-A2 (economical- 30° 3.5-

extra long) 10D o

EBSI-A-3 .125-.625”
EB-A-3 Jenele) o 1.6-12.0 mm

EB-A4
(economical-short)

EBSI-A-4 . .125..625”
EB-A-4 (short length) 5 LT e 2.20 mm

EBI-A-4 . .125-.750"
EB-A-4 (medium length) °° R 3-20 mm

EBLI-A-4 .125-.750”
EBL-A-4 4-16 mm
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ECF../45 . 4-12 mm

ECD-S2 straight 3-12 mm
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SOLIDiii.L. G
CHATTERFREE PN o T | @ g &

® For user guide, see pages 195-204
() G-Cylindrical, W-Weldon

2 Number of flutes

@) Maximum ramping angle

SOLIDuii.i CHW x 45°

TEC LINE

oC

LL]

I_
OLID MILL LI 35 R i - e — - - 2

P ECI-H4S-CFE L\ \ = == % @? ®

< Short, 4 Flute Endmills with APMX/LU as

E Different Helix and Variable ‘ OALLF |

! Pitch, for Chatter Dampening

— —

5' Dimensions '\F}Izg%mmgng;g

2 =1 f;

[ ) Designation DC DCONMS  APMX OAL Shank NOF@ CHW RMPX®@ ‘<_3 (inch/t)

LL] ECI-H4S 125-125C125CFE1.5 VS 125 125 1.500 © 4 006 50 ° .0010-.0020
ECI-H4S 188-188C188CFE2 188 188 188 2.000 © 4 008 50 . .0010-.0020

D ECI-H4S 250-250C250CFE2.5 250 250 .250 2.500 C 4 010 5.0 . .0010-.0020

== ECI-H4S 312-312C312CFE2.5 KV 312 312 2,500 © 4 012 50 . .0010-.0020

m ECI-H4S 375-375C375CFE2.5 375 375 375 2.500 C 4 .016 5.0 o .0010-.0040

m ECI-H4S 375-375W375CFE2.5 IS 375 375 2.500 W 4 016 50 ° .0010-.0040

< ECI-H4S 500-500C500CFE3 500 500 500 3.000 © 4 020 50 . .0020-.0040
ECI-H4S 500-500W500CFE3 500 500 500 3.000 W 4 020 50 . .0020-.0040

Q ECI-H4S 625-625C625CFE3.5 GV 625 625 3500 © 4 023 50 ° .0020-.0050
ECI-H4S 625-625W625CFE3.5 |GV 625 625 3500 W 4 023 50 . .0020-.0050

Q ECI-H4S 750-750C750CFE4 .750 .750 .750 4,000 C 4 .023 5.0 [ .0020-.0070

j ECI-H4S 750-750W750CFE4 750 750 750 4.000 W 4 023 50 ° .0020-.0070
ECI-H4S 1.0-1.0C1.0CFE4.5 1,000 1.000 1.000 4,500 © 4 023 50 ° .0020-.0070

8 ECI-H4S 1.0-1.0W1.0CFE4.5 1,000 1.000 1.000 4,500 W 4 023 50 ° .0020-.0070

()

P

—

—

A

Z

LLl

.l

CHATTERFREE % @

SOLID MILL LINE %

ECI-H4M-CF-E b e @ @ N/

4 Flute Endmills with Different @' F ‘ as° as

Helix and Variable Pitch, OALLF

for Chatter Dampening

Dimensions a:iﬂmmgng:tg
§ fz

Designation DC DCONMS LU OAL NOF® CHW RMPX@ Shank® o (inch/t)
ECI-H4M 125-250C125CFE1.5 125 125 .250 1.500 4 .006 5.0 C o .0010-.0020
ECI-H4M 188-375C188CFE2. .188 .188 375 2.000 4 .008 50 C ° .0010-.0020
ECI-H4M 250-500C250CFE2.5 .250 .250 .500 2.500 4 .010 50 C . .0010-.0020
ECI-H4M 312-625C312CFE2.5 312 312 625 2.500 4 012 50 C o .0010-.0040
ECI-H4M 375-750C375CFE3. 375 375 .750 3.000 4 .016 5.0 C o .0010-.0040
ECI-H4M 375-750W375CFE3. 375 375 750 3.000 4 .016 5.0 W [ .0010-.0040
ECI-H4M 500-1.0C500CFE3.5 500 500 1.000 3.500 4 .020 5.0 © . .0020-.0040
ECI-H4M 500-1.0W500CFE3.5 .500 .500 1.000 3.500 4 .020 50 w o .0020-.0040
ECI-H4M 625-1.25C625CFE4. 625 .625 1.250 4.000 4 .024 50 C . .0020-.0050
ECI-H4M 625-1.25W62CFE4. 625 .625 1.250 4.000 4 .024 50 W o .0020-.0050
ECI-H4M 750-1.5C750CFES. .750 .750 1.500 5.000 4 .024 5.0 C o .0020-.0070
ECI-H4M 750-1.5W750CFES. .750 .750 1.500 5.000 4 .024 5.0 W . .0020-.0070
ECI-H4M 1.0-2.0C1.0CFES. 1.000 1.000 2.000 5.000 4 .024 50 C ° .0020-.0070
ECI-H4M 1.0-2.0W1.0CFES. 1.000 1.000 2.000 5.000 4 024 5.0 W ° .0020-.0070

e For user guide, see pages 195-204
) Number of flutes

2) Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR
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CHATTERFREE %
ECI-H4R-CF o | a 9% —
4 Flute Endmills with Different o % @%jf = N
Helix (35 & 37°) and Variable o "% & S
Pitch for Chatter Dampening ‘ e a <‘:
with Assorted Radii | B et @ N >
ailzaz+as+as "
Dimensions azzﬁmmgng;;: g
§ fz E
Designation DC DCONMS APMX OAL NOF® RE RMPX®@ Shank® S (inch/t) [ )
ECI-H4R 250-500C01CF-2.5 .250 250 .500 2.500 4 .010 5.0 C o .0015-.0025
ECI-H4R 312-625C015CF-2.5 312 312 .625 2.500 4 .015 5.0 @ ° .0015-.0045 LIJ
ECI-H4R 375-750C02CF-3.0 375 375 .750 3.000 4 .020 5.0 © ) .0015-.0045 D
ECI-H4R 375-750W02CF-3.0 375 375 .750 3.000 4 .020 5.0 W o .0015-.0045 =
ECI-H4R 500-1.0C023CF-3.0 .500 .500 1.000 3.000 4 .023 5.0 C o .0025-.0055 CD
ECI-H4R 500-1.0W023CF-3.0 .500 .500 1.000 3.000 4 .023 5.0 W (] .0025-.0055 m
ECI-H4R 625-1.25C03CF-3.5 625 625 1.250 3.500 4 .030 5.0 C o .0025-.0055 <
ECI-H4R 625-1.25W03CF-3.5 625 625 1.250 3.500 4 .030 5.0 W (] .0025-.0055
ECI-H4R 750-1.50C04CF-4.0 750 750 1.500 4,000 4 040 5.0 © ) .0025-.0075 Q
ECI-H4R 750-1.50W04CF-4.0 .750 .750 1.500 4.000 4 .040 5.0 W o ,0025-.0075
ECI-H4R 1.0-2.0C05CF-5. 1.000 1.000 2.000 4.500 4 .050 5.0 C o .0025-.0075 D
ECI-H4R 1.0-2.0WO05CF-5. 1.000 1.000 2.000 4.500 4 .050 5.0 W ° .0025-.0075 j
e For user guide, see pages 195-204
) Number of flutes O
(2 Maximum ramping angle
() C-Cylindrical, W-Weldon CD
)
@))
—
CHATTERFREE | =
ECI-H4R-CF(relieved a” | ar % @ ® S
neck) ;)KNMS %@%%L S
4 Flute Endmills with 3xD A @ @ ® D
Relieved Necks, Different Helix a4 as
(35 & 37°) and Variable Pitch ‘ = Z
for Chatter Dampening arzaz=as+as LL
Dimensions ISIZZﬁm?r:;nS;i
§ fz
Designation DC DCONMS APMX LU OAL NOFt RE RMPX®@  Shank® [} (inch/t)
ECI-H4R 250-500/750C01CF .250 .250 500 .750 2.500 4 .010 5.0 C o .0015-.0025
ECI-H4R 312-625/1.0C015CF 312 312 625 1.000 2.500 4 .015 5.0 C [} .0015-.0025
ECI-H4R 375-750/1.25C02CF 375 375 .750 1.250 3.000 4 .020 5.0 C o .0015-.0045
ECI-H4R 375-750/1.25W02CF 375 375 750 1.250 3.000 4 .020 5.0 W . .0015-.0045
ECI-H4R 500-1.0/1.5C023CF .500 .500 1.000 1.500 3.000 4 .023 50 C [} .0025-.0055
ECI-H4R 500-1.0/1.5W023CF .500 .500 1.000 1.500 3.000 4 .023 5.0 W o .0025-.0055
ECI-H4R 625-1.25/1.9C03CF 625 625 1.250 1.870 4.000 4 .030 5.0 © . .0025-.0055
ECI-H4R 625-1.25/1.9W03CF 625 .625 1.250 1.870 4,000 4 .030 50 W o .0025-.0055
ECI-H4R 750-1.5/2,.25C04CF .750 .750 1.500 2.250 5.000 4 .040 5.0 C o .0025-.0075
ECI-H4R 750-1.5/2.25W04CF .750 .750 1.500 2.250 5.000 4 .040 5.0 W [} .0025-.0075

e For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

() C-Cylindrical, W-Weldon
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CHATTRRFREE

RE f az° Rd1

ECI-H5R-CF FEN T APMXLU ~ L ™ % @ &
5 Flute Endmills with Different D*Q - J ch s & g as =
Helix (36-38°) and Variable h S ) ﬁ( > 7} @
as\L/aa"

OAL/LF ‘

Pitch for Chatter Dampening
with Assorted Radii

Dimensions I\F;zgﬂmmgng:t:
S f;

Designation DC DCONMS LU OAL NOF® RE RMPX®@ Shank® 8 (inch/t)

ECI-H5R 250-630C01CF .250 250 630 2.500 5 .010 5.0 (6] . .0015-.0025
ECI-H5R 312-780C015CF 312 312 .780 2.500 5 015 5.0 © . .0015-.0045
ECI-H5R 375-940C02CF 375 375 .940 3.000 5) .020 5.0 C ° .0015-.0045
ECI-H5R 375-940W02CF 375 375 .940 3.000 5 .020 5.0 W ° .0015-.0045
ECI-H5R 500-1.25C025CF .500 500 1.250 3.500 5) 025 5.0 C (] .0025-.0055
ECI-H5R 500-1.25W025CF .500 500 1.250 3.500 5 .025 5.0 w (] .0025-.0055
ECI-H5R 625-1.56C031CF 90 625 625 1.560 4.000 5) .031 5.0 (o] . .0025-.0055
ECI-H5R 625-1.56W031CF 90 625 625 1.560 4.000 & .031 5.0 w (] .0025-.0055
ECI-H5R 750-1.87C04CF .750 .750 1.870 5.000 5) .040 5.0 (0] . .0025-.0075
ECI-H5R 750-1.87W04CF .750 750 1.870 5.000 5 .040 5.0 W (] .0025-.0075

 For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon
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SOLIDpviiii CHWx 45° - %
CHATTERFREE @ —
SOLID MILL LINE /:I C-Cylindrical § CD
ECI-E7/H7-CF é’ x s @
7 Flute Endmills with Different v - R <
Helix and Variable Pitch, kAPMX/LUA\ZFHA ‘ : Strsafe-Lock® E
for CHATTERFREE High | OALLF EA:EA-I:\AERBK' "
Speed Finish Milling I:
Dimensions azzzmmgng:ti 5'
S f2 E
Designation DC DCONMS APMX OAL NOF@ FHA RMPX® Shank4 CHW 3 (inch/t) [ )
ECI-E7 125-250C250CF-M2.5 125 250 250 2,500 7 37.0 30 © 1100 . .0012-.0028
ECI-E7 188-375C250CF-M2.5 188 250 375 2,500 7 37.0 30 @ 200 . .0012-.0028 LLJ
ECI-H7 250-1.0C250CF-3 250 250 1.000 3.000 7 37.0 30 © - ° .0012-.0028 D
ECI-H7 250-1.5C250CF-3.5 250 250 1,500 3,500 7 37.0 30 ® 200 . .0012-.0028 -
ECI-H7 250-500C250CF-2.5 250 250 500 2,500 7 37.0 30 © - . .0012-.0028 CD
ECI-H7 250-750C250CF-2.5 250 250 750 2,500 7 37.0 30 © 200 . .0012-.0028 m
ECI-H7 312-1.2C312CF-3.5 312 312 1.200 3,500 7 37.0 30 © - . .0012-.0035 <
ECI-H7 312-1.8C312CF-4 312 312 1.800 4,000 7 37.0 30 © 200 . .0012-.0035
ECI-H7 312-625C312CF-2.5 312 312 625 2.500 7 37.0 3.0 C - ° .0012-,0035 Q
ECI-H7 312-936C312CF-3.5 312 312 936 3,500 7 37.0 30 ® 200 . .0012-.0035
ECI-H7 375-1.12C375CF-4 375 375 1.120 4,000 7 37.0 30 © . .0012-.0039 D
ECI-H7 375-1.12SL375CF-4 (1) YA 375 1.120 4.000 7 37.0 30 SL - . .0012-.0039 j
ECI-H7 375-1.5C375CF-4 375 375 1,500 4,000 7 37.0 30 © 300 . .0012-.0039
ECI-H7 375-1.5SL375CF-4 (1) 375 375 1.500 4,000 7 37.0 30 SL 300 . .0012-.0039 O
ECI-H7 375-2.25C375CF-5 375 375 2.250 5,000 7 37.0 3.0 © 300 . .0012-.0039 (D
ECI-H7 375-750C375CF-3 375 375 750 3.000 7 37.0 30 © . .0012-.0039
ECI-H7 375-750SL375CF-3 (1) 375 375 750 3.000 7 37.0 30 SL . .0012-,0039 ®
ECI-H7 500-1.0C500CF-3.5 500 500 1.000 3,500 7 37.0 30 ® ° .0016-.0043 CD
ECI-H7 500-1.0SL500CF-3.5 (1) (i) 500 1.000 3.500 7 37.0 30 SL . .0016-.0043
ECI-H7 500-1.5C500CF-4.5 500 500 1.500 4,500 7 37.0 30 © - . .0016-.0043 —
ECI-H7 500-1.5SL500CF-4.5 (1) Gy 500 1.500 4.500 7 37.0 30 St 300 . 0016-.0043 :I
ECI-H7 500-2.0C500CF-4.5 500 500 2,000 4500 7 37.0 30 © - . .0016-.0043
ECI-H7 500-2.0SL500CF-4.5 (1) [ 500 2.000 4500 7 37.0 30 SL 300 . .0016-.0043 E
ECI-H7 500-3.0C500CF-5.5 500 500 3.000 5,500 7 37.0 30 © 300 . .0016-.0043 D
ECI-H7 625-1.25C625CF-4 625 625 1.250 4,000 7 37.0 30 © . .0020-.0051 Z
ECI-H7 625-1.25SL625CF-4 (1) 7 625 1.250 4,000 7 37.0 30 SL - . .0020-.0051
ECI-H7 625-1.87C625CF-5 625 625 1.870 5,000 7 37.0 30 © 300 . .0020-.0051 L
ECI-H7 625-1.87SL625CF-5 (1) GV 625 1.870 5.000 7 37.0 3.0 SL 300 . .0020-.0051
ECI-H7 625-2.5C625CF-5 625 625 2,500 5,000 7 37.0 30 © 300 . .0020-.0051
ECI-H7 625-2.5SL625CF-5 (1) 625 625 2,500 5.000 7 37.0 3.0 SL 300 . .0020-.0051
ECI-H7 625-3.75C625CF-7 625 625 3.750 7.000 7 37.0 30 © 300 . .0020-.0051
ECI-H7 750-1.50C750CF-5 750 750 1.500 5.000 7 37.0 30 © . .0020-.0051
ECI-H7 750-1.50SL750CF-5 (1) W) 750 1,500 5,000 7 37.0 30 SL - . .0020-.0051
ECI-H7 750-2.25C750CF-5.5 750 750 2.250 5,500 7 37.0 30 ® 400 . .0020-.0051
ECI-H7 750-2.3SL750CF-5.5 (1) () 750 2.300 5.500 7 37.0 30 SL - . .0020-.0051
ECI-H7 750-3.0C750CF-5.5 750 750 3.000 5,500 7 37.0 3.0 ® 400 . .0020-.0051

* Can machine at radial width of cut (ae) of up to 0.10xD e For user guide, see pages 195-204
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves

@) Number of flutes

3 Maximum ramping angle

(4) C-Cylindrical, SL-Safe-Lock® (by Haimer)
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
Y V // &}
§cou’,v'!p VN CHWx45° % ® ®
CHATTERFREE
ECPI-H7-CF i
7 Flute Solid Carbide Endmills + DCONMS h6
with Different Helix, Variable Pitch !
and Chip Splitting Cutting Edges
Dimensions mimmg“g;‘;
S fz
Designation DC DCONMS APMX OAL NOF FHA Shank CHW 3 (inch/t)
ECPI-H7 250-1.0C250CF-3 250 250 1.000 3.000 999 36.0 C .008 [} .0008-.0027
ECPI-H7 250-1.5C250CF-3.5 250 250 1,500 3.500 999 36.0 @ 008 ° .0008-.0027
ECPI-H7 312-1.2C312CF-3.5 312 312 1.260 3.500 999 36.0 C 008 . ,0008-.0030
ECPI-H7 312-1.8C312CF-4 312 312 1,880 4,000 999 36.0 c 008 . .0008-.0030
ECPI-H7 375-1.5C375CF-4 375 375 1.500 4.000 999 36.0 C 012 ° .0008-.0030
ECPI-H7 375-2.25C375CF-5 375 375 2.250 5.000 999 36.0 c 012 . .0008-.0030
ECPI-H7 500-2.0C500CF-4.5 .500 500 2.000 4500 999 36.0 C 012 [} .0008-.0040
ECPI-H7 500-3.0C500CF-5.5 500 500 3.000 5.500 999 36.0 ® 012 ° .0008-.0040
ECPI-H7 625-2.5C625CF-5 625 625 2.500 5.000 999 36.0 C 012 . ,0016-.0050
ECPI-H7 625-3.75C625CF-7 625 625 3.750 7.000 999 36.0 C 012 [} .0016-.0050
ECPI-H7 750-3.0C750CF-5.5 .750 .750 3.000 5.500 999 36.0 C .016 [} .0030-.0080
() Number of flutes
Table - Average Cutting Data for ECPI-H7....
C”“'"[Qlln'z'h?meter .250 312 375
L/D 4xD 6xD 4xD 6xD 4xD 6xD
Ae up to 0.1D | 0.11-0.25 D | up to 0.05D| up to 0.1D | 0.11-0.25 D | up to 0.05D| up to 0.1D | 0.11-0.25 D | up to 0.05D
N B Cutting speed [SFM]| 690-785 590-690 490-590 690-785 590-690 490-590 690-785 590-690 490-590
Fz [Inch/] .004-.007 .003-.006 .002-.004 .004-.007 .003-.006 .002-.004 .004-.007 .003-.006 .002-.004
|SO M Cutting speed [SFM]| 330-525 330-525 330-525 330-525 330-525 330-525 330-525 330-525 330-525
Fz [Inch/t] .002-.004 .002-004 .001-.003 .002-.004 .002-.004 .001-.003 .002-.004 .002-.004 .001-.003
Cutting speed [SFM]| 330-490 330-490 330-490 330-490 330-490 330-490 330-490 330-490 330-490
Fz [Inch/t] .002-.005 .002-005 .001-.004 .002-.005 .002-005 .001-.004 .002-.005 .002-005 .001-.004
Cutting speed [SFM]| 165-215 | 165-215 | 165-215 165-215 165-215 | 165-215 165-215 | 165-215 165-215
Fz [Inch/t] .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003
Cutting speed [SFM] 180-245 180-245 180-245 180-245 180-245 180-245 180-245 180-245 180-245
Fz [Inch/t] .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003 .001-.003
C”tt'“[?n'zha]mete’ .500 625 .750
L/D 4xD 6xD 4xD 6xD 4xD 6xD
Ae up to 0.1D | 0.11-0.25 D | up to 0.05D| up to 0.1D | 0.11-0.25 D | up to 0.05D| up to 0.1D | 0.11-0.25 D | up to 0.05D
Cutting speed [SFM] 785-920 590-785 590-690 785-920 590-785 590-690 785-920 590-785 590-690
Fz [Inch/t] .005-.008 .004-.007 .002-.005 .005-.008 .004-.007 .002-.005 .005-.008 .004-.007 .002-.005
|SO M Cutting speed [SFM]| 330-525 330-525 330-525 330-525 330-525 330-525 330-526 330-527 330-528
Fz [Inch/t] .003-.005 .003-.005 .002-.004 .002-.006 .002-.006 .002-.004 .002-.006 .002-.006 .002-.004
Cutting speed [SFM]| 330-490 330-490 330-490 330-490 330-490 330-490 330-490 330-490 330-490
Fz [Inch/t] .003-.005 .003-.005 .002-.005 .003-.006 .003-.006 .002-.005 .003-.006 .003-.006 .002-.005
Cutting speed [SFM] 165-215 165-215 165-215 165-215 165-215 165-215 165-215 165-215 165-215
Fz [Inch/t] .002-.004 .002-.004 .002-.004 .002-.005 .002-.005 .002-.005 .002-.005 .002-.005 .002-.005
Cutting speed [SFM] 180-245 180-245 180-245 180-245 180-245 180-245 180-245 180-245 180-245
Fz [Inch/t] .002-.004 .002-.004 .002-.004 .002-.005 .002-.005 .002-.005 .002-.005 .002-.005 .002-.005

ISCAR
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SOLIDiiiL =

CHATTERFREE @

ECI-H-CF % 4‘ / I C-Cylindrical @?

6-20 Flute Endmills with DCONMS

Different Helix and Variable k APMY/LU ~! —t m SL-Safe-Lock®

Pitch, for CHATTERFREE OAL/LF SAFE-AOCK®

High Speed Finish Milling WHAMER

Dimensions a:\i?lmgng:}:
S fz

Designation DC DCONMS LU OAL NOF®@ CHW FHA Shank® 3 (inch/t)
ECI-H6 250-500C250CF-H2.5 250 250 500 2.500 6 .008 45,0 © . .0012-,0028
ECI-H8 312-630C312CF-H2.5 312 312 630 2.500 8 .008 45,0 © . .0012-,0035
ECI-H10 375-750C375CF-H3 375 375 750 3.000 10 012 35.0 © . .0012-,0039
ECI-H10 375-750SL375CF-H3 (1) 375 375 750 3.000 10 012 350 SL ° .0012-.0039
ECI-H12 500-1.0C500CFH3.5 .500 .500 1.000 3.500 12 012 35.0 C o .0016-.0043
ECI-H12 500-1.0SL500CFH35 (1) 500 500 1.000 3.500 12 012 35.0 SL ° .0016-.0043
ECI-H16 625-1.25C625CF-H4 625 625 1.250 4,000 16 012 35.0 © . .0020-,0051
ECI-H16 625-1.25SL625CFH4 (1) .625 625 1.250 4.000 16 012 35.0 SL o .0020-.0051
ECI-H20 750-1.50C750CF-H5 .750 750 1.500 5.000 20 012 35.0 © . .0020-.0051
ECI-H20 750-1.50SL750CFH5 (1) .750 .750 1.500 5.000 20 012 35.0 SL o .0020-.0051

* Can machine at radial width of cut (ae) of up to 0.06xD. e For user guide, see pages 195-204
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves

@) Number of flutes

(3) C-Cylindrical, SL-Safe-Lock® (by Haimer)
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

% CHATTERFREE
¢ 7;-TURBO o Tw e %)@
CD ECKI-H4R-CF ﬁ\ /D g T R @?
<E 4 Flute Endmills with Different ;
E Helix, Chamfered Cutting Edges | N SL-Safe-Lock®
and Variable Pitch, for Chatter _a1:a2za3¢a4 ' SAFE-AOCK®
LN Dampening on Titanium [roeared oy RAIMER
g Dimensions Tough «<— Hard I\F;ziﬂmmgng:t:
2 S S fz
( } Designation DC DCONMS LU OAL NOF®@ RE RMPX®  Shank4 CSP® § 5 (inch/t)
|_|J ECKI-H4R 250-500C01CF-2.5 250 250 500 2.500 4 010 50 © 0 . .0016-.0024
ECKI-H4R 250-500C03CF-2.5 250 250 500 2500 4 030 50 © 0 . .0016-.0024
D ECKI-H4R 250-500C04CF-2.5 .250 250 500 2.500 4 040 5.0 C 0 ) ,0016-.0024
E ECKI-H4R 250-500C06CF-2.5 250 250 500 2,500 4 060 5.0 ® 0 . .0016-.0024
ECKI-H4R 250-500C250C 250 250 500 2500 4 010 50 © 1 .0016-.0024
m ECKI-H4R250-500C015CF-2.5 250 250 500 2500 4 015 50 © 0 . .0016-.0024
< ECKI-H4R 312-625C015CF 312 312 625 2,500 4 015 5.0 © 0 . .0016-.0024
Q ECKI-H4R 312-625C030CF 312 312 625 2500 4 030 50 © 0 . .0016-.0024
ECKI-H4R 312-625C045CF 312 312 625 2500 4 045 50 © 0 . .0016-.0024
D ECKI-H4R 312-625C060CF 312 312 625 2,500 4 060 5.0 ® 0 . .0016-.0024
— ECKI-H4R 312-625C312C 312 312 625 2500 4 015 50 © 1 ° .0016-.0024
1 ECKI-H4R 375-750C015CF-3 375 375 750 3.000 4 015 50 © 0 . .0016-.0028
O ECKI-H4R 375-750C02CF-3 375 375 750 3.000 4 020 5.0 © 0 . .0016-.0028
ECKI-H4R 375-750C03CF-3 375 375 750 3.000 4 030 50 © 0 . .0016-.0028
CD ECKI-H4R 375-750C04CF-3 375 375 750 3.000 4 040 50 © 0 . .0016-.0028
ECKI-H4R 375-750C06CF-3 375 375 750 3.000 4 060 5.0 ® 0 . .0016-.0028
o ECKI-H4R 375-750C07CF-3 375 375 750 3.000 4 070 50 © 0 . .0016-.0028
CD ECKI-H4R 375-750C09CF-3 375 375 750 3.000 4 090 50 © 0 . .0016-.0028
N ECKI-H4R 375-750SL04CF-3 (1) 375 375 750 3.000 4 020 5.0 SL 0 . .0016-.0028
] ECKI-H4R 375-750SL07CF-3 (1) 375 375 750 3.000 4 020 50 SL 0 . .0016-.0028
— ECKI-H4R 375-750SL09CF-3 (1) 375 375 750 3.000 4 020 5.0 SL 0 ° .0016-.0028
2 ECKI-H4R 375-750SL375C 30 (1) Y/ 375 750 3.000 4 020 5.0 SL 1 . .0016-.0028
ECKI-H4R 375-750W02CF-3 375 375 750 3.000 4 020 50 w 0 . .0016-.0028
D ECKI-H4R 375-750W375C 375 375 750 3.000 4 020 50 w 1 ° .0016-.0028
Z ECKI-H4R 500-1.0C023CF-3 500 500 1,000 3.000 4 023 5.0 ® 0 . .0020-.0031
ECKI-H4R 500-1.0C030CF-3 500 500 1.000 3.000 4 030 50 © 0 . .0020-.0031
|-U ECKI-H4R 500-1.0C045CF-3 500 500 1.000 3.000 4 045 50 © 0 ° .0020-.0031
ECKI-H4R 500-1.0C060CF-3 500 500 1,000 3.000 4 060 5.0 ® 0 ° .0020-.0031
ECKI-H4R 500-1.0C075CF-3 500 500 1.000 3.000 4 075 50 © 0 . .0020-.0031
ECKI-H4R 500-1.0C090CF-3 500 500 1.000 3.000 4 090 50 © 0 . .0020-.0031
ECKI-H4R 500-1.0C125CF-3 500 500 1,000 3.000 4 125 5.0 © 0 . .0020-.0031
ECKI-H4R 500-1.0SL023CF-3 (1) 500 500 1.000 3.000 4 023 50 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SLO30CF-3 (1) 500 500 1.000 3.000 4 030 5.0 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SL045CF-3 (1) 500 500 1.000 3.000 4 045 5.0 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SLO60CF-3 (1) 500 500 1.000 3.000 4 060 50 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SL075CF-3 (1) 500 500 1.000 3.000 4 075 5.0 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SL090CF-3 (1) 500 500 1.000 3.000 4 090 50 SL 0 . .0020-.0031
ECKI-H4R 500-1.0SL12CF-3 (1) 500 500 1.000 3.000 4 120 50 SL 0 ° .0020-.0031
ECKI-H4R 500-1.0SL500C (1) 500 500 1.000 3.000 4 023 5.0 SL 1 . .0020-.0031
ECKI-H4R 500-1.0W023CF-3 500 500 1,000 3.000 4 023 5.0 w 0 ° .0020-.0031
ECKI-H4R 500-1.0W500C 500 500 1.000 3.000 4 023 5.0 w 1 ° .0020-.0031
ECKI-H4R 625-1.25C03CF 625 625 1.250 3,500 4 030 5.0 © 0 . .0020-,0031
ECKI-H4R 625-1.25C04CF 625 625 1.250 3,500 4 040 50 © 0 . .0020-.0031
ECKI-H4R 625-1.25C06CF 625 625 1.250 3,500 4 060 50 © 0 . .0020-.0031
ECKI-H4R 625-1.25C07CF 625 625 1.250 3,500 4 070 5.0 © 0 ° .0020-,0031
ECKI-H4R 625-1.25C09CF 625 625 1.250 3,500 4 .090 50 ® 0 . .0020-.0031
ECKI-H4R 625-1.25C12CF 625 625 1.250 3,500 4 120 50 © 0 ° .0020-.0031
ECKI-H4R 625-1.25SLO3CF (1) 625 625 1.250 3.500 4 030 5.0 SL 0 . .0020-.0031
ECKI-H4R 625-1.25SL04CF (1) 625 625 1.250 3.500 4 040 5.0 SL 0 . .0020-.0031
ECKI-H4R 625-1.25SL0O6CF (1) 625 625 1.250 3,500 4 060 50 SL 0 . .0020-.0031
ECKI-H4R 625-1.25SL07CF (1) 625 625 1.250 3.500 4 070 50 SL 0 ° .0020-,0031

) With Safe-Lock® (by Haimer) pull-out prevention helical grooves
(2 Number of flutes

@) Maximum ramping angle

4 C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

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

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

CHATTERFREE %
S':'I-D_ Eyﬂso /.\-\ /:I C-Cylindrical % @ I_
ECKI-H4R-CF (continued) { : { g W-Weidon @ @? CD
4 Flute Endmills with Different il <C
Helix, Chamfered Cutting Edges | m SL-Safe-Lock® E
and Variable Pitch, for Chatter _a1:azzaaza4 ) SAFE-ADCK®
Dampening on Titanium - DrHAIMER s

Dimensions Tough <— Hard azg?‘mmgng:ti g
g | g : =

Designation DC DCONMS LU OAL NOF®@ RE  RMPX® Shank4 CSP® &) o (inch/t) { )
ECKI-H4R 625-1.25SL09CF (1) 625 625 1.250 3.500 4 .090 5.0 SL 0 ° .0020-.0031 LIJ
ECKI-H4R 625-1.25SL12CF (1) 625 625 1.250 3.500 4 120 5.0 SL 0 ° .0020-,0031
ECKI-H4R 625-1.255L625C (1) 625 625 1.250 3.500 4 .030 5.0 SL 1 o .0020-.0031 D
ECKI-H4R 625-1.25W03CF .625 625 1.250 3.500 4 .030 5.0 W 0 ° .0020-.0031 ~
ECKI-H4R 625-1.25W625C 625 625 1.250 3.500 4 .030 5.0 W 1 [} .0020-.0031 m
ECKI-H4R 750-1.50C03CF-4 .750 750 1.500 4,000 4 .030 5.0 C 0 o .0020-.0035 m
ECKI-H4R 750-1.50C04CF-4 .750 750 1.500 4,000 4 .040 5.0 C 0 o .0020-.0035 <
ECKI-H4R 750-1.50C06CF-4 .750 750 1.500 4,000 4 .060 5.0 C 0 ° .0020-.0035
ECKI-H4R 750-1.50C07CF-4 750 750 1.500 4,000 4 070 5.0 © 0 ° .0020-.0035 Q
ECKI-H4R 750-1.50C09CF-4 .750 .750 1.500 4.000 4 .090 5.0 C 0 ° .0020-.0035 D
ECKI-H4R 750-1.50C12CF-4 .750 750 1.500 4.000 4 120 5.0 C 0 ° .0020-.0035 b
ECKI-H4R 750-1.50C19CF-4 .750 750 1.500 4,000 4 190 5.0 C 0 o .0020-.0035 _|
ECKI-H4R 750-1.50C25CF-4 .750 .750 1.500 4.000 4 .250 5.0 C 0 ° .0020-.0035 O
ECKI-H4R 750-1.50SLO3CF-4 (1) 750 750 1.500 4,000 4 030 5.0 SL 0 ° .0020-.0035
ECKI-H4R 750-1.50SL04CF-4 (1) 750 750 1.500 4.000 4 040 5.0 SL 0 ° .0020-.0035 CD
ECKI-H4R 750-1.50SLO6CF-4 (1) 750 750 1.500 4,000 4 060 5.0 SL 0 ° .0020-.0035
ECKI-H4R 750-1.50W04CF-4 .750 750 1.500 4.000 4 .040 5.0 W 0 o .0020-.0035 ®
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves CD
2 Number of flutes _I
3 Maximum ramping angle
(4 C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer) :I
) 0 - Without coolant supply, 1 - With coolant supply E

A
FINISHRED i — | =
j
EFSI-E44 % @ Lu
A Combination of Roughing =
and Finishing Solid Carbide arzhe Ly S |
Endmill with Variable Pitch f@; Dm DCONMS
for Chatter Free Milling gz‘,a* ‘T‘ APMXJ\} FHA r‘ ®
al# a2 OAL
Dimensions I\Fl‘lgiﬁmmgng:tg
S fz

Designation DC DCONMS APMX OAL CHW NOF FHA RMPX@  Shank® 3 (inch/t)

EFSI-E44 250-500C250CF2.5 250 250 .500 2.500 .010 4 38.0 5.0 C [ .0010-.0020

EFSI-E44 312-625C312CF2.5 312 312 625 2.500 012 4 38.0 5.0 C [ .0010-.0030

EFSI-E44 375-750C375CF3.0 375 375 750 3.000 .016 4 38.0 5.0 C [ .0010-.0040

EFSI-E44 375-750W375CF3.0 375 375 .750 3.000 016 4 38.0 50 W [ .0010-.0040

EFSI-E44 500-1.0C500CF3.0 .500 500 1.000 3.000 .020 4 38.0 5.0 C o .0020-.0040

EFSI-E44 500-1.0W500CF3.0 .500 .500 1.000 3.000 .020 4 38.0 50 W ° .0020-.0040

EFSI-E44 625-125C625CF3.5 625 625 1.250 3.500 .024 4 38.0 5.0 C o .0020-.0040

EFSI-E44 625-125W625CF3.5 625 625 1.250 3.500 024 4 38.0 5.0 W o .0020-.0040

EFSI-E44 750-150C750CF4.0 .750 .750 1.500 4,000 .024 4 38.0 50 C [ .0020-.0040

EFSI-E44 750-150W750CF4.0 .750 750 1.500 4,000 024 4 38.0 50 W ° .0020-.0040

EFSI-E44 1.0-200C1.0CF5.0 1.000 1.000 2.000 5.000 .024 4 38.0 5.0 C ° .0020-.0040

EFSI-E44 1.0-200W1.0CF5.0 1.000 1.000 2.000 5.000 024 4 38.0 5.0 W [ .0020-.0040

* Minimum width of cut for semi-finishing operation >= 0.05 x DC
® For user guide, see pages 195-204

) Number of flutes

(2 Maximum ramping angle

() C-Cylindrical, W-Weldon
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% FINISHRES
I_ EFSI-B44 RE CHWx45° /:II C-Cylindrical % @ %7‘
A Combination of Roughing '
C<jE) and Finishing Solid Carbide o Y = Q) wweigon @? @ @
Endmills in a Single Tool DC SN DCONMS
E l“fAPMX | \/FHA m SL-Safe-Lock® ®
OAL SAFE-ADCK®
| byHAIMER.
I: Dimensions Tough <— Hard azzﬂmm;ng:t:
D,
2 S S fz
[ ) Designation DC DCONMS APMX NOF@ OAL FHA Shank® CHW RE ‘é’ S (inch/t)
|_|J EFSI-B44 250-500C250 250 250 500 4 2500 450 © 010 - ° ° .0010-.0020
EFSI-B44 312-625C312 312 312 625 4 2,500 450 © 012 . ° .0010-.0030
D EFSI-B44 375-750C375 375 375 750 4 3.000 45.0 C 012 . . ,0010-.0040
= EFSI-B44 375-750SL375 (1) 375 375 750 4 3.000 45,0 SL 012 . .0010-.0040
m EFSI-B44 375-750W375 375 375 750 4 3,000 45,0 w 012 - . . .0010-.0040
m EFSI-B44 500-1.0C500 500 500 1.000 4 3,000 450 © 016 - . . .0020-.0040
< EFSI-B44 500-1.0SL500 (1) 500 500 1.000 4 3.000 45,0 SL 016 - ° .0020-.0040
EFSI-B44 500-1.0SL500R09 (1) e 500 1.000 4 3.000 450 SL - 090 . .0020-.0040
Q EFSI-B44 500-1.0SL500R12 (1) ) 500 1.000 4 3.000 450 SL - 120 ° .0020-.0040
EFSI-B44 500-1.0W500 500 500 1,000 4 3.000 450 w 016 - . . .0020-.0040
Q EFSI-B44 500-1.0W500R09 500 500 1.000 4 3,000 450 w 090 . .0020-.0040
j EFSI-B44 500-1.0W500R12 500 500 1.000 4 3,000 450 w - 120 . .0020-.0040
EFSI-B44 625-1.0SL625R09 (1) Y 625 1.000 4 3.500 45,0 SL - .090 . .0020-.0040
O EFSI-B44 625-1.0SL625R12 (1) GV 625 1.000 4 3500 450 SL 120 . .0020-.0040
(/) EFSI-B44 625-1.0W625R09 625 625 1.000 4 3.500 450 w .090 . .0020-.0040
EFSI-B44 625-1.0W625R12 625 625 1,000 4 3,500 450 w - 120 . .0020-.0040
o EFSI-B44 625-1.25C625 625 625 1.250 4 3,500 450 © 024 - . . .0020-.0040
CD EFSI-B44 625-1.255L625 (1) 625 625 1.250 4 3.500 45,0 SL 024 - . .0020-.0040
EFSI-B44 625-1.25W625 625 625 1.250 4 3.500 450 W 024 - . . .0020-.0040
— EFSI-B44 750-1.0SL750R09 (1) RN 750 1.000 4 4,000 450 SL - 090 . .0020-.0040
:I EFSI-B44 750-1.0SL750R12 (1) RN 750 1.000 4 4,000 45.0 SL 120 . .0020-,0040
2 EFSI-B44 750-1.0W750R09 750 750 1.000 4 4,000 450 w .090 . .0020-.0040
EFSI-B44 750-1.0W750R12 750 750 1.000 4 4,000 450 w - 120 . .0020-.0040
D EFSI-B44 750-1.50C750 750 750 1,500 4 4,000 450 © 024 - . . .0020-.0040
Z EFSI-B44 750-1.50SL750 (1) 750 750 1.500 4 4,000 45,0 SL 024 - . .0020-.0040
EFSI-B44 750-1.50W750 .750 .750 1.500 4 4,000 45.0 w 024 - . . ,0020-.0040
LU EFSI-B44 1.0-2.00C1.0 1.000 1.000 2,000 4 5,000 45,0 © 024 - ° ° .0020-.0040
EFSI-B44 1.0-2.00W1.0 1.000 1.000 2,000 4 5.000 45,0 W 024 = ° . .0020-.0040

* Minimum width of cut for semi-finishing operation >= 0.05 x DC

® |C300 should be mainly used for machining exotic materials e For user guide, see pages 195-204
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves

2 Number of flutes

@) C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
CHATTERFREE ——— - | [
ECI-E4-CF % @B —
4 Flute Chatter Dampening CD
Endmills with 3xD Relieved @ N
Necks, 38° Helix, Variable Pitch <
and Chamfered or Radius Corners| E
1
— —
Dimensions mﬁﬁmm;ng;: 5'
§ fz E
Designation DC NOF®" DCONMS APMX LU OAL FHA Shank( CHW RE &) (inch/t) ()
ECI-E4L125-250/375C125CF 125 4 125 250 375 1.500 38.0 © 004 - ° .0010-.0020
ECI-E4L188-375/565C188CF .188 4 .188 375 565 2.000 38.0 © .006 ° .0010-.0020 LU
ECI-E4L250-500/750C250CF 250 4 250 500 750 2.500 38.0 © 010 ° .0010-.0020 D
ECI-E4L312-625/1.0C312CF 312 4 312 625 1.000 2.500 38.0 C 012 - . .0010-.0040 P
ECI-E4 375-75/1.25C37CFS 375 4 375 .750 1.250 3.000 38.0 C - .000 o .0010-.0040 m
ECI-E4L375-750/1.25C37CF 375 4 375 750 1.250 3.000 38.0 © 015 ° .0010-.0040 m
ECI-E4L375-750/1.25W37CF 375 4 375 750 1.250 3.000 38.0 W 015 - ° .0010-.0040 <
ECI-E4R375-75/1.25C37CF03 375 4 375 .750 1.250 3.000 38.0 C .030 ° .0010-.0040
ECI-E4R375-75/1.25C37CF06 [KIA) 4 375 750 1.250 3.000 38.0 © 060 ° .0010-.0040 Q
ECI-E4 500-1.0/1.5C50CFS 500 4 500 1.000  1.500 3.500 38.0 C - 000 ° .0020-.0040
ECI-E4L500-1.0/1.5C500CF .500 4 .500 1.000 1.500 3.500 38.0 C .020 o .0020-.0040 D
ECI-E4L500-1.0/1.5W500CF 500 4 500 1.000  1.500 3.500 38.0 W 020 - . .0020-.0040 j
ECI-E4R500-1.0/1.5C50CF06 500 4 500 1.000  1.500 3.500 38.0 C 060 ° .0020-.0040
ECI-E4R500-1.0/1.5C50CF09 .500 4 .500 1.000 1.500 3.500 38.0 C .090 o .0020-.0040 O
ECI-E4R500-1.0/1.5C50CF12 [N 500 1000 1500 3500 380 c 120 ) 0020-0040 @p)
ECI-E4R62-1.25/1.7C62CF06 620 4 625 1250  1.700 4,000 38.0 © 060 ° .0020-.0050
ECI-E4R62-1.25/1.7C62CF09 .620 4 .625 1.250 1.700 4.000 38.0 C .090 o .0020-.0050 L
ECI-E4 625-1.25/1.7C62CFS 625 4 625 1250  1.700 4,000 38.0 © - 000 . ,0020-.0050 CD
ECI-E4L625-1.25/1.7C62CF 625 4 625 1250  1.700 4,000 38.0 © 024 ° .0020-.0050
ECI-E4L625-1.25/1.7W62CF 625 4 625 1250  1.700 4,000 38.0 w 024 = ° .0020-.0050 —
ECI-E4 750-1.5/2.25C75CFS 750 4 750 1500  2.250 5.000 38.0 © - .000 ° .0020-.0070 :I
ECI-E4L750-1.5/2.25C75CF 750 4 750 1500  2.250 4.500 38.0 © 024 . .0020-.0070 E
ECI-E4L750-1.5/2.25W75CF 750 4 750 1500  2.250 4500 38.0 W 024 = ° .0020-.0070
ECI-E4R75-1.5/2.25C75CF06 750 4 750 1500  2.250 5.000 38.0 © 060 . .0020-.0070 D
ECI-E4R75-1.5/2.25C75CF09 750 4 750 1500  2.250 5.000 38.0 © 090 ° .0020-.0070 Z
ECI-E4R75-1.5/2.25C75CF12 .750 4 .750 1.500 2.250 5.000 38.0 C - 120 o .0020-.0070
ECI-E4L1.0-2.0/2.7C1.0CF 1.000 4 1.000 2000 2700 5.000 38.0 © 024 - ° .0020-.0070 LU
ECI-E4L1.0-2.0/2.7W1.0CF 1.000 4 1.000 2.000 2.700 5.000 38.0 W 024 ° .0020-.0070

® For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
LL] ﬁﬂﬂ[{ERFREE RE/CHWx45° ]
ECI-E5-CF o % @ %7
CITJ 5 Flute Medium Length Endmills, vl | ALY =
38° Helix and Variable Pitch for s S @
< Chatter Dampening, Including ES DGeI i( » 7}
) . i -
E Tools with Corner Radius S N
|
— —
5' Dimensions agzﬁmm;ng;i
2 S fz
[ ) Designation DC NOF"  DCONMS LU OAL FHA CHW RE Shank®@ 3 (inch/t)
ECI-E5L250-625C250CF 250 5 .250 .630 2.500 38.0 .008 - C (] .0010-.0020
LIJ ECI-E5L312-780C312CF 312 5 312 .780 2.500 38.0 .010 - @ ° .0010-.0040
D ECI-E5 375-937C37CFS 375 5 .875 937 3.000 38.0 - .000 C ° .0010-.0040
—~~ ECI-E5L375-937W37CF 375 5 375 937 3.000 38.0 .012 - W [ .0010-.0040
m ECI-E5R/L375-937C37CF03 375 5} 375 937 3.000 38.0 - .030 C o .0010-.0040
m ECI-E5R375-937C37CF06 375 5 375 937 3.000 38.0 - .060 C o .0010-.0040
< ECI-E5 500-1.25C500CFS .500 & 500 1.250 3.500 38.0 - .000 C [ .0020-.0040
ECI-E5L500-1.25W500CF 500 5 .500 1.250 3.500 38.0 .016 - W o .0020-.0040
Q ECI-E5R/L500-1.25C500CF06 500 & .500 1.250 3.500 38.0 - .060 C o .0020-.0040
ECI-E5R500-1.25C500CF09 .500 5 500 1.250 3.500 38.0 - 090 C [ .0020-.0040
Q ECI-E5R500-1.25C500CF12 500 5} .500 1.250 3.500 38.0 - 120 C o .0020-.0040
j ECI-E5 625-1.56C62CFS 625 5 625 1.560 4.000 38.0 - .000 C o .0020-.0050
ECI-E5L625-1.56W62CF 625 & .625 1.560 4.000 38.0 .020 - W [ .0020-.0050
O ECI-E5R/L625-1.56C62CF06 625 5 625 1.560 4.000 38.0 - .060 C o .0020-.0050
@P) ECI-E5R625-1.56C62CF09 65 5 625 1560 4000 380 - 090 c . 0020-.0050
ECI-E5 750-1.87C75CFS .750 5 750 1.870 5.000 38.0 - .000 C [ .0020-.0070
® ECI-E5L750-1.87W75CF 750 5} .750 1.870 5.000 38.0 .020 - W o .0020-.0070
CD ECI-E5R/L750-1.87C75CF06 .750 5 .750 1.870 5.000 38.0 o .060 C ° .0020-.0070
_I ECI-E5R750-1.87C75CF09 .750 & .750 1.870 5.000 38.0 - 090 C [ .0020-.0070
ECI-E5R750-1.87C75CF12 .750 5 750 1.870 5.000 38.0 - 120 C [ .0020-.0070
:I ® For user guide, see pages 195-204
() Number of flutes
2 (2 C-Cylindrical, W-Weldon
O
Z
LL]
SOLIDSHRED CHW x 45°
ECRI-B-M % @ ®1
Solid Carbide Endmil _ ¥ =
Roughers, 4 Flute 45° Helix DCONMS @ ® @
Medium Length (2xD) for ¥
High Stock Removal Rates ®
’ . Recommen
Dimensions Machining Data
S fz
Designation DC DCONMS APMX OAL NOF@ FHA Shank® CHW 3 (inch/t)
ECRI-B4M 250-500-C250 250 .250 .500 2.500 4 45.0 C .010 o .0010-.0020
ECRI-B4M 312-625-C312 312 312 625 2.500 4 450 C .010 o .0010-.0030
ECRI-B4M 375-750-C375 375 375 750 3.000 4 45.0 C .012 [} .0010-.0040
ECRI-B4M 500-1.0-C500 500 .500 1.000 3.500 4 45.0 C 014 o .0020-.0040
ECRI-B5M 625-1.25C625 (1) 625 625 1.250 3.500 5 450 © 014 ) .0020-.0040
ECRI-B6M 750-1.50C750 (1) 750 .750 1.500 4.000 6 45,0 C 016 o .0020-.0040

® For user guide, see pages 195-204

() Cannot be used for plunging application
2 Number of flutes

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDSriRED
!
ECPI-E3L % @
3 Flute 38° Helix with 3xD =
Relieved Necks and Chip & | )
Splitting Cutting Edges Solid
Carbide Roughing Endmills ®
Dimensions aziﬂmm;ng:tg
S f;
Designation DC DCONMS APMX LU OAL CHW  Shank®  NOF®@ FHA RMPX® 3 (inch/t)
ECPI-E3L 250-500/750C250 .250 .250 .500 .750 2.500 .010 C 3 38.0 5.0 (] .0010-.0020
ECPI-E3L 312-625/1.0C312 312 312 625 1.000 2.500 015 C 3 38.0 5.0 ° .0010-.0030
ECPI-E3L 375-750/1.25C375 375 .375 .750 1.250 3.000 015 C 3 38.0 5.0 (] .0010-.0040
ECPI-E3L 500-1.0/1.5C500 500 .500 1.000 1.500 3.500 015 C 3 38.0 5.0 (] .0020-.0040
ECPI-E3L 625-1.25/1.7C625 .625 .625 1.250 1.700 3.500 .020 C 3 38.0 5.0 [ .0020-.0040
ECPI-E3L 750-1.5/2.25C750 750 .750 1.500 2.250 5.000 .020 C 3 38.0 5.0 [ .0020-.0040
ECPI-E3L 1.0-2.0/3.0C1.0 1.000 1.000 2.000 3.000 6.000 .024 C 3 38.0 5.0 [ .0020-.0040
* Most recommended for machining stainless steel ¢ For user guide, see pages 195-204

() C-Cylindrical
@) Number of flutes
(8 Maximum ramping angle

SOLIDSriRED
ECPI-E4L

4 Flute 38° Helix with 3xD
Relieved Necks and Chip
Splitting Cutting Edges Solid
Carbide Roughing Endmills
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Dimensions agf:ﬁmmgng;i
§ fz

Designation DC DCONMS  APMX LU OAL CHW Shank!) NOF®@ FHA [&} (inch/t)

ECPI-E4L 250-500/750C250 .250 .250 500 750 2.500 .010 C 4 38.0 o .0010-.0020
ECPI-E4L 312-625/1.0C312 312 312 625 1.000 2.500 .015 C 4 38.0 o .0010-.0030
ECPI-E4L 375-750/1.25C375 375 375 750 1.250 3.000 .015 C 4 38.0 o .0010-.0040
ECPI-E4L 500-1.0/1.5C500 .500 .500 1.000 1.500 3.500 .015 C 4 38.0 o .0020-.0040
ECPI-E4L 625-1.25/1.7C625 625 625 1.250 1.700 3.500 .020 C 4 38.0 o .0020-.0040
ECPI-E4L 750-1.5/2.25C750 .750 .750 1.500 2.250 5.000 .020 C 4 38.0 o .0020-.0040
ECPI-E4L 1.0-2.0/3.0C1.0 1.000 1.000 2.000 3.000 6.000 .024 C 4 38.0 [ .0020-.0040

* Most recommended for machining stainless steel e For user guide, see pages 195-204

() C-Cylindrical
@) Number of flutes




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

LlJ SOLI s.".REa CHW x 45° Rd?
]
W ERFI-A/E-3,4,6 % @ @7
CD 3, o4 anld 6 Flyte, 30‘? and | v =
< K Helix, Solid Carbide \g%ﬁ\ e e DCONMS @ @ N/
Roughing Endmills, with 3xD Y APMX - )
gl Relieved Neck for Aloy Steel \f FHA
1
I_ | . Recommended
—I L UETE T Machining Data
> |
[ ) Designation DC DCONMS  APMX LU OAL CHW Shank@ NOF® FHA Key S (inch/t)
LU ERFI-E-3 250-500-C250 -90 250 250 500 815 2,500 016 © 3 38.0 C.250 . .0010-.0020
ERFI-E-3 313-625-C313 -90 313 313 625 941 2.500 016 © 3 38,0 C.312 ° .0010-.0030
() 1 ERFI-E-3 375-750-W375 -0  [RIE 75 750 1421 3000 020 w 3 80  was | e | .0010-0000
—_ ERFI-A-4 437-1.0-C437 -90 437 437 1.000 1315 2.750 020 © 4 30.0 C.437 ° .0010-.0040
m ERFI-A-4 500-1.0-W500 -90 500 .500 1.000 1.669 3.500 .020 W 4 30.0 W.500 o .0020-.0040
m ERFI-A-4 625-1.13-W625-90 625 625 1130 1.508 3,500 020 w 4 300 W.625 ° .0020-.0040
< ERFI-A-4 750-1.25-W750-90 750 750 1250  2.000 4,000 024 W 4 30.0 W.750 . .0020-.0040
ERFI-A-6 1.0-1.5-W1.0 -90 (1) SRl 1.000 1500  2.248 4500 024 W 6 30.0 W1.00 ° .0020-.0040
Q ® For user guide, see pages 195-204
() Cannot be used for plunging application
Q (2) C-Cylindrical, W-Weldon
it (@) Number of flutes
—
FEED-." F']
Y SOLID™" miii.i. o N -
dp) EFFI-s4 ; ' . =7 Qﬂ @7
4 Flute with Relieved Necks
, DCONMS <
SN - Fecd High Productivity v & % @ @
:I Solid Carbide Endmills E:’ EY
S oru 9|®
. . Recommended
E Bl Ene Machining Data
§ fz
Designation DC DCONMS OAL LU RE(1 PRFRAD APMX 2] (inch/t)
EFFI-S$4-250 125/750C250M 250 250 2500 750 039 220 012 ° .0040-.0118
EFFI-S4-312 137/1.00C312M 312 312 2,500 1.000 051 276 016 ° .0040-.0157
EFFI-S4-375 157/1.20C375M 375 375 3.000 1.200 .059 331 .020 ° .0060-.0197
EFFI-S4-500 180/1.30C500M 500 500 3,000 1.300 083 441 024 ° .0060-.0197
EFFI-S4-750 230/1.80C750M 750 750 4,000 1.800 118 665 1039 ° .0080-.0276

® For user guide, see pages 195-204
() Should be used for programming

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLID™ i
)

CHATTERFREE Ll

EFPI-E4,5CF [ DOONMS @? Qﬂ )

Solid Carbide Roughing Endmills

with Chip Splitting Cutting ®

Edges, Variable Pitch and

Large Radius Frontal Edge

Dimensions I\F;zzﬁmmgng:tg
S fz

Designation DC DCONMS  OAL RE(2 NOF® FHA  APMX4 LU RMPX®  Shank® 3 (inch/t)
EFPI-E4CF 250-50C250R05 250 250 2500 050 4 380 of 500 50 ® ° .0010-.0110
EFPI-E4CF 312-62C312R06 312 312 2500 .060 4 380 015 625 5.0 © ° .0010-.0150
EFPI-E4CF 375-75C375R07 375 375 3.000 070 4 380 020 750 50 © ° .0010-.0200
EFPI-E5CF 375-938C375R07 (1) 375 375 3.000 070 5 38.0 020 938 5.0 © ° .0010-.0200
EFPI-E4CF 500-1.0C500R10 500 500 3.000 100 4 380 023 1.000 50 © ° .0020-.0200
EFPI-E5CF 500-1.25C500R10 (1) 500 500 3.000 100 5 380 023 1.250 50 © ° .0020-.0200
EFPI-E4CF 625-1.2C625R13 625 625 3,500 130 4 380 031 1.200 50 © ° .0020-.0230
EFPI-E5CF 625-1.56C625R13 (1) 625 625 3,500 130 5 380 031 1.560 50 © ° .0020-.0230
EFPI-E4CF 750-1.5C750R15 750 .750 4.000 150 4 38.0 039 1.500 5.0 © . ,0020-.0270
EFPI-E5CF 750-1.87C750R15 (1) 750 750 4,000 150 5 38.0 039 1.870 5.0 © ° .0020-.0270

® For user guide, see pages 195-204

() Cannot be used for plunging application

(2) Used for programming

3 Number of flutes

@) Maximum D.O.C. for high feed milling (FEEDMILL)

8) Maximum ramping angle
(6) C-Cylindrical

OL IDivii.i.
PREMIUM LINE %
ETRI-A2 OAL @ % @
2 Flute Toroidal Endmills RE [=— LU —»\ —
eSe— : Il I ! )‘ @ ®
C i DCONMS
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Dimensions I\F}I:(é?nﬁmgngsg
S f;

Designation DC RE DCONMS DN APMX LU OAL RMPX 3 (inch/t)

ETRI-A2 06-03/25C125R015 .060 015 125 .056 .030 252 2.500 5.0 o .0004-.0011
ETRI-A2 09-08/37C125R031 .093 031 125 .089 .080 378 3.000 5.0 . .0004-.0011
ETRI-A2 125-08/40C125R031 125 031 125 116 .080 401 3.000 50 o .0004-.0015
ETRI-A2 25-12/40C25R062 .250 062 250 236 120 401 3.000 50 o .0011-.0027
ETRI-A2 25-16/40C25R062 250 062 .250 236 160 401 4,000 5.0 [ .0011-.0027
ETRI-A2 37-16/1.2C37R062 375 062 375 .358 160 1.200 4.000 50 o .0011-.0040
ETRI-A2 37-16/1.3C37R062 375 062 375 .358 160 1.300 5.000 5.0 o .0011-.0040
ETRI-A2 50-25/1.4C50R125 500 125 500 484 250 1.400 5.000 5.0 . .0012-.0040
ETRI-A2 50-25/1.5C50R125 500 125 .500 484 250 1.500 6.500 5.0 ° .0012-.0040

® For user guide, see pages 195-204
) Maximum ramping angle




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

® For user guide, see pages 195-204
() G-Cylindrical, W-Weldon
2 Number of flutes

OLIDiviiii

S .
;&ﬂg:fAL_I;E CHW x 45 % @ ®1
N 50

2 Flute 30° Helix, Center Cutting
Medium Length Solid Carbide
Endmills with Chamfered Corners

9
®

inl souis

el ECI-A-2 % @ @7

N 2 Flute 30° Helix, Center Cutting R i =

< Solid Carbide Endmills N - | DCONMS @ @ ®

E Tt

1

g Dimensions Tough <— Hard az%%mm;ng;:

= 2| 8|8 f

( ] Designation DC DCONMS APMX OAL Shank NOF@ FHA S| & | © (inch/t)

LU ECI-A-2 125-250-C125 125 125 250 1.500 (0 2 30.0 ) .0004-.0012
ECI-A-2 125-500-C125 125 125 500 1.500 C 2 30.0 ° .0004-.0012

D ECI-A-2 188-375-C188 188 188 .375 2.000 C 2 30.0 ° .0008-.0020

— ECI-A-2 188-625-C188 188 188 625 2.000 C 2 30.0 ° .0008-.0020

m ECI-A-2 250-500-C250 250 250 .500 2.500 C 2 30.0 . .0012-.0028

m ECI-A-2 250-750-C250 250 250 750 2.500 C 2 300 o ° .0012-.0028

< ECI-A-2 313-813-C313 313 3B 813 2500 C 2 30.0 . .0012-,0031
ECI-A-2 375-1.0-C375 375 375 1.000 3.000 C 2 30.0 ° .0012-.0035

Q ECI-A-2 375-750-C375 375 375 .750 3.000 C 2 30.0 ° .0012-.0035
ECI-A-2 437-1.0-C437 437 437 1.000 3.000 C 2 300 ° .0012-.0039

D ECI-A-2 500-1.0-C500 500 500 1.000 3.500 C 2 30.0 L] .0016-.0043

j ECI-A-2 625-1.0-W625 625 625 1.000 3.500 w 2 300 ° .0016-.0047
ECI-A-2 625-1.25-C625 625 625 1.250 3.500 (0 2 300 . .0016-.0047

8 ECI-A-2 750-1.5-C750 750 750 1.500 4,000 C 2 30.0 ° .0020-.0051

(
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Z

LLI

Dimensions Tough <— Hard agiﬂm{:;ng;i
g | 8 fz

Designation DC DCONMS  APMX OAL Shank CHW NOF@ FHA &} S (inch/t)

ECCI-A-2 125-500-C125 125 125 .500 1.500 C 004 2 30.0 [} .0000-.0020
ECCI-A-2 188-375-C188 .188 .188 375 2.000 C 006 2 30.0 ° .0010-.0020
ECCI-A-2 188-625-C188 .188 .188 625 2.000 C .006 2 30.0 o .0010-.0020
ECCI-A-2 250-500-C250 .250 .250 500 2.500 C .006 2 30.0 . .0010-.0030
ECCI-A-2 250-750-C250 .250 .250 750 2.500 C .006 2 30.0 o ° .0010-.0030
ECCI-A-2 313-813-C313 313 313 813 2.500 C .006 2 30.0 o [} .0010-.0030
ECCI-A-2 375-1.0-C375 375 375 1.000 2.500 C .006 2 30.0 o .0010-.0040
ECCI-A-2 375-750-C375 375 375 .750 2.500 C .006 2 30.0 o .0010-.0040
ECCI-A-2 375-750-W375 375 375 .750 2.500 W .006 2 30.0 o .0010-.0040
ECCI-A-2 500-1.0-C500 .500 .500 1.000 3.000 C 010 2 30.0 [ [ .0020-.0050
ECCI-A-2 500-1.0-W500 .500 .500 1.000 3.000 W 010 2 30.0 [ .0020-.0050

e For user guide, see pages 195-204
() C-Cylindrical, W-Weldon
2 Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

ID7iii : %
PREMIUM LINE OAL | Rd)
ECSI-E-3 , A N | % @ —
3 Flute 38° Helix with 3xD g [ = CD
Relieved Necks, Short Solid @ @ @
Carbide Slot / Drill Endmills, CHWx45° <
with Chamfered Corners ® E
I
— —
Dimensions agzﬁmmgng;i 5'
§ fz E
Designation DC DCONMS DN NOF® APMX LU OAL FHA Shank®@ &} (inch/t) [ )
ECSI-E-3 125-188-C125 125 125 120 3 .188 370 1.500 38.0 C ° .0004-.0016
ECSI-E-3 188-250-C188 188 .188 180 ) .250 500 2.000 38.0 G ° .0008-.0020 I—IJ
ECSI-E-3 250-313-C250 .250 .250 240 3 2318 620 2.500 38.0 C o .0012-.0028 D
ECSI-E-3 313-375-C313 313 313 290 3 375 750 2.500 38.0 C ° .0012-.0035 —
ECSI-E-3 375-437-C375 375 375 354 3 A37 910 3.000 38.0 C [ .0012-.0035 CD
ECSI-E-3 437-500-C437 A37 437 410 3 .500 1.000 2.750 38.0 C [ .0012-.0039 m
ECSI-E-3 500-562-C500 .500 .500 A70 3 562 1.000 3.000 38.0 C ° .0016-.0047 <
ECSI-E-3 625-687-C625 625 625 590 3 .687 1.250 3.500 38.0 C [ .0020-.0051
ECSI-E-3 625-687-W625 625 625 590 3 .687 1.250 3.500 38.0 W ° .0020-.0051 Q
ECSI-E-3 750-813-C750 .750 .750 710 3 813 1.500 4.000 38.0 C ° .0020-.0051
ECSI-E-3 750-813-W750 .750 .750 710 3 813 1.500 4.000 38.0 W ° .0020-.0051 D
® For user guide, see pages 195-204
() Number of flutes _I
(2) C-Cylindrical, W-Weldon O
o))
o
SOLIDsLL | I
ECI-E-3 % @ %1 1
3 Fiute, 38° Helix, Medium no B T = ==
Length, Solid Carbide Endmills @ DC & ;’ R DCONMS @ ® @ E
r% APMX FHA ' N
‘ OAL ® Z
’ . Recommen l—u
Dimensions Machining Daa
§ fz
Designation DC DCONMS APMX OAL Shank NOF®@ FHA [$] (inch/t)
ECI-E-3 125-250-C125 125 125 .250 1.500 C 3 38.0 [ .0010-.0020
ECI-E-3 188-375-C188 .188 .188 375 2.000 C & 38.0 o .0010-.0020
ECI-E-3 250-500-C250 .250 .250 500 2.500 C 3 38.0 o .0010-.0030
ECI-E-3 313-625-C313 313 313 .625 2.500 C 3 38.0 o .0010-.0040
ECI-E-3 375-750-C375 375 315 .750 3.000 C 3 38.0 o .0010-.0040
ECI-E-3 375-750-W375 375 375 .750 2.500 W 3 38.0 o .0010-.0040
ECI-E-3 500-1.0-C500 .500 .500 1.000 3.000 C 3 38.0 o .0020-.0040
ECI-E-3 500-1.0-W500 .500 .500 1.000 3.000 W 3 38.0 o .0020-.0040
ECI-E-3 625-1.0-C625 625 .625 1.000 3.500 C 3 38.0 o .0020-.0050
ECI-E-3 625-1.0-W625 625 .625 1.000 3.500 W 3 38.0 o .0020-.0050
ECI-E-3 750-1.25-C750 .750 .750 1.250 4.000 C 3 38.0 o .0020-.0050
ECI-E-3 750-1.25-W750 .750 .750 1.250 4.000 W 3 38.0 o .0020-.0050
ECI-E-3 1.0-1.5-C1.0 1.000 1.000 1.500 4,000 C 3 38.0 [ .0020-.0050
ECI-E-3 1.0-1.5-W1.0 1.000 1.000 1.500 4.000 W 3 38.0 ° .0020-.0050

* Multi-purpose endmill. e Suitable for deep slotting. e For user guide, see pages 195-204
() C-Cylindrical, W-Weldon
2 Number of flutes




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Tl SoLsiL % —
)
i ECI-E-3R % @
CD 3 Flute 38° Helix Medium
Length Solid Carbide Endmills ® @ ®
<§E with Assorted Radii ;
|
— —
5' Dimensions I\Fl{lz(cxt)\mir:;ng;:
2 S fz
[ ) Designation DC DCONMS LU RE OAL Shank NOF@ FHA 3 (inch/t)
I_IJ ECI-E-3R 125-250-C010 125 125 .250 010 1.500 C 3 38.0 ° .0010-.0030
ECI-E-3R 188-375-C010 .188 .188 375 010 2.000 C ) 38.0 o .0010-.0030
D ECI-E-3R 250-500-C020 .250 .250 .500 .020 2.500 C 8 38.0 o .0010-.0030
—~~ ECI-E-3R 313-625-C020 313 313 625 .020 2.500 C 3 38.0 o .0010-.0040
m ECI-E-3R 375-750-C020 375 375 .750 .020 3.000 C 3 38.0 o .0010-.0040
m ECI-E-3R 500-1.0-C030 .500 .500 1.000 .030 3.000 C 3 38.0 o .0020-.0040
< ECI-E-3R 625-1.0-C030 .625 .625 1.000 .030 3.500 C 3 38.0 o .0020-.0050
ECI-E-3R 750-1.25C030 .750 .750 1.250 .030 4.000 C 3 38.0 o .0020-.0050
Q ECI-E-3R 1.0-1.5-C030 1.000 1.000 1.500 .030 4.000 C 3 38.0 o .0020-.0050
() C-Cylindrical
D 2 Number of flutes
O
@ OLIDmii£
. PREMIUM LINE = ® %
ECI-E-4 4 @
OB i Soic Garie Encini 3 oconws s
ength Solid Carbide Endmills ) - @
=1 *
. . Recommended
% Dimensions Machining Data
LL]
S fz
Designation DC LU DCONMS Shank OAL NOF@ FHA RMPX® 3 (inch/t)
ECI-E-4 125-375-C125 125 375 125 C 1.500 4 38.0 5.0 [} .0010-.0030
ECI-E-4 156-375-C156 .156 375 156 C 1.500 4 38.0 5.0 o .0010-.0030
ECI-E-4 188-375-C188 .188 375 .188 C 2.000 4 38.0 5.0 o .0010-.0300
ECI-E-4 219-375-C219 219 375 219 C 2.000 4 38.0 5.0 [} .0010-.0030
ECI-E-4 250-500-C250 .250 .500 .250 C 2.500 4 38.0 5.0 ° .0010-.0030
ECI-E-4 313-625-C313 313 .500 313 C 2.500 4 38.0 5.0 o .0010-.0040
ECI-E-4 375-750-C375 375 .750 375 C 3.000 4 38.0 5.0 o .0010-.0040
ECI-E-4 375-750-W375 375 .750 375 W 3.000 4 38.0 5.0 o .0010-.0040
ECI-E-4 438-750-C438 438 .750 438 C 2.750 4 38.0 5.0 [} .0020-.0040
ECI-E-4 500-1.0-C500 .500 1.000 .500 C 3.000 4 38.0 5.0 [} .0020-.0040
ECI-E-4 500-1.0-W500 .500 1.000 .500 W 3.000 4 38.0 5.0 ° .0020-.0040
ECI-E-4 625-1.0-C625 .625 1.000 625 C 3.500 4 38.0 5.0 [} .0200-.0050
ECI-E-4 625-1.0-W625 .625 1.000 .625 W 3.500 4 38.0 5.0 o .0020-.0050
ECI-E-4 750-1.5-C750 .750 1.500 .750 C 4.000 4 38.0 5.0 o .0020-.0050
ECI-E-4 750-1.5-W750 .750 1.500 .750 W 4,000 4 38.0 5.0 [ .0020-.0050

* Multi-purpose endmill. e Suitable for deep slotting.
() C-Cylindrical, W-Weldon

2 Number of flutes

() Maximum ramping angle

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

C
v ¥V //
PREMI U!%Vq'hh Ay I_IJ
ECI-E-4R % @ —
4 Flute 38° Helix Medium = CD
Length Solid Carbide Endmills @ @ ®
with Assorted Radii <§E
|
Dimensions Tough «<— Hard e ed I:
Machining Data D
- i =
Designation DC  DCONMS LU RE OAL Shank NOF@ FHA [¢] o (inch/t) [ ]
ECI-E-4R 125-375-C010 125 125 375 .010 1.500 C 4 38.0 o .0010-.0030
ECI-E-4R 156-375-C010 156 156 375 .010 1.500 C 4 38.0 o .0010-.0030 I—IJ
ECI-E-4R 188-375-C010 188 188 375 .010 2.000 C 4 38.0 ° .0010-.0030 D
ECI-E-4R 219-375-C010 219 219 375 .010 2.000 C 4 38.0 o .0010-.0030 —~~
ECI-E-4R 250-500-C010 250 250 500 010 2.500 C 4 38.0 . .0010-.0030 m
ECI-E-4R 250-500-C020 .250 250 500 .020 2.500 C 4 38.0 ° ° .0010-.0030 m
ECI-E-4R 250-500-C030 250 250 500 .030 2.500 C 4 38.0 o .0010-.0030 <
ECI-E-4R 250-500-C060 .250 250 500 .060 2.500 C 4 38.0 o .0010-.0030
ECI-E-4R 313-625-C010 313 313 625 .010 2.500 C 4 38.0 ° .0010-.0040 Q
ECI-E-4R 313-625-C020 313 313 625 .020 2.500 C 4 38.0 o .0010-.0040
ECI-E-4R 313-625-C030 313 313 625 .030 2.500 C 4 38.0 (] .0010-.0040 D
ECI-E-4R 313-625-C060 313 313 625 .060 2.500 C 4 38.0 . .0010-.0040 j
ECI-E-4R 375-750-C010 375 375 750 .010 3.000 C 4 38.0 o .0010-.0040
ECI-E-4R 375-750-C015 375 375 .750 015 3.000 C 4 38.0 (] .0010-.0040 O
ECI-E-4R 375-750-C020 I 375 750 020 3000 c 4 380 . 0010-0040 @p)
ECI-E-4R 375-750-C030 375 375 750 .030 3.000 C 4 38.0 o .0010-.0040
ECI-E-4R 375-750-C060 375 375 750 .060 3.000 C 4 38.0 (] (] .0010-.0040 o
ECI-E-4R 375-750-W015 375 375 750 015 3.000 w 4 38.0 o .0010-.0040 CD
ECI-E-4R 438-750-C020 438 438 .750 .020 2.750 C 4 38.0 o .0020-.0040
ECI-E-4R 500-1.0-C010 500 500 1.000 .010 3.000 C 4 38.0 (] .0020-.0040 —I
ECI-E-4R 500-1.0-C020 .500 500 1.000 .020 3.000 C 4 38.0 o .0020-.0040 :I
ECI-E-4R 500-1.0-C030 500 .500 1.000 .030 3.000 C 4 38.0 o .0020-.0040 E
ECI-E-4R 500-1.0-C060 500 500 1.000 .060 3.000 C 4 38.0 (] .0020-.0040
ECI-E-4R 625-1.0-C010 625 625 1.000 .010 3.500 C 4 38.0 o .0020-.0050 D
ECI-E-4R 625-1.0-C020 625 625 1.000 .020 3.500 C 4 38.0 o .0020-.0050 Z
ECI-E-4R 625-1.0-C030 625 625 1.000 .030 3.500 C 4 38.0 (] .0020-.0050
ECI-E-4R 625-1.0-C060 625 625 1.000 .060 3.500 C 4 38.0 o .0020-.0050 LIJ
ECI-E-4R 750-1.25C020 .750 .750 1.250 .020 4,000 C 4 38.0 o .0020-.0050
ECI-E-4R 750-1.25C030 .750 .750 1.250 .030 4.000 C 4 38.0 (] .0020-.0050
ECI-E-4R 750-1.25C060 .750 .750 1.250 .060 4.000 C 4 38.0 o .0020-.0050
ECI-E-4R 750-1.5-C010 .750 .750 1.500 .010 4,000 C 4 38.0 o .0020-.0050
ECI-E-4R 750-1.5-C020 .750 .750 1.500 .020 4.000 C 4 38.0 (] .0020-.0050
ECI-E-4R 750-1.5-C030 .750 .750 1.500 .030 4,000 C 4 38.0 o .0020-.0050
ECI-E-4R 750-1.5-C060 .750 .750 1.500 .060 4.000 C 4 38.0 [ .0020-.0050

® For user guide, see pages 195-204
() C-Cylindrical, W-Weldon
2) Number of flutes




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

C
Tl SOLIDic
ECI-B-3 % @ %7
CITJ 3 Flute, 45° Helix, Medium @ - e Q‘Nﬁm )DJCONMS =
Length, Slot / Drill Solid N N el rmme—: — @ @ @
Ol Cibide Enamils f F APV -] \JFHA ‘ ]
E ‘ OAL | ®
|
g Dimensions Tough <— Hard azg?‘mmgng;i
2 S S f;
([ ) Designation DC DCONMS APMX OAL Shank NOF@ FHA 3 3 (inch/t)
I_IJ ECI-B-3 125-250-C125 125 125 250 1.500 C 3 45.0 o .0010-.0020
ECI-B-3 125-313-C125 125 125 310 1.500 C 3 45.0 ° .0010-.0020
D ECI-B-3 188-500-C188 .188 .188 500 2.000 C 3 45.0 o .0010-.0020
= ECI-B-3 250-500-C250 .250 .250 500 2.500 C 3 45.0 ° .0010-.0030
m ECI-B-3 250-625-C250 .250 .250 620 2.500 C 3 45.0 (] .0010-.0030
m ECI-B-3 313-750-C313 313 313 .750 2.500 C 3 45.0 o .0010-.0040
< ECI-B-3 375-1.0-W375 375 375 1.000 2.500 W 3 45.0 o .0010-.0040
ECI-B-3 375-750-W375 375 375 750 3.000 w 3 45.0 [ .0010-.0040
Q ECI-B-3 375-875-C375 375 375 870 3.000 C € 45.0 ° .0010-.0040
ECI-B-3 437-1.0-C437 437 437 1.000 2.750 C 3 45.0 o ° .0010-.0040
Q ECI-B-3 437-875-C437 437 437 870 2.750 C 3 45.0 o .0010-.0040
j ECI-B-3 500-1.0-C500 .500 .500 1.000 3.000 C 3 45.0 ° .0020-.0040
ECI-B-3 500-1.0-W500 .500 .500 1.000 3.000 w 3 45.0 o .0020-.0040
O ECI-B-3 625-1.25-C625 .625 .625 1.250 3.500 C 3 45.0 (] .0020-.0050
(/) || ECI-B-3 625-1.25-W625 625 625 1.250 3500 w 3 450 . 10020-,0050
ECI-B-3 750-1.25-W750 .750 .750 1.500 4.000 W 3 45.0 o .0020-.0050
o ECI-B-3 750-1.5-C750 .750 .750 1.500 4.000 C 3 45.0 o .0020-.0050
cD * Excellent for deep slotting and shouldering. e For user guide, see pages 195-204
() G-Cylindrical, W-Weldon
—I 2 Number of flutes
—
> souiic:
LIJ ECI-B-4 ¥ % @ ®1
4 Flute, 45° Helix, Medium e T =
Length, Solid Carbide Endmills )LC?NMS @ ® @
. . Recommen
Dimensions Machning D
8 f;
Designation DC DCONMS LU OAL Shank! NOF®@ FHA 3 (inch/t)
ECI-B-4 125-375-C125 125 125 375 1.500 C 4 45.0 o .0010-.0020
ECI-B-4 188-500-C188 188 187 .500 2.000 C 4 45.0 o .0010-.0020
ECI-B-4 250-625-C250 250 250 625 2.500 C 4 45.0 o .0010-.0030
ECI-B-4 313-750-C313 313 312 .750 2.500 C 4 45.0 [ .0010-.0040
ECI-B-4 375-875-C375 375 375 875 2.500 C 4 45.0 () .0010-.0040
ECI-B-4 437-1.0-C437 437 437 1.000 2.750 C 4 45.0 o .0010-.0040
ECI-B-4 500-1.0-C500 500 500 1.000 3.000 C 4 45.0 [ .0020-.0040
ECI-B-4 625-1.25-C625 625 625 1.250 3.500 C 4 45.0 o .0020-.0050
ECI-B-4 750-1.5-C750 750 750 1.500 4,000 C 4 45,0 ° .0020-.0050

® For user guide, see pages 195-204
() C-Cylindrical
2 Number of flutes

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

® For user guide, see pages 195-204
() C-Cylindrical
2) Number of flutes

SOLIDgii.i a %
PREMIUM LINE Rd)

ECI-A-4 % @ —

4 Flute, 30° Helix, Medium oy k& = )

Length, Solid Carbide Endmills == - @ @ @ <

® I

Dimensions Tough <— Hard azzﬂmmgng;g I:

D,

2| §|8 f =

Designation DC DCONMS  APMX OAL Shank NOF®! A | 8 | 8| 8 (inch/t) Y
ECI-A-4 125-375-C125 125 125 375 1.500 C 4 30.0 ° .0000-.0020

ECI-A-4 125-500-C125 125 125 500 1.500 C 4 30.0 o .0000-.0020 LIJ

ECI-A-4 188-500-C188 188 188 500 2,000 c 4 300 o | 0010-002 0O

ECI-A-4 188-625-C188 188 .188 625 2.000 C 4 30.0 [ () .0010-.0020 —

ECI-A-4 250-625-C250 250 250 625 2,500 c 4 300 o | 0010-0030 ]

ECI-A-4 250-750-C250 250 250 750 2.500 C 4 30.0 o .0010-.0030 m

ECI-A-4 313-813-C313 313 313 810 2.500 C 4 30.0 ° .0010-.0040 <
ECI-A-4 375-1.0-C375 375 375 1,000 2,500 c 4 00 | o | o 10010-0040

ECI-A-4 375-875-C375 375 375 875 3.000 c 4 300 o | 0010-000 O
ECI-A-4 437-1.0-C437 A37 A37 1.000 2.750 C 4 30.0 [ .0010-.0040

ECI-A-4 500-1.0-C500 500 500 1,000 3.000 c 4 00 | o | o 10020-0040 A

ECI-A-4 625-1.25-C625 625 .625 1.250 3.500 C 4 30.0 o .0020-.0050 j

ECI-A-4 750-1.5-C750 750 750 1,500 4,000 c 4 00 | o | o 10020-0050 ®)

o))

o

@p)

—

—1

(|

Z

LLJ

vV [/

i%!q’lv's"hh CHW x 45° Hd")

ECCI-A-4 (A @ %

4 Flute, 30° Helix, Medium =

Length, Solid Carbide Endmills o - _ @ ® @

with Chamfered Corners @ DO S~ = DCONMS

N, - I —
T fapmx~ \; FHA ok ®
OAL
Dimensions Tough <— Hard aggzmmgng;g
S S f2

Designation DC DCONMS  APMX OAL CHW Shank!" NOF®@ FHA 3 3 (inch/t)
ECCI-A-4 125-250-C125 125 125 250 1.500 004 C 4 30.0 (] .0006-.0020
ECCI-A-4 125-375-C125 125 125 375 1.500 004 C 4 30.0 [ .0006-.0020
ECCI-A-4 125-500-C125 125 125 500 1.500 004 C 4 30.0 (] (] .0006-.0020
ECCI-A-4 188-500-C188 188 188 500 2.000 .006 C 4 30.0 (] .0010-.0020
ECCI-A-4 188-625-C188 .188 188 625 2.000 .006 C 4 30.0 L] .0010-.0020
ECCI-A-4 250-625-C250 250 250 625 2.500 .006 C 4 30.0 (] .0010-.0030
ECCI-A-4 250-750-C250 250 250 750 2.500 .006 C 4 30.0 (] (] .0010-.0030
ECCI-A-4 313-813-C313 313 313 813 2.500 .006 C 4 30.0 [ .0010-.0040
ECCI-A-4 375-1.0-C375 375 375 1.000 2.500 .006 C 4 30.0 (] (] .0010-.0040
ECCI-A-4 437-1.0-C437 437 437 1.000 2.750 010 C 4 30.0 (] (] .0010-.0040
ECCI-A-4 500-1.0-C500 .500 500 1.000 3.000 010 C 4 30.0 [ .0020-.0040
ECCI-A-4 625-1.25-C625 625 625 1.250 3.500 010 C 4 30.0 o .0020-.0050
ECCI-A-4 625-1.25-C625 90 625 625 1.250 3.500 010 C 4 30.0 [ .0020-.0050
ECCI-A-4 750-1.5-C750 .750 750 1.500 4.000 010 C 4 30.0 (] (] .0020-.0050
ECCI-A-4 1.0-1.75-W1.0 90 1.000 1.000 1.750 4.000 010 W 4 30.0 [ .0020-.0040

e For user guide, see pages 195-204
() C-Cylindrical, W-Weldon
(2 Number of flutes




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

oC
Il SOLIDsiiL
el ECHI-B6 @7 % @
@pJ 6 Fute 45° Helix, Medium | . =
Length Solid Carbide % be NN o ) DCONMS @
< Endmills for Finishing of Hard tkAPMXJV\; FHA ‘ﬁ
E Materials up to 65 HRc o~
|
g Dimensions Tough <— Hard I\F;Z?:ﬁmmgngaeti
2 8 8 fz
() Designation DC DCONMS APMX OAL Shank( NOF®@ FHA 3 3 (inch/t)
I_IJ ECHI-B6 250-625-C250 250 250 625 2.500 C 6 45.0 ° ° .0010-.0030
ECHI-B6 313-750-C313 313 313 .750 2.500 C 6 45.0 ° o .0010-.0040
D ECHI-B6 375-875-C375 375 375 875 3.000 C 6 450 . . .0010-.0040
—~~ ECHI-B6 437-1.0-C437 437 437 1.000 2.750 C 6 45.0 o .0020-.0040
m ECHI-B6 500-1.0-C500 500 500 1.000 3.000 C 6 45.0 o ° .0020-.0040
m ECHI-B6 625-1.25-C625 625 625 1.250 3.500 C 6 45.0 o o .0020-.0050
< ECHI-B6 750-1.5-C750 .750 .750 1.500 4.000 C 6 45.0 o ° .0020-.0050
ECHI-B6 1.0-1.75-C1.0 1.000 1.000 1.750 4.500 C 6 45.0 o .0020-.0050
Q * Use IC908 for machining hardened steel up to 65 HRc e For user guide, see pages 195-204
() G-Cylindrical
D 2 Number of flutes
—
@) SOLID;iL
CD ECLI-B-6 ) I _ %
6 Flute, 45° Helix, Long 2 SN poonws
() Solid Carbide Endmills ‘ﬁ
P
—
—
-— N Recommended
2 L USTE T Machining Data
A
Z S fz
Lu Designation DC DCONMS LU OAL Shank( NOF®@ FHA 3 (inch/t)
ECLI-B-6 250-1.0-C250 250 .250 1.000 3.000 C 6 45,0 [} .0010-.0030
ECLI-B-6 313-1.25-C313 313 313 1.250 3.000 C 6 45.0 . .0010-.0040
ECLI-B-6 375-1.5-C375 375 375 1.500 4.000 C 6 45,0 o .0010-.0040
ECLI-B-6 500-2.0-C500 .500 .500 2.000 4.500 C 6 45.0 ° .0020-.0040
ECLI-B-6 625-2.5-C625 625 .625 2.500 5.000 C 6 45.0 . .0020-.0050
ECLI-B-6 750-2.5-C750 .750 .750 2.500 5.000 C 6 45.0 o .0020-.0050

e Smooth cutting in long depth of cut. e For user guide, see pages 195-204
() C-Cylindrical
@) Number of flutes

OL IDimiii.i

S

PREMIUM LINE

ECXI-B-6 R @@
6 Flute 45° Helix, Center Cutting ES S T TN

Extra Long Solid Carbide Endmills )

Dimensions aizﬁmm;ng:ti
g f
Designation DC DCONMS LU OAL Shank® NOF@ FHA &) (inch/t)
ECXI-B-6 250-1.5-C250 250 250 1.500 4.000 C 6 45.0 . .0010-.0030
ECXI-B-6 313-1.88-C313 313 313 1.880 4.000 C 6 45,0 ° .0010-.0040
ECXI-B-6 500-3.0-C500 .500 500 3.000 6.000 C 6 45.0 (] .0020-.0040
ECXI-B-6 750-3.25-C750 .750 .750 3.250 6.000 C 6 45,0 o .0020-.0050

* Smooth cutting in extra long depth. e For user guide, see pages 195-204
() C-Cylindrical
2 Number of flutes

ISCAR
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CHATTERFREE - %
]
ECAI-H3-CF @ I_
Solid Carbide Endmills with CD
Different Helix, Variable Pitch @ ®
and 2, 3, 4 and 5xD Relieved <
Necks for Machining Aluminum E
acumnumfll <
— —
Dimensions mzﬁmm;ng;: 5'
) fz E
Designation DC LU DCONMS APMX OAL RE NOF® Shank®@ o (inch/t) [ )
ECAI-H3R 250-350/750C02CF [t B (51} 250 350 2.500 020 3 ® ° .0010-.0030
ECAI-H3R 250-350/750C03CF [ R} 250 350 2.500 030 3 C ° .0010-.0030 LL
ECAI-H3R 250-350/1.2C02CF 250 1.250 .250 350 2.500 .020 8 (© . .0010-.0030 D
ECAI-H3R 250-350/1.2C03CF 250 1250 250 350 2.500 030 3 ® ° ,0010-.0030 -
ECAI-H3R 312-500/0.9C02CF 312 .900 312 .500 2.500 .020 3 C o .0010-.0040 CD
ECAI-H3R 312-500/0.9C03CF 312 .900 312 500 2.500 030 3 © ° .0010-.0040 m
ECAI-H3R 312-500/1.6C02CF 312 1560 312 500 2.500 020 3 © ° .0010-.0040 <
ECAI-H3R 312-500/1.6C03CF 312 1.560 312 .500 2.500 .030 3 C o .0010-.0040
ECAI-H3R 375-600/1.1C02CF 375 1125 375 600 2.500 .020 3 (© . .0020-.0040 Q
ECAI-H3R 375-600/1.1CO3CF 375 1125 375 600 2.500 030 3 ® ° ,0020-.0040
ECAI-H3R 375-600/1.1C06CF 375 1125 375 .600 2.500 .060 3 C o .0020-.0040 D
ECAI-H3R 375-600/1.8C02CF 375 1875 375 600 3.000 020 3 © ° .0020-.0040 j
ECAI-H3R 375-600/1.8CO3CF 375 1875 375 600 3.000 030 3 ® ° .0020-.0040
ECAI-H3R 375-600/1.8C06CF 375 1.875 375 .600 3.000 .060 3 C o .0020-.0040 O
ECAI-H3R 500-750/1.5C02CF RGO ORI 500 750 3.000 020 3 c . 0020-.0050 @p)
ECAI-H3R 500-750/1.5C03CF 500 1500 500 750 3.000 030 3 ® ° ,0020-.0050
ECAI-H3R 500-750/1.5C06CF .500 1.500 .500 .750 3.000 .060 3 C o .0020-.0050 L
ECAI-H3R 500-750/1.5C09CF 500 1500 500 750 3.000 090 3 © ° ,0020-.0050 CD
ECAI-H3R 500-750/2.5C02CF 500 2,500 500 750 4500 020 3 ® ° .0020-.0050
ECAI-H3R 500-750/2.5C03CF 500 2500 .500 .750 4.500 .030 3 C o .0020-.0050 —I
ECAI-H3R 500-750/2.5C06CF 500 2,500 500 750 4500 060 3 © ° .0020-.0050 :I
ECAI-H3R 500-750/2.5C09CF 500 2500 500 750 4500 090 3 ® ° .0020-.0050 E
ECAI-H3R 625-1.0/1.8C02CF .625 1.870 625 1.000 3.500 .020 3 C o .0020-.0050
ECAI-H3R 625-1.0/1.8C03CF 625 1870 625 1.000 3,500 030 3 © ° .0020-.0050 D
ECAI-H3R 625-1.0/1.8C06CF 625  1.870 625 1.000 3,500 060 3 ® ° .0020-.0050 Z
ECAI-H3R 625-1.0/1.8C09CF 625 1.870 625 1.000 3.500 .090 3 C o .0020-.0050
ECAI-H3R 625-1.0/1.8C12CF 625  1.870 625 1.000 3,500 120 3 © ° .0020-.0050 LL
ECAI-H3R 625-1.0/3.1C02CF 625 3125 625 1.000 5,000 020 3 ® ° ,0020-.0050
ECAI-H3R 625-1.0/3.1C03CF 625  3.125 625 1.000 5.000 .030 3 C o .0020-.0050
ECAI-H3R 625-1.0/3.1C06CF 625 3125 625 1.000 5,000 060 3 ® ° .0020-.0050
ECAI-H3R 625-1.0/3.1C09CF 625 3125 625 1.000 5,000 090 3 ® ° .0020-.0050
ECAI-H3R 625-1.0/3.1C12CF 625 3125 625 1.000 5.000 120 3 C o .0020-.0050
ECAI-H3R 750-1.2/2.2C02CF 750 2.250 750 1.200 5,000 020 3 © ° .0020-.0060
ECAI-H3R 750-1.2/2.2C03CF 750 2250 750 1.200 5.000 030 3 ® ° ,0020-.0060
ECAI-H3R 750-1.2/2.2C06CF 750 2.250 .750 1.200 5.000 .060 3 C o .0020-.0060
ECAI-H3R 750-1.2/2.2C09CF 750 2250 750 1.200 5,000 090 3 ® ° .0020-.0060
ECAI-H3R 750-1.2/2.2C12CF 750 2.250 750 1.200 5,000 120 3 © ° .0020-.0060
ECAI-H3R 750-1.2/3.7C02CF 750 3.750 .750 1.200 6.000 .020 3 C o .0020-.0060
ECAI-H3R 750-1.2/3.7C03CF 750 38.750 750 1.200 6.000 030 3 © ° .0020-.0060
ECAI-H3R 750-1.2/3.7C06CF 750 3750 750 1.200 6.000 060 3 ® ° ,0020-.0060
ECAI-H3R 750-1.2/3.7C09CF 750 3750 .750 1.200 6.000 .090 3 C o .0020-.0060
ECAI-H3R 750-1.2/3.7C12CF 750 3750 750 1.200 6.000 120 3 ® ° .0020-.0060
ECAI-H3R 1.0-1.5/3.0C02CF 1.000  3.000 1.000 1,500 5,000 020 3 ® ° .0020-.0080
ECAI-H3R 1.0-1.5/3.0CO3CF 1.000  3.000 1.000 1.500 5.000 .030 3 C o .0020-.0080
ECAI-H3R 1.0-1.5/3.0C06CF 1.000  3.000 1.000 1.500 5,000 060 3 © ° .0020-.0080
ECAI-H3R 1.0-1.5/3.0C09CF 1.000  3.000 1.000 1,500 5.000 090 3 ® ° .0020-.0080
ECAI-H3R 1.0-1.5/3.0C12CF 1.000  3.000 1.000 1.500 5.000 .120 3 C o .0020-.0080
ECAI-H3R 1.0-1.5/5.0C02CF 1.000  5.000 1.000 1.500 7.200 020 3 ® ° .0020-.0080
ECAI-H3R 1.0-1.5/5.0C03CF 1.000  5.000 1.000 1.500 7.200 030 3 © ° .0020-.0080
ECAI-H3R 1.0-1.5/5.0C06CF 1.000  5.000 1.000 1.500 7.200 .060 3 C o .0020-.0080
ECAI-H3R 1.0-1.5/5.0C09CF 1.000  5.000 1.000 1.500 7.200 090 3 © ° .0020-.0080
ECAI-H3R 1.0-1.5/5.0C12CF 1.000  5.000 1.000 1,500 7.200 120 3 ® ° .0020-.0080

® For user guide, see pages 195-204
() Number of flutes
) C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Tl SoLDii: =
i
w8 CHATTERFREE 9%
C/) SOLID MILL LINE * §
ECAI-H4R-CF o T @
< Solid Carbide Endmills with DC Q\\\;\ ‘ DCONMS
E Different Helix 3, 4 and 5xD Neck q"/;PMX [ 1
| Relief for Machining Aluminum L ol ‘ ALUMINUM
— —
5' Dimensions mﬁﬁmm;ng;:
2 =) fz
[ ) Designation DC  APMX LU OAL DCONMS RE NOF Shank®@ RMPX® [&} (inch/t)
LIJ ECAI-H4R 250-375/1.2C01CF 250 375 1.200 2.500 250 010 4 C 5.0 ° .0012-.0035
ECAI-H4R 250-500/750C01CF .250 500 .750 2.500 .250 .010 4 C 5.0 o .0012-.0035
D ECAI-H4R 312-470/1.6C01CF 312 470 1.600 2.500 312 .010 4 C 5.0 ° .0016-.0039
= ECAI-H4R 312-625/0.9C01CF 312 625 .900 2.500 312 .010 4 C 5.0 o .0016-.0039
m ECAI-H4R 375-562/1.8C01CF 375 .562 1.800 3.000 375 .010 4 C 5.0 . .0016-.0043
m ECAI-H4R 375-750/1.1C01CF 375 .750 1.100 2.500 375 .010 4 C 5.0 o .0016-.0043
< ECAI-H4R 500-750/2.5C01CF .500 .750 2.500 4.500 .500 .010 4 C 5.0 o .0020-.0051
ECAI-H4R 500-1.0/1.5C01CF .500 1.000 1.500 3.000 .500 .010 4 C 5.0 o .0020-.0051
Q ECAI-H4R 625-937/3.1C01CF 625 937 3.100 5.000 625 .010 4 C 5.0 ° .0020-.0055
ECAI-H4R 625-1.2/1.8C01CF .625 1.250 1.800 3.500 .625 .010 4 C 5.0 o .0020-.0055
D ECAI-H4R 750-1.2/3.7C01CF .750 1.200 3.700 6.000 .750 .010 4 C 5.0 . .0031-.0055
j ECAI-H4R 750-1.5/2.2C01CF .750 1.500 2.200 5.000 .750 .010 4 C 5.0 o .0031-.0055
ECAI-H4R 1.0-1.5/5.0C01CF 1.000 1.500 5.000 7.200 1.000 .010 4 C 5.0 o .0031-.0055
O ECAI-H4R 1.0-2.0/3.0C01CF 1.000 2.000 3.000 5.000 1.000 .010 4 C 5.0 o .0031-.0055
CD ™) Number of flutes
@ C-Cylindrical
o ) Maximum ramping angle
0P
—
—
=3 SOLIDSrirz5
2 CHW x 45° | A
ERCI-E-3 (“ % @ ® @
D Solid Carbide Roughing Endmills oy
Z et i D - ma— Y9 ®
nd 3xD Relieved Necks, ‘ ﬁ‘« oo I
LL| [ Machining Aluminum Aphﬁﬁi_j\; FHA ‘
. . Recommen
oo
= f;
Designation DC DCONMS APMX LU OAL CHW NOF® FHA  Shank®@ [&} (inch/t)
250 250 500 787 2.500 020 3 380 e B .0010-.0030
ERCI-E-3 313-625-C313 -30 313 313 625 .906 2.500 020 3 38.0 C o .0010-.0060
ERCI-E-3 375-750-W375 -30 375 375 .750 1.083 3.000 .024 3 38.0 W o .0020-.0080
ERCI-E-3 500-1.0-W500 -30 .500 .500 1.000 1.362 3.000 024 3 38.0 w ° .0030-.0090
ERCI-E-3 750-1.25-W750-30 .750 .750 1.250 1.772 4.000 .028 3 38.0 W o .0030-.0090
ERCI-E-3 1.0-1.5-W1.0 -30 1.000 1.000 1.500 2.087 4.500 028 3 38.0 w [ .0030-.0090

e For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
SOLIDSrHRED = LL]
RE
ECRI-B3 @ % @ —
. . A b ¥
3 Flute 45° Helix Solid Carbide 2100 j”"’-"" e Ao
Roughing Endmills with 3xD (”&%sy" DC /A — ) DCONMS @ @ @ )
Relieved Necks, for High Stock F P~ f FHA| i <‘:
Removal Rates of Aluminum W—= E
acuminumfll =
) . Recommended I_
BlirEene Machining Data —I
N =
Designation DC DCONMS APMX LU  NOF® RE OAL FHA  Shank® RMPX® | 8 (inch/t) )
ECRI-B3 250-375/.87C250 .250 .250 375 .870 3 .008 2.500 45,0 C 5.0 ° .0010-.0030
ECRI-B3 312-500/1.12C312 K}V 312 500 1.120 8 .008 2.500 45,0 © 50 ° .0010-.0040 I—IJ
ECRI-B3 375-500/1.25C375 IR RN 50 1250 3 08 8000 450 c 50 . 10010-0040 0O
ECRI-B3 500-500/1.50C500 sy} .500 500 1.500 3 .008 3.500 45,0 C 50 ° .0020-.0040 —
ECRI-B3 625-562/1.69C625 [ 625 562 1690 3 008 3500 450 B 50 o 0020-0050 ]
ECRI-B3 750-625/2.00C750 £ .750 625 2.000 3 .008 4.000 45,0 C 50 ° .0020-.0050 m
e For user guide, see pages 195-204 <
() Number of flutes
() C-Cylindrical ( )
3 Maximum ramping angle D
—
F’.‘?EMIU!%’LL Rdl CD
ECAI-B-2 §CAPMXE ' % @ % °
2 Flute, 45° Helix, Medium pc CASRaNE  DCONMS =
Length, Solid Carbide Endmills @ — ama e — @ @ ® )
for Machining Aluminum ‘ \/FHA
I OAL _I
mrr|
) . Recommended E
Dimensions Machining Data D
. | LU
Designation DC NOF®) DCONMS APMX OAL FHA Shank? o (inch/t)
ECAI-B-2 250-500-C250 .250 2 250 500 2.500 45.0 C ° .0010-.0030
ECAI-B-2 375-750-C375 375 2 375 750 3,000 450 c o 0010-.0040
ECAI-B-2 500-1.0-C500 .500 2 500 1.000 3.000 45.0 C [ .0020-.0040
ECAI-B-2 625-1.0-C625 625 2 625 1.000 3.500 45.0 C ° .0020-.0050
ECAI-B-2 750-1.25C750 750 2 750 1250 4,000 450 & o 0020-,0050
ECAI-B-2 1.0-1.5-C1.0 1,000 2 1000 1500 5.000 450 c o 0020-,0050

 For user guide, see pages 195-204
() Number of flutes
@) C-Cylindrical




To Order Contact: Exact Tooling /

www.exacttooling.com /

sales@exacttooling.com

| 888-988-8820

TNl SOLIDsii =
)
i ECAI-B-3 % @
CO 3 Flute, 45° Helix, Medium
, ’ 5 =
Length, Solid Carbide Endmills L@,, ‘ )‘ - —t @ @ @
< for Machining Aluminum b @ T | EOCNE
E 4 r APMX/LU - i
1 ‘ OALLF
I_ N Recommended
—I LmETEED Machining Data
=) fz
() Designation DC DCONMS LU OAL NOF Shank®@ FHA RE (&) (inch/t)
I_IJ ECAI-B-3 250-500-C250 250 250 .500 2.500 & C 450 .008 o .0010-.0030
ECAI-B-3 313-625-C313 313 313 625 2.500 3 C 45.0 .008 o .0010-.0040
() J Ecai-B-3 375-750-C375 475 475 750 3,000 3 c 450 008 o | 0010-0040
= ECAI-B-3 500-1.0-C500 500 .500 1.000 3.500 8 C 450 .008 [} .0020-.0040
m ECAI-B-3 625-1.0-C625 625 625 1.000 3.500 3 C 45.0 .008 o .0020-.0050
m ECAI-B-3 750-1.25C750 .750 .750 1.250 4.000 3 C 45.0 .008 o .0020-.0050
< ECAI-B-3 1.0-1.5-C1.0 1.000 1.000 1.500 4.500 3 C 45.0 .008 [ .0020-.0050
e For user guide, see pages 195-204
Q ) Number of flutes
Q (2 C-Cylindrical
N SsoLID;iiL
]
@M ECAI-F-2 % @
N 2 Flute, 55° Helix, Medium e ¥ =
Length Solid Carbide Endmills o-— ) peonms @ @ N/
. 8 ‘o s
() for Machining Aluminum *‘ L FHA
P o ALUMINUM
-

; ; Recommended
§ LUETE T Machining Data
Z = fz

Designation DC DCONMS LU OAL Shank NOF@ FHA (&} (inch/t)
LIJ ECAI-F-2 250-500-C250 250 .250 .500 2.500 C 2 55.0 o .0010-.0030
ECAI-F-2 313-625-C313 313 313 .625 2.500 C 2 55.0 ° .0010-.0040
ECAI-F-2 375-750-C375 375 375 .750 3.000 C 2 55.0 L] .0010-.0040
ECAI-F-2 437-875-C437 437 A37 875 2.750 C 2 55.0 o .0020-.0040
ECAI-F-2 500-1.0-C500 .500 .500 1.000 3.000 C 2 55.0 o .0020-.0040
ECAI-F-2 625-1.0-W625 625 .625 1.000 3.500 w 2 55.0 . .0020-.0050
ECAI-F-2 750-1.25-C750 .750 .750 1.250 4.000 C 2 55.0 [ .0020-.0050
e For user guide, see pages 195-204
() C-Cylindrical, W-Weldon
@) Number of flutes
IDiviiii.
PREMIUM LINE
EPNI-F - % @ @
Solid Endmills with a Special =
Edge Configuration for " ’ S @
Machining Different Types ‘
of Composite Materials
; ; Recommended
Dl 23 Machining Data
S fz
Designation DC DCONMS LU OAL NOF) FHA e (inch/t)
EPNI-F10 125-500C125F2.1 125 125 500 2.100 10 15.0 [} .0004-.0008
EPNI-F10 188-625C188F2.1 188 .188 625 2.100 10 15.0 o .0004-.0008
EPNI-F10 250-750C250F3.0 .250 .250 750 3.000 10 15.0 [ .0008-.0012
EPNI-F12 375-1.0C375F3.0 375 375 1.000 3.000 12 15.0 o .0008-.0012
EPNI-F12 500-1.0C500F3.0 500 500 1.000 3,000 12 15.0 . .0008-.0012

® Coated tools available on request
() Number of flutes

ISCAR

e For user guide, see pages 195-204



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLID:wiLL

EPNCI [ ' - T % @
Solid Carbide Endmill with N4 s s & - DCONMS il ~=
Special Cutting Edges, for e 2 P P —— - @ @
Machining Different Types Gt

of Composite Materials ‘ ® ®
OAL/LF |

Dimensions azz%mm;ng;:
S f;
Designation DC DCONMS LU OAL NOF RMPX®@ e (inch/t)
EPNCI-C10 250-750C250F2.5 250 250 750 2.000 10 5.0 L] .0008-.0031
EPNCI-C10 375-1.C375F3. 375 375 1.000 3.000 10 5.0 . .0008-.0031
EPNCI-C10 500-1.C500F3.5 500 .500 1.000 3.000 10 5.0 . .0008-.0031

() Number of flutes
) Maximum ramping angle

OLIDmii.i.

S
EPNDI T MR - — @ 'y

Solid Carbide Endmill with

o
LL
—
0
<
=
5
D
=
(]
L
0
m
oC
<
O
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O
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®
)
—
=
=
o)
pd
LL

DCONMS
Special Cutting Edges Also J s ¢
for Drill Mill Operations 7‘ ' | - —
| APMX/LU ‘
‘ OAL/LF ‘
Dimensions a:zﬂmmgng;g
N fz
Designation DC DCONMS LU OAL NOF 3 (inch/t)
EPNDI-C6 062-250C125F2. .062 125 .250 2.000 6 . .0002-.0008
EPNDI-C8 125-500C125F2. 125 125 .500 2.000 8 ° .0002-.0008
EPNDI-C8 188-625C188F2.5 .188 .188 .625 2.500 8 o .0002-.0008
EPNDI-C10 250-750C250F2.5 .250 .250 .750 2.500 10 . .0008-.0031
EPNDI-C10 312-1.0C312F2.5 312 312 1.000 2.500 10 . .0008-.0031
EPNDI-C10 375-1.0C375F3. 375 375 1.000 3.000 10 ° .0008-.0031
EPNDI-C10 500-1.0C500F3.5 .500 .500 1.000 3.500 10 o .0008-.0031

() Number of flutes
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SOLIDiLL

EPXI

Solid Endmills with Right and
Left-Hand Helix Flutes, Changing
Direction at Mid Cutting Height

www.exacttooling

.com /| sales@exacttooling.com / 888-988-8820

APMX/LU
APMX_2

4" - 2 FHA

v
‘ FHA

v

%

T
DCONMS
]

Designation

EPXI-F6 250-500C250F2.5
EPXI-F6 375-750C375F3.
EPXI-F8 500-1.0C500F3.5

OAULF
g g Recommended
Dimensions Machining Data
N fz
DC DCONMS LU APMX_2 OAL NOF® FHA (=] (inch/t)
.250 .250 .500 .220 2.500 6 30.0 o .0007-.0023
375 375 .750 326 3.000 6 30.0 [ .0007-.0023
.500 .500 1.000 .342 3.500 8 30.0 o .0007-.0023

* Important: For best results, the intersection of the alternating flute directions (APMX_2) should be positioned in the middle of the workpiece height e Coated tools available

onrequest e For user guide, see pages 195-204

() Number of flutes

SOLIDziiL

CHATTERFREE e P S

SOLID MILL LINE DC . DCONMS

EBI-E4L-CF LM ‘ A

4 Flute, 38° Helix Ball Nose | s

Endmills with 3xD Relieved Necks Bl T

and Variable Pitch for Chatter OAL/LF HARD MATERIAL

Dampening on Hard Materials

Dimensions
S

Designation DC DCONMS APMX LU OAL RMPX 3
EBI-E4L 125-250/400 125 125 250 400 2.000 5.0 .
EBI-E4L 188-375/600C188CF 188 188 375 600 2.000 5.0 .
EBI-E4L 250-500/700C250CF 250 250 500 700 2.500 5.0 .
EBI-E4L 312-625/900C312CF 312 312 625 .900 2.500 5.0 .
EBI-E4L 375-750/1.1C375CF 375 375 750 1.100 3,000 5.0 o
EBI-E4L 500-1.0/1.4C500CF 500 500 1.000 1.400 3.500 5.0 .

() Maximum ramping angle

ISCAR
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SoLIDsiLL

EBSI-A-2 @
2 Flute, 30° Helix, Short Solid 1

Carbide Ball Nose Endmills ) DCONMS

A
o

APMX/LU
OAL/LF
Dimensions
S
Designation DC DCONMS APMX OAL Shank(" NOF@ FHA 3
EBSI-A-2 125-188-C125 -90 125 125 188 1.500 C 2 30.0 .
EBSI-A-2 188-250-C188 -90 188 .188 250 2.000 C 2 30.0 °
EBSI-A-2 250-313-C250 -90 250 250 313 2.500 C 2 30.0 °
EBSI-A-2 313-375-C313 -90 313 313 375 2.500 C 2 30.0 .
EBSI-A-2 375-437-C375 -90 375 375 437 3.000 C 2 30.0 L]
EBSI-A-2 437-500-C437 -90 A37 437 500 2.750 C 2 30.0 °
EBSI-A-2 500-562-C500 -90 500 500 562 3.000 C 2 30.0 o
® Short and stable design for profiling (roughing). e For user guide, see pages 195-204
() C-Cylindrical

@) Number of flutes
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SOLIDiLi
EBSI-A-3 i Vs Qﬂ
3 Flute, 30° Helix, Short Solid @ 06 =
Carbide Ball Nose Endmills : i ‘ —
APMX/LU ‘
OAL/LF |
Dimensions
8
Designation DC DCONMS APMX OAL Shank® NOF@ FHA S
EBSI-A-3 125-188-C125 -90 125 125 188 1.500 C 3 30.0 .
EBSI-A-3 188-250-C188 -90 188 188 250 2.000 C 3 30.0 .
EBSI-A-3 250-313-C250 250 250 313 2.500 C 3 30.0 L]
EBSI-A-3 313-375-C313 313 313 375 2.500 C 3 30.0 .
EBSI-A-3 375-437-C375 375 375 437 3.000 C 3 30.0 .
EBSI-A-3 500-562-C500 .500 .500 562 3.000 C 3 30.0 .
EBSI-A-3 625-687-C625 625 625 687 3.500 C 3 30.0 .
* Short and stable design for contouring (roughing). e For user guide, see pages 195-204
() C-Cylindrical

(2 Number of flutes
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Wi SOLIDniii
B EBSI-A-4 r _ i i Qﬂ
CD é Flg.tg, 3E§)°”I—’Lelix, SEhgrt ﬁolid @ 00 t = mesa— ) DCONMS
arbide Ball Nose Endmills S
= T 1
< APMX/LU ‘\;FHA
E OAL/LF
|
I: Dimensions
= .
[ ) Designation DC DCONMS APMX OAL Shank® NOF@ FHA 3
I_IJ EBSI-A-4 125-188-C125 125 125 .188 1.500 © 4 30.0 .
EBSI-A-4 188-250-C188 188 188 250 2.000 © 4 30.0 °
() | EeBsl-A-4 250-313-C250 250 250 313 2500 c 4 300 .
- EBSI-A-4 313-375-C313 313 313 375 2.500 © 4 30.0 .
m EBSI-A-4 375-437-C375 375 375 437 3.000 C 4 30.0 [
oC EBSI-A-4 437-500-C437 437 437 500 2750 © 4 300 o
< EBSI-A-4 500-562-C500 .500 .500 562 3.000 C 4 30.0 .
EBSI-A-4 625-687-C625 .625 625 687 3.500 C 4 30.0 o
Q ¢ Short and stable design for profiling (finishing). ® For user guide, see pages 195-204
() G-Cylindrical
D 2) Number of flutes
— SOLID:iiL
O EBI-A-4 @
[@PM 4 Flute Solid Carbide
Ball Nose Endmills
()
—
— -
§ Dimensions Tough <— Hard
Z s | 3
LU Designation DC DCONMS APMX OAL Shank(t NOF®@ FHA &) (&)
EBI-A-4 125-500-C125 125 125 .500 1.500 C 4 30.0 [ o
EBI-A-4 188-625-C188 188 188 625 2.000 © 4 30.0 ° .
EBI-A-4 250-750-C250 250 250 750 2.500 C 4 30.0 ° °
EBI-A-4 313-813-C313 313 313 813 2.500 © 4 30.0 ° .
EBI-A-4 375-1.0-C375 375 375 1.000 3,000 © 4 30.0 . .
EBI-A-4 437-1.0-C437 437 437 1.000 2.750 C 4 30.0 [
EBI-A-4 500-1.0-C500 .500 500 1.000 3.000 C 4 30.0 o
EBI-A-4 625-1.25-C625 625 625 1.250 3.500 C 4 30.0 o
EBI-A-4 750-1.5-C750 .750 .750 1.500 4.000 C 4 30.0 o

e For user guide, see pages 195-204
() C-Cylindrical
2 Number of flutes

ISCAR
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IDiiiL L

F§EOW%M LINE
EBLI-A-4 @ - Qﬂ

4 Flute, 30° Helix, Long Solid
Carbide Ball Nose Endmills

oC
LL]
I_
@))
<
|
Dimensions I:
D)
- =
Designation DC DCONMS APMX OAL Shank(t NOF® FHA (&) ()
EBLI-A-4 125-250-C125 125 125 250 2.250 © 4 30.0 .
EBLI-A-4 188-375-C188 .188 188 375 2.500 © 4 30.0 . I—u
EBLI-A-4 250-500-C250 250 250 500 4,000 C 4 30.0 . D
EBLI-A-4 313-750-C313 313 313 750 4,000 G 4 30.0 . —_—
EBLI-A-4 375-875-C375 375 375 875 4.000 C 4 30.0 o CD
EBLI-A-4 500-1.0-C500 .500 .500 1.000 4.500 C 4 30.0 o m
EBLI-A-4 750-1.5-C750 90 750 750 1.500 5.000 C 4 30.0 . <
 Profiling in deep cavities. ® For user guide, see pages 195-204
() C-Cylindrical Q
) Number of flutes
O
—
SOLIDiii. i o i @@ O
CHATTERFREE e 4 dkajf <
EC-H4S-CF ' ) @ Sy
Short 4 Flute Endmills with ‘7 Ao - CD
Different Helix and Variable OAL \4./ @ ® _|
Pitch for Chatter Dampening ]
A
Z
LLl

M E T R 1 C Tough < Hard | fecommenced
=3 S fz
Designation DC_ DCONMS APMX  OAL  NOF®W  RE  RMPX® Shank CHW | 8 | 8 (mm/y
EC-H4S 06-06C06CF-E50 6.00 6.00 6.00 50.00 4 > 5.0 C 0.25 L] . 0.03-0.08
EC-H4S 06-06CO6CFR.2E50 Xy 6.00 6.00 50.00 4 0.20 5.0 C - . . 0.03-0.08
EC-H4S 06-06W06CF-E50 6.00 6.00 6.00 50.00 4 5.0 w 0.25 L] L] 0.03-0.08
EC-H4S 08-08C08CF-E63 8.00 8.00 8.00 63.00 4 ° 5.0 C 0.30 L] . 0.03-0.08
EC-H4S 08-08CO8CFR.4E63 -1 8.00 8.00 63.00 4 0.40 5.0 C - . . 0.03-0.08
EC-H4S 08-08W08CF-E63 8.00 8.00 8.00 63.00 4 5.0 w 0.30 L] . 0.03-0.08
EC-H4S 10-10C10CF-E66 10.00 10.00 10.00 66.00 4 - 5.0 C 0.40 L] . 0.03-0.10
EC-H4S 10-10C10CFR.5E66 gl 10.00 10.00 66.00 4 0.50 5.0 C - . . 0.03-0.10
EC-H4S 10-10W10CF-E66 10.00 10.00 10.00 66.00 4 5.0 w 0.40 L] L] 0.03-0.10
EC-H4S 12-12C12CF-E73 12.00 12.00 12.00 73.00 4 ° 5.0 C 0.50 L] . 0.04-0.10
EC-H4S 12-12C12CFR.6E73 JRPA] 12.00 12.00 73.00 4 0.60 5.0 C - . . 0.04-0.10
EC-H4S 12-12W12CF-E73 12.00 12.00 12.00 73.00 4 5.0 W 0.50 . . 0.04-0.10
EC-H4S 16-16C16CF-E82 16.00 16.00 16.00 82.00 4 5.0 C 0.60 L] . 0.06-0.11
EC-H4S 16-16W16CF-E82 16.00 16.00 16.00 82.00 4 5.0 w 0.60 L] . 0.06-0.11
EC-H4S 20-20C20CF-E92 20.00 20.00 20.00 92.00 4 5.0 C 0.60 L] L] 0.05-0.11
EC-H4S 20-20W20CF-E92 20.00 20.00 20.00 92.00 4 5.0 W 0.60 [ [ 0.05-0.11

e For user guide, see pages 195-204
) Number of flutes

@) Maximum ramping angle

() C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

% gchlN.Elp,'ﬁiLi CHW x 45°
Ty CHATTERFREE
EC-H4M-CF-E
< 4 Flute Endmills with Different
E Helix and Variable Pitch | | @ ®
| for Chatter Dampening arzazzaszas
|_
5I M E T R I C Mactining Data
2 S fz
[ ) Designation DC DCONMS APMX OAL NOF® RMPX®@ Shank® CHW 3 (mm/t)
I_IJ EC-H4M 06-12C06CF-E57 6.00 6.00 12.00 57.00 4 5.0 C 0.25 o 0.03-0.07
EC-H4M 06-12W06CF-E57 6.00 6.00 12.00 57.00 4 50 W 0.25 ° 0.03-0.07
D EC-H4M 08-16C08CF-E63 8.00 8.00 16.00 63.00 4 50 C 0.30 ° 0.03-0.09
—~~ EC-H4M 08-16W08CF-E63 8.00 8.00 16.00 63.00 4 50 W 0.30 o 0.03-0.09
m EC-H4M 10-20C10CF-E72 10.00 10.00 20.00 72.00 4 5.0 C 0.40 o 0.03-0.09
m EC-H4M 10-20W10CF-E72 10.00 10.00 20.00 72.00 4 50 W 0.40 [ 0.03-0.09
< EC-H4M 12-24C12CF-E83 12.00 12.00 24.00 83.00 4 5.0 C 0.50 o 0.04-0.10
EC-H4M 12-24W12CF-E83 12.00 12.00 24.00 83.00 4 5.0 W 0.50 o 0.04-0.10
Q EC-H4M 16-32C16CF-E92 16.00 16.00 32.00 92.00 4 5.0 C 0.60 o 0.05-0.11
EC-H4M 16-32W16CF-E92 16.00 16.00 32.00 92.00 4 50 W 0.60 o 0.05-0.11
Q EC-H4M 20-40C20CF-E104 20.00 20.00 40.00 104.00 4 5.0 C 0.60 o 0.05-0.11
j EC-H4M 20-40W20CF-| . 20.00 20.00 40.00 104.00 4 50 W 0.60 o 0.05-0.11
e For user guide, see pages 195-204
O ) Number of flutes
CD (2) Maximum ramping angle
() C-Cylindrical, W-Weldon
o
P
— CHATTERFREE
== EC-HAM-CFR a’ | % @
2 4 Flute Endmills with Different B . & 1 / =
Helix and Variable Pitch | DOONMS J @
@AW for Chatter Dampening ‘ as as
gzl " #ssorted Radi Dl @ ®
LIJ alzaz+as+as
Recommended
M E T R ! c Machining Data
S fz
Designation DC DCONMS APMX OAL NOF® RE RMPX@ Shank® S (mm/t)
EC-H4M 06-12C06CFR0.2-57 6.00 6.00 12.00 57.00 4 0.20 5.0 C [ 0.03-0.06
EC-H4M 06-12W06CFR0.2-57 6.00 6.00 12.00 57.00 4 0.20 5.0 W ° 0.03-0.06
EC-H4M 08-16C08CFR0.4-63 8.00 8.00 16.00 63.00 4 0.40 5.0 C ° 0.03-0.08
EC-H4M 08-16W08CFR0.4-63 8.00 8.00 16.00 63.00 4 0.40 50 W [ 0.03-0.08
EC-H4M 10-20C10CFR0.5-72 10.00 10.00 20.00 72.00 4 0.50 5.0 C o 0.03-0.09
EC-H4M 10-20W10CFR0.5-72 10.00 10.00 20.00 72.00 4 0.50 50 W o 0.03-0.09
EC-H4M 12-24C12CFR0.6-83 12.00 12.00 24.00 83.00 4 0.60 5.0 C [ 0.04-0.10
EC-H4M 12-24W12CFR0.6-83 12.00 12.00 24.00 83.00 4 0.60 5.0 W o 0.04-0.10
EC-H4M 14-28C14CFR0.7-83 14.00 14.00 28.00 83.00 4 0.70 5.0 C . 0.04-0.11
EC-H4M 14-28W14CFR0.7-83 14.00 14.00 28.00 83.00 4 0.70 5.0 W ° 0.04-0.11
EC-H4M 16-32C16CFR0.8-92 16.00 16.00 32.00 92.00 4 0.80 5.0 C o 0.05-0.11
EC-H4M 16-32W16CFR0.8-92 16.00 16.00 32.00 92.00 4 0.80 50 W o 0.05-0.11
EC-H4M 20-40C20CFR1.0-104 20.00 20.00 40.00 104.00 4 1.00 50 C [ 0.05-0.11
EC-H4M 20-40W20CFR1.0-104 20.00 20.00 40.00 104.00 4 1.00 5.0 W o 0.05-0.11
EC-H4M 25-50C25CFR1.2-121 25.00 25.00 50.00 121.00 4 1.20 5.0 C o 0.06-0.11
EC-H4M 25-50W25CFR1.2-121 25.00 25.00 50.00 121.00 4 1.20 5.0 W o 0.06-0.11

 For user guide, see pages195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

. [@®
ES A5

masy §
IDmiii
PREMIUM LINE

CHATTERFREE

SOLID MILL LINE

EC-H4L-CFR (relieved neck)
4 Flute Endmills with 3xD
Relieved Necks, Assorted Radlii,

L
Different Helix and Variable i arzazraszas ®

Pitch for Chatter Dampening

Recommended
M E T R ! c Machining Data
S fz
Designation DC DCONMS  APMX LU OAL NOF® RE RMPX®  Shank® 3 (mm#t)
EC-H4L 01-02/3C4CFR.05-50 1.00 4.00 2.00 3.0 50.00 4 0.05 5.0 C o 0.01-0.01
EC-H4L 02-04/6C4CFR.1-50 2.00 4.00 4.00 6.0 50.00 4 0.10 5.0 C ° 0.01-0.02
EC-H4L 03-06/9C6CFR.15-57 3.00 6.00 6.00 9.0 57.00 4 0.15 5.0 © . 0.01-0.04
EC-H4L 04-08/12C6CFR.2-57 4.00 6.00 8.00 12.0 57.00 4 0.20 5.0 C o 0.02-0.05
EC-H4L 05-10/15C6CFR.2-57 5.00 6.00 10.00 15.0 57.00 4 0.20 5.0 C . 0.02-0.06
EC-H4L 06-12/20C6CFR.2-57 6.00 6.00 12.00 20.0 57.00 4 0.20 5.0 C ° 0.03-0.06
EC-H4L 06-12/20W6CFR.2-57 6.00 6.00 12.00 20.0 57.00 4 0.20 5.0 W o 0.03-0.06
EC-H4L 08-16/26C8CFR.4-63 8.00 8.00 16.00 26.0 63.00 4 0.40 5.0 C . 0.03-0.08
EC-H4L 08-16/26W8CFR.4-63 8.00 8.00 16.00 26.0 63.00 4 0.40 5.0 W . 0.03-0.08
EC-H4L 10-20/32C10CFR.5 10.00 10.00 20.00 32.0 72.00 4 0.50 5.0 C o 0.03-0.09
EC-H4L 10-20/32W10CFR.5 10.00 10.00 20.00 320 72.00 4 0.50 5.0 W . 0.03-0.09
EC-H4L 12-24/38C12CFR.6 12.00 12.00 24.00 38.0 83.00 4 0.60 5.0 C [ 0.04-0.10
EC-H4L 12-24/38W12CFR.6 12.00 12.00 24.00 38.0 83.00 4 0.60 5.0 W o 0.04-0.10
EC-H4L 16-32/50C16CFR.8 16.00 16.00 32.00 50.0 100.00 4 0.80 5.0 C . 0.05-0.11
EC-H4L 16-32/50W16CFR.8 16.00 16.00 32.00 50.0 100.00 4 0.80 5.0 W . 0.05-0.11
EC-H4L 20-40/60C20CFR1.0 20.00 20.00 40.00 60.0 110.00 4 1.00 5.0 C o 0.05-0.11
EC-H4L 20-40/60W20CFR1.0 20.00 20.00 40.00 60.0 110.00 4 1.00 5.0 W o 0.05-0.11

e For user guide, see pages 195-204
) Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon

SOLIDSriR=D
CHATTERFREE

SOLID MILL LINE
ECP-H4L-CFR

4 Flute Solid Carbide Endmills
with Different Helix, Variable
Pitch and Chip Splitting Cutting
Edges for Roughing

o
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Recommended
M E T R ! c Machining Data
8 f

Designation DC DCONMS APMX LU OAL NOFt Shank® RE 3 (mm/t)
ECP-H4L 06-12/20C6CFR.2 6.00 6.00 12.00 20.0 57.00 4 C 0.20 ° 0.03-0.06
ECP-H4L 06-12/20W6CFR.2 6.00 6.00 12.00 20.0 57.00 4 W 0.20 o 0.03-0.06
ECP-H4L 08-16/26C8CFR.4 8.00 8.00 16.00 26.0 63.00 4 C 0.40 o 0.03-0.08
ECP-H4L 08-16/26W8CFR.4 8.00 8.00 16.00 26.0 63.00 4 W 0.40 o 0.03-0.08
ECP-H4L 10-20/32C10CFR.5 10.00 10.00 20.00 32.0 72.00 4 C 0.50 o 0.03-0.09
ECP-H4L 10-20/32W10CFR.5 10.00 10.00 20.00 32.0 72.00 4 W 0.50 o 0.03-0.09
ECP-H4L 12-24/38C12CFR.6 12.00 12.00 24.00 38.0 83.00 4 C 0.60 o 0.04-0.10
ECP-H4L 12-24/38W12CFR.6 12.00 12.00 24.00 38.0 83.00 4 w 0.60 o 0.04-0.10
ECP-H4L 16-32/50C16CFR.8 16.00 16.00 32.00 50.0 100.00 4 C 0.80 o 0.05-0.11
ECP-H4L 16-32/50W16CFR.8 16.00 16.00 32.00 50.0 100.00 4 w 0.80 o 0.05-0.11
ECP-H4L 20-40/60C20CFR1. 20.00 20.00 40.00 60.0 110.00 4 C 1.00 o 0.056-0.11
ECP-H4L 20-40/60W 20.00 20.00 40.00 60.0 110.00 4 W 1.00 [ 0.05-0.11

() Number of flutes
(2 C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

e For user guide, see pages 195-204
) Number of flutes

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

CHATTERFREE

SOLID MILL LINE

EC-H5M-CFR

L Aoy #%
5 Flute Endmills with Different boonvs | e = =
Helix (36 - 38°) and Variable . i( 7} J @

Pitch for Chatter Dampening o as® r
with Assorted Radii \L/a“

% SOLIDwiLi

w8 CHATTERFREE %%

CD SOLID MILL LINE — =
EC-H4XL-CFR (relieved neck) @ @

< 4 Flute Endmills with 4xD o

E Relieved Necks, Assorted Radii, E: OAL ‘ @ ®

! Different Helix and Variable a1=a2=:ﬁ|

I: Pitch for Chatter Dampening

5| M E T R I C Mactining Data

2 8 f2

[ ) Designation DC DCONMS  APMX LU OAL NOF® RE RMPX®@  Shank® S (mm/t)

LIJ EC-H4XL 06-12/25C06CFR.2 6.00 6.00 12.00 25.0 61.00 4 0.20 5.0 C [ 0.03-0.06

EC-H4XL 06-12/25W06CFR.2 6.00 6.00 12.00 25.0 61.00 4 0.20 5.0 W ° 0.03-0.06

D EC-H4XL 08-16/32C08CFR.4 8.00 8.00 16.00 32.0 68.00 4 0.40 5.0 C ° 0.03-0.08

—~~ EC-H4XL 08-16/32W08CFR.4 8.00 8.00 16.00 32.0 68.00 4 0.40 5.0 W [ 0.03-0.08

m EC-H4XL 10-20/40C10CFR.5 10.00 10.00 20.00 40.0 80.00 4 0.50 5.0 C o 0.03-0.09

m EC-H4XL 10-20/40W10CFR.5 10.00 10.00 20.00 40.0 80.00 4 0.50 5.0 W o 0.03-0.09

< EC-H4XL 12-24/50C12CFR.6 12.00 12.00 24,00 50.0 95.00 4 0.60 5.0 C [ 0.04-0.10
EC-H4XL 12-24/50W12CFR.6 12.00 12.00 24.00 50.0 95.00 4 0.60 5.0 W o 0.04-0.10

Q EC-H4XL 16-32/64C16CFR.8 16.00 16.00 32.00 64.0 116.00 4 0.80 5.0 C o 0.05-0.11
EC-H4XL 16-32/64W16CFR.8 16.00 16.00 32.00 64.0 115.00 4 0.80 5.0 W [ 0.05-0.11

D EC-H4XL 20-40/75C20CFR1.0 20.00 20.00 40.00 75.0 125.00 4 1.00 5.0 C o 0.05-0.11

j EC-H4XL 20-40/75W20CFR1.0 20.00 20.00 40.00 75.0 125.00 4 1.00 5.0 W ° 0.05-0.11

o))

()

@))

—

—

A

Z

LL]

Recommended
M E T R 1 c Machining Data
S fz

Designation DC DCONMS APMX OAL NOF® RE RMPX2 Shank® 3 (mm/t)
EC-H5M 04-09C06CFR0.2-57 4.00 6.00 9.00 57.00 B 0.20 5.0 C o 0.02-0.04
EC-H5M 05-11C06CFR0.2-57 5.00 6.00 11.00 57.00 & 0.20 5.0 C ° 0.02-0.04
EC-H5M 06-13C06CFR0.2-57 6.00 6.00 13.00 57.00 & 0.20 5.0 C [ 0.03-0.07
EC-H5M 06-13W06CFR0.2-57 6.00 6.00 13.00 57.00 B 0.20 5.0 W o 0.03-0.07
EC-H5M 08-19C08CFR0.4-63 8.00 8.00 19.00 63.00 5 0.40 5.0 © . 0.03-0.09
EC-H5M 08-19W08CFR0.4-63 8.00 8.00 19.00 63.00 5} 0.40 5.0 W ° 0.03-0.09
EC-H5M 10-22C10CFR0.5-72 10.00 10.00 22.00 72.00 B 0.50 5.0 C o 0.03-0.10
EC-H5M 10-22W10CFR0.5-72 10.00 10.00 22.00 72.00 & 0.50 50 W [ 0.03-0.10
EC-H5M 12-26C12CFR0.6-83 12.00 12.00 26.00 83.00 & 0.60 5.0 C ° 0.04-0.11
EC-H5M 12-26W12CFR0.6-83 12.00 12.00 26.00 83.00 B 0.60 5.0 W o 0.04-0.11
EC-H5M 16-32C16CFR0.8-92 16.00 16.00 32.00 92.00 & 0.80 5.0 C [ 0.05-0.13
EC-H5M 16-32W16CFR0.8-92 16.00 16.00 32.00 92.00 5} 0.80 5.0 W ° 0.05-0.13
EC-H5M 20-38C20CFR1-104 20.00 20.00 38.00 104.00 5} 1.00 5.0 C o 0.05-0.17
EC-H5M 20-38W20CFR1-104 20.00 20.00 38.00 104.00 5) 1.00 5.0 W ° 0.05-0.17

e For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
Y V // & )
§EOW’;!%'E"EL CHWx45° % |_u
gﬂﬁILTIERFREE /:II C-Cylindrical CI7)
EC-E7/H7-CF e, oot [0 wewacon @
7 Flute Endmills with J <
Different Helix and Variable ‘« APMX — N SL-Safe-Lock® @? E
Pitch for Chatter Free High OAL ‘ ' SAFE-ADCK*
Speed Finish Milling HAMER |:'
Recommended
M E T R ! c Machining Data 5'
S fz E
Designation DC DCONMS  APMX OAL Shank@  NOF® FHA RE CHW  RMPX@ 8 (mm/t) ([
EC-E7 02-04C06CF-M57 2.00 6.00 4,00 57.00 © 7 38.0 - 0.05 30 ° 0.01-0.02 |_|J
EC-E7 03-06C06CF-M57 3.00 6.00 6.00 57.00 © 7 38.0 - 0.1 30 ° 0.02-0.05
EC-E7 04-08C06CF-M57 4,00 6.00 8.00 57.00 © 7 38.0 - 0.1 30 ° 0.02-0.05 D
EC-E7 05-10C06CF-M57 5.00 6.00 10.00 57.00 © 7 38.0 - 0.2 30 ° 0.03-0.07 E
EC-H7 06-12C06CF-M57 6.00 6.00 12.00 57.00 © 7 37.0 0.00 - 30 ° 0.03-0.07
EC-H7 06-12C06CFR.2M57 6.00 6.00 12.00 57.00 © 7 37.0 0.20 - 30 ° 0.03-0.10 m
EC-H7 06-18C06CF-M65 6.00 6.00 18.00 65.00 © 7 37.0 - 02 30 ° 0.03-0.07 <
EC-H7 06-24C06CF-70 6.00 6.00 24.00 70.00 ® 7 37.0 - 0.2 30 ° 0.03-0.07 Q
EC-H7 06-36C06CF-90 6.00 6.00 36.00 90.00 © 7 37.0 - 02 30 ° 0.03-0.07
EC-H7 08-16C08CF-M63 8.00 8.00 16.00 63.00 © 7 37.0 0.00 - 30 ° 0.03-0.09 D
EC-H7 08-16C08CFR.4M63 8.00 8.00 16.00 63.00 © 7 37.0 0.40 - 30 ° 0.04-0.12 =
EC-H7 08-24C08CF-M90 8.00 8.00 24.00 90.00 © 7 37.0 - 0.2 30 ° 0.03-0.08 1
EC-H7 08-32C08CF-90 8.00 8.00 32.00 90.00 © 7 37.0 - 02 30 ° 0.03-0.09 O
EC-H7 08-48C08CF-110 8.00 8.00 48,00 110.00 © 7 37.0 - 02 30 ° 0.03-0.08
EC-H7 10-20C10CF-M72 10.00 10.00 20.00 72.00 © 7 37.0 0.00 - 30 ° 0.03-0.10 CD
EC-H7 10-20C10CFR.5M72 10.00 10.00 20.00 72.00 © 7 37.0 0.50 - 30 ° 0.03-0.10
EC-H7 10-20W10CF-M72 10.00 10.00 20.00 72.00 w 7 37.0 0.00 - 30 ° 0.03-0.10 ®
EC-H7 10-30C10CF-M85 10.00 10.00 30.00 85.00 © 7 37.0 - 03 30 ° 0.03-0.10 CD
EC-H7 10-30C10CFR0.5-M85 10.00 10.00 30.00 85.00 © 7 37.0 0.50 - 30 ° 0.03-0.10 |
EC-H7 10-30C10CFR1.6-M85 10.00 10.00 30.00 85.00 © 7 37.0 1.60 - 30 ° 0.03-0.10 I
EC-H7 10-30C10CFR2.0-M85 10.00 10.00 30.00 85.00 © 7 37.0 2.00 - 30 ) 0.03-0.10 p—
EC-H7 10-30C10CFR2.5-M85 10.00 10.00 30.00 85.00 © 7 37.0 2,50 - 30 ° 0.03-0.10 2
EC-H7 10-30C10CFR3.0-M85 10.00 10.00 30.00 85.00 © 7 37.0 3.00 - 30 ° 0.03-0.10
EC-H7 10-40C10CF-100 10.00 10.00 40,00 100.00 © 7 37.0 - 03 30 ° 0.03-0.10 D
EC-H7 10-40C10CFR0.5-M100 10.00 10.00 40,00 100.00 © 7 37.0 0.50 - 30 ° 0.03-0.10 Z
EC-H7 10-40C10CFR1.6-M100 10.00 10.00 40.00 100.00 © 7 37.0 1.60 - 30 ° 0.03-0.10 |_|J
EC-H7 10-40C10CFR2.0-M100 10.00 10.00 40,00 100.00 © 7 37.0 2.00 - 30 ° 0.03-0.10
EC-H7 10-40C10CFR2.5-M100 10.00 10.00 40,00 100.00 © 7 37.0 2,50 - 30 ° 0.03-0.10
EC-H7 10-40C10CFR3.0-M100 10.00 10.00 40.00 100.00 © 7 37.0 3.00 - 30 ) 0.03-0.10
EC-H7 10-60C10CF-130 10.00 10.00 60.00 130.00 © 7 37.0 - 03 30 ° 0.03-0.10
EC-H7 10-60C10CFR0.5-M130 10.00 10.00 60.00 130.00 © 7 37.0 0.50 - 30 ° 0.03-0.10
EC-H7 10-60C10CFR1.0-M130 10.00 10.00 60.00 130.00 © 7 37.0 1.00 - 30 ° 0.03-0.10
EC-H7 12-24C12CF-M83 12.00 12,00 24,00 83.00 © 7 37.0 0.00 - 30 ° 0.04-0.11
EC-H7 12-24C12CFR.6M83 12.00 12.00 24,00 83.00 © 7 37.0 0.60 - 30 ° 0.04-0.11
EC-H7 12-24C12CFR1.6-M83 12.00 12.00 24.00 83.00 © 7 37.0 1.60 - 30 ° 0.04-0.11
EC-H7 12-24SL12CF-M83 (1) 12.00 12.00 24,00 83.00 SL 7 37.0 0.00 - 30 ° 0.04-0.12
EC-H7 12-24SL12CFR.6M83 (1) [ERPX] 12.00 24.00 83.00 SL 7 37.0 0.60 - 30 ° 0.04-0.12
EC-H7 12-24W12CF-M83 12.00 12.00 24.00 83.00 w 7 37.0 0.00 - 30 ° 0.04-0.12
EC-H7 12-36C12CF-M95 12.00 12.00 36.00 95,00 © 7 37.0 - 03 30 ° 0.04-0.12
EC-H7 12-36C12CFR0.6-M95 12.00 12.00 36.00 95,00 © 7 37.0 0.60 - 30 ° 0.04-0.11
EC-H7 12-36C12CFR1.6-M95 12.00 12.00 36.00 95.00 © 7 37.0 1.60 - 30 ° 0.04-0.11
EC-H7 12-36C12CFR2.0-M95 12.00 12.00 36.00 95,00 © 7 37.0 2.00 - 30 ° 0.04-0.11
EC-H7 12-36C12CFR2.5-M95 12.00 12.00 36.00 95,00 © 7 37.0 2,50 - 30 ° 0.04-0.11
EC-H7 12-36C12CFR3.0-M95 12.00 12.00 36.00 95.00 © 7 37.0 3.00 - 30 ° 0.04-0.11
EC-H7 12-36SL12CF-M110 (1) 12.00 12.00 36.00 110.00 SL 7 37.0 - - 30 ° 0.04-0.12
EC-H7 12-48C12CF-110 12.00 12.00 48,00 110.00 © 7 37.0 2 03 30 ° 0.04-0.11
EC-H7 12-48C12CFR0.6-M110 12.00 12.00 48,00 110.00 © 7 37.0 0.60 - 30 ° 0.04-0.11
EC-H7 12-48C12CFR1.6-M110 12.00 12.00 48,00 110.00 © 7 37.0 1.60 - 30 ° 0.04-0.11
EC-H7 12-48C12CFR2.0-M110 12.00 12.00 48.00 110.00 © 7 37.0 2.00 - 30 ° 0.04-0.11
EC-H7 12-48C12CFR2.5-M110 12.00 12.00 48,00 110.00 © 7 37.0 2.50 - 30 ° 0.04-0.11
EC-H7 12-48C12CFR3.0-M110 12.00 12.00 48,00 110.00 © 7 37.0 3.00 - 30 ° 0.04-0.11
EC-H7 12-48SL12CF-110 (1) 12.00 12.00 48.00 110.00 SL 7 37.0 - 0.3 30 ° 0.04-0.12

e Can machine at radial width of cut (AE) of up to 0.10xD e For user guide, see pages 195-204
M) Safe-Lock® by Haimer, helical grooves that prevent pull-out

(2 C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

) Number of flutes

@) Maximum ramping angle

Member IMC Group
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m Y 7V // i
LL] §EOW’;!%'LL CHWx45° %
sl CHATTERFREE [) o
CD SOLID MiLL LINE . -
EC-E7/H7-CF (continued) [5G wweison @
@l 7 Fite Endmils with DOONMS
E Different Helix and Variable ‘k APMX ] N SL-Safe-Lock® @?
| Pitch for Chatter Free High OAL ‘ EA:HEA-IQSKE K
I: Speed Finish Milling
Recommended
5' M E T R ! c Machining Data
2 S fz
([ Designation DC DCONMS  APMX OAL Shank@  NOF® FHA RE CHW  RMPX@ 3 (mm/t)
LL] EC-H7 12-72C12CF-140 12.00 12.00 72.00 140.00 © 7 37.0 - 03 30 . 0.04-0.12
EC-H7 12-72C12CFR1.0-M140 12.00 12.00 72.00 140.00 ® 7 37.0 1.00 - 3.0 . 0.04-0.11
D EC-H7 12-72SL12CF-140 (1) 12.00 12.00 72.00 140.00 Sk 7 37.0 - 03 30 . 0.04-0.12
E EC-H7 16-32C16CF-M92 16.00 16.00 32.00 92.00 © 7 37.0 0.00 - 30 . 0.05-0.13
EC-H7 16-32C16CFR.8M92 16.00 16.00 32.00 92.00 © 7 37.0 0.80 - 30 . 0.05-0.13
m EC-H7 16-32SL16CF-M92 (1) 16.00 16.00 32.00 92.00 SL 7 37.0 - - 30 . 0.04-0.12
<E EC-H7 16-32SL16CFR.8M92 (1) BT} 16.00 32.00 92.00 SL 7 37.0 0.80 - 30 . 0.04-0.12
Q EC-H7 16-32W16CF-M92 16.00 16.00 32.00 92.00 w 7 37.0 0.00 - 3.0 . 0.05-0.13
EC-H7 16-48C16CF-M131 16.00 16.00 48,00 131.00 © 7 37.0 - 03 30 . 0.05-0.13
D EC-H7 16-48C16CFR0.8-M110 16.00 16.00 48,00 110.00 © 7 37.0 0.80 - 30 . 0.05-0.13
= EC-H7 16-48C16CFR1.6-M110 16.00 16.00 48.00 110.00 © 7 37.0 1.60 - 30 . 0.05-0.13
1 EC-H7 16-48C16CFR2.0-M110 16.00 16.00 48.00 110.00 © 7 37.0 2.00 - 30 . 0.05-0.13
O EC-H7 16-48C16CFR2.5-M110 16.00 16.00 48,00 110.00 © 7 37.0 250 - 30 . 0.05-0.13
EC-H7 16-48C16CFR3.0-M110 16.00 16.00 48.00 110.00 ® 7 37.0 3.00 - 3.0 . 0.05-0.13
CD EC-H7 16-48C16CFR4.0-M110 16.00 16.00 48,00 110.00 © 7 37.0 4,00 - 30 . 0.05-0.13
EC-H7 16-48SL16CF-M131 (1) 16.00 16.00 48.00 131.00 SL 7 37.0 - 03 30 . 0.04-0.12
o EC-H7 16-64C16CF-131 16.00 16.00 64.00 131.00 © 7 37.0 - 03 30 . 0.05-0.13
CD EC-H7 16-64C16CFR0.8-M131 16.00 16.00 64.00 131.00 © 7 37.0 0.80 - 30 . 0.05-0.13
i EC-H7 16-64C16CFR1.6-M131 16.00 16.00 64.00 131.00 © 7 37.0 1.60 - 30 . 0.05-0.13
| EC-H7 16-64C16CFR2.0-M131 16.00 16.00 64.00 131.00 © 7 37.0 2.00 - 30 . 0.05-0.13
p— EC-H7 16-64C16CFR2.5-M131 16.00 16.00 64.00 131.00 C 7 37.0 2.50 - 3.0 ) 0.05-0.13
2 EC-H7 16-64C16CFR3.0-M131 16.00 16.00 64.00 131.00 © 7 37.0 3.00 - 30 . 0.05-0.13
EC-H7 16-64C16CFR4.0-M131 16.00 16.00 64.00 131.00 © 7 37.0 4,00 - 30 . 0.05-0.13
D EC-H7 16-64SL16CF-131 (1) 16.00 16.00 64.00 131.00 sL 7 37.0 - 03 30 . 0.04-0.12
Z EC-H7 16-96C16CF-175 16.00 16.00 96.00 175.00 © 7 37.0 - 03 30 . 0.05-0.13
LL] EC-H7 16-96C16CFR1.0M175 16.00 16.00 96.00 175.00 © 7 37.0 1.00 - 30 . 0.05-0.13
EC-H7 16-96SL16CF-175 (1) 16.00 16.00 96.00 175.00 SL 7 37.0 - 03 30 ° 0.04-0.12
EC-H7 20-40C20CF-M104 20.00 20.00 40,00 104.00 ® 7 37.0 0.00 - 30 . 0.05-0.13
EC-H7 20-40C20CFR1M104 20.00 20.00 40.00 104.00 © 7 37.0 1.00 - 30 . 0.05-0.13
EC-H7 20-40SL20CF-M104 (1) 20.00 20.00 40.00 104.00 SL 7 37.0 0.00 - 30 ) 0.04-0.12
EC-H7 20-40SL20CFR1M104 (1) BN} 20.00 40.00 104.00 SL 7 37.0 1.00 - 30 . 0.05-0.15
EC-H7 20-40W20CF-M104 20.00 20.00 40.00 104.00 w 7 37.0 0.00 - 30 . 0.05-0.13
EC-H7 20-60C20CF-M140 20.00 20.00 60.00 140.00 © 7 37.0 - 04 30 . 0.05-0.13
EC-H7 20-60C20CFR1.0-M140 20.00 20.00 60.00 140.00 ® 7 37.0 1.00 - 30 . 0.05-0.13
EC-H7 20-60C20CFR2.0-M140 20.00 20.00 60.00 140.00 © 7 37.0 2.00 - 30 . 0.05-0.13
EC-H7 20-60C20CFR2.5-M140 20.00 20.00 60.00 140.00 © 7 37.0 250 - 30 ° 0.05-0.13
EC-H7 20-60C20CFR3.0-M140 20.00 20.00 60.00 140.00 © 7 37.0 3,00 - 3.0 . 0.05-0.13
EC-H7 20-60C20CFR4.0-M140 20.00 20.00 60.00 140.00 © 7 37.0 4,00 - 30 . 0.05-0.13
EC-H7 20-60SL20CF-M140 (1) 20.00 20.00 60.00 140.00 SL 7 37.0 - 0.4 30 . 0.05-0.15
EC-H7 20-80C20CF-140 20.00 20.00 80.00 140.00 ® 7 37.0 - 04 30 . 0.05-0.13
EC-H7 20-80C20CFR1.0-M140 20.00 20.00 80.00 140,00 © 7 37.0 1.00 - 30 . 0.05-0.13

* Can machine at radial width of cut (AE) of up to 0.10xD e For user guide, see pages 195-204
() Safe-Lock® by Haimer, helical grooves that prevent pull-out

(2 C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

3 Number of flutes

4) Maximum ramping angle

ISCAR
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CHATTERFREE U bdbdSill —
SOLID MILL LINE CD
ECP-H7-CF i
7 Flute Solid Carbide Endmills r DCONMS h6 <
with Different Helix, Variable Pitch t E
and Chip Splitting Cutting Edges |
Recommended
M E T R ! c Machining Data I:
D
S —
Designation DC DCONMS APMX OAL NOFt FHA  Shank®@ RE RETOL®  CHW S (mm/t) [
ECP-H7 06-18C06CF-M65 6.00 6.00 18.00 65.00 7 37.0 C = - 0.20 o 0.02-0.07
ECP-H7 06-24C06CF-70 6.00 6.00 24.00 70.00 7 37.0 C 0.20 o 0.02-0.07 LIJ
ECP-H7 06-36C06CF-90 6.00 6.00 36.00 90.00 7 37.0 C 0.20 [ 0.02-0.07 D
ECP-H7 08-24C08CF-M90 8.00 8.00 24,00 90.00 7 37.0 C 0.20 o 0.02-0.08 -_—
ECP-H7 08-32C08CF-90 8.00 8.00 32.00 90.00 7 37.0 C 0.20 ° 0.02-0.09 m
ECP-H7 08-48C08CF-110 8.00 8.00 48.00 110.00 7 37.0 C 0.20 o 0.02-0.08 m
ECP-H7 10-30C10CF-M100 10.00 10.00 30.00 100.00 7 37.0 C - - 0.30 o 0.02-0.10 <
ECP-H7 10-30C10CFR0.5M85 10.00 10.00 30.00 85.00 7 37.0 C 0.50 0.050 - ° 0.02-0.10
ECP-H7 10-30C10CFR1.6M85 10.00 10.00 30.00 85.00 7 37.0 C 1.60 0.050 [ 0.02-0.10 Q
ECP-H7 10-30C10CFR2.0M85 10.00 10.00 30.00 85.00 7 37.0 C 2.00 0.080 ° 0.02-0.10
ECP-H7 10-30C10CFR2.5M85 10.00 10.00 30.00 85.00 7 37.0 C 2.50 0.080 [ 0.02-0.10 D
ECP-H7 10-30C10CFR3.0M85 10.00 10.00 30.00 85.00 7 37.0 C 3.00 0.080 - o 0.02-0.10 j
ECP-H7 10-40C10CF-100 10.00 10.00 40.00 100.00 7 37.0 C - - 0.30 o 0.02-0.10
ECP-H7 10-40C10CFR0.5M100 {oXe}) 10.00 40.00 100.00 7 37.0 C 0.50 0.050 ° 0.02-0.10 O
ECP-H7 10-40C10CFR1.6M100 BN {0Xe}) 10.00 40.00 100.00 7 37.0 C 1.60 0.050 [ 0.02-0.10 CD
ECP-H7 10-40C10CFR2.0M100 [ [oXt}] 10.00 40.00 100.00 7 37.0 C 2.00 0.080 ° 0.02-0.10
ECP-H7 10-40C10CFR2.5M100 B {oXeli} 10.00 40.00 100.00 7 37.0 C 2.50 0.080 ° 0.02-0.10 ( J
ECP-H7 10-40C10CFR3.0M100 [ {oXe}] 10.00 40.00 100.00 7 37.0 C 3.00 0.080 - o 0.02-0.10 CD
ECP-H7 10-60C10CF-130 10.00 10.00 60.00 130.00 7 37.0 C - - 0.30 o 0.02-0.10
ECP-H7 10-60C10CFR0.5M130 [oXe}] 10.00 60.00 130.00 7 37.0 C 0.50 0.050 ° 0.04-0.12 —I
ECP-H7 10-60C10CFR1.0M130 BN [0Xe}) 10.00 60.00 130.00 7 37.0 C 1.00 0.050 - [ 0.05-0.13 —I
ECP-H7 12-36C12CF-M110 12.00 12.00 36.00 110.00 7 37.0 C - - 0.30 o 0.04-0.12 -
ECP-H7 12-36C12CFR0.6-M95 P} 12.00 36.00 95.00 7 37.0 C 0.60 0.050 [ 0.05-0.13 E
ECP-H7 12-36C12CFR1.6-M95 RPA}] 12.00 36.00 95.00 7 37.0 C 1.60 0.070 o 0.05-0.13 D
ECP-H7 12-36C12CFR2.0-M95 P} 12.00 36.00 95.00 7 37.0 C 2.00 0.050 ° 0.05-0.13
ECP-H7 12-36C12CFR2.5-M95 [PAtj] 12.00 36.00 95.00 7 37.0 C 2.50 0.050 o 0.05-0.13 Z
ECP-H7 12-36C12CFR3.0M95 12.00 12.00 36.00 95.00 7 37.0 C 3.00 0.070 [ 0.05-0.13 LIJ
ECP-H7 12-36C12CFR4.0M95 12.00 12.00 36.00 110.00 7 37.0 C 4.00 0.080 - ° 0.05-0.13
ECP-H7 12-48C12CF-110 12.00 12.00 48.00 110.00 7 37.0 C = - 0.30 ° 0.04-0.11
ECP-H7 12-48C12CFR0.6M110 R PA0}] 12.00 48.00 110.00 7 37.0 C 0.60 0.050 o 0.05-0.13
ECP-H7 12-48C12CFR1.6M110 P} 12.00 48,00 110.00 7 37.0 C 1.60 0.070 ° 0.05-0.13
ECP-H7 12-48C12CFR2.0M110 PA0}] 12.00 48.00 110.00 7 37.0 C 2.00 0.060 o 0.05-0.13
ECP-H7 12-48C12CFR2.5M110 BN PA}) 12.00 48.00 110.00 7 37.0 C 2.50 0.050 [ 0.05-0.13
ECP-H7 12-48C12CFR3.0M110 R PA] 12.00 48,00 110.00 7 37.0 C 3.00 0.070 ° 0.05-0.13
ECP-H7 12-48C12CFR4.0M110 SN PA0l) 12.00 48.00 110.00 7 37.0 C 4.00 0.080 - [ 0.05-0.13
ECP-H7 12-72C12CF-140 12.00 12.00 72.00 140.00 7 37.0 C - - 0.30 o 0.04-0.12
ECP-H7 12-72C12CFR1.0M140 P} 12.00 72.00 140.00 7 37.0 C 1.00 0.050 - ° 0.05-0.13
ECP-H7 16-48C16CF-M131 16.00 16.00 48.00 131.00 7 37.0 G - - 0.30 o 0.05-0.13
ECP-H7 16-48C16CFR0.8M110 BRI} 16.00 48.00 110.00 7 37.0 (o] 0.80 0.050 . 0.05-0.13
ECP-H7 16-48C16CFR1.6M110 R[] 16.00 48,00 110.00 7 37.0 C 1.60 0.050 ° 0.05-0.13
ECP-H7 16-48C16CFR2.0M110 BN (sl 16.00 48.00 110.00 7 37.0 C 2.00 0.050 o 0.05-0.13
ECP-H7 16-48C16CFR2.5M110 R[] 16.00 48.00 110.00 7 37.0 C 2.50 0.050 [ 0.05-0.13
ECP-H7 16-48C16CFR3.0M110 {0y} 16.00 48,00 110.00 7 37.0 C 3.00 0.070 ° 0.05-0.13
ECP-H7 16-48C16CFR4.0M110 [} 16.00 48.00 110.00 7 37.0 C 4.00 0.070 - o 0.05-0.13
ECP-H7 16-64C16CF-131 16.00 16.00 64.00 131.00 7 37.0 C ® - 0.30 ° 0.05-0.13
ECP-H7 16-64C16CFR0.8M131 R[] 16.00 64.00 131.00 7 37.0 C 0.80 0.050 - ° 0.05-0.13
ECP-H7 16-96C16CF-175 16.00 16.00 96.00 175.00 7 37.0 C - - 0.30 [ 0.05-0.13
ECP-H7 16-96C16CFR1.0M175 R [:X}] 16.00 96.00 175.00 7 37.0 C 1.00 0.050 - [ 0.05-0.13
ECP-H7 20-60C20CF-M140 20.00 20.00 60.00 140.00 7 37.0 C - - 0.40 o 0.07-0.20
ECP-H7 20-60C20CFR1.0M140 wXu] 20.00 60.00 140.00 7 37.0 C 1.00 0.050 [ 0.07-0.20
ECP-H7 20-60C20CFR2.0M 140 B 20.00 60.00 140.00 7 37.0 C 2.00 0.050 ° 0.07-0.20
ECP-H7 20-60C20CFR2.5M 140 i) 20.00 60.00 140.00 7 37.0 C 2.50 0.050 ° 0.07-0.20
ECP-H7 20-60C20CFR3.0M140 B 20.00 60.00 140.00 7 37.0 C 3.00 0.050 [ 0.07-0.20
ECP-H7 20-60C20CFR4.0M 140 Jw{Xu] 20.00 60.00 140.00 7 37.0 C 4.00 0.080 - o 0.07-0.20
ECP-H7 20-80C20CF-140 20.00 20.00 80.00 140.00 7 37.0 C - - 0.40 o 0.05-0.20

() Number of flutes
(2 C-Cylindrical
@) Corner radius tolerance (+/-)
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o Table - Average Cutting Data for ECP-H7....
I_ Workpiece material f2
CD ISO class Typical materials Cutting [mm/tooth]
DIN/ISO ISCAR |Hardness speed
<E 513 Description mat group* HB AISI/SAE/ASTM | DIN W.-Nr. | Vc [m/min] | Starting | Range |Coolant
E Non-alloy steel and cast steel,
| free cutting steel <0.25%C 1 125 1020 1.1151 210-300 0.12 0.05-0.2
— Non-alloy steel and cast steel,
|_ fres cutting steel >=0.25%C 2 190 1040 1.0511 200-280 0.12 0.05-0.2
—I Non-alloy steel and cast steel,
D free cutting steel <0.55%C 3 250 1040 1.1186 200-260 0.1 0.05-0.2
E Non-alloy steel and cast steel,
free cutting steel >=0.55%C 4 220 1060 1.0601 180-250 0.1 0.05-0.2 5
ry
o Non-alloy steel and cast steel, ~ g
s cutting steslEa0/5590 5 300 E 360 1.0070 180-240 0.1 0.05-0.2
I | I 6 200 5120 1.0841 170-240 0.1 0.05-0.2
D Low alloy & cast steel (less than 7 275 4340 1.6565 160-230 0.1 0.05-0.2
e 5% of alloying elements) 8 300 6150 1.8159 150-230 0.1 0.05-0.2
m 9 350 1.4882 140-220 0.1 0.05-0.2
m High alloyed steel, cast steel 10 200 H13 1.2344 120-210 0.08 0.05-0.2
and tool steel 11 325 T15 1.3243 110-170 0.08 0.05-0.2
12 200 420 1.4028 150-230 0.08 0.03-0.16
( Ferriti . inl Drv / Wi
@) eritic and martensitic stainless 13 240 430 1.4021 140-220 008 | 0.03-016 |07/ Wet
D Austenitic and duplex stainless 14 180 304L 1.4306 100-160 0.06 0.03-0.16 Wet
— Grev cast iron 15 180 CLASS25 0.6015 150-250 0.1 0.03-0.16
—I Y 16 260 CLASS45 0.6030 120-200 0.1 0.03-0.16
O Nodular cast iron 17 160 80-55-06 0.7050 150-300 0.08 0.03-0.16 D
CD 18 250 100/70/03 0.7070 100-250 0.08 0.03-0.16 4/
Malleable cast iron 19 130 32510 0.8135 150-300 0.08 0.03-0.16
[ ) 20 230 90001 0.8170 100-220 0.08 0.03-0.16
High temp. allovs. Fe-based 31 200 330 1.4864 50-60 0.08 0.02-0.16
@p) R 32 280 1.4977 40-50 003 | 0.02-0.16
_l High t I 33 250 Inconel 625 2.4856 35-50 0.04 0.02-0.16
| eI WCTHLh ERengs 34 350 Inconel 718 2.4668 25-35 003 | 0.02-016 | Wet
Ni- or Co- based
35 320 Inconel X-750 2.4669 30-40 0.03 0.02-0.16
E Titanium (pure) 36 HRC 30-32 AMS 5397 2.4674 65-110 0.1 0.02-0.16
D Titanium alloys 37 HRC 30-32| AMS R56400 3.7165 35-70 0.08 0.02-0.16
Hardened steel 38.1 HRC 45-49 4340 1.6565 55-75 0.03 0.02-0.16 D
Z 38.2 HRC 50-55 P20 1.2330 55-75 --- - i

ISCAR
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SOLIDiwiii =
i
EC-E3/E7-CE (ceramic) NOF 7 NOF 3 % @a @ Q
3 and 7 Flute Solid Ceramic S OAL ‘ | OAl
Endmills with Relieved Necks AL L0~ ‘ ®
for Machining Superalloys,
Cast Iron and Graphite DC A
aemx, | |, |on
M E T R 1 C Tough < Hard | Becommented
) fz
Designation DC APMX LU LH DN RE(! NOF@2 DCONMS RMPX® OAL Shank@ ] ] (mm/t)
A RIN LI 600 600 145 150 550 042 3 6.00 30 5000 C ° 0.02-0.03
NN EREIPLIEL N LYWy 800 800 195 200 750 056 3 8.00 30 5700 © ° 0.02-0.03
EC-E3 10-10/25C10R.7N65CE [JRRI0Xo (RN T0X0} 245 25.0 9.50 0.70 3 10.00 3.0 65.00 C o 0.02-0.03
(N EEPRPIENGPLIRG PTG 1200 1200 205 300 1150 110 3 12.00 30 7200 © ° 0.02-0.03
EC-E3 16-16/35C16R2.N83CE [ [cX0//IN (Y00} 34.5 35.0 15.50 1.90 3 16.00 3.0 83.00 C o 0.02-0.04
S WLLEGLPL PR TR 2000 2000 395 400 1950 250 3 20.00 30 9300 © ° 0.02-0.04
EC-E7 08-02C08R1.0N63CE [N\ (VTR Yo} 95 750 100 7 8.00 30 6300 e ° 0.02-0.03
NG RNPIAGIR] 71 1000 070 100 115 950 150 7 10.00 30 7200 © . 0.02-0.03
(N IRPRPIAPLINI LRIV 1200 130 100 120 1150 150 7 12.00 30 8300 g ° 0.02-0.03

* Recommended cutting speed on high temperature nickel-based superalloys: 250-1000 m/min e Maximum width of cut for the 3 flute cutters is 0.1xDC
e Maximum width of cut for the 7 flute cutters is DC e Only air coolant should be used

() Programming radius

2) Number of flutes

() Maximum ramping angle

(4) C-Cylindrical
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CHATTERFREE
SOLID MILL LINE /:I C-Cylindrical
EC-H-CF I - — [
6-20 Flute Endmills with o | ) DOONMS Y
Different Helix and Variable APMX —+1 e — { SL-Safe-Lock®
Pitch for CHATTERFREE ’e — ‘ EA;HEA‘,QER“ 5
High Speed Finish Milling
Recommended
M E T R ! c Machining Data
§ fz
Designation DC DCONMS APMX OAL NOF®@ FHA Shank® CHW 5} (mm/t)
EC-H6 06-12C06CF-H57 6.00 6.00 12.00 57.00 6 45,0 © 0.20 . 0.03-0.07
EC-H8 08-16C08CF-H63 8.00 8.00 16.00 63.00 8 45,0 © 0.20 ° 0.03-0.09
EC-H10 10-20C10CF-H72 10.00 10.00 20.00 72.00 10 35.0 © 0.30 . 0.03-0.10
EC-H10 10-20SL10CF-H72 (1) 10.00 10.00 20,00 72.00 10 35.0 SL 0.30 ° 0.03-0.10
EC-H12 12-24C12CF-H83 12,00 12.00 24,00 83.00 12 35.0 © 0.30 . 0.04-0.11
EC-H12 12-24SL12CF-H83 (1) 12.00 12.00 20.00 72.00 12 35.0 SL 0.30 ° 0.04-0.11
EC-H16 16-32C16CF-H92 16.00 16.00 32,00 92.00 16 35.0 © 0.30 ° 0.05-0.13
EC-H16 16-32SL16CF-H92 (1) 16.00 16.00 20.00 72.00 16 35.0 SL 0.30 ° 0.05-0.13
EC-H20 20-40C20CFH104 20.00 20.00 40.00 104.00 20 30.0 © 0.40 . 0.05-0.13
EC-H20 20-40SL20CFH104 (1) 20.00 20.00 41,00 105.00 20 35.0 SL 0.40 ° 0.05-0.13

e Can machine at radial width of cut (ae) of up to 0.06xD e For user guide, see pages 195-204
() With Safe-Lock® (by Haimer) pull-out prevention helical grooves

(2 Number of flutes

() C-Cylindrical, SL-Safe-Lock® (by Haimer)

Member IMC Group
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E CHATTERFREE
| 7i-TURBO e ERe B
i = \ g o

U) ECK-H4M-CFR © S & LCOtNMS % @F[;ﬁ 7\L /(:)Q W-Weldon / @?

<E Endmills with Different Helix, APMX | FHA ‘ a4 e ;

E Chamfered Edges and rﬁ o | Sl m SL-Safe-Lock®

1 Variable PItCh fOI’. Chgtter EA:HEA-IalEjR.E K

— Dampening on Titanium

|: M E T R I C Tough < Hard | Becommented

D,

2 S S fz

[ ) Designation DC DCONMS APMX OAL NOF® RE FHA RMPX4 Shank® CSP®© °c_3 3 (mm/t)
ECK-H4M 04-08C06CFRO0.2-57 4,00 6.00 800  57.00 4 0.20 36.0 5.0 © 0 . 0.02-0.05

LU ECK-H4M 05-10C06CFR0.2-57 5.00 6.00 10.00  57.00 4 0.20 36.0 5.0 © 0 ° 0.02-0.05

D ECK-H4M 06-12C06CFR.2-57C (1) ERGKil] 6.00 1200  57.00 4 0.20 36.0 5.0 © 1 . 0.03-0.06

= ECK-H4M 06-12C06CFR0.2-57 6.00 6.00 1200 57.00 4 0.20 36.0 5.0 ® 0 ° 0.03-0.06

m ECK-H4M 06-12W06CFR0.2-57 6.00 6.00 1200  57.00 4 0.20 36.0 50 w 0 . 0.03-0.06

m ECK-H4M 08-16C08CFR0.4-63 8.00 8.00 16.00  63.00 4 0.40 36.0 5.0 © 0 ° 0.03-0.06

< ECK-H4M 08-16WO08SCFR.4-63C (1) X0l 8.00 16.00  63.00 4 0.40 36.0 5.0 w 1 . 0.03-0.06
ECK-H4M 08-16W08CFR0.4-63 8.00 8.00 16.00  63.00 4 0.40 36.0 50 w 0 ° 0.03-0.06

Q ECK-H4 10-20SL10CFR.5-72C (2) BRI} 10.00 2000  72.00 4 0.50 36.0 50 SL 1 . 0.03-0.07
ECK-H4 10-20SL10CFR0.5-72 (2) [ERllve} 10.00 2000  72.00 4 0.50 36.0 5.0 SL 0 ° 0.03-0.07

Q ECK-H4M 10-20C10CFR0.5-72 10.00 10.00 2000  72.00 4 0.50 36.0 5.0 © 0 . 0.03-0.07

j ECK-H4M 10-20W10CFR.5-72C (1) gRleloe} 10.00 2000  72.00 4 050 36.0 5.0 w 1 . 0.03-0.07
ECK-H4M 10-20W10CFR0.5-72 10.00 10.00 2000  72.00 4 0.50 36.0 5.0 w 0 . 0.03-0.07

O ECK-H4 12-24SL12CFR0.6-83 (2) RPX0) 12.00 2400  83.00 4 0.60 36.0 5.0 SL 0 ° 0.04-0.08

(/) ECK-H4M 12-24C12CFR0.6-83 12.00 12.00 2400  83.00 4 0.60 36.0 5.0 © 0 ° 0.04-0.08
ECK-H4M 12-24W12CFR.6 12.00 12.00 2400 83.00 4 0.60 36.0 5.0 w 0 . 0.04-0.08

o ECK-H4M 12-24W12CFR.6-83C (1) IRPX() 12.00 2400  83.00 4 0.60 36.0 5.0 w 1 . 0.04-0.08

CD ECK-H4M 12-24W12CFR0.6-83 12.00 12.00 2400  83.00 4 0.60 36.0 5.0 w 0 ° 0.04-0.08
ECK-H4 16-32SL16CFR.8-92C (20 WL} 16.00 3200  92.00 4 0.80 36.0 5.0 SL 1 . 0.05-0.08

— ECK-H4 16-32SL16CFR0.8-92 (2) [RlXed) 16.00 3200  92.00 4 0.80 36.0 5.0 SL 0 ° 0.05-0.08

:l ECK-H4M 16-32C16CFR0.8-92 16.00 16.00 3200 92,00 4 0.80 36.0 5.0 © 0 . 0.05-0.08

2 ECK-H4M 16-32W16CFR.8-92C (1) gL} 16.00 3200 92.00 4 0.80 36.0 5.0 w 1 . 0.05-0.08
ECK-H4M 16-32W16CFR0.8-92 16.00 16.00 3200  92.00 4 0.80 36.0 5.0 w 0 . 0.05-0.08

D ECK-H4 20-40SL20CFR1.-104 (2) [l 20.00 4000 104.00 4 1.00 36.0 5.0 SL 0 ° 0.05-0.08

Z ECK-H4M 20-40C20CFR1.-104 20.00 20.00 4000 104.00 4 1.00 36.0 5.0 ® 0 . 0.05-0.08
ECK-H4M 20-40W20CFR1.-104 20.00 20.00 4000 104,00 4 1.00 36.0 50 W 0 ° 0.05-0.08

LIJ e For user guide, see pages 195-204

() With coolant channel

(2 With Safe-Lock® (by Haimer) pull-out prevention helical grooves
@) Number of flutes

4 Maximum ramping angle

(8) C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

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

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

CHATTERFREE 0
'-".TUR B o - /:I C-Cylindrical % I_
SOLID MILL LINE r ﬁ
ECK-H7/9-CFR DE DCO*NMS l (an) ( W-Weldon @? CD
7 and 9 Flute Endmills with RE*‘F pr—— ‘ m oo <l:
Different Helix and Variable ‘ OAL - : Taeee E
Pitch for Chatter Dampening on SAFE-AOCK*

Titanium o HAMER |:|
—
D
. =
Designation DC DCONMS APMX OAL NOF@ RE RMPX®@ Shank@4 3 [ )
ECK-H7 06-13C06CFR0.2T57 6.00 6.00 13.00 57.00 7 0.20 5.0 © .
ECK-H7 06-13W06CFR0.2T57 6.00 6.00 13.00 57.00 7 0.20 5.0 W . I—u
ECK-H7 08-19C08CFR0.4T63 8.00 8.00 19.00 63.00 7 0.40 5.0 © . D
ECK-H7 08-19W08CFR0.4T63 8.00 8.00 19.00 63.00 7 0.40 50 W o —~
ECK-H7 10-22C10CFR0.5T72 10.00 10.00 22.00 72.00 7 0.50 5.0 C o m
ECK-H7 10-22SL10CFR0.5T72 (1) 10.00 10.00 22.00 72.00 7 0.50 50 SL . m
ECK-H7 10-22W10CFR0.5T72 10.00 10.00 22.00 72.00 7 0.50 5.0 W o <
ECK-H7 12-26C12CFR0.6T83 12.00 12.00 26.00 83.00 7 0.60 5.0 C o
ECK-H7 12-26SL12CFR0.6T83 (1) 12.00 12.00 26.00 83.00 7 0.60 5.0 SL . Q
ECK-H7 12-26W12CFR0.6T83 12.00 12.00 26.00 83.00 7 0.60 5.0 w .
ECK-H9 16-32C16CFR0.8T92 16.00 16.00 32.00 92.00 9 0.80 5.0 C o D
ECK-H9 16-32SL16CFR0.8T92 (1) 16.00 16.00 32.00 92.00 9 0.80 50 SL . j
ECK-H9 16-32W16CFR0.8T92 16.00 16.00 32.00 92.00 9 0.80 5.0 W o
ECK-H9 20-38C20CFR1T104 20.00 20.00 38.00 104.00 9 1.00 5.0 C o O
ECK-H9 20-38SL20CFR1T104 (1) 20.00 20.00 38.00 104.00 9 100 50 sL . @p)
ECK-H9 20-38W20CFR1T104 20.00 20.00 38.00 104.00 9 1.00 5.0 W [
® Can machine at radial width of cut (AE) of up to 0.10xD e For user guide, see pages 195-204 ®
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves CD
2 Number of flutes
(8 Maximum ramping angle _I
(4) C-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer) _I
Feed Recommendations %
Finishing High Speed Machining Z
fz (min) fz (max) fz (min) fz (max) |_|J

Designation mm/t mm/t mm/t mm/t

ECK-H7 06-13C06CFR0.2T57 0.02 0.04 0.08 0.15

ECK-H7 06-13W06CFRO0.2T57 0.02 0.04 0.08 0.15

ECK-H7 08-19C08CFR0.4T63 0.02 0.04 0.08 0.15

ECK-H7 08-19WO08CFR0.4T63 0.02 0.04 0.08 0.15

ECK-H7 10-22C10CFR0.5T72 0.03 0.05 0.1 0.25

ECK-H7 10-22W10CFR0.5T72 0.03 0.05 0.1 0.25

ECK-H7 12-26C12CFR0.6T83 0.03 0.05 0.1 0.25

ECK-H7 12-26W12CFR0.6T83 0.03 0.05 0.1 0.25

ECK-H9 16-32C16CFR0.8T92 0.04 0.07 0.15 0.3

ECK-H9 16-32W16CFR0.8T92 0.04 0.07 0.15 0.3

ECK-H9 20-38C20CFR1T104 0.04 0.07 0.15 0.3

ECK-H9 20-38W20CFR1T104 0.04 0.07 0.15 0.3




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

e Minimum width of cut for semi-finishing operation >= 0.05 x DC
 For user guide, see pages 195-204

() Number of flutes

) Maximum ramping angle

() C-Cylindrical, W-Weldon

oC
I FINISHRED CHW x 45° -
el EFS-E44 W % @
CD Combination of Roughing =
< and Finishing Solid Carbide ' ii oy @ ® @
Endmills with Variable Pitch DC DCONMS
for Chatter Free Milling T FHA P
EI ‘T‘ APMX o ®
|_
5I M E T R I ¢C Vachining Data
2 8 f;
[ ) Designation DC DCONMS  APMX OAL NOF®) FHA RMPX®@  Shank® CHW 3 (mm/t)
LIJ EFS-E44 06-14C06CF57 6.00 6.00 14.00 57.00 4 38.0 5.0 C 0.25 o 0.03-0.06
EFS-E44 06-14W06CF57 6.00 6.00 14.00 57.00 4 38.0 5.0 w 0.25 o 0.03-0.06
D EFS-E44 08-18C08CF63 8.00 8.00 18.00 63.00 4 38.0 5.0 C 0.30 o 0.03-0.08
— EFS-E44 08-18W08CF63 8.00 8.00 18.00 63.00 4 38.0 5.0 w 0.30 o 0.03-0.08
m EFS-E44 10-22C10CF72 10.00 10.00 22.00 72.00 4 38.0 5.0 C 0.40 o 0.03-0.09
m EFS-E44 10-22W10CF72 10.00 10.00 22.00 72.00 4 38.0 5.0 W 0.40 o 0.03-0.09
< EFS-E44 12-26C12CF83 12.00 12.00 26.00 83.00 4 38.0 5.0 C 0.50 o 0.04-0.10
EFS-E44 12-26W12CF83 12.00 12.00 26.00 83.00 4 38.0 5.0 w 0.50 o 0.04-0.10
Q EFS-E44 14-30C14CF83 14.00 14.00 30.00 83.00 4 38.0 5.0 C 0.50 o 0.04-0.11
EFS-E44 14-30W14CF83 14.00 14.00 30.00 83.00 4 38.0 5.0 w 0.50 o 0.04-0.11
D EFS-E44 16-34C16CF92 16.00 16.00 34.00 92.00 4 38.0 5.0 C 0.60 o 0.05-0.11
j EFS-E44 16-34W16CF92 16.00 16.00 34.00 92.00 4 38.0 5.0 W 0.60 o 0.05-0.11
EFS-E44 20-42C20CF104 20.00 20.00 42.00 104.00 4 38.0 5.0 C 0.60 o 0.05-0.11
O EFS-E44 20-42W20CF104 20.00 20.00 42.00 104.00 4 38.0 5.0 w 0.60 o 0.05-0.11
CD EFS-E44 25-52C25CF121 25.00 25.00 52.00 121.00 4 38.0 5.0 C 0.60 o 0.06-0.11
° EFS-E44 25-52W25CF121 25.00 25.00 52.00 121.00 4 38.0 5.0 w 0.60 o 0.06-0.11
0P
—
—
O
Z
LLI
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FINISHRED
EFS-B44

Combination of Roughing
and Finishing Solid Carbide

%
S

Y Y
®

I C-Cylindrical
(@) 1 W-Weldon

Endmills in a Single Tool 0C S R — ) m .
r“ e ,f \/ FHA W | SL-Safe-Lock ®
OAL SAFE-ADCK"®
by HAIMER.
M E T R 1 ¢ Tough < Hard | Fecommended
Machining Data
S|8 |8 fz

Designation DC DCONMS APMX LU OAL NOF@ FHA RMPX® Shank® CSP® CHW 3 3 E (mm#t)
EFS-B44 04-10C06-57 4,00 6.00 10.00 - 57.00 4 450 5.0 © 0 0.12 . 0.03-0.05
EFS-B44 05-12C06-57 5,00 6.00 12.00 o 57.00 4 450 5.0 © 0 0.18 . 0.03-0.06
EFS-B44 06-14/20C06-57 6.00 6.00 1400 200  57.00 4 450 5.0 © 0 0.25 . 0.03-0.06
EFS-B44 06-14/20W06-57 6.00 6.00 1400 200  57.00 4 450 5.0 w 0 0.25 . 0.03-0.06
EFS-B44 06-14C06-57 6.00 6.00 14,00 5 57.00 4 450 5.0 ® 0 025 | o | @ | @ 0.03-0.06
EFS-B44 06-14C06-57C 6.00 6.00 14.00 - 57.00 4 450 5.0 © 1 025 | ® 0.03-0.05
EFS-B44 06-14W06-57 6.00 6.00 14.00 - 57.00 4 450 5.0 w 0 0.25 o | o 0.03-0.06
EFS-B44 08-18/26C08-63 8.00 8.00 1800 260  63.00 4 450 5.0 © 0 0.30 . 0.03-0.08
EFS-B44 08-18/26W08-63 8.00 8.00 1800 260  63.00 4 450 5.0 w 0 0.30 . 0.03-0.08
EFS-B44 08-18C08-63 8.00 8.00 18.00 - 63.00 4 450 50 © 0 030 | @ | ® | ® 0.03-0.08
EFS-B44 08-18W08-63 8.00 8.00 18.00 o 63.00 4 450 5.0 w 0 030 | o | @ | @ 0.03-0.08
EFS-B44 08-18W08-63C 8.00 8.00 18.00 - 63.00 4 45,0 5.0 w 1 030 | ® 0.03-0.06
EFS-B44 10-22/32C10-72 1000 1000 2200 320 7200 4 450 5.0 © 0 0.30 . 0.03-0.09
SR EERTPTEP RS PAUM 1000 1000 2200 320 7200 4 450 5.0 SL 0 0.00 . 0.03-0.09
EFS-B44 10-22/32W10-72 1000 1000 2200 320  72.00 4 450 5.0 W 0 0.30 . 0.03-0.09
EFS-B44 10-22C10-72 1000 1000 2200 - 72.00 4 450 5.0 © 0 030 | © | o | @ 0.03-0.09
EFS-B44 10-22S5L10-72 (1) 1000 10.00 22.00 - 72.00 4 45,0 5.0 SL 0 0.30 . 0.03-0.09
EFS-B44 10-22SL10-72C (1) 10.00  10.00 22.00 - 72.00 4 45,0 5.0 SL 1 0.30 . 0.04-0.07
EFS-B44 10-22W10-72 1000 1000 2200 - 72.00 4 450 5.0 w 0 0.30 o | o 0.03-0.09
EFS-B44 10-22W10-72C 1000 1000 2200 o 72.00 4 450 5.0 w 1 030 | ® 0.04-0.07
EFS-B44 12-26/38C12-83 1200 1200 2600 380  83.00 4 450 5.0 © 0 0.40 ° 0.04-0.10
SR EERPRITEERPREERUM 1200 1200 2600 380  83.00 4 450 50 SL 0 0.40 . 0.04-0.10
EFS-B44 12-26/38W12-83 1200 1200 2600 380  83.00 4 450 5.0 w 0 0.40 . 0.04-0.10
EFS-B44 12-26C12-83 1200 1200  26.00 - 83.00 4 450 5.0 © 0 0.40 e | o 0.04-0.10
EFS-B44 12-26SL12-83 (1) 1200 12.00 26.00 - 83.00 4 45,0 5.0 SL 0 0.40 . 0.04-0.10
EFS-B44 12-26SL12-83C (1) 1200 12,00 26.00 - 83.00 4 450 50 SL 1 0.40 . 0.04-0.08
EFS-B44 12-26W12-83 1200 1200  26.00 - 83.00 4 450 5.0 w 0 040 | @ | @ | @ 0.04-0.10
EFS-B44 12-26W12-83C 1200 1200 2600 - 83.00 4 450 5.0 w 1 040 | ® 0.04-0.08
EFS-B44 14-30C14-83 1400 1400  30.00 - 83.00 4 450 5.0 © 0 040 | @ | o | @ 0.04-0.11
EFS-B44 14-30W14-83 1400 1400  30.00 - 83.00 4 450 50 w 0 040 | @ | ®© | @ 0.04-0.11
EFS-B44 16-34/50C16-100 16.00 1600 3400 500 10000 4 450 5.0 © 0 0.60 . 0.05-0.11
EFS-B44 16-34/50SL16-100 (1) [RIKoURRT:X0] 3400 500  100.00 4 450 5.0 SL 0 0.60 . 0.05-0.11
EFS-B44 16-34/50W16-100 16.00 1600 3400 500 10000 4 450 5.0 w 0 0.60 . 0.05-0.11
EFS-B44 16-34C16-92 16.00 1600  34.00 - 92.00 4 450 5.0 © 0 060 | © | @ | @ 0.05-0.11
EFS-B44 16-345L16-92 (1) 16.00 1600 3400 - 92.00 4 450 5.0 SL 0 0.60 . 0.05-0.11
EFS-B44 16-34SL16-92C (1) 16.00  16.00 34,00 - 92.00 4 45,0 5.0 SL 1 0.60 . 0.05-0.08
EFS-B44 16-34W16-92 16.00 1600  34.00 - 92.00 4 450 5.0 w 0 060 | @ | © | @ 0.05-0.11
EFS-B44 16-34W16-92C 16.00 1600  34.00 - 92.00 4 45,0 5.0 w 1 060 | ® 0.05-0.08
EFS-B44 20-42/62C20-125 2000 2000 4200 620 12500 4 450 5.0 © 0 0.60 . 0.05-0.11
SR EER L VIP RPN 2000 2000 4200 620 12500 4 450 50 SL 0 0.60 . 0.05-0.11
EFS-B44 20-42/62W20-125 2000 2000 4200 620 12500 4 450 5.0 w 0 0.60 . 0.05-0.11
EFS-B44 20-42C20-104 2000 2000  42.00 - 10400 4 450 50 © 0 060 | @ | @ | @ 0.05-0.11
EFS-B44 20-425L20-104 (1) 2000  20.00 42.00 - 104.00 4 45,0 5.0 SL 0 0.60 . 0.05-0.11
EFS-B44 20-42W20-104 2000 2000 42,00 - 10400 4 450 5.0 w 0 060 | @ | ®© | ® 0.05-0.11
EFS-B44 25-52C25-121 2500 2500  52.00 - 12100 4 450 5.0 © 0 060 | @ | @ | @ 0.06-0.11
EFS-B44 25-525L25-121 (1) 2500  25.00 52.00 - 121.00 4 45,0 5.0 SL 0 0.60 . 0.06-0.11
EFS-B44 25-52W25-121 2500 2500  52.00 - 12100 4 45,0 5.0 W 0 060 | @ | © | @ 0.06-0.11

* Minimum width of cut for semi-finishing operation >= 0.05 x DC

* |C300 should be mainly used for machining exotic materials e For user guide, see pages 195-204
) With Safe-Lock® (by Haimer) pull-out prevention helical grooves

2 Number of flutes

(3 Maximum ramping angle

(4) G-Cylindrical, W-Weldon, SL-Safe-Lock® (by Haimer)

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

Member IMC Group

888-988-8820
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

oC
TNJ} CHATTERFREE i
e EC-E4L-CF % @B
CD 4 Flute, 38° Helix Endmills with =
Pl 0 ol Necko and Variaok S NS
E Pitch for Chatter Dampening
, ®
I% M E T R I C Tough < Hard | fecommented
2 81818 f;
[ ) Designation DC DCONMS APMX LU OAL NOF FHA  RMPX® Shank® CHW QQQ 8 ‘§ (mm/t)
I_IJ EC-E4L 01-2/04C04CF50 1.00 4.00 2.20 4.0 50.00 4 38.0 5.0 C 0.04 . 0.02-0.05
EC-E4L 02-4/06C04CF50 2.00 4.00 4.30 6.1 50.00 4 38.0 5.0 C 0.08 . 0.02-0.05
D EC-E4L 03-8/11C06CF57 3.00 6.00 8.00 11.0 57.00 4 38.0 50 C 0.10 . ° . 0.02-0.05
= EC-E4L 04-10/14C06CF57 4.00 6.00 10.00 14.0 57.00 4 38.0 5.0 C 0.15 . . . 0.02-0.05
m EC-E4L 05-12/17C06CF57 5.00 6.00 12.00 17.0 57.00 4 38.0 50 C 0.18 . . . 0.02-0.06
m EC-E4L 06-14/20C06CF57 6.00 6.00 14.00 20.0 57.00 4 38.0 5.0 C 0.25 (] (] (] 0.03-0.07
< EC-E4L 06-14/20W06CF57 6.00 6.00 14.00 20.0 57.00 4 38.0 5.0 w 0.25 . . . 0.03-0.07
EC-E4L 08-18/26C08CFS63 :1uy) 8.00 18.00 26.0 63.00 4 38.0 5.0 C - (] 0.03-0.08
Q EC-E4L 08-18/26C08CF63 8.00 8.00 18.00 26.0 63.00 4 38.0 5.0 C 0.30 . . . 0.03-0.09
EC-E4L 08-18/26W08CF63 8.00 8.00 18.00 26.0 63.00 4 38.0 5.0 w 0.30 . . . 0.03-0.09
D EC-E4L 10-22/32C10CFS72 (el 10.00 22.00 320 72.00 4 38.0 5.0 C - (] 0.03-0.09
j EC-E4L 10-22/32C10CF72 10.00 10.00 22.00 320 72.00 4 38.0 5.0 C 0.40 (] (] (] 0.03-0.10
EC-E4L 10-22/32W10CF72 10.00 10.00 22.00 320 72.00 4 38.0 5.0 w 0.40 . . . 0.03-0.10
O EC-E4L 12-26/38C12CFS83 mbA 12.00 26.00 38.0 83.00 4 38.0 5.0 C - (] 0.04-0.10
CD EC-E4L 12-26/38C12CF83 12.00 12.00 26.00 38.0 83.00 4 38.0 5.0 C 0.50 . . . 0.04-0.11
EC-E4L 12-26/38W12CF83 |[RPAV 12.00 26.00 38.0 83.00 4 38.0 5.0 w 0.50 . . . 0.04-0.11
o EC-E4L 16-34/50C16CF100 R[:Xel] 16.00 34.00 50.0 100.00 4 38.0 5.0 C 0.60 (] (] (] 0.05-0.13
cD EC-E4L 16-34/50W16CF100 (A0 16.00 34.00 50.0 100.00 4 38.0 5.0 w 0.60 . . . 0.05-0.13
_I EC-E4L 20-42/60C20CF110 lelil] 20.00 42.00 60.0 110.00 4 38.0 5.0 C 0.60 . . . 0.05-0.17
EC-E4L 20-42/60W20CF110 el 20.00 42.00 60.0 110.00 4 38.0 5.0 w 0.60 (] (] 0.05-0.17
:I EC-E4L 25-50/65C25CF121 i) 25.00 50.00 65.0 121.00 4 38.0 5.0 C 0.60 . 0.05-0.17
2 EC-E4L 25-50/65W25CF121 Py 25.00 50.00 65.0 121.00 4 38.0 5.0 W 0.60 (] 0.05-0.17
 |C300 should be mainly used for machining exotic materials e For user guide, see pages 195-204
D () Number of flutes
2 Maximum ramping angle
E () C-Cylindrical, W-Weldon

CHATTERFREE e

EC-E5L-CF AL : % @

|

Rd
/

5 Flute, 38° Helix Medium Length

az
APMX vl =
(1xD) Variable Pitch Endmills 7 ‘J ar ( 723‘, @
DC DCONMS i a
as, as

T
Recommended
M E T R ! c Machining Data
8 f;

Designation DC DCONMS  APMX OAL NOF FHA RMPX®@  Shank® CHW 3 (mm#t)
EC-E5L 06-15C06CF57 6.00 6.00 15.00 57.00 5 38.0 5.0 C 0.20 o 0.03-0.07
EC-E5L 06-15W06CF57 6.00 6.00 15.00 57.00 5 38.0 5.0 W 0.20 o 0.03-0.07
EC-E5L 08-20C08CF63 8.00 8.00 20.00 63.00 5 38.0 5.0 C 0.25 ° 0.03-0.09
EC-E5L 08-20W08CF63 8.00 8.00 20.00 63.00 5 38.0 5.0 w 0.25 o 0.03-0.09
EC-E5L 10-25C10CF72 10.00 10.00 25.00 72.00 5 38.0 5.0 C 0.30 ° 0.03-0.10
EC-E5L 10-25W10CF72 10.00 10.00 25.00 72.00 5 38.0 5.0 W 0.30 . 0.03-0.10
EC-ES5L 12-30C12CF83 12.00 12.00 30.00 83.00 5 38.0 5.0 C 0.40 o 0.04-0.11
EC-E5L 12-30W12CF83 12.00 12.00 30.00 83.00 5 38.0 5.0 W 0.40 o 0.04-0.11
EC-E5L 16-40C16CF100 16.00 16.00 40.00 100.00 5 38.0 5.0 C 0.50 ° 0.05-0.13
EC-E5L 16-40W16CF100 16.00 16.00 40.00 100.00 5 38.0 5.0 W 0.50 o 0.05-0.13
EC-E5L 20-50C20CF125 20.00 20.00 50.00 125.00 5 38.0 5.0 C 0.50 ° 0.05-0.17
EC-E5L 20-50W20CF125 20.00 20.00 50.00 125.00 5 38.0 5.0 W 0.50 o 0.05-0.17

® For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

@) C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
I X/ 7 ) m
SOLIDSHRED CHW x 45° LLI
ECR-B-S AN =
4-7 Flute, 45° Helix Short &7 A ¥ o
Length (1xD) Solid Carbide @%}gg{i‘l%}. DCONMS J @? 9p
Roughing Endmills @Y & g <§[
® I
Recommended I_
M E T R c Machining Data 5'
§ fz E
Designation DC DCONMS  APMX LU OAL NOF®@ FHA RMPX®@  Shank@ CHW 15} (mm/t) [ )
ECR-B4S 05-05C06-57 5.00 6.00 5.00 10.0 57.00 4 450 50 © 0.20 ° 0.02-0.05
ECR-B4S 05-05W06-57 5.00 6.00 5.00 10.0 57.00 4 450 50 W 0.20 ° 0.02-0.05 LLJ
ECR-B4S 06-06C06-57 6.00 6.00 6.00 - 57.00 4 450 50 © 0.25 ° 0.03-0.06 D
ECR-B4S 06-06W06-57 6.00 6.00 6.00 57.00 4 450 50 w 0.25 ° 0.03-0.06 -
ECR-B4S 07-07C08-63 7.00 8.00 7.00 - 63.00 4 450 50 © 0.25 ° 0.03-0.07 CD
ECR-B4S 08-08C08-63 8.00 8.00 8.00 63.00 4 450 50 © 0.25 ° 0.03-0.08 m
ECR-B4S 08-08W08-63 8.00 8.00 8.00 - 63.00 4 450 50 W 0.25 ° 0.03-0.08 <
ECR-B4S 10-10C10-72 10.00 10.00 10.00 72.00 4 450 50 © 0.30 ° 0.03-0.09
ECR-B4S 10-10W10-72 10.00 10.00 10.00 - 72.00 4 450 50 W 0.30 ° 0.03-0.09 Q
ECR-B4S 12-12C12-83 12,00 12,00 12.00 83.00 4 450 50 © 0.35 ° 0.04-0.10
ECR-B4S 12-12W12-83 12.00 12.00 12.00 83.00 4 450 50 W 0.35 ° 0.04-0.10 D
ECR-B5S 16-16C16-92 (1) 16.00 16.00 16.00 92.00 5 450 50 © 0.40 ° 0.05-0.11 j
ECR-B5S 16-16W16-92 (1) 16.00 16.00 16.00 - 92.00 5 45,0 5.0 W 0.40 ° 0.05-0.11
ECR-B7S 20-20C20-104 (1) Jploe} 20.00 20.00 104.00 7 450 50 © 0.40 ° 0.05-0.11 O
ECR-B7S 20-20W20-104 (1) Jplil] 20,00 20.00 - 104.00 7 45,0 5.0 W 0.40 ° 0.05-0.11 (D
e For user guide, see pages 195-204
() Cannot be used for plunging application ( J
(2 Number of flutes
() Maximum ramping angle CD
@ C-Cylindrical, W-Weldon 1
v.J ¥/ 7 _J % _I
SOLIDSriRED RE CHWx45° — —
2 J
ECR-B-M/ECR-B-M...R % @ %7 E
4-7 Flute, 45° Helix Medium PN A »)15" _ = D
Length (2xD) Solid Carbide (N @g %\ ¢ DOONMS @ @ @
Roughing Endmills \‘@}\\i o A 3 Z
APMX%‘\ZFHA ® L
| OAL
Recommended
M = T R 1 c Machining Data
S f2
Designation DC DCONMS APMX OAL NOF®@ FHA RMPX®  Shank® RE CHW 3 (mm/t)
ECR-B4M 05-10C06-57 5.00 6.00 10.00 57.00 4 450 5.0 © 0.20 . 0.02-0.05
ECR-B4M 05-10W06-57 5.00 6.00 10.00 57.00 4 450 50 w 0.20 . 0.02-0.05
ECR-B4M 06-12C06-57 6.00 6.00 12.00 57.00 4 450 50 © 0.25 . 0.03-0.06
ECR-B4M 06-12W06-57 6.00 6.00 12.00 57.00 4 450 50 w 0.25 . 0.03-0.06
ECR-B4M 08-16C08-63 8.00 8.00 16.00 63.00 4 450 5.0 © 0.25 . 0.03-0.08
ECR-B4M 08-16W08-63 8.00 8.00 16.00 63.00 4 450 50 w 0.25 . 0.03-0.08
ECR-B4M 10-20C10-72 10.00 10.00 20.00 72.00 4 450 50 ® - 0.30 . 0.03-0.09
ECR-B4M 10-20C10-72R1.0 10.00 10.00 20.00 72.00 4 450 50 © 1.00 - . 0.03-0.09
ECR-B4M 10-20W10-72 10.00 10.00 20.00 72.00 4 450 50 W 0.30 . 0.03-0.09
ECR-B4M 12-24C12-83 12.00 12,00 24,00 83.00 4 450 5.0 ® - 0.35 . 0.04-0.10
ECR-B4M 12-24C12-83R1.2 12.00 12.00 24.00 83.00 4 450 50 © 1.20 - . 0.04-0.10
ECR-B4M 12-24W12-83 12.00 12.00 24.00 83.00 4 450 50 w - 0.35 . 0.04-0.10
ECR-B4M 12-24W12-83R1.2 12,00 12,00 24.00 83.00 4 450 50 W 1.20 = . 0.04-0.10
ECR-B5M 16-32C16-92 (1) 16.00 16.00 32.00 92.00 5 450 50 © - 0.40 . 0.05-0.11
ECR-B5M 16-32C16-92R1.6 (1) R0 16.00 32.00 92.00 5 45,0 5.0 © 1.60 - . 0.05-0.11
ECR-B5M 16-32W16-92 (1) 16.00 16.00 32.00 92.00 5 45,0 5.0 W = 0.40 . 0.05-0.11
ECR-B5M 16-32W16-92R1.6 (1) BT 16.00 32.00 92.00 5 450 50 W 1.60 - . 0.05-0.11
ECR-B7M 20-40C20-104 (1) 20.00 20.00 40.00 104.00 7 45,0 50 © 0.40 . 0.05-0.11
ECR-B7M 20-40W20-104 (1) 20.00 20,00 40.00 104.00 7 45,0 50 W 0.40 ° 0.05-0.11

* For user guide, see pages 195-204

() Cannot be used for plunging application
2) Number of flutes

(3 Maximum ramping angle

(4) C-Cylindrical, W-Weldon

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

% SOLIDSiriRED CHW x 45° -
e ECR-B-L % @
CD 4-7 Elute, 45° Helix Solidl <, f =
g Carbide Roughing Endmills R @% — @ @ @
E with 3xD Relieved Necks \\‘\\; y X
, ®
I% M E T R I ¢C Tough < Hard | Fleeoinenced
2 S S f,
[ ) Designation DC DCONMS APMX LU OAL NOF@ FHA  RMPX® Shank4 CHW cgo 3 (mm/t)
I_IJ ECR-B4L 06-12/18C06-57 6.00 6.00 12.00 18.0 57.00 4 45.0 5.0 C 0.25 ° 0.03-0.06
ECR-B4L 06-12/18W06-57 6.00 6.00 12.00 18.0 57.00 4 45.0 50 W 0.25 ° ° 0.03-0.06
D ECR-B4L 08-16/24C08-63 8.00 8.00 16.00 24.0 63.00 4 45.0 5.0 C 0.25 ° 0.03-0.08
—~~ ECR-B4L 08-16/24W08-63 8.00 8.00 16.00 24.0 63.00 4 45.0 50 W 0.25 [ ° 0.03-0.08
m ECR-B4L 10-20/30C10-72 10.00 10.00 20.00 30.0 72.00 4 45.0 5.0 C 0.30 [ 0.03-0.09
m ECR-B4L 10-20/30W10-72 10.00 10.00 20.00 30.0 72.00 4 45,0 50 W 0.30 o o 0.03-0.09
< ECR-B4L 12-24/36C12-83 12.00 12.00 24.00 36.0 83.00 4 45,0 5.0 C 0.35 [ 0.04-0.10
ECR-B4L 12-24/36W12-83 12.00 12.00 24.00 36.0 83.00 4 45.0 5.0 W 0.35 o 0.04-0.10
Q ECR-B5L 16-32/48C16-100 (1) ERLYl] 16.00 32.00 48.0 100.00 5 45.0 5.0 C 0.40 o 0.05-0.11
ECR-B5L 16-32/48W16-100 (1) IR0 16.00 32.00 48.0 100.00 5 45,0 5.0 w 0.40 ° 0.05-0.11
D ECR-B7L 20-40/60C20-110 (1) JIXel] 20.00 40.00 60.0 110.00 7 45.0 5.0 C 0.40 o 0.05-0.11
j ECR-B7L 20-40/60W20-110 (1) Jplol 20.00 40.00 60.0 110,00 7 45,0 50 W 0.40 ° 0.05-0.11
e For user guide, see pages 195-204
O () Cannot be used for plunging application
CD @ Number of flutes
) Maximum ramping angle
[ ) 4 C-Cylindrical, W-Weldon
@p)
—
—
§ SOLIDSHRES CHW x5 .
ECR-B-X % @
MW 25 Fiute, 45° Helix Soiid L =
Z Carbide Roughing Endmills DCONMS @ ® @
L with 4xD Relieved Necks ‘ﬁ ®
Recommended
Machining Data
§ fz
Designation DC DCONMS APMX LU FHA RMPX®@  Shank® [$] (mm/t)
ECR-B4X 08-12/32C08-68 8.00 8.00 12.00 32.0 68.00 4 45.0 5.0 C 0.25 [ 0.03-0.08
ECR-B4X 08-12/32W08-68 8.00 8.00 12.00 32.0 68.00 4 45.0 50 W 0.25 o 0.03-0.08
ECR-B4X 10-15/40C10-80 90 10.00 10.00 15.00 40.0 80.00 4 45.0 5.0 C 0.30 ° 0.03-0.09
ECR-B4X 10-15/40W10-80 90 10.00 10.00 15.00 40.0 80.00 4 45.0 5.0 W 0.30 o 0.03-0.09
ECR-B4X 12-18/48C12-100 12.00 12.00 18.00 48.0 100.00 4 45.0 5.0 C 0.35 o 0.04-0.10
ECR-B4X 12-18/48W12-100 12.00 12.00 18.00 48.0 100.00 4 45.0 50 W 0.35 ° 0.05-0.11
ECR-B5X 16-24/64C16-115 (1) 16.00 16.00 24.00 64.0 115.00 5 45.0 5.0 C 0.40 o 0.05-0.11
ECR-B5X 16-24/64W16-115 (1) 16.00 16.00 24.00 64.0 115.00 B 45.0 5.0 W 0.40 [ 0.05-0.11

® For user guide, see pages 195-204

() Cannot be used for plunging application
2 Number of flutes

(3 Maximum ramping angle

(4) G-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Roughing Endmills with 3xD
Relieved Necks and Chip
Splitting Cutting Edges

SOLIDSHRES A %
|
ECR-B-MF % @ 7 —
4 and 6 Flute, 45° Helix oy = CD
Medium Length Solid Carbide DCONMS @ @ @
Roughing Endmills for 0 <
Materials up to 65 HRc ® E
|
Recommended I_
M E T R I c Machining Data 5'
§ fz E
Designation DC DCONMS  APMX OAL NOF®@ FHA RMPX®  Shank“ CHW o (mm/t) [ )
ECR-B4MF 06-14C06-57 6.00 6.00 14.00 57.00 4 45.0 50 C 0.25 ° 0.03-0.06
ECR-B4MF 06-14W06-57 6.00 6.00 14.00 57.00 4 45,0 5.0 w 0.25 ° 0.03-0.06 I—IJ
ECR-B4MF 08-18C08-63 8.00 8.00 18.00 63.00 4 45.0 50 C 0.30 o 0.03-0.08 D
ECR-B4MF 08-18W08-63 8.00 8.00 18.00 63.00 4 45.0 5.0 W 0.30 o 0.03-0.08 —
ECR-B4MF 10-22C10-72 10.00 10.00 22.00 72.00 4 45.0 50 C 0.30 o 0.03-0.09 CD
ECR-B4MF 10-22W10-72 10.00 10.00 22.00 72.00 4 45.0 5.0 W 0.30 [ 0.03-0.09 m
ECR-B4MF 12-26C12-83 12.00 12.00 26.00 83.00 4 45.0 5.0 C 0.40 o 0.04-0.10 <
ECR-B4MF 12-26W12-83 12.00 12.00 26.00 83.00 4 45.0 5.0 w 0.40 (] 0.04-0.10
ECR-B4MF 14-30C14-83 14.00 14.00 30.00 83.00 4 45.0 50 C 0.40 o 0.04-0.11 Q
ECR-B4MF 14-30W14-83 14.00 14.00 30.00 83.00 4 45.0 5.0 W 0.40 o 0.04-0.11
ECR-B6MF 16-34C16-92 (1) 16.00 16.00 34.00 92.00 6 45.0 50 C 0.50 o 0.05-0.11 D
ECR-B6MF 16-34W16-92 (1) 16.00 16.00 34.00 92.00 6 45.0 5.0 w 0.50 . 0.05-0.11 j
ECR-B6MF 20-42C20-104 (1) 20.00 20.00 42.00 104.00 6 45.0 5.0 0 0.70 ° 0.05-0.11
ECR-B6MF 20-42W20-104 (1) 20.00 20.00 42.00 104.00 6 45.0 5.0 W 0.70 o 0.05-0.11 O
ECR-B6MF 25-52C25-121 (1) 26.00 26.00 52.00 121.00 6 45.0 5.0 c 090 D 0.06-0.11 (D
ECR-B6MF 25-52W25-121 (1) P 25.00 52.00 121.00 6 45.0 50 W 090 ° 0.06-0.11
® The rougher's cutting edge profile has shallow serrations. ¢ A very durable design which leaves only a small amount of material for the finishing cut. e For user guide, see o
pages 195-204 CD
() Cannot be used for plunging application
2 Number of flutes _I
@) Maximum ramping angle _I
(4) C-Cylindrical, W-Weldon §
SOLIDSHRES e =l O
ECP-E3L % @ Z
3 Flute, 38° Helix Solid Carbide @_? ® Lu

Recommended
M E T R I c Machining Data
g fo
Designation DC DCONMS APMX LU OAL NOFt  RMPX®@ FHA Shank®  CHW [ (mm/t)
ECP-E3L 05-12/17C06S57 5.00 6.00 12.00 17.0 57.00 3 5.0 38.0 C 0.20 . 0.02-0.05
ECP-E3L 05-12/17W06S57 5.00 6.00 12.00 17.0 57.00 3 5.0 38.0 W 0.20 o 0.02-0.05
ECP-E3L 06-14/20C06S57 6.00 6.00 14.00 20.0 57.00 3 5.0 38.0 C 0.30 [} 0.03-0.06
ECP-E3L 06-14/20W06S57 6.00 6.00 14.00 20.0 57.00 3 5.0 38.0 W 0.30 o 0.03-0.06
ECP-E3L 08-18/26€C08S63 8.00 8.00 18.00 26.0 63.00 8 5.0 38.0 C 0.40 [} 0.03-0.08
ECP-E3L 08-18/26W08S63 8.00 8.00 18.00 26.0 63.00 3 5.0 38.0 W 0.40 [} 0.03-0.08
ECP-E3L 10-22/32C10872 10.00 10.00 22.00 32.0 72.00 3 5.0 38.0 C 0.40 (] 0.03-0.09
ECP-E3L 10-22/32W10S72 10.00 10.00 22.00 32.0 72.00 ) 5.0 38.0 W 0.40 o 0.03-0.09
ECP-E3L 12-26/38C12S83 12.00 12.00 26.00 38.0 83.00 3 5.0 38.0 C 0.40 [} 0.04-0.10
ECP-E3L 12-26/38W12S83 12.00 12.00 26.00 38.0 83.00 3 5.0 38.0 W 0.40 . 0.04-0.10
ECP-E3L 14-30/44C14S100 14.00 14.00 30.00 44.0 100.00 & 5.0 38.0 C 0.50 o 0.05-0.11
ECP-E3L 14-30/44W14S100 14.00 14.00 30.00 44.0 100.00 3 5.0 38.0 W 0.50 [} 0.05-0.11
ECP-E3L 16-34/50C165100 16.00 16.00 34.00 50.0 100.00 8 5.0 38.0 C 0.50 (] 0.05-0.11
ECP-E3L 16-34/50W165100 16.00 16.00 34.00 50.0 100.00 8 5.0 38.0 W 0.50 o 0.05-0.11
ECP-E3L 20-42/62C20S125 20.00 20.00 42.00 62.0 125.00 3 5.0 38.0 C 0.50 . 0.05-0.11
ECP-E3L 20-42/6 20.00 20.00 42.00 62.0 126.00 3 5.0 38.0 W 0.50 [} 0.05-0.11

* Most recommended for machining stainless steel. e For user guide, see pages 195-204
() Number of flutes

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

* Most recommended for machining stainless steel. e For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical, W-Weldon

o

LL] SOLIDSiiRED -

el ECP-E4L % @

U) 4 Flute, 38° Helix Solid Carbide =

< Roughing Endmills with 3xD @ @ @

Relieved Necks and Chip
E Splitting Cutting Edges ®
|

—

5I M E T R I C Machining Dara

2 8 fz

Y Designation DC  DCONMS  APMX LU OAL NOF FHA  Shank®  CHW 3 (mm#t)

LIJ ECP-E4L 05-12/17C06S57 5.00 6.00 12.00 17.0 57.00 4 38.0 C 0.20 [ 0.02-0.05
ECP-E4L 05-12/17W06S57 5.00 6.00 12.00 17.0 57.00 4 38.0 W 0.20 ° 0.02-0.05

D ECP-E4L 06-14/20C06S57 6.00 6.00 14,00 20.0 57.00 4 38.0 C 0.30 ° 0.03-0.06

= ECP-E4L 06-14/20W06S57 6.00 6.00 14.00 20.0 57.00 4 38.0 W 0.30 [ 0.03-0.06

m ECP-E4L 08-18/26C08S63 8.00 8.00 18.00 26.0 63.00 4 38.0 C 0.40 o 0.03-0.08

m ECP-E4L 08-18/26W08S63 8.00 8.00 18.00 26.0 63.00 4 38.0 W 0.40 o 0.03-0.08

< ECP-E4L 10-22/32C10S72 10.00 10.00 22,00 32.0 72.00 4 38.0 C 0.40 [ 0.03-0.09
ECP-E4L 10-22/32W10S72 10.00 10.00 22,00 32.0 72.00 4 38.0 W 0.40 o 0.03-0.09

Q ECP-E4L 12-26/38C12S83 12.00 12.00 26.00 38.0 83.00 4 38.0 C 0.40 o 0.04-0.10
ECP-E4L 12-26/38W12583 12.00 12.00 26.00 38.0 83.00 4 38.0 W 0.40 ° 0.04-0.10

D ECP-E4L 14-30/44C14S100 14.00 14.00 30.00 440 100.00 4 38.0 C 0.50 o 0.04-0.11

j ECP-E4L 14-30/44W14S100 14.00 14.00 30.00 44.0 100.00 4 38.0 W 0.50 [ 0.04-0.11
ECP-E4L 16-34/50C16S100 16.00 16.00 34.00 50.0 100.00 4 38.0 C 0.50 [ 0.05-0.12

O ECP-E4L 16-34/50W16S100 16.00 16.00 34.00 50.0 100.00 4 38.0 W 0.50 o 0.05-0.12

@P) ECP-E4L 20-42/62C20S125 JPIN( 20.00 42,00 620 125.00 4 380 c 050 . 0.05-0.15

° ECP-E4L 20-42/62W 20.00 20.00 42,00 62.0 125.00 4 38.0 W 0.50 o 0.05-0.15

@p)

—

1

()

Z

LLJ

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

oC
SOLIDSHRED s o
ERF-A/E-3,4,6 % @ 7 —
3, 4, and 6 Flute, 30° and 38° _
Helix Solid Carbide Roughing %@ R e ‘%@**wﬁws @‘? @ @ )
Endmills with 3xD Relieved Y S - . <
Neck for Alloy Steel t‘fﬁf;\; FHA ® E
| OAL 1
Recommended I_
M E L R ! c Machining Data 5'
§ fz E
Designation DC DCONMS  APMX LU OAL NOF@ FHA RMPX®  Shank® CHW o (mm/t) [ )
ERF040E08-3C06 4.00 6.00 8.00 13.0 57.00 8 38.0 5.0 C 0.25 o 0.02-0.05
ERF050E10-3C06 5.00 6.00 10.00 17.0 57.00 3 38.0 5.0 C 0.30 o 0.02-0.05 LIJ
ERF060E13-3C06 6.00 6.00 13.00 21.0 57.00 3 38.0 5.0 C 0.30 (] 0.03-0.06 D
ERF060E13-3W06 6.00 6.00 13.00 21.0 57.00 8 38.0 5.0 W 0.30 o 0.03-0.06 =
ERF070E20-3C08 7.00 8.00 20.00 26.0 63.00 3 38.0 5.0 C 0.30 (] 0.03-0.07 CD
ERF080E20-3C08 8.00 8.00 20.00 28.0 63.00 3 38.0 5.0 C 0.30 o 0.03-0.08 m
ERF080E20-3W08 8.00 8.00 20.00 28.0 63.00 3 38.0 5.0 W 0.30 [} 0.03-0.08 <
ERF090A22-4C10 9.00 10.00 22.00 30.0 72.00 4 30.0 5.0 C 0.30 o 0.03-0.08
ERF100A22-4C10 10.00 10.00 22.00 30.0 72.00 4 30.0 5.0 C 0.30 (] 0.03-0.09 Q
ERF100A22-4W10 10.00 10.00 22.00 30.0 72.00 4 30.0 5.0 W 0.30 o 0.03-0.09
ERF110A25-4C12 11.00 12.00 25.00 31.0 83.00 4 30.0 5.0 C 0.30 (] 0.03-0.09 D
ERF120A25-4C12 12.00 12.00 25.00 37.0 83.00 4 30.0 5.0 C 0.40 o 0.04-0.10 j
ERF120A25-4W12 12.00 12.00 25.00 37.0 83.00 4 30.0 5.0 W 0.40 [} 0.04-0.10
ERF130A25-4C14 13.00 14.00 25.00 320 83.00 4 30.0 5.0 C 0.40 (] 0.04-0.10 O
ERF140A25-4C14 14.00 14.00 25.00 37.0 83.00 4 30.0 5.0 C 0.50 . 0.04-0.11 CD
ERF140A25-4W14 14.00 14.00 25.00 37.0 83.00 4 30.0 5.0 W 0.50 [} 0.04-0.11
ERF160A32-4C16 16.00 16.00 32.00 44.0 92.00 4 30.0 5.0 C 0.50 (] 0.05-0.11 ®
ERF160A32-4W16 16.00 16.00 32.00 440 92.00 4 30.0 5.0 W 0.50 o 0.05-0.11 cD
ERF180A32-4C18 18.00 18.00 32.00 44.0 92.00 4 30.0 5.0 C 0.50 [} 0.05-0.11
ERF180A32-4W18 18.00 18.00 32.00 44.0 92.00 4 30.0 5.0 w 0.50 (] 0.05-0.11 —I
ERF200A38-4C20 20.00 20.00 38.00 55.0 104.00 4 30.0 50 C 0.60 o 0.05-0.11 :I
ERF200A38-4W20 20.00 20.00 38.00 55.0 104.00 4 30.0 5.0 W 0.60 o 0.05-0.11
ERF250A45-6W25 (1) 25.00 25.00 45.00 64.0 121.00 6 30.0 5.0 W 0.60 o 0.06-0.11 E
® For user guide, see pages 195-204 D
() No center cutting ® Cannot be used for plunging application Z
2 Number of flutes
@) Maximum ramping angle LlJ

(4) C-Cylindrical, W-Weldon

SOLIDSHRED .

ECR-T-M

4 Flute, 20° Helix Medium Length
Solid Carbide Roughing Endmills - ot ® @
for High Stock Removal Rates 1 DC !}l.@ DCONMS

~ T | &

APMX = JrHA

' OAL ‘

&)@

Recommended
M E T R ! c Machining Data
8 fz

Designation DC DCONMS APMX OAL NOF® FHA RMPX®@  Shank® CHW 3 (mm/t)
ECR-T4M 06-10-C06-57 6.00 6.00 10.00 57.00 4 20.0 5.0 C 0.30 . 0.03-0.06
ECR-T4M 06-10-W06-57 6.00 6.00 10.00 57.00 4 20.0 5.0 W 0.30 o 0.03-0.06
ECR-T4M 08-16-C08-63 8.00 8.00 16.00 63.00 4 20.0 5.0 C 0.40 [} 0.03-0.08
ECR-T4M 08-16-W08-63 8.00 8.00 16.00 63.00 4 20.0 5.0 W 0.40 (] 0.03-0.08
ECR-T4M 10-20-C10-72 10.00 10.00 20.00 72.00 4 20.0 5.0 C 0.40 . 0.03-0.09
ECR-T4M 10-20-W10-72 10.00 10.00 20.00 72.00 4 20.0 5.0 W 0.40 o 0.03-0.09
ECR-T4M 12-24-C12-83 12.00 12.00 24.00 83.00 4 20.0 5.0 C 0.40 (] 0.04-0.10
ECR-T4M 12-24-W12-83 12.00 12.00 24.00 83.00 4 20.0 5.0 w 0.40 o 0.04-0.10
ECR-T4M 16-32-C16-92 16.00 16.00 32.00 92.00 4 20.0 5.0 C 0.50 [} 0.05-0.11
ECR-T4M 16-32-W16-92 16.00 16.00 32.00 92.00 4 20.0 5.0 W 0.50 (] 0.05-0.11
ECR-T4M 20-40-C20-104 20.00 20.00 40.00 104.00 4 20.0 5.0 C 0.50 . 0.05-0.11
ECR-T4M 20-40-W20-104 20.00 20.00 40.00 104.00 4 20.0 5.0 W 0.50 o 0.05-0.11

® For user guide, see pages 195-204
() Number of flutes

) Maximum ramping angle

@) C-Cylindrical, W-Weldon

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Tl SOLIDSiHRED
el EBRF-T i ' Qﬂ @ ®
CD 3, 4 Flute, 20° Helix Long Solid 4 S —— T heE s =
< Carbide Ball Nose Endmills for Doei‘uw —— @ @
Roughing Materials up to 556 HRC ¥ ’« APMX —» FHA i
= | o
1 HARD MATERIALS)
—
= .
[ ) Designation DC DCONMS APMX OAL NOF FHA Shank®@ 3
LIJ EBRF-T3 06-16C06M57 6.00 6.00 16.00 57.00 8 20.0 0 .
EBRF-T3 08-16C08M63 8.00 8.00 16.00 63.00 3 20.0 C °
() | EBRF-14 10-22c10M72 1000 10,00 22,00 72,00 4 200 c .
—~~ EBRF-T4 12-26C12M83 12.00 12.00 26.00 83.00 4 20.0 C o
m EBRF-T4 14-26C14M83 14.00 14.00 26.00 83.00 4 20.0 C .
m EBRF-T4 16-32C16M92 16.00 16.00 32.00 92.00 4 20.0 C o
< EBRF-T4 20-38C20M104 20.00 20.00 38.00 104.00 4 20.0 C [
® For user guide, see pages 195-204
Q ) Number of flutes
Q (2 C-Cylindrical
— i
rEE mmen &
O SOLID" miii.i- N -
@AM EFF-s :g : =7 Qﬂ /
4 Flute Solid Carbide Endmills
DCONMS =
([ with Relieved Necks for Fast D§C /’% f % @ @
CD Feed High Productivity PRFRAD _—Rg /‘ APMX
OAL
—
—
Recommended
2 M E T R | C Tough <— Hard Machining Data
L] g | 8 ;
Designation DC DCONMS  OAL NOF® LU RE(2 PRFRAD APMX  Shank® [&} [&} (mm/t)
EFF-S2 01-04/03C6RP. 1.00 6.00 50.00 2 3.0 0.15 0.1 0.06 C ° 0.02-0.05
EFF-S2 02-07/06C6RP0.3M50 [Xil] 6.00 50.00 2 6.0 0.30 0.2 0.12 C . 0.10-0.14
EFF-S2 03-1/09C06RP0.5M50 3.00 6.00 50.00 2 9.0 0.50 0.4 0.20 C o 0.10-0.20
EFF-S4-04 020/14C06M57 4.00 6.00 57.00 4 12.0 0.70 0.5 0.20 C o 0.10-0.25
EFF-S4-05 022/17C06M57 5.00 6.00 57.00 4 16.0 0.90 0.6 0.30 C . 0.10-0.30
EFF-S4-06 030/20C06R1.0M 6.00 6.00 57.00 4 20.0 1.23 53 0.30 C o 0.10-0.30
EFF-S4-08 035/26C08R1.3M 8.00 8.00 63.00 4 26.0 1.62 7.0 0.40 C o 0.10-0.40
EFF-S4-10 040/30C10R1.6M 10.00 10.00 72.00 4 30.0 2.01 8.8 0.50 C o 0.15-0.50
EFF-S4-12 045/34C12R2.0M 12.00 12.00 83.00 4 34.0 247 10.6 0.60 C o 0.15-0.50
EFF-S4-16 055/42C16R2.6M 16.00 16.00 92.00 4 42.0 325 14.0 0.80 C o 0.20-0.60
EFF-S4-20 060/46C20R3.2M 20.00 20.00 104.00 4 46.0 4.02 17.7 1.00 C o 0.20-0.70

e For user guide, see pages 195-204
) Number of flutes

(2 Should be used for programming
() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

CHATTERFREE
|
SOLID " =zis . % @ ’
=
EFP-E4,5CF DCONMS @ @ @
Solid Carbide Roughing Endmills

with Chip Splitting Cutting
Edges, Variable Pitch and
Large Radius Frontal Edge

s
LL]
I_
)
<
I
Recommended I_
M E T R ! c Machining Data 5'
§ fz E
Designation DC DCONMS OAL RE(2 NOF® FHA  APMX®@ LU RMPX®  Shank® [&] (mm#t) [ )
EFP-E4CF 06-12C06R1.0M57 6.00 6.00 57.00 1.00 4 38.0 0.30 12.00 5.0 C o 0.02-0.30
EFP-E4CF 08-16C08R1.4M63 8.00 8.00 63.00 1.40 4 38.0 0.40 16.00 5.0 G ° 0.03-0.40 LIJ
EFP-E4CF 10-20C10R1.7M72 10.00 10.00 72.00 1.70 4 38.0 0.50 20.00 5.0 © . 0.03-0.50 D
EFP-E5CF 10-24C10R1.7M72 (1) 10.00 10.00 72.00 1.70 5 38.0 0.50 24,00 5.0 C o 0.03-0.50 =
EFP-E4CF 12-25C12R2.0M83 12.00 12.00 83.00 2.00 4 38.0 0.60 24.00 5.0 C . 0.04-0.50 CD
EFP-E4CF 16-32C16R2.7M92 16.00 16.00 92.00 2.70 4 38.0 0.80 32.00 5.0 C [ 0.05-0.60 m
EFP-E5CF 16-40C16R2.7M92 (1) 16.00 16.00 92.00 2.70 5] 38.0 0.80 40.00 5.0 C o 0.05-0.60 <
EFP-E4CF 20-40C20R3.4M104 20.00 20.00 104.00 340 4 38.0 1.00 40.00 5.0 C (] 0.05-0.70
EFP-E5CF 20-48C20R3.4M104 (1) LY} 2000 104.00 340 5 38.0 1.00 48.00 50 © . 0.05-0.70 Q
e For user guide, see pages 195-204
) Cannot be used for plunging application D
(2 Used for programming e
@) Number of flutes —I
@) Maximum D.O.C. for high feed milling (FEEDMILL) O
5) Maximum ramping angle CD
(6) C-Cylindrical
)
Y 7V // )
PREM %!q"!’hﬁ ~—LU—= = cﬂ
ETR-A2 | } (=} @ % 1
2 Flute Toroidal Endmills LH — —
RE T BHTA @ 1 @
N ' =
DC DCONMS D
b APMX | L I i ®
OAL Z
Recommended LU
Machining Data
S fz
Designation DC DCONMS APMX OAL NOF®m LU DN LH BHTA RMPX2 RE Shank® | & (mm/t)
ETR-A2 02-2/08C06R.5M80 [wX] 6.00 2.00 80.00 2 8.0 1.90 40.0 36 5.0 0.50 C . 0.01-0.03
ETR-A2 03-2/12C06R.5M80 3.00 6.00 2.00 80.00 2 12.0 2.80 40.0 33 50 0.50 C [ 0.01-0.04
ETR-A2 04-3/16C06R1M80 4.00 6.00 3.00 80.00 2 16.0 3.70 40.0 2.8 5.0 1.00 C o 0.02-0.05
ETR-A2 06-4/25C08R2M100 o] 8.00 4.00 100.00 2 25.0 5.60 66.0 2 5.0 2.00 C . 0.03-0.07
ETR-A2 08-4/32C08R2M100 J:Xo0] 8.00 4.00 100.00 2 32.0 7.60 - = 5.0 2.00 C () 0.03-0.09
ETR-A2 08-4/32C10R2M120 J:Xol] 10.00 4.00 120.00 2 32.0 7.60 66.0 2 50 2.00 C o 0.03-0.09
ETR-A2 10-6/40C10R3M120 [[oXo0] 10.00 6.00 120.00 2 40.0 9.60 - - 5.0 3.00 C . 0.03-0.10
ETR-A2 10-6/40C12R3M160 [ggloXel) 12.00 6.00 158.00 2 40.0 9.60 110.0 1 5.0 3.00 C ° 0.03-0.10

e For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

@) C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiii.i

EC-A2 ¥ % @

(economical-short) @L‘ —l ——— CON\S [ ~S
Economical Type 2 Flute, 30° J A @ @

Helix Center Cutting Short
Solid Carbide Endmills

[}

9@

M E T R 1 C Tough = Hard | flecoimenced
2 | § f
Designation DC DCONMS  APMX OAL NOF® FHA RMPX®  Shank® o o (mm/t)
EC-A2 02-03W06E50 2.00 6.00 3.00 50.00 2 30.0 5.0 W (] (] 0.01-0.03
EC-A2 03-04W06E50 3.00 6.00 4.00 50.00 2 30.0 5.0 w . . 0.01-0.04
EC-A2 04-05WO06E54 4.00 6.00 5.00 54.00 2 30.0 5.0 W (] (] 0.02-0.05
EC-A2 045-05W06E54 4.50 6.00 5.00 54.00 2 30.0 5.0 W (] (] 0.02-0.05
EC-A2 05-06W06E54 5.00 6.00 6.00 54.00 2 30.0 5.0 W . . 0.02-0.06
EC-A2 06-07WO06E54 6.00 6.00 7.00 54.00 2 30.0 5.0 W (] (] 0.03-0.07
EC-A2 07-08W08E58 7.00 8.00 8.00 58.00 2 30.0 5.0 w (] (] 0.03-0.08
EC-A2 08-09WO8E58 8.00 8.00 9.00 58.00 2 30.0 5.0 W (] (] 0.03-0.09
EC-A2 09-10W10E66 9.00 10.00 10.00 66.00 2 30.0 5.0 W (] (] 0.03-0.09
EC-A2 10-11W10E66 10.00 10.00 11.00 66.00 2 30.0 5.0 W (] (] 0.03-0.10
EC-A2 12-12W12E73 12.00 12.00 12.00 73.00 2 30.0 5.0 W (] 0.04-0.11
EC-A2 14-14W14E75 14.00 14.00 14.00 75.00 2 30.0 5.0 W (] 0.04-0.12
EC-A2 16-16W16E82 16.00 16.00 16.00 82.00 2 30.0 5.0 w (] 0.05-0.13
EC-A2 18-18W18E84 18.00 18.00 18.00 84.00 2 30.0 5.0 W (] (] 0.06-0.13
EC-A2 20-20W20E92 20.00 20.00 20.00 92.00 2 30.0 5.0 W . . 0.06-0.13

e For user guide, see pages 195-204
) Number of flutes

(2) Maximum ramping angle

@) W-Weldon
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
VY 7V // &}
SOLIDiwiii LLJ
EC-A-2 % @
2 Flute, 30 and 45° Helix | )19’ _ = CI7)
Medium Length Solid Carbide DN~ ) DConms ! @
Slot / Drill Endmills L BTV 1 <‘:
OAL @ ® E
1
M E T R 1 C Tough «— Hard | pecommended |:
Machining Data
2 (8|8 5 =
Designation DC DCONMS  APMX OAL NOFt FHA RMPX@  Shank® | © | © | © (mm/t) E
EC020B07-2C03 2.00 3.00 7.00 38.00 2 450 50 © o | o 0.01-0.03
EC020B07-2C06 2.00 6.00 7.00 57.00 2 450 50 © o | o 0.01-0.03 o
EC025A07-2C03 2.50 3.00 7.00 38.00 2 30.0 50 © o | o 0.01-0.03 L
EC030A10-2C03 3.00 3.00 10.00 38.00 2 30.0 50 © e | o 0.01-0.04 D
EC030A10-2C06 3.00 6.00 10.00 57.00 2 30.0 50 © o | o 0.01-0.04 —
EC035A12-2C04 350 4.00 12.00 50.00 2 30.0 50 © o | o 0.01-0.04 CD
EC040A12-2C04 400 4.00 12.00 50.00 2 30.0 50 © o | o | o 0.02-0.06
EC040A12-2C06 400 6.00 12.00 57.00 2 30.0 50 © o | o | o 0.02-0.05 m
EC045A14-2C06 450 6.00 14.00 57.00 2 30.0 50 © ° 0.02-0.05 <
EC050A14-2C05 5.00 5.00 14.00 50.00 2 30.0 50 © e | o 0.02-0.06 Q
EC050A14-2C06 5.00 6.00 14.00 57.00 2 30.0 50 © o | o 0.02-0.06
EC055A16-2C06 550 6.00 16.00 57.00 2 30.0 50 © ° 0.02-0.06 D
EC060A16-2C06 6.00 6.00 16.00 57.00 2 30.0 50 © o | o | o 0.03-0.07 —
EC060A16-2W06 6.00 6.00 16.00 57.00 2 30.0 50 W ° 0.03-0.07 1
EC065A20-2C07 6.50 7.00 20.00 60.00 2 300 50 © . 0.03-0.07 O
EC070A20-2C07 7.00 7.00 20.00 60.00 2 30.0 50 © o | o 0.03-0.08
EC080A20-2C08 8.00 8.00 20.00 63.00 2 30.0 50 © o | o | o 0.03-0.09 CD
EC080A20-2W08 8.00 8.00 20.00 63.00 2 30.0 50 W ° 0.03-0.09 PY
EC085A22-2C10 8.50 10.00 22.00 72.00 2 30.0 50 c ° 0.03-0.09
EC100A22-2C10 10.00 10.00 22.00 72.00 2 30.0 50 © o | o | o 0.03-0.10 U)
EC120A25-2C12 12.00 12.00 25.00 83.00 2 30.0 50 © o | o | o 0.04-0.11 |
EC140A25-2C14 14.00 14,00 25.00 83.00 2 30.0 50 © o | o | o 0.04-0.12 1
EC160A32-2C16 16.00 16.00 32.00 92.00 2 30.0 50 © o | o 0.05-0.13 —
EC180A32-2C18 18.00 18.00 32.00 92.00 2 30.0 50 © o | o 0.05-0.13 E
EC200A38-2C20 20.00 20.00 38.00 104.00 2 30.0 50 © ° ° 0.05-0.13
® For user guide, see pages 195-204 D
() Number of flutes Z
2 Maximum ramping angle LIJ

() C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiii.i

EC-A2 % @

e For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

() C-Cylindrical, W-Weldon

SOLIDiLi - o s
ECC-A-2 ( E ) %
2 Flute, 30° Helix Medium Length

Solid Carbide Slot / Drill Endmills
with Chamfered Corners

&

s

LL]

I_

[@p] (economical-medium) == =

Economical Type 2 Flute, 30° — B . — - @ @
< Helix Center Cutting, Medium ! FAPMX _T e !
E Length Solid Carbide Endmills : OAL @ ®
1

|: M E T R 1 C Tough = Hard | flecoimenced

D © S fz

2 Designation DC DCONMS APMX OAL NOF® FHA RMPX@  Shank® S 5 (mm/t)
EC-A2 01-03C04E50 1.00 4.00 3.00 50.00 2 300 50 @ . . 0.00-0.01

o EC-A2 015-045C04E50 1.50 4.00 450 50.00 2 300 5.0 @ ° ° 0.00-0.02

L] EC-A2 02-08C02E32 2.00 2.00 8.00 32.00 2 300 50 @ . ° 0.01-0.03

D EC-A2 025-08C025E32 2.50 2.50 8.00 32.00 2 30.0 5.0 C o o 0.01-0.03

— EC-A2 03-12C03E38 3.00 3.00 12,00 38.00 2 300 5.0 @ ° ° 0.01-0.04

M EC-A2 035-12C035E32 3.50 3.50 12,00 32.00 2 300 50 @ ° ° 0.01-0.04
EC-A2 04-12C04E50 4.00 4.00 12.00 50.00 2 30.0 5.0 C o o 0.02-0.05

oC EC-A2 045-14C045E50 450 450 14,00 50.00 2 300 5.0 @ . 0.02-0.05

< EC-A2 05-14C05E50 5.00 5.00 14.00 50.00 2 30.0 5.0 C o o 0.02-0.06

Q EC-A2 055-16C055E50 5.50 5.50 16.00 50.00 2 30.0 5.0 C o o 0.02-0.06
EC-A2 06-16C06E50 6.00 6.00 16,00 50.00 2 300 5.0 @ . . 0.08-0.07

D EC-A2 07-20C07E60 7.00 7.00 20.00 60.00 2 300 50 @ ° ° 0.03-0.08

— EC-A2 08-20C08E63 8.00 8.00 20.00 63.00 2 30.0 5.0 C ° ° 0.03-0.09

1 EC-A2 09-20C09E60 9.00 9.00 20.00 60.00 2 300 5.0 @ ° ° 0.08-0.09

O EC-A2 10-22C10E72 10.00 10.00 22.00 72.00 2 30.0 5.0 C o o 0.03-0.10
EC-A2 12-22C12E70 12.00 12.00 22.00 70.00 2 30.0 5.0 C o o 0.04-0.11

@p) EC-A2 14-25C14E75 14,00 14,00 25.00 75.00 2 300 50 @ ° ° 0.04-0.12

°® EC-A2 16-25C16E75 16.00 16.00 25.00 75.00 2 300 50 @ ° ° 0.05-0.13

EC-A2 20-32C20E100 20,00 20.00 32.00 100.00 2 300 50 @ ° ° 0.05-0.13

@p)

—

—

A

Z

LL]

-

SIS
DCONMS @

B P
Recommen
M E T R | c Tough «— Hard M‘;gf“nmg ped
S S fz

Designation DC DCONMS NOF™ APMX OAL RMPX@ Shank® CHW 5] &) (mm/t)
ECC020B07-2C03 2.00 3.00 2 7.00 38.00 5.0 (0] 0.10 [ 0.01-0.03
ECC025A07-2C03 2.50 3.00 2 7.00 38.00 5.0 (0] 0.10 (] 0.01-0.03
ECC030A10-2C03 3.00 3.00 2 10.00 38.00 5.0 © 0.10 () ° 0.01-0.04
ECC035A12-2C04 3.50 4.00 2 12.00 50.00 5.0 C 0.10 o 0.01-0.04
ECC040A12-2C04 4.00 4.00 2 12.00 50.00 5.0 C 0.15 (] ° 0.02-0.05
ECC050A14-2C05 5.00 5.00 2 14.00 50.00 5.0 © 0.15 [ ° 0.02-0.06
ECC060A16-2C06 6.00 6.00 2 16.00 57.00 5.0 C 0.15 [ (] 0.03-0.07
ECC060A16-2W06 6.00 6.00 2 16.00 57.00 5.0 W 0.15 [ 0.03-0.07
ECC080A20-2C08 8.00 8.00 2 20.00 63.00 5.0 © 0.15 ) ) 0.03-0.09
ECC100A22-2C10 10.00 10.00 2 22.00 72.00 5.0 C 0.25 [ 0.03-0.10
ECC120A25-2C12 12.00 12.00 2 25.00 83.00 5.0 (0] 0.25 ° 0.04-0.11
ECC160A32-2C16 16.00 16.00 2 32.00 92.00 5.0 © 0.25 () ° 0.05-0.13
ECC200A38-2C20 20.00 20.00 2 38.00 104.00 5.0 (0] 0.25 [ 0.05-0.13

e For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiwiii = %
EC-A2 Y % —
(economical-extra long) @p)
Economical Type 2 Flute, 30° @ @ <
Helix, Center Cutting, Extra
Long Solid Carbide Endmills @ ® E
I
|_
M E T R I C Tough = Hard | flecoinenced 5|
2 | § f =
Designation DC DCONMS APMX OAL NOF® FHA RMPX@  Shank® [} &} (mm#t) [ )
EC-A2 03-30C03E75 3.00 3.00 30.00 75.00 2 30.0 5.0 C o o 0.01-0.04
EC-A2 04-30C04E75 4.00 4.00 30.00 75.00 2 30.0 5.0 C ° ° 0.02-0.05 I—IJ
EC-A2 05-40C05E100 5.00 5.00 40.00 100.00 2 30.0 5.0 C o o 0.02-0.06 D
EC-A2 06-50C06E150 6.00 6.00 50.00 150.00 2 30.0 5.0 C ° ° 0.03-0.07 ==
EC-A2 08-50C08E150 8.00 8.00 50.00 150.00 2 30.0 5.0 C ° ° 0.03-0.09 CD
EC-A2 10-60C10E150 10.00 10.00 60.00 150.00 2 30.0 5.0 C [ [ 0.03-0.10 m
EC-A2 12-75C12E150 12.00 12.00 75.00 150.00 2 30.0 5.0 C ° ° 0.04-0.11 <
EC-A2 14-65C14E150 14.00 14.00 65.00 150.00 2 30.0 5.0 C ° ° 0.04-0.12
EC-A2 16-65C16E150 16.00 16.00 65.00 150.00 2 30.0 5.0 C o o 0.05-0.13 Q
EC-A2 18-65C18E150 18.00 18.00 65.00 150.00 2 30.0 5.0 C ° ° 0.05-0.13
EC-A2 20-65C20E150 20.00 20.00 65.00 150.00 2 30.0 5.0 C ° ° 0.05-0.13 D
* For user guide, see pages 195-204
() Number of flutes _I
2) Maximum ramping angle O
() C-Cylindrical CD
o
SoLIDsiLL | = %
ECS/ECCS-E-3 | % @ i —
3 Flute, 38° Helix Short Solid ) DCONMS = —_—
Carbide Slot / Drill Endmills ﬁ @ ® @ E
with 3xD Relieved Necks
and Chamfered Corners ® D
Z
LL]
M E T R | C Tough <— Hard I\Fl‘lzzﬁmmgng:tg
S S fz
Designation DC DCONMS APMX LU DN OAL LF  NOF" FHA RMPX®@ Shank® CH S 3 (mm/t)
ECS020E03-3W06-57 2.00 6.00 3.00 8.0 1.90 57.00  39.00 3 38.0 5.0 W - o 0.01-0.03
ECS025E03-3W06-57 2.50 6.00 3.00 8.0 2.40 57.00  39.00 3 38.0 5.0 W o 0.01-0.03
ECS030E04-3W06-57 3.00 6.00 4,00 9.0 2.90 57.00  39.00 3 38.0 5.0 W [} 0.01-0.04
ECS035E04-3W06-57 3.50 6.00 4.00 12.0 3.40 57.00  39.00 3 38.0 5.0 W ° 0.01-0.04
ECS040E05-3W06-57 4.00 6.00 5.00 13.0 3.90 57.00  39.00 3 38.0 5.0 W ° ° 0.02-0.05
ECS050E06-3W06-57 5.00 6.00 6.00 14.0 4.90 57.00  39.00 3 38.0 5.0 W - ° 0.02-0.06
ECCS060E07-3W06-57 K0} 6.00 7.00 15.0 590 57.00  39.00 3 38.0 5.0 W 0.15 o 0.03-0.07
ECCS070E08-3W08-63 [} 8.00 8.00 20.0 6.70 63.00  45.00 38 38.0 5.0 W 0.15 o 0.03-0.08
ECCS080E09-3W08-63 J:{] 8.00 9.00 21.0 7.60 63.00 45.00 3 38.0 5.0 W 0.15 [ 0.03-0.09
ECCS090E10-3W10-72 Ky} 10.00 10.00 22.0 8.60 7200  52.00 & 38.0 5.0 W 0.15 ° 0.03-0.09
ECCS100E11-3W10-72 EuoXili 10.00 11.00 23.0 9.50 72.00  52.00 38 38.0 5.0 W 0.25 o 0.03-0.10
ECCS120E12-3W12-83 uPA) 12.00 12.00 24,0 11.30 83.00 60.50 3 38.0 5.0 W 0.25 [ 0.04-0.11
ECCS160E16-3W16-92 (Xl 16.00 16.00 33.0 15620 9200 68.00 3 38.0 5.0 W 0.25 [ 0.05-0.13

® For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

(@) W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

iTl soumsis
— EC-A3/E3 . _ F % @ @7
[@p] (economical-short) o B convs =
< Economical Type 3 Flute, 30° and - | @ @ @
38° Helix, Center Cutting, Short orx ] Tl FHA‘ E
E Length Solid Carbide Endmills | OAL ®
1
H M E T R 1 ¢C Tough +—» Hard | fiecommended
5' oug & Machining Data
2 © S fz
[ ) Designation DC DCONMS APMX OAL NOF® FHA RMPX®@  Shank® § S (mm/t)
LL| EC-A3 005-015C03E38 0.50 3.00 1.50 38.00 3 30.0 50 © B B 0.00-0.01
EC-A3 006-015C03E38 0.60 3.00 1.50 38.00 3 30.0 50 @ ° ° 0.00-0.01
D EC-A3 008-02C03E38 0.80 3.00 2.00 38.00 3 30.0 50 © . . 0.00-0.01
— EC-A3 01-02C03E38 1.00 3.00 2.00 38.00 3 30.0 50 c . 0.00-0.01
] EC-A3 012-02C03E38 1.20 3.00 2.00 38.00 3 30.0 50 @ . ° 0.00-0.01
m EC-A3 015-02C03E38 1.50 3.00 2.00 38.00 3 30.0 5.0 © . . 0.00-0.02
< EC-A3 018-02C03E38 1.80 3.00 2.00 38.00 3 30.0 50 c ° ° 0.01-0.03
EC-E3 02-04C06E35 2.00 6.00 4.00 35.00 3 38.0 50 @ ° ° 0.01-0.03
Q EC-E3 025-05C06E36 2.50 6.00 5.00 36.00 3 38.0 50 © . . 0.01-0.03
EC-E3 03-05C06E36 3.00 6.00 5.00 36.00 3 38.0 50 c . . 0.01-0.04
Q EC-A3 035-06WO6E37 350 6.00 6.00 37.00 3 30.0 50 W ° ° 0.01-0.04
j EC-E3 04-07C06E39 4.00 6.00 7.00 39.00 3 38.0 50 © . . 0.02-0.05
EC-A3 045-08WO06E38 450 6.00 8.00 38.00 3 30.0 50 W . . 0.02-0.05
O EC-A3 05-08WO06E39 5.00 6.00 8.00 39.00 3 30.0 50 W . 0.02-0.06
@p) EC-E3 05-08C06E39 5.00 6.00 8.00 39.00 3 30.0 50 c . 0.02-0.06
EC-A3 055-08WO06E39 5.50 6.00 8.00 39.00 3 30.0 50 w . . 0.02-0.06
o EC-E3 06-08C06E39 6.00 6.00 8.00 39.00 3 38.0 50 @ . ° 0.03-0.07
N EC-A3 0675-10W0SE42 6.75 8.00 10.00 42.00 3 30.0 50 w . . 0.03-0.07
EC-A3 07-10W08E42 7.00 8.00 10.00 42,00 3 30.0 50 W ° ° 0.03-0.08
— EC-E3 08-11C08E43 8.00 8.00 11.00 4300 3 38.0 50 @ ° ° 0.03-0.09
:l EC-A3 087-11W10E48 8.70 10,00 11.00 48.00 3 30.0 50 W ° . 0.03-0.09
2 EC-A3 09-11W10E48 9.00 10.00 11.00 48,00 3 30.0 50 w . . 0.03-0.09
EC-A3 097-11W10E48 9.70 10.00 11.00 48,00 3 30.0 50 W ° ° 0.03-0.09
D EC-E3 10-13C10E50 10.00 10.00 13.00 50.00 3 38.0 50 © . . 0.03-0.10
= EC-E3 12-15C12E55 12,00 12,00 16.00 55.00 3 30.0 50 c ° ° 0.04-0.11
EC-A3 16-18W16E62 16.00 16.00 18.00 62.00 3 30.0 5.0 w . . 0.05-0.13
L EC-A3 18-20W18E70 18.00 18,00 20.00 70.00 3 30.0 50 W ° ° 0.05-0.13

e For user guide, see pages 195-204
) Number of flutes

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiiLi — I
]
EC-A3/E3 ) : % @ y —
(economical-medium) . = @p)
Economical Type 3 Flute, 30° and ﬁb ) ARNET @ @ @
38° Helix, Center Cutting, Medium F AN oL <‘:
Length Solid Carbide Endmills ® E
|
M E T R 1 C Tough +— Hard | frecommended |:
Machining Data D
2 | § f =
Designation DC DCONMS  APMX OAL NOF® FHA RMPX®  Shank® (&} o (mm/t) [ )
EC-E3 02-08C02E32 2.00 2.00 8.00 32.00 3 38.0 5.0 C o o 0.01-0.03
EC-E3 025-08C025E32 2.50 2,50 8.00 32.00 3 380 5.0 c ° ° 0.01-0.03 LLJ
EC-E3 03-12C03E38 3.00 3.00 12.00 38.00 3 38.0 5.0 C o o 0.01-0.04 D
EC-A3 035-12C035E32 3.50 3.50 12.00 32.00 3 300 50 © ° ° 0.01-0.04 -
EC-E3 04-12C04E50 4.00 4.00 12.00 50.00 3 38.0 5.0 © ° ° 0.02-0.05 CD
EC-A3 045-14C045E50 450 4.50 14.00 50.00 3 30.0 5.0 C o o 0.02-0.05 m
EC-E3 05-14C05E50 5.00 5.00 14.00 50.00 3 380 50 © ° ° 0.02-0.06 <
EC-A3 055-16C055E50 5.50 5.50 16.00 50.00 3 300 5.0 c ° ° 0.02-0.06
EC-E3 06-16C06E50 6.00 6.00 16.00 50.00 3 38.0 5.0 C o o 0.03-0.07 Q
EC-E3 07-20C07E60 7.00 7.00 20.00 60.00 3 300 50 © ° ° 0.03-0.08
EC-E3 08-20C08E63 8.00 8.00 20.00 63.00 3 38.0 5.0 C ° ° 0.03-0.09 D
EC-A3 09-20C09E60 9.00 9.00 20.00 60.00 3 30.0 5.0 C [ [ 0.03-0.09 j
EC-E3 10-22C10E72 10.00 10.00 22.00 72.00 3 380 50 © ° ° 0.03-0.10
EC-E3 12-22C12E73 12.00 12,00 22.00 73.00 3 380 5.0 c ° ° 0.04-0.11 O
EC-A3 14-25C14E75 14.00 14.00 25.00 75.00 38 30.0 5.0 C ° ° 0.04-0.12 CD
EC-A3 16-25C16E75 16.00 16.00 25.00 75.00 3 300 50 © ° ° 0.05-0.13
EC-E3 20-32C20E104 20,00 20.00 32.00 104.00 3 380 5.0 © ° 0.05-0.13 L
* For user guide, see pages 195-204
() Number of flutes CD
(2) Maximum ramping angle —I
® C-Gylindrical 1
SOLIDiii.L %
|
EC-B3 (economical-short) ¥ % @ =
Economical Type 3 Flute, 45° DCONMS =
Helix, Center Cutting, Short @ ® @ |_|J

Length Solid Carbide Endmills

M [ N - [ c Tough <— Hard 322%?;?;3“[?:12
g | § f
Designation DC  DCONMS APMX  OAL  NOF®  FHA  RMPX? Shank® | 9 3 (mmA)
EC-B3 015-03C03E38 1.50 3.00 3.00 38.00 3 45.0 5.0 © ° ° 0.00-0.02
EC-B3 02-03W06E50 2.00 6.00 3.00 50.00 3 45.0 5.0 W ° ° 0.01-0.03
EC-B3 03-04W06E50 3.00 6.00 4,00 50.00 3 45.0 5.0 W ° ° 0.01-0.04
EC-B3 035-04W06E50 3.50 6.00 4,00 50.00 3 45.0 5.0 W [ [ 0.01-0.04
EC-B3 04-05W06E54 4.00 6.00 5.00 54.00 3 45.0 5.0 W ° ° 0.02-0.05
EC-B3 045-05W06E54 450 6.00 5.00 54.00 3 45.0 5.0 W o o 0.02-0.05
EC-B3 05-06C06E57 5.00 6.00 6.00 57.00 3 45.0 5.0 © ° ° 0.02-0.06
EC-B3 06-07W06E54 6.00 6.00 7.00 54.00 3 45.0 5.0 W ° ° 0.03-0.07
EC-B3 07-08WO0SE58 7.00 8.00 8.00 58.00 8] 45.0 5.0 W ° ° 0.03-0.08
EC-B3 08-09WO0SE58 8.00 8.00 9.00 58.00 3 45.0 5.0 W [ ° 0.03-0.09
EC-B3 09-10W10E66 9.00 10.00 10.00 66.00 3 45.0 5.0 W ° ° 0.03-0.09
EC-B3 10-11W10E66 10.00 10.00 11.00 66.00 3 45.0 5.0 W ° ° 0.03-0.10
EC-B3 12-12W12E73 12.00 12.00 12.00 73.00 3 45,0 5.0 W ° ° 0.04-0.11
EC-B3 14-14W14E75 14.00 14.00 14.00 75.00 3 45.0 5.0 W ° ° 0.04-0.12
EC-B3 16-16W16E82 16.00 16.00 16.00 82.00 8 45.0 5.0 W o o 0.05-0.13
EC-B3 18-18W18E84 18.00 18.00 18.00 84.00 3 45.0 5.0 W [ 0.05-0.13
EC-B3 20-20W20E92 20.00 20.00 20.00 92.00 3 45.0 5.0 W ° ° 0.05-0.13

® For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

iTl sousic
=l EC-E-3 % @ J
@p) ¢ Fute. 38° Helix Medium L Ve =
g Length Solid Carbide Endmills @ N~ SRR DCONMS @ @ @
E Fk APMX > FHA '
| OAL ®
|
H M E T R 1 ¢C Tough +— Hard | Hecommended
5' oug & Machining Data
= 2| 8|8 f
Y Designation DC  DCONMS  APMX OAL NOF FHA  RMPX@ Shank® | 8 | 8 | 8 (mm/)
I_IJ EC010E025-3C03 1.00 3.00 2.50 38.00 3 38.0 5.0 C ° ° 0.01-0.01
EC015E04-3C04 1.50 4.00 4.00 50.00 3 38.0 5.0 © ° ° 0.01-0.02
D EC025E07-3C03 2.50 3.00 7.00 38.00 3 38.0 5.0 C ° 0.01-0.03
= EC030E10-3C03 3.00 3.00 10.00 38.00 3 38.0 5.0 C [ ° 0.01-0.04
m ECO030E10-3C06 3.00 6.00 10.00 57.00 & 38.0 5.0 C o 0.01-0.04
m EC035E12-3C04 3.50 4,00 12.00 50.00 3 38.0 5.0 C L] L] 0.01-0.04
< EC040E12-3C04 4,00 4,00 12.00 50.00 3 38.0 5.0 C ° ° ° 0.02-0.05
EC040E12-3C06 4.00 6.00 12.00 57.00 & 38.0 5.0 C o 0.02-0.05
Q EC045E14-3C06 4.50 6.00 14.00 57.00 3 38.0 5.0 C [ ° 0.02-0.05
EC050E14-3C05 5.00 5.00 14.00 50.00 3 38.0 5.0 C ° ° ° 0.02-0.06
Q EC050E14-3C06 5.00 6.00 14.00 57.00 & 38.0 5.0 C o 0.02-0.06
j EC050E14-3W06 5.00 6.00 14.00 57.00 3 38.0 5.0 W o 0.02-0.06
EC060E16-3C06 6.00 6.00 16.00 57.00 3 38.0 5.0 C ° ° ° 0.03-0.07
O EC060E16-3W06 6.00 6.00 16.00 57.00 & 38.0 5.0 W o 0.03-0.07
(/) | Eco70E20-3C07 7.00 7.00 2000 60.00 3 380 50 c . . 003-008
EC080E20-3C08 8.00 8.00 20.00 63.00 & 38.0 5.0 C ° ° ° 0.03-0.09
L ECO080E20-3W08 8.00 8.00 20.00 63.00 & 38.0 5.0 W [} 0.03-0.09
cD EC100E22-3C10 10.00 10.00 22.00 72.00 3 38.0 5.0 C ° ° ° 0.03-0.10
_I EC100E22-3W10 10.00 10.00 22.00 72.00 3 38.0 5.0 W ° ° 0.03-0.10
EC120E25-3C12 12.00 12.00 25.00 83.00 & 38.0 5.0 C o o o 0.04-0.11
:I EC120E25-3W12 12,00 12.00 25.00 83.00 3 38.0 5.0 W ° ° 0.04-0.11
2 EC140E25-3C14 14.00 14.00 25.00 83.00 & 38.0 5.0 C ° 0.04-0.12
EC140E25-3W14 14.00 14.00 25.00 83.00 & 38.0 5.0 W o 0.04-0.12
D EC160E32-3C16 16.00 16.00 32.00 92.00 &) 38.0 5.0 C ° ° 0.05-0.13
Z EC160E32-3W16 16.00 16.00 32.00 92.00 3 38.0 5.0 W ° 0.05-0.13
EC180E32-3C18 18.00 18.00 32.00 92.00 & 38.0 5.0 C o 0.05-0.13
LIJ EC180E32-3W18 18.00 18.00 32.00 92.00 &) 38.0 5.0 W ° 0.05-0.13
EC200E38-3C20 20.00 20.00 38.00 104.00 & 38.0 5.0 C ° 0.05-0.13
EC200E38-3W20 20.00 20.00 38.00 104.00 3 38.0 5.0 W ° 0.05-0.13

* Multi-purpose endmill. e Suitable for deep slotting. e For user guide, see pages 195-204
) Number of flutes

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Y V // & ) m
SOLIDiwiii. CHW x 45° — LLJ
]
ECC-E-3 % @ —
3 Flute, 38 and 45° Helix Medium = CD
Length Slot / Drill Solid Carbide @ @ @
Endmills with Chamfered Corners <§E
® I
|_
M E T R 1 C Tough < Hard | pecommenced 5|
g | 8 ; =
Designation DC DCONMS  APMX OAL NOF FHA RMPX®@  Shank® CHW &) &) (mm/t) ()
ECC020B07-3C03 2.00 3.00 7.00 38.00 8 45,0 5.0 C 0.10 o 0.01-0.03
ECC025E07-3C03 2.50 3.00 7.00 38.00 3 38.0 5.0 C 0.10 ° 0.01-0.03 I—IJ
ECC030E10-3C03 3.00 3.00 10.00 38.00 3 38.0 5.0 C 0.10 o ° 0.01-0.04 D
ECC035E12-3C04 3.50 4.00 12.00 50.00 3 38.0 50 C 0.10 ° 0.01-0.04 —
ECC040E12-3C04 4.00 4.00 12.00 50.00 3 38.0 5.0 C 0.15 o o 0.02-0.05 CD
ECC050E14-3C05 5.00 5.00 14.00 50.00 3 38.0 50 C 0.15 (] (] 0.02-0.06 m
ECC060E16-3C06 6.00 6.00 16.00 57.00 8 38.0 50 C 0.15 () ) 0.03-0.07 <
ECC060E16-3W06 6.00 6.00 16.00 57.00 3 38.0 5.0 W 0.15 o 0.03-0.07
ECC080E20-3C08 8.00 8.00 20.00 63.00 3 38.0 5.0 C 0.15 o ° 0.03-0.09 Q
ECC080E20-3W08 8.00 8.00 20.00 63.00 3 38.0 5.0 W 0.15 ° 0.03-0.09
ECC100E22-3C10 10.00 10.00 22.00 72.00 3 38.0 5.0 C 0.25 o o 0.03-0.10 D
ECC100E22-3W10 10.00 10.00 22.00 72.00 3 38.0 5.0 W 0.25 o 0.03-0.10 j
ECC120E25-3C12 12.00 12.00 25.00 83.00 3 38.0 50 C 0.25 [ ) 0.04-0.11
ECC120E25-3W12 12.00 12.00 25.00 83.00 3 38.0 5.0 W 0.25 o o 0.04-0.11 O
ECC160E32-3C16 16.00 16.00 32.00 92.00 3 38.0 5.0 C 0.25 o 0.05-0.13 CD
ECC160E32-3W16 16.00 16.00 32.00 92.00 3 38.0 5.0 W 0.25 ° 0.05-0.13
ECC200E38-3C20 20.00 20.00 38.00 104.00 3 38.0 5.0 C 0.25 o 0.05-0.13 L
ECC200E38-3W20 20.00 20.00 38.00 104.00 3 38.0 5.0 W 0.25 ° 0.05-0.13 CD
* Multi-purpose endmill e Suitable for deep slotting e For user guide, see pages 195-204 _I
() Number of flutes
(2) Maximum ramping angle _I
) C-Cylindrical, W-Weldon §
A
SOLIDniiii Z
PREMIUM LINE Rd”}
ECU-E-3 % @ LL]
3 Flute, 38° Helix Short i =
Undersized Slot / Dril | DCONMS @ @ @
Solid Carbide Endmills [ #
Recommended
M E T R ! c Machining Data
S fz
Designation DC DCONMS APMX OAL NOF FHA RMPX@ Shank® 3 (mm/t)
ECU028E04-3W06-57 2.80 6.00 4.00 57.00 8 38.0 5.0 W ° 0.01-0.04
ECU038E05-3W06-57 3.80 6.00 5.00 57.00 3 38.0 5.0 W ° 0.01-0.04
ECU048E06-3W06-57 4.80 6.00 6.00 57.00 3 38.0 5.0 W o 0.02-0.05
ECU057E07-3W06-57 5.70 6.00 7.00 57.00 3 38.0 5.0 W ° 0.02-0.06
ECU067E08-3W08-63 6.70 8.00 8.00 63.00 3 38.0 5.0 W ° 0.03-0.07
ECU077E09-3W08-63 7.70 8.00 9.00 63.00 3 38.0 5.0 w o 0.03-0.08
ECU097E11-3W10-72 9.70 10.00 11.00 72.00 3 38.0 5.0 W ° 0.03-0.09
ECU117E12-3W12-73 11.70 12.00 12.00 73.00 3 38.0 5.0 W ° 0.03-0.10
ECU137E16-3W14-83 13.70 14,00 14.00 83.00 3 38.0 5.0 W o 0.04-0.11
ECU157E16-3W16-92 15.70 16.00 16.00 92.00 3 38.0 5.0 W ° 0.04-0.12
17.70 18.00 18.00 92.00 3 38.0 50 w o 0.05-0.13

* Undersized short design for keyholes e Multi-purpose endmill e Suitable for deep slotting e For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

(@) W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

WL ID i i
PREMIUM LINE Rd1
ECU-E-3-R @| |
3 Flute, 38° Helix Short
Undersized Slot / Drill Solid
Carbide Endmills with Various

Radii According to DIN 6885

i 9|®|D

Recommended
Machining Data
S f;

Designation DCONMS APMX NOF® FHA RMPX®@  Shank® 5 (mm/t)
ECU038E05-3W06R01L57 3.80 6.00 5.00 0.10 57.00 3 38.0 50 W o 0.01-0.04
ECU048E06-3W06R02L57 4.80 6.00 6.00 0.20 57.00 8 38.0 5.0 W o 0.02-0.05
ECU057E07-3W06R02L57 5.70 6.00 7.00 0.20 57.00 3 38.0 5.0 W . 0.02-0.06
ECU077E09-3W08R02L63 7.70 8.00 9.00 0.20 63.00 3 38.0 50 W o 0.03-0.08
ECU097E11-3W10R03L7 9.70 10.00 11.00 0.30 72.00 3 38.0 5.0 W . 0.03-0.09
R B 11.70 12.00 12.00 0.30 83.00 3 38.0 50 w o 0.03-0.10

e For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

@) W-Weldon
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Helix, Center Cutting, Medium rF APM><4\/ FHA | *
Length Solid Carbide Endmills ‘ oA ®
M E T R | C Tough <— Hard azgﬂﬁmgngzg
© S fz

Designation DC DCONMS APMX OAL NOF) FHA RMPX® Shank® 3 3 (mm/t)
EC-B3 03-08C06E50 3.00 6.00 8.00 50.00 3 45.0 5.0 C ° ° 0.01-0.04
EC-B3 04-11C06E50 4.00 6.00 11.00 50.00 3 45.0 50 C . . 0.02-0.05
EC-B3 05-13C06E50 5.00 6.00 13.00 50.00 3 45.0 5.0 C ° ° 0.02-0.06
EC-B3 06-13C06E50 6.00 6.00 13.00 50.00 & 45.0 5.0 @ ° o 0.03-0.07
EC-B3 08-19C08E63 8.00 8.00 19.00 63.00 3 45.0 5.0 C . ° 0.03-0.09
EC-B3 10-22C10E72 10.00 10.00 22.00 72.00 3 45.0 5.0 C ° ° 0.03-0.10
EC-B3 12-26C12E73 12.00 12.00 26.00 73.00 3 45.0 5.0 C [ [ 0.04-0.11
EC-B3 14-26C14E75 14.00 14.00 26.00 75.00 3 45.0 5.0 C o o 0.04-0.12
EC-B3 16-25C16E75 16.00 16.00 25.00 75.00 3 45.0 5.0 C ° ° 0.05-0.13
EC-B3 20-32C20E100 20.00 20.00 32.00 100.00 3 45.0 5.0 C ° ° 0.05-0.13

® For user guide, see pages 195-204
™) Number of flutes

2) Maximum ramping angle

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SoLDsiLL i
EC-B-3 % @
3 Flute, 45° Helix Medium Length L = N)ﬁ; - — = CI7)
Slot / Drill Solid Carbide Endmills DS%Q“ S —) DCONMS J @
' F APMX J \; FHA ‘ 4 <
‘ OAL | @ ® E
|
M E T R 1 C Tough «— Hard | pecommended |:
Machining Data D
© S S fz E
Designation DC DCONMS  APMX OAL NOFt) FHA RMPX2  Shankd | @ | & | & (mmA) ®
EC020B07-3C03 2.00 3.00 7.00 38.00 8] 45,0 5.0 (0] ° () ° 0.01-0.03
EC020B07-3C06 2.00 6.00 7.00 57.00 3 45.0 5.0 @ o ° 0.01-0.03 LIJ
EC025B07-3C03 250 3.00 7.00 38,00 3 450 50 c . o 0.01-0.03 0O
EC030B10-3C03 3.00 3.00 10.00 38.00 3 45,0 5.0 (0] ° ° 0.01-0.04 —
EC030B10-3C06 3.00 6.00 1000 57.00 3 450 50 B o | o 001004 )
EC040B12-3C04 4.00 4.00 12.00 50.00 3 450 5.0 C o ° 0.02-0.05 m
EC040B12-3C06 4.00 6.00 12.00 57.00 3 45,0 5.0 C () ° 0.02-0.05 <
EC050B14-3C05 500 5.00 14.00 50.00 3 450 50 c . 0.02-0.06
EC050B14-3C06 500 6.00 1400 57.00 3 450 50 c o | o 002006 @)
EC060B16-3C06 6.00 6.00 16.00 57.00 3 45,0 5.0 C ° ° 0.03-0.07
EC060B16-3W06 6.00 6.00 1600 57.00 3 450 50 W o 0.03-0.07 ()
EC070B16-3C07 7.00 7.00 16.00 60.00 3 450 5.0 C o o 0.03-0.08 j
EC080B20-3C08 8.00 8.00 20.00 63.00 3 45,0 5.0 (0] () ° 0.03-0.09
EC080B20-3W08 8.00 8.00 20.00 63.00 3 450 50 W . 0.03-0.09 O
EC090B20-3C09 9.00 9.00 20.00 67.00 3 450 50 c . 0.03-0.09 N
EC100B22-3C10 10.00 10.00 22.00 72.00 & 45.0 5.0 (0] ° ° 0.03-0.10
EC100B22-3W10 1000 1000 22.00 72.00 3 450 50 W . 003010 o
EC120B25-3C12 12.00 12.00 25.00 83.00 3 450 5.0 C ° ° 0.04-0.11 cD
EC120B25-3W12 12.00 12.00 25.00 83.00 3 45,0 5.0 W ° 0.04-0.11
EC140B25-3C14 14,00 1400 2500 83.00 3 450 50 G o | o 0.04-0.12 —
EC140B25-3W14 14.00 14,00 25.00 83.00 6] 45,0 5.0 W ° 0.04-0.12 :I
EC160B32-3C16 16.00 16.00 32.00 92.00 & 45,0 5.0 (0] ° 0.05-0.13 E
EC160B32-3W16 16.00 16.00 32.00 92.00 3 450 50 W . 0.05-0.13
EC180B32-3C18 18.00 18.00 32.00 92.00 & 450 5.0 C [ 0.05-0.13 D
EC180B32-3W18 18.00 18.00 32.00 92.00 3 45,0 5.0 W ° 0.05-0.13 Z
EC200B38-3C20 20.00 20.00 38.00 104.00 3 450 50 € o | o 0.05-0.13
EC200B38-3W20 20,00 2000 38,00 104.00 3 450 50 W . 005013 LLJ

* Excellent for deep slotting and shouldering. e For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
Y 7V // )
LlJ PREMI UII!%’LL
e EC-B-3R % @
(@I 3 Flute, 45° Helix Medium S =
< Length Slot / Drill Solid Carbide @71 @
E Endmills with Various Radii
. 9@
I_ Recommended
5' M E T R ! c Machining Data
2 S fz
o Designation DC DCONMS  APMX OAL NOF FHA RMPX@  Shank® RE 3 (mm/t)

LIJ EC060B13-3C06R0.5 6.00 6.00 13.00 57.00 3 45.0 5.0 C 0.50 o 0.03-0.07

EC060B13-3C06R1.0 6.00 6.00 13.00 57.00 3 45.0 5.0 C 1.00 o 0.03-0.07
D EC080B20-3C08R0.5 8.00 8.00 20.00 63.00 3 45.0 5.0 C 0.50 o 0.03-0.09
E EC080B20-3C08R1 8.00 8.00 20.00 63.00 8 45.0 5.0 C 1.00 ° 0.03-0.09

EC080B20-3C08R1.5 8.00 8.00 20.00 63.00 3 45.0 5.0 C 1.50 o 0.03-0.09
m EC080B20-3C08R2 8.00 8.00 20.00 63.00 3 45.0 5.0 C 2.00 o 0.03-0.09
< EC100B22-3C10R0.5 10.00 10.00 22.00 72.00 3 45.0 5.0 C 0.50 o 0.03-0.10
Q EC100B22-3C10R1 10.00 10.00 22.00 72.00 3 45.0 5.0 C 1.00 (] 0.03-0.10

EC100B22-3C10R1.5 10.00 10.00 22.00 72.00 8 45.0 5.0 C 1.50 o 0.03-0.10
D EC100B22-3C10R2 10.00 10.00 22.00 72.00 3 45.0 5.0 C 2.00 (] 0.03-0.10
— EC100B22-3C10R3 10.00 10.00 22.00 72.00 3 45.0 5.0 C 3.00 ° 0.03-0.10
_l EC120B25-3C12R0.5 12.00 12.00 25.00 83.00 & 45.0 5.0 C 0.50 o 0.04-0.11
O EC120B25-3C12R1 12.00 12.00 25.00 83.00 3 45.0 5.0 C 1.00 o 0.04-0.11

EC120B25-3C12R1.5 12.00 12.00 25.00 83.00 3 45.0 5.0 C 1.50 [ 0.04-0.11
U) EC120B25-3C12R2 12.00 12.00 25.00 83.00 3 45.0 5.0 C 2.00 o 0.04-0.11

EC120B25-3C12R3 12.00 12.00 25.00 83.00 3 45.0 5.0 C 3.00 (] 0.04-0.11

o EC160B32-3C16R0.5 16.00 16.00 32.00 92.00 3 45.0 5.0 C 0.50 ° 0.05-0.13

CD EC160B32-3C16R1 16.00 16.00 32.00 92.00 & 45.0 5.0 C 1.00 o 0.05-0.13
_I EC160B32-3C16R2 16.00 16.00 32.00 92.00 3 45.0 5.0 C 2.00 o 0.05-0.13
_I EC160B32-3C16R3 16.00 16.00 32.00 92.00 3 45.0 5.0 C 3.00 o 0.05-0.13
— EC200B38-3C20R0.5 20.00 20.00 38.00 104.00 3 45.0 5.0 C 0.50 o 0.05-0.13
2 EC200B38-3C20R1 20.00 20.00 38.00 104.00 3 45.0 5.0 C 1.00 [ 0.05-0.13

EC200B38-3C20R2 20.00 20.00 38.00 104.00 & 45.0 5.0 C 2.00 o 0.05-0.13
D EC200B38-3C20R3 20.00 20.00 38.00 104.00 & 45.0 510 C 3.00 o 0.05-0.13
Z EC200B38-3C20R4 20.00 20.00 38.00 104.00 3 45.0 5.0 C 4.00 [ 0.05-0.13
LIJ ® For user guide, see pages 195-204

) Number of flutes

(2) Maximum ramping angle
() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiii
EC-B-4 % @
4 Flute, 45° Helix Medium _ 2 1 re[ A
Length Solid Carbide Endmills } boonws @ @

9@

-

® For user guide, see pages 195-204
() Number of flutes

(2) Maximum ramping angle

() C-Cylindrical, W-Weldon

s
LL]
I_
)
<
I
Recommended I_
M E T R 1 c Machining Data 5'
§ fz E
Designation DC DCONMS APMX OAL NOF® FHA RMPX®@ Shank® &} (mm#t) [ )
EC020B07-4C03 2.00 3.00 7.00 38.00 4 45.0 5.0 C o 0.01-0.03
EC020B07-4C06 2.00 6.00 7.00 57.00 4 45.0 50 @ o 0.01-0.03 I—IJ
EC030B10-4C03 3.00 3.00 10.00 38.00 4 45.0 5.0 © . 0.01-0.04 D
EC030B10-4C06 3.00 6.00 10.00 57.00 4 45.0 50 C o 0.01-0.04 =
EC040B12-4C04 4.00 4,00 12.00 50.00 4 450 5.0 C (] 0.02-0.05 CD
EC040B12-4C06 4.00 6.00 12.00 57.00 4 45.0 50 C o 0.02-0.05 m
EC050B14-4C05 5.00 5.00 14.00 50.00 4 45.0 5.0 C o 0.02-0.06 <
EC050B14-4C06 5.00 6.00 14.00 57.00 4 450 5.0 C (] 0.02-0.06
EC060B16-4C06 6.00 6.00 16.00 57.00 4 45.0 5.0 C o 0.03-0.07 Q
EC060B16-4W06 6.00 6.00 16.00 57.00 4 45.0 50 W o 0.03-0.07
EC070B16-4C07 7.00 7.00 16.00 60.00 4 450 5.0 C (] 0.03-0.08 D
EC080B20-4C08 8.00 8.00 20.00 63.00 4 45.0 50 C o 0.03-0.09 j
EC080B20-4W08 8.00 8.00 20.00 63.00 4 45.0 5.0 W o 0.03-0.09
EC090B20-4C09 9.00 9.00 20.00 67.00 4 450 5.0 C (] 0.03-0.09 O
EC100B22-4C10 10.00 10.00 22.00 72.00 4 45.0 5.0 © . 0.03-0.10 CD
EC100B22-4W10 10.00 10.00 22.00 72.00 4 45.0 50 W o 0.03-0.10
EC120B25-4C12 12.00 12.00 25.00 83.00 4 450 5.0 C (] 0.04-0.11 L
EC120B25-4W12 12.00 12.00 25.00 83.00 4 45.0 50 W o 0.04-0.11 CD
EC140B25-4C14 14.00 14.00 25.00 83.00 4 45.0 5.0 C [} 0.04-0.12
EC160B32-4C16 16.00 16.00 32.00 92.00 4 450 5.0 C (] 0.05-0.13 —I
EC160B32-4W16 16.00 16.00 32.00 92.00 4 45.0 5.0 W o 0.05-0.13 :I
EC180B32-4C18 18.00 18.00 32.00 92.00 4 45.0 50 C o 0.05-0.13 E
EC200B38-4C20 20.00 20.00 38.00 104.00 4 450 5.0 C (] 0.05-0.13
EC200B38-4W20 20.00 20.00 38.00 104.00 4 45.0 50 W o 0.05-0.13 D
Z
LL]




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m Y 7V // & )
W SOLID:wiii
el EC-B-4R % @
CD 4 Flute, 45° Helix Medium | =
Length Solid Carbide |, & S
< Endmills with Various Radii )DCONMS
= : 9| ®
|
|_
5I L S T I Mactining baa
2 S fz
[ ) Designation DC DCONMS  APMX OAL NOF® FHA RMPX@ Shank® RE 3 (mm/t)
EC060B16-4C06R0.5 6.00 6.00 16.00 57.00 4 45.0 5.0 C 0.50 o 0.03-0.07
LIJ EC060B16-4C06R1 6.00 6.00 16.00 57.00 4 45.0 5.0 C 1.00 o 0.03-0.07
D EC080B20-4C08R0.5 8.00 8.00 20.00 63.00 4 45.0 5.0 C 0.50 o 0.03-0.09
—~~ EC080B20-4C08R1 8.00 8.00 20.00 63.00 4 45.0 5.0 C 1.00 o 0.03-0.09
m EC080B20-4C08R1.5 8.00 8.00 20.00 63.00 4 45.0 5.0 C 1.50 o 0.03-0.09
m EC080B20-4C08R2 8.00 8.00 20.00 63.00 4 45.0 5.0 C 2.00 o 0.03-0.09
< EC100B22-4C10R0.5 10.00 10.00 22.00 72.00 4 45.0 5.0 C 0.50 o 0.03-0.10
EC100B22-4C10R1 10.00 10.00 22.00 72.00 4 45.0 5.0 C 1.00 o 0.03-0.10
Q EC100B22-4C10R1.5 10.00 10.00 22.00 72.00 4 45.0 5.0 C 1.50 o 0.03-0.10
EC100B22-4C10R2 10.00 10.00 22.00 72.00 4 45.0 5.0 C 2.00 o 0.03-0.10
Q EC100B22-4C10R3 10.00 10.00 22.00 72.00 4 45.0 5.0 C 3.00 o 0.03-0.10
j EC120B25-4C12R0.5 12.00 12.00 25.00 83.00 4 45.0 5.0 C 0.50 o 0.04-0.11
EC120B25-4C12R1 12.00 12.00 25.00 83.00 4 45.0 5.0 C 1.00 o 0.04-0.11
O EC120B25-4C12R1.5 12.00 12.00 25.00 83.00 4 45.0 5.0 C 1.50 o 0.04-0.11
@P) EC120B25-4C12R2 1200 1200 25.00 83.00 4 450 50 c 2.00 o 0.04-0.11
EC120B25-4C12R3 12.00 12.00 25.00 83.00 4 45.0 5.0 C 3.00 o 0.04-0.11
o EC160B32-4C16R0.5 16.00 16.00 32.00 92.00 4 45.0 5.0 C 0.50 o 0.05-0.13
CD EC160B32-4C16R1 16.00 16.00 32.00 92.00 4 45.0 5.0 C 1.00 (] 0.05-0.13
_I EC160B32-4C16R1.5 16.00 16.00 32.00 92.00 4 45.0 5.0 C 1.50 o 0.05-0.13
EC160B32-4C16R2 16.00 16.00 32.00 92.00 4 45.0 5.0 C 2.00 o 0.05-0.13
:I EC160B32-4C16R2.5 16.00 16.00 32.00 92.00 4 45.0 5.0 C 2.50 ° 0.05-0.13
2 EC160B32-4C16R3 16.00 16.00 32.00 92.00 4 45.0 510 C 3.00 o 0.05-0.13
EC200B38-4C20R0.5 20.00 20.00 38.00 104.00 4 45.0 5.0 C 0.50 o 0.05-0.13
D EC200B38-4C20R1 20.00 20.00 38.00 104.00 4 45.0 5.0 C 1.00 o 0.05-0.13
Z EC200B38-4C20R1.5 20.00 20.00 38.00 104.00 4 45.0 5.0 C 1.50 o 0.05-0.13
EC200B38-4C20R2 20.00 20.00 38.00 104.00 4 45.0 5.0 C 2.00 o 0.05-0.13
LIJ EC200B38-4C20R2.5 20.00 20.00 38.00 104.00 4 45.0 5.0 C 2.50 [ 0.05-0.13
EC200B38-4C20R3 20.00 20.00 38.00 104.00 4 45.0 510 C 3.00 o 0.05-0.13
EC200B38-4C20R4 20.00 20.00 38.00 104.00 4 45.0 5.0 C 4.00 o 0.05-0.13
EC200B38-4C20R5 20.00 20.00 38.00 104.00 4 45.0 5.0 C 5.00 ° 0.05-0.13

e For user guide, see pages 195-204
() Number of flutes

@ Maximum ramping angle

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiLL %
EC-A-4 % @ —
4 Flute, 30° Helix Medium e —r= N
Length Solid Carbide Endmills O By DCONMS | @
ﬁ <
2Bl =
M E T R 1 ¢ Tough «— Hard | Hecommended |:
Machining Data D
2 8|8 :
Designation DC  DCONMS  APMX OAL NOFt FHA  RMPX2 Shanko | 8 | 8 | 8 (mm/t) °
EC020A07-4C03 2.00 3.00 7.00 38.00 4 30.0 5.0 C [ L] 0.01-0.03
EC025A07-4C03 2.50 3.00 7.00 38.00 4 30.0 5.0 C ° 0.01-0.03 I—IJ
EC030A10-4C03 3.00 3.00 10.00 38.00 4 30.0 5.0 C [ L] 0.01-0.04 D
EC030A10-4C06 3.00 6.00 10.00 57.00 4 30.0 5.0 C ° 0.01-0.04 —
EC035A12-4C04 3.50 4.00 12.00 50.00 4 30.0 5.0 C o 0.01-0.04 CD
EC040A12-4C04 4.00 4.00 12.00 50.00 4 30.0 5.0 C [ L] 0.02-0.05 m
EC040A12-4C06 4.00 6.00 12.00 57.00 4 30.0 5.0 C ° 0.02-0.05 <
EC045A14-4C06 4.50 6.00 14.00 57.00 4 30.0 5.0 C ° 0.02-0.05
EC050A14-4C05 5.00 5.00 14.00 50.00 4 30.0 5.0 C o L] 0.02-0.06 Q
EC050A14-4C06 5.00 6.00 14.00 57.00 4 30.0 5.0 C ° 0.02-0.06
EC060A16-4C06 6.00 6.00 16.00 57.00 4 30.0 5.0 C ° ° ° 0.03-0.07 D
EC060A16-4W06 6.00 6.00 16.00 57.00 4 30.0 5.0 w . 0.03-0.07 j
EC070A20-4C07 7.00 7.00 20.00 60.00 4 30.0 50 C o ° 0.03-0.08
EC075A20-4C08 7.50 8.00 20.00 63.00 4 30.0 5.0 C ° 0.03-0.08 O
EC080A20-4C08 8.00 8.00 20.00 63.00 4 30.0 5.0 C . ° . 0.03-0.09 CD
EC080A20-4W08 8.00 8.00 20.00 63.00 4 30.0 5.0 W ° 0.03-0.09
EC100A22-4C10 10.00 10.00 22.00 72.00 4 30.0 5.0 C ° ° . 0.03-0.10 L
EC100A22-4W10 10.00 10.00 22.00 72.00 4 30.0 5.0 w . 0.03-0.10 CD
EC120A25-4C12 12.00 12.00 25.00 83.00 4 30.0 50 C ° ° ° 0.04-0.11
EC120A25-4W12 12.00 12.00 25.00 83.00 4 30.0 5.0 W ° 0.04-0.11 —I
EC140A25-4C14 14.00 14.00 25.00 83.00 4 30.0 5.0 C o . 0.04-0.12 :I
EC140A32-4C14 14.00 14,00 32.00 83.00 4 30.0 5.0 C ° 0.04-0.12
EC160A32-4C16 16.00 16.00 32.00 92.00 4 30.0 5.0 C . [ . 0.05-0.13 E
EC160A32-4W16 16.00 16.00 32.00 92.00 4 30.0 5.0 w o 0.05-0.13 D
EC160A40-4C16-92 16.00 16.00 40.00 92.00 4 30.0 5.0 C o 0.05-0.13 Z
EC180A32-4C18 18.00 18.00 32.00 92.00 4 30.0 5.0 C . 0.05-0.13
EC200A38-4C20 20.00 20.00 38.00 104.00 4 30.0 5.0 C o 0.05-0.13 LIJ
EC200A38-4W20 20.00 20.00 38.00 104.00 4 30.0 5.0 W [ 0.05-0.13

® For user guide, see pages 195-204
() Number of flutes

2) Maximum ramping angle

() C-Cylindrical, W-Weldon




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLID:wiLi
EC-A-4R

4 Flute, 30° Helix Medium
Length Solid Carbide
Endmills with Various Radii

: JE)NMS » @?
| 9|®

Recommended
M E T R ! c Machining Data
S f;

Designation DC DCONMS APMX OAL NOF® FHA RMPX®@ Shank® RE 5 (mm#t)
EC020A10-4C05R0.4 2.00 5.00 10.00 50.00 4 30.0 5.0 C 0.40 [} 0.01-0.04
EC030A10-4C03R0.6 3.00 3.00 10.00 38.00 4 30.0 5.0 C 0.60 [} 0.01-0.04
EC030A10-4C03R0.8 3.00 3.00 10.00 38.00 4 30.0 5.0 C 0.80 . 0.01-0.04
EC030A10-4C04R0.4 3.00 4.00 10.00 50.00 4 30.0 5.0 C 0.40 o 0.01-0.04
EC035A12-4C04R0.4 350 4,00 12.00 50.00 4 30.0 5.0 C 0.40 (] 0.01-0.04
EC040A07-4C04R0.4 4.00 4.00 7.00 50.00 4 30.0 50 C 0.40 o 0.02-0.05
EC040A10-4C04R1.0 4.00 4.00 10.00 50.00 4 30.0 5.0 C 1.00 o 0.02-0.05
EC040A12-4C04R0.4 4.00 400 12.00 50.00 4 30.0 5.0 C 0.40 (] 0.02-0.05
EC040A12-4C04R0.8 4.00 4.00 12.00 50.00 4 30.0 5.0 C 0.80 . 0.02-0.05
EC050A14-4C05R0.5 5.00 5.00 14,00 50.00 4 30.0 5.0 C 0.50 o 0.02-0.06
EC050A20-4C05R0.8 5.00 5.00 20.00 50.00 4 30.0 5.0 C 0.80 (] 0.02-0.06
EC060A16-4C06R0.4 6.00 6.00 16.00 57.00 4 30.0 5.0 C 0.40 o 0.03-0.07
EC060A16-4C06R0.8 6.00 6.00 16.00 57.00 4 30.0 5.0 C 0.80 o 0.03-0.07
8RO.8 8.00 8.00 20.00 63.00 4 30.0 5.0 C 0.80 o 0.03-0.09

® For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() G-Cylindrical

SOLID##it.L
EC-A4 (economi- i I %
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Economical Type 4 Flute, 30°
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Helix, Center Cutting, Medium F}*AF‘MX*‘
Length Solid Carbide Endmills oL @ ®
M E T R | C Tough <— Hard FEESTLEE
Machining Data
g | 8 f
Designation DC DCONMS  APMX OAL NOFt FHA RMPX® Shank® &) S (mm/t)
EC-A4 02-08C02E32 2.00 2.00 8.00 32.00 4 30.0 5.0 C o . 0.01-0.08
EC-A4 025-08C025E32 2.50 2.50 8.00 32.00 4 30.0 5.0 C ° ° 0.01-0.03
EC-A4 03-12C03E38 3.00 3.00 12.00 38.00 4 30.0 50 C . . 0.01-0.04
EC-A4 035-12C035E32 3.50 3.50 12.00 32.00 4 30.0 5.0 C L] 0.01-0.04
EC-A4 04-12C04E50 4.00 4.00 12.00 50.00 4 30.0 5.0 C ° ° 0.02-0.05
EC-A4 05-14CO5E50 5.00 5.00 14.00 50.00 4 30.0 5.0 C ° ° 0.02-0.06
EC-A4 055-16C055E50 5.50 5.50 16.00 50.00 4 30.0 5.0 C (] . 0.02-0.06
EC-A4 06-16C06E50 6.00 6.00 16.00 50.00 4 30.0 5.0 C ° ° 0.03-0.07
EC-A4 07-20C07E60 7.00 7.00 20.00 60.00 4 30.0 5.0 C (] . 0.03-0.08
EC-A4 08-20C08E63 8.00 8.00 20.00 63.00 4 30.0 5.0 C ° ° 0.03-0.09
EC-A4 09-20C09E60 9.00 9.00 20.00 60.00 4 30.0 5.0 C ° ° 0.03-0.09
EC-A4 10-22C10E72 10.00 10.00 22.00 72.00 4 30.0 5.0 C . . 0.03-0.10
EC-A4 12-22C12E73 12.00 12.00 22.00 73.00 4 30.0 5.0 C . ° 0.04-0.11
EC-A4 14-25C14E83 14.00 14.00 25.00 83.00 4 30.0 5.0 C ° ° 0.04-0.12
EC-A4 16-25C16E82 16.00 16.00 25.00 82.00 4 30.0 5.0 C (] (] 0.06-0.13
EC-A4 20-32C20E104 20.00 20.00 32.00 104.00 4 30.0 5.0 C ° ° 0.05-0.13

e For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

VY 7V // &} m
F§ EaMILUA!q'N’E"LL CHW x 45° L
ECC-A-4 % @ —
4 Flute, 30° Helix Medium = W
Length Solid Carbide Endmills ! @
with Chamfered Corners <§E
el =
M E T R 1 ¢ Tough «— Hard | hecommended |:
Machining Data D
s | g | ¢ =
Designation DC DCONMS  APMX OAL NOF® FHA RMPX@  Shank® CHW &) &) (mm/#t) [ )
ECC020B07-4C03 2.00 3.00 7.00 38.00 4 45,0 5.0 C 0.10 () 0.01-0.03
ECC025A07-4C03 2.50 3.00 7.00 38.00 4 30.0 5.0 C 0.10 ° 0.01-0.03 LIJ
ECC030A10-4C03 3.00 3.00 10.00 38.00 4 30.0 5.0 C 0.10 ° 0.01-0.04 D
ECCO035A12-4C04 3.50 4.00 12.00 50.00 4 30.0 5.0 C 0.10 o 0.01-0.04 =
ECC040A12-4C04 4.00 4.00 12.00 50.00 4 30.0 5.0 C 0.15 o o 0.02-0.05 CD
ECC050A14-4C05 5.00 5.00 14.00 50.00 4 30.0 50 C 0.15 o 0.02-0.06 m
ECC060A16-4C06 6.00 6.00 16.00 57.00 4 30.0 5.0 C 0.15 o 0.03-0.07 <
ECC080A20-4C08 8.00 8.00 20.00 63.00 4 30.0 5.0 C 0.15 o o 0.03-0.09
ECC080A20-4W08 8.00 8.00 20.00 63.00 4 30.0 5.0 W 0.15 ° 0.03-0.09 Q
ECC100A22-4C10 10.00 10.00 22.00 72.00 4 30.0 5.0 C 0.25 o 0.03-0.10
ECC100A22-4W10 10.00 10.00 22.00 72.00 4 30.0 5.0 w 0.25 o 0.03-0.10 D
ECC120A25-4C12 12.00 12.00 25.00 83.00 4 30.0 50 C 0.25 o 0.04-0.11 j
ECC120A25-4W12 12.00 12.00 25.00 83.00 4 30.0 5.0 W 0.25 o 0.04-0.11
ECC160A32-4C16 16.00 16.00 32.00 92.00 4 30.0 5.0 C 0.25 o 0.05-0.13 O
ECC160A32-4W16 16.00 16.00 32.00 92.00 4 300 50 w 025 . 005-0.13 @D)
ECC200A38 4W20 20.00 20.00 38.00 104.00 4 30.0 5.0 W 0.25 o 0.05-0.13
ECC200A38-4C20 20.00 20.00 38.00 104.00 4 30.0 5.0 C 0.25 () 0.05-0.13 L
® For user guide, see pages 195-204
() Number of flutes CD
2 Maximum ramping angle —I
() G-Cylindrical, W-Weldon _I
A
SOLID:iii Z
EC-A4(economical-extra v ¥ % @ LL
long) oC | ‘ — ——— DCONMS =
Economical Type 4 Flute, 30° i ’ ) 1 @
Helix, Center Cutting, Extra APMX [ A ‘
Long Solid Carbide Endmills QL ‘ @ ®
M E T R I C Tough = Hard | fleeoinenced
2 | 8 f
Designation DC DCONMS APMX OAL NOF" FHA RMPX®@  Shank® [} &} (mm/t)
EC-A4 03-30C03E75 3.00 3.00 30.00 75.00 4 30.0 5.0 C o o 0.01-0.04
EC-A4 04-30C04E75 4.00 4.00 30.00 75.00 4 30.0 5.0 C ° ° 0.02-0.05
EC-A4 05-40C05E100 5.00 5.00 40.00 100.00 4 30.0 5.0 C o o 0.02-0.06
EC-A4 06-50C06E150 6.00 6.00 50.00 150.00 4 30.0 50 C ° ° 0.03-0.07
EC-A4 08-50C08E150 8.00 8.00 50.00 150.00 4 30.0 5.0 C [ [ 0.03-0.09
EC-A4 10-60C10E150 10.00 10.00 60.00 150.00 4 30.0 5.0 C o o 0.03-0.10
EC-A4 12-75C12E150 12.00 12.00 75.00 150.00 4 30.0 5.0 C ° ° 0.04-0.11
EC-A4 14-65C14E150 14.00 14.00 65.00 150.00 4 30.0 5.0 C [} [} 0.04-0.12
EC-A4 16-65C16E150 16.00 16.00 65.00 150.00 4 30.0 5.0 C ° ° 0.05-0.13
EC-A4 18-65C18E150 18.00 18.00 65.00 150.00 4 30.0 50 C [} [} 0.05-0.13
EC-A4 20-65C20E150 20.00 20.00 65.00 150.00 4 30.0 50 C ° ° 0.05-0.13

* For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

() G-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m Y 7V [/ |
T SOLID:iii -
EC-A2-R (rib processin DN \ 150 % @
CI7) 2 Flute, 30° Lelixgnd Corner 9 % = 5@*,\”\/]8 =
Radii Solid Carbide Endmills i RE /| L = @ @ ®
<E for Rib Processing on Hard APMX, 4
E Materials up to 65 HRC HL= OAL
i
H M E T R I c e
D)
p= 5|
° Designation DC DCONMS APMX RE LU OAL DN NOF FHA  Shank? | S (mm/t)
EC-A2 005-007/1.5C4R05H45 0.50 4.00 0.70 0.05 15 45.00 0.45 2 30.0 C () 0.0010-0.0020
LIJ EC-A2 005-007/2.5C4R05H45 0.50 4.00 0.70 0.05 2.5 45.00 0.45 2 30.0 C o 0.0010-0.0020
D EC-A2 005-007/4C4R05H45 0.50 4.00 0.70 0.05 4.0 45.00 0.45 2 30.0 C o 0.0010-0.0020
—_— EC-A2 006-009/2C4R.1H45 0.60 4.00 0.90 0.10 2.0 45.00 0.55 2 30.0 C o 0.0010-0.0020
m EC-A2 006-009/2C4R05H45 0.60 4.00 0.90 0.05 20 45.00 0.55 2 30.0 C ° 0.0010-0.0020
m EC-A2 006-009/3C4R05H45 0.60 4.00 0.90 0.05 3.0 45.00 0.55 2 30.0 C o 0.0010-0.0020
EC-A2 006-009/4C4R05H45 0.60 4.00 0.90 0.05 4.0 45.00 0.55 2 30.0 C o 0.0010-0.0020
< EC-A2 007-010/4C4R.1H45 0.70 4,00 1.00 0.10 4.0 45.00 0.65 2 30.0 C ° 0.0010-0.0030
Q EC-A2 008-012/2C4R.1H45 0.80 4.00 1.20 0.10 2.0 45.00 0.75 2 30.0 C o 0.0010-0.0030
EC-A2 008-012/4C4R.1H45 0.80 4.00 1.20 0.10 4.0 45.00 0.75 2 30.0 C o 0.0010-0.0030
D EC-A2 008-012/6C4R.1H45 0.80 4.00 1.20 0.10 6.0 45.00 0.75 2 30.0 C o 0.0010-0.0030
it EC-A2 010-015/4C6R.1H50 1.00 6.00 1.50 0.10 4.0 50.00 0.95 2 30.0 C o 0.0020-0.0060
—I EC-A2 010-015/4C6R.2H50 1.00 6.00 1.50 0.20 4.0 50.00 0.95 2 30.0 C o 0.0020-0.0060
O EC-A2 010-015/4C6R.3H50 1.00 6.00 1.50 0.30 40 50.00 0.95 2 30.0 C (] 0.0020-0.0060
CD EC-A2 010-015/6C6R.1H50 1.00 6.00 1.50 0.10 6.0 50.00 0.95 2 30.0 C ° 0.0020-0.0060
EC-A2 010-015/6C6R.2H50 1.00 6.00 1.50 0.20 6.0 50.00 0.95 2 30.0 C ° 0.0020-0.0060
( J EC-A2 010-015/6C6R.3H50 1.00 6.00 1.50 0.30 6.0 50.00 0.95 2 30.0 C o 0.0020-0.0060
EC-A2 010-015/8C6R.2H50 1.00 6.00 1.50 0.20 8.0 50.00 0.95 2 30.0 C o 0.0020-0.0060
CD EC-A2 010-015/8C6R.3H50 1.00 6.00 1.50 0.30 8.0 50.00 0.95 2 30.0 C o 0.0020-0.0060
_I EC-A2 015-025/10C6R.2H50 1.50 6.00 2.50 0.20 10.0 50.00 1.45 2 30.0 C . 0.0030-0.0080
_I EC-A2 015-025/12C6R.2H50 1.50 6.00 2.50 0.20 12.0 50.00 1.45 2 30.0 C o 0.0030-0.0080
— EC-A2 015-025/4C6R.2H50 1.50 6.00 2.50 0.20 4.0 50.00 1.45 2 30.0 C ° 0.0030-0.0080
2 EC-A2 015-025/4C6R.3H50 1.50 6.00 2.50 0.30 40 50.00 1.45 2 30.0 C o 0.0030-0.0080
D EC-A2 015-025/6C6R.2H50 1.50 6.00 2.50 0.20 6.0 50.00 1.45 2 30.0 C o 0.0030-0.0080
EC-A2 015-025/6C6R.3H50 1.50 6.00 2.50 0.30 6.0 50.00 1.45 2 30.0 C o 0.0030-0.0080
Z EC-A2 015-025/8C6R.2H50 1.50 6.00 2.50 0.20 8.0 50.00 1.45 2 30.0 C . 0.0030-0.0080
LIJ EC-A2 015-025/8C6R.3H50 1.50 6.00 2.50 0.30 8.0 50.00 1.45 2 30.0 C o 0.0030-0.0080
EC-A2 020-030/10C6R.2H55 2.00 6.00 3.00 0.20 10.0 55.00 1.95 2 30.0 C ° 0.0040-0.0100
EC-A2 020-030/10C6R.3H55 2.00 6.00 3.00 0.30 10.0 55.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/10C6R.5H55 2.00 6.00 3.00 0.50 10.0 55.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/12C6R.2H55 2.00 6.00 3.00 0.20 12.0 55.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/12C6R.3H55 2.00 6.00 3.00 0.30 12.0 55.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/12C6R.5H55 2.00 6.00 3.00 0.50 12.0 55.00 1.95 2 30.0 C [ 0.0040-0.0100
EC-A2 020-030/16C6R.3H55 2.00 6.00 3.00 0.30 16.0 55.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/6C6R.2H50 2.00 6.00 3.00 0.20 6.0 50.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/6C6R.3H50 2.00 6.00 3.00 0.30 6.0 50.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/6C6R.5H50 2.00 6.00 3.00 0.50 6.0 50.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/8C6R.2H50 2.00 6.00 3.00 0.20 8.0 50.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 020-030/8C6R.3H50 2.00 6.00 3.00 0.30 8.0 50.00 1.95 2 30.0 C o 0.0040-0.0100
EC-A2 030-040/10C6R.2H55 3.00 6.00 4.00 0.20 10.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/10C6R.3H55 3.00 6.00 4.00 0.30 10.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/10C6R.5H55 3.00 6.00 4.00 0.50 10.0 55.00 2.85 2 30.0 C [ 0.0050-0.0150
EC-A2 030-040/12C6R.2H55 3.00 6.00 4.00 0.20 12.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/12C6R.3H55 3.00 6.00 4.00 0.30 12.0 55.00 2.85 2 30.0 C . 0.0050-0.0150
EC-A2 030-040/12C6R.5H55 3.00 6.00 4.00 0.50 12.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/16C6R.2H55 3.00 6.00 4.00 0.20 16.0 55.00 2.85 2 30.0 C ° 0.0050-0.0150
EC-A2 030-040/16C6R.3H55 3.00 6.00 4.00 0.30 16.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/16C6R.5H55 3.00 6.00 4.00 0.50 16.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/20C6R.5H55 3.00 6.00 4.00 0.50 20.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 030-040/8C6R.2H55 3.00 6.00 4.00 0.20 8.0 55.00 2.85 2 30.0 C . 0.0050-0.0150
EC-A2 030-040/8C6R.3H55 3.00 6.00 4.00 0.30 8.0 55.00 2.85 2 30.0 C o 0.0050-0.0150
EC-A2 040-050/10C6R.3H55 4.00 6.00 5.00 0.30 10.0 55.00 3.85 2 30.0 C ° 0.0060-0.0200
EC-A2 040-050/12C6R.2H55 4.00 6.00 5.00 0.20 12.0 55.00 3.85 2 30.0 C o 0.0060-0.0200
EC-A2 040-050/12C6R.3H55 4.00 6.00 5.00 0.30 12.0 55.00 3.85 2 30.0 C [ 0.0060-0.0200

® For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDLL N
EC-A2-R (rib processing) 06 Fra .. DN g L % @a —
(continued) j%>q DCONMS S CD
2 Flute, 30° Helix and Corner | — @ @ ®
Radii Solid Carbide Endmills APMX | [t <C
for Rib Processing on Hard g Pt OAL E
Materials up to 65 HRC I
Recommended
M E T R ! c Machining Data I:
D)
s | . =
Designation DC DCONMS  APMX RE LU OAL DN NOF( FHA Shank®@ ] (mm/#t) o
EC-A2 040-050/12C6R.5H55 400 6.00 500 050 120 5500 385 2 30,0 c s 0.0060-0.0200
EC-A2 040-050/12C6R1.H55 4,00 6.00 500 100 120 5500 385 2 30,0 G o 0.0060-0.0200 L
EC-A2 040-050/16C6R.2H55 400 6.00 500 020 160 5500 385 2 30,0 s . 0.0060-0.0200 0O
EC-A2 040-050/16C6R.3H55 400 6.00 500 030 160 5500 385 2 30.0 € o 0.0060-0.0200 —
EC-A2 040-050/16C6R.5H55 400 6.00 500 050 160 5500 385 2 30,0 c o 0.0060-0.0200 M
EC-A2 040-050/16C6R1.H55 4,00 6.00 500 100 160 5500 385 2 30,0 C o 0.0060-0.0200 o
EC-A2 040-050/20C6R.2H55 400 6.00 500 020 200 5500 385 2 30,0 B . 0.0060-0.0200
EC-A2 040-050/20C6R.3H55 400 6.00 500 030 200 5500 385 2 30,0 G o 0.0060-0.0200 <
EC-A2 040-050/20C6R.5H55 400 6.00 500 050 200 5500 385 2 30,0 C . 0.0060-0.0200 Q
EC-A2 060-070/20C6R.3H60 6.00 6.00 700 030 200 6000 585 2 300 € o 0.0080-0.0300
EC-A2 060-070/20C6R.5H60 6.00 6.00 700 050 200 6000 585 2 300 c o 0.0080-0.0300 O
EC-A2 060-070/20C6R1.H60 6.00 6.00 700 100 200 6000 585 2 30,0 C o 0.0080-0.0300 ]
EC-A2 060-070/20C6R1.5H60 [0 6.00 700 150 200 6000 585 2 300 B . 0.0080-0.0300
EC-A2 060-070/20C6R2.H60 6.00 6.00 700 200 200 6000 585 2 30,0 c o 0.0080-0.0300 O
EC-A2 080-090/25C8R.3H60 8.00 8.00 900 030 250 6000  7.70 2 30,0 C . 0.0100-0.0350 N
EC-A2 080-090/25C8R.5H60 8.00 8.00 900 050 250 6000  7.70 D 300 € o 0.0100-0.0350
EC-A2 080-090/25C8R1.H60 8.00 8.00 900 100 250 6000 7.0 2 30,0 c o 0.0100-0.0350 ()
EC-A2 080-090/25C8R1.5H60 [IEL0 8.00 900 150 250 6000  7.70 2 30,0 C o 0.0100-0.0350
EC-A2 080-090/25C8R2.H60 8.00 8.00 900 200 250 6000 7.0 2 300 B . 0.0100-0.0350 P
EC-A2 100-090/32C10R.3H70 [RLIC) 10.00 900 030 320 7000 970 2 30,0 G o 0.0100-0.0400 1
EC-A2 100-11/32C10R1.5H70 [RRIIC0) 10.00 1100 150 320 7000 970 2 300 C . 0.0100-0.0400 1
EC-A2 100-110/32C10R.5H70 [RRLI) 10.00 100 050 820 7000 970 2 300 € o 0.0100-0.0400 —
EC-A2 100-110/32C10R1.H70 [RRI¢0) 10.00 1100 100 320 7000 970 2 30,0 c o 0.0100-0.0400 E
EC-A2 100-110/32C10R2.H70 [RRLI) 10.00 1100 200 320 7000 970 2 30,0 C o 0.0100-0.0400 R
EC-A2 120-12/38C12R1.5H80 [PV 12.00 1200 150 380 8000 1170 2 300 B . 0.0100-0.0500
EC-A2 120-120/38C12R.5H80 [REX) 12.00 1200 050 380 8000 1170 2 30,0 G o 0.0100-0.0500 Z
EC-A2 120-120/38C12R1.H80 [RRPX) 12.00 1200 100 380 8000 1170 2 30,0 B . 0.0100-0.0500 LI
EC-A2 120-120/38C12R2H80 [REX) 12.00 1200 200 380 8000 1170 2 30,0 e o 0.0100-0.0500

e For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

iil souis
EC-A2-H (rib processin DN N 450 % @a
CI7) 2 Flute, 80° Helix Soid Carbidg) I ‘;i%/w ")HD*NMS ol oS
Endmills for Rib Processing on ) RE/| ‘ - ) ! @
<‘: Hard Materials up to 65 HRC APMX | [
E gy Pting OAL @ ®
1
|_
5I M E T R I C Machning Da
2 S f;
[ ) Designation DC DCONMS APMX LU OAL DN NOF) FHA RMPX®@  Shank® S (mm/t)
LLJ EC-A2 001-0015/003C4H45 SR 4.00 0.15 03 45,00 0.09 2 30.0 00 © ° 0.0020-0.0025
EC-A2 001-0015/005C4H45 AL 4.00 0.15 05 45,00 0.09 2 30.0 00 © . 0.0030-0.0030
D EC-A2 002-003/005C4H45 0.20 4.00 0.30 05 45.00 0.17 2 30.0 00 © ) 0.0030-0.0030
— EC-A2 002-003/01C4H45 0.20 4.00 0.30 1.0 45.00 017 2 30.0 00 @ . 0.0030-0.0030
m EC-A2 002-003/015C4H45 0.20 4.00 0.30 15 45,00 0.17 2 30.0 00 © ° 0.0030-0.0030
m EC-A2 003-0045/01C4H45 0.30 4.00 045 1.0 45.00 027 2 30.0 00 © ° 0.0030-0.0040
< EC-A2 003-0045/015C4H45 K] 4.00 045 15 45,00 027 2 30.0 00 © . 0.0030-0.0040
EC-A2 003-0045/02C4H45 0.30 4.00 045 20 45.00 027 2 30.0 00 ® ° 0.0030-0.0040
Q EC-A2 003-0045/03C4H45 0.30 4.00 045 30 45,00 027 2 30.0 00 ® ) 0.0030-0.0040
EC-A2 003-0045/04C4H45 0.30 4.00 045 40 45.00 027 2 30.0 00 © ° 0.0030-0.0040
Q EC-A2 004-006/01C4H45 040 4.00 0.60 1.0 45,00 0.7 2 30.0 00 © ° 0.0030-0.0050
j EC-A2 004-006/02C4H45 040 4.00 0.60 20 45.00 037 2 30.0 30 © ° 0.0030-0.0050
EC-A2 005-007/02C4H45 050 4.00 0.70 20 45,00 045 2 30.0 30 © . 0.0030-0.0050
O EC-A2 005-007/04C4H45 050 4.00 0.70 40 45.00 045 2 30.0 30 © ° 0.0030-0.0050
(D EC-A2 005-007/06C4H45 050 4.00 0.70 6.0 45,00 045 2 30.0 30 ® ) 0.0030-0.0050
EC-A2 006-009/02C4H45 0.60 4.00 090 20 45,00 055 2 30.0 30 © . 0.0030-0.0070
® EC-A2 008-012/04C4H45 0.80 4.00 1.20 40 45,00 0.75 2 30.0 30 © ° 0.0030-0.0080
CD EC-A2 008-012/06C4H45 0.80 4.00 1.20 6.0 45.00 0.75 2 30.0 30 ® . 0.0030-0.0090
i EC-A2 010-015/04C4H45 1.00 4.00 1.50 40 45,00 097 2 30.0 30 © ° 0.0040-0.0120
EC-A2 010-015/06C4H45 1.00 4.00 1.50 6.0 45.00 097 2 30.0 30 © ° 0.0040-0.0120
:l EC-A2 010-015/08C4H45 1.00 4.00 1.50 80 45,00 095 2 30.0 30 ® ° 0.0040-0.0120
2 EC-A2 010-015/10C4H45 1.00 4.00 1.50 10.0 45,00 095 2 30.0 30 © . 0.0040-0.0120
EC-A2 010-015/12C4H45 1.00 4.00 1.50 12.0 45,00 093 2 30.0 30 © ° 0.0040-0.0120
D EC-A2 010-015/20C4H55 1.00 4.00 1.50 20.0 55.00 093 2 30.0 30 ® . 0.0040-0.0120
Z EC-A2 012-018/06C4H45 1.20 4.00 1.80 6.0 45,00 147 2 30.0 30 © . 0.0050-0.0150
EC-A2 015-023/06C4H45 1.50 4.00 2.30 6.0 45.00 1.47 2 30.0 30 © ° 0.0050-0.0150
LLJ EC-A2 015-023/08C4H45 1.50 4.00 2.30 80 45,00 1.45 2 30.0 30 ® ° 0.0050-0.0150
EC-A2 015-023/10C4H45 1.50 4.00 2.30 10.0 45,00 1.45 2 30.0 30 © . 0.0050-0.0150
EC-A2 015-023/12C4H45 1.50 4.00 2.30 120 45.00 1.41 2 30.0 30 © ° 0.0050-0.0150
EC-A2 015-023/16C4H50 1.50 4.00 2.30 16.0 50.00 1.41 2 30.0 30 ® . 0.0050-0.0150
EC-A2 015-023/20C4H55 1.50 4.00 2.30 20.0 55.00 1.41 2 30.0 30 © . 0.0050-0.0150
EC-A2 020-030/06C4H45 2.00 4.00 3.00 6.0 45.00 1.97 2 30.0 30 © ° 0.0100-0.0200
EC-A2 020-030/08C4H45 2.00 4.00 3.00 80 45,00 1.95 2 30.0 30 © ° 0.0100-0.0200
EC-A2 020-030/10C4H45 2.00 4.00 3.00 10.0 45,00 1.95 2 30.0 30 © . 0.0100-0.0200
EC-A2 020-030/12C4H45 2.00 4.00 3.00 12.0 45,00 1.93 2 30.0 30 © ° 0.0100-0.0200
EC-A2 020-030/14C4H50 2.00 400 3.00 14.0 50.00 1.93 2 30.0 30 ® ° 0.0100-0.0200
EC-A2 020-030/16C4H50 2.00 4.00 3.00 16.0 50.00 1.91 2 30.0 30 © . 0.0100-0.0200
EC-A2 020-030/20C4H55 2.00 4.00 3.00 20.0 55.00 1.89 2 30.0 30 © ° 0.0100-0.0200
EC-A2 020-030/25C4H60 2.00 4.00 3.00 25.0 60.00 1.89 2 30.0 30 © ° 0.0100-0.0200
EC-A2 020-030/30C4H70 2.00 4.00 3.00 30.0 70.00 1.89 2 30.0 30 © . 0.0100-0.0200
EC-A2 030-045/12C6H45 3.00 6.00 450 12.0 45,00 2.85 2 30.0 30 © ° 0.0150-0.0300
EC-A2 030-045/16C6H55 3.00 6.00 450 16.0 55.00 2.85 2 30.0 30 ® . 0.0150-0.0300
EC-A2 030-045/20C6H60 3.00 6.00 450 20.0 60.00 2.85 2 30.0 30 © . 0.0150-0.0300
EC-A2 030-045/25C6H65 3.00 6.00 450 25.0 65.00 2.85 2 30.0 30 © ° 0.0150-0.0300
EC-A2 030-045/30C6H70 3.00 6.00 450 30.0 70.00 2.85 2 30.0 30 © ° 0.0150-0.0300
EC-A2 030-045/35C6H80 3.00 6.00 450 35.0 80.00 2.85 2 30.0 30 © . 0.0150-0.0300
EC-A2 030-045/40C6H90 3.00 6.00 450 40.0 90.00 2.85 2 30.0 30 © ° 0.0150-0.0300
EC-A2 040-060/12C6H50 4.00 6.00 6.00 12.0 50.00 3.80 2 30.0 30 ® . 0.0200-0.0500
EC-A2 040-060/16C6H60 4.00 6.00 6.00 16.0 60.00 3.80 2 30.0 30 © ° 0.0200-0.0500
EC-A2 040-060/20C6H60 4.00 6.00 6.00 20.0 60.00 3.80 2 30.0 30 © ° 0.0200-0.0500
EC-A2 040-060/25C6H70 4.00 6.00 6.00 25.0 70.00 3.80 2 30.0 30 ® . 0.0200-0.0500
EC-A2 040-060/30C6H70 4.00 6.00 6.00 30.0 70.00 3.80 2 30.0 30 ® ° 0.0200-0.0500

® For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SoLIDsiL N
EC-A2-M (rib processing) % @a —
2 Flute, 30° Helix Solid Carbide J; _ i 5 = N
Endmills for Rib Processing on ‘Iﬁ . @ @ ® <
Hard Materials up to 55 HRC E
.
Recommended I_
M E T R 1 c Machining Data 5'
S fz E
Designation DC DCONMS  APMX LU OAL DN NOF FHA RMPX?  Shank® | & (mm/t) ()
EC-A2 004-006/02C4M45 0.40 4.00 0.60 20 45.00 0.37 2 30.0 3.0 C o 0.0010-0.0030
EC-A2 004-006/03C4M45 0.40 4.00 0.60 3.0 45.00 0.37 2 30.0 3.0 C ° 0.0010-0.0030 I—IJ
EC-A2 004-006/04C4M45 0.40 4.00 0.60 40 45.00 0.37 2 30.0 3.0 C o 0.0010-0.0030 D
EC-A2 004-006/05C4M45 0.40 4.00 0.60 5.0 45.00 0.37 2 30.0 3.0 C o 0.0010-0.0030 =
EC-A2 005-007/02C4M45 0.50 4.00 0.70 20 45.00 0.45 2 30.0 3.0 C [ 0.0010-0.0030 CD
EC-A2 005-007/04C4M45 0.50 4.00 0.70 40 45,00 0.45 2 30.0 3.0 C ° 0.0010-0.0030 m
EC-A2 005-007/06C4M45 0.50 4.00 0.70 6.0 45.00 0.45 2 30.0 3.0 C o 0.0010-0.0030 <
EC-A2 005-007/08C4M45 0.50 4.00 0.70 8.0 45.00 0.45 2 30.0 3.0 C . 0.0010-0.0030
EC-A2 006-009/02C4M45 0.60 4.00 0.90 20 45.00 0.55 2 30.0 3.0 C o 0.0010-0.0030 Q
EC-A2 006-009/04C4M45 0.60 4.00 0.90 40 45.00 0.55 2 30.0 3.0 C o 0.0010-0.0030
EC-A2 006-009/06C4M45 0.60 4.00 0.90 6.0 45.00 0.55 2 30.0 3.0 C [ 0.0010-0.0030 D
EC-A2 006-009/08C4M45 0.60 4.00 0.90 8.0 45.00 0.55 2 30.0 3.0 C ° 0.0010-0.0030 j
EC-A2 006-009/10C4M45 0.60 4.00 0.90 10.0 45.00 0.55 2 30.0 3.0 C o 0.0010-0.0030
EC-A2 007-010/02C4M45 0.70 4.00 1.00 20 45.00 0.65 2 30.0 3.0 C . 0.0010-0.0030 O
EC-A2 007-010/08C4M45 0.70 4.00 1.00 8.0 45.00 0.65 2 30.0 3.0 C o 0.0010-0.0030 CD
EC-A2 008-012/04C4M45 0.80 4.00 1.20 40 45.00 0.75 2 30.0 3.0 C ° 0.0020-0.0040
EC-A2 008-012/06C4M45 0.80 4.00 1.20 6.0 45.00 0.75 2 30.0 3.0 C [ 0.0020-0.0040 ®
EC-A2 008-012/08C4M45 0.80 4.00 1.20 8.0 45.00 0.75 2 30.0 3.0 C [ 0.0020-0.0040 CD
EC-A2 008-012/10C4M45 0.80 4.00 1.20 10.0 45.00 0.75 2 30.0 3.0 C o 0.0020-0.0040
EC-A2 009-0135/06C4M45 kel 4.00 1.35 6.0 45.00 0.85 2 30.0 3.0 C . 0.0030-0.0050 —I
EC-A2 009-0135/10C4M45 0.90 4.00 1.35 10.0 45.00 0.85 2 30.0 3.0 C o 0.0030-0.0050 :I
EC-A2 009-0135/15C4M50 0.90 4.00 1.35 15.0 50.00 0.85 2 30.0 3.0 C o 0.0030-0.0050 E
EC-A2 010-015/04C4M45 1.00 4.00 1.50 40 45.00 0.97 2 30.0 3.0 C [ 0.0040-0.0060
EC-A2 010-015/06C4M45 1.00 4.00 1.50 6.0 45.00 0.97 2 30.0 3.0 C [ 0.0040-0.0060 D
EC-A2 010-015/08C4M45 1.00 4.00 1.50 8.0 45.00 0.95 2 30.0 3.0 C o 0.0040-0.0060 Z
EC-A2 010-015/10C4M45 1.00 4.00 1.50 10.0 45.00 0.95 2 30.0 3.0 C . 0.0040-0.0060
EC-A2 010-015/12C4M45 1.00 4.00 1.50 12.0 45.00 0.93 2 30.0 3.0 C o 0.0040-0.0060 LIJ
EC-A2 010-015/16C4M50 1.00 4.00 1.50 16.0 50.00 0.93 2 30.0 3.0 C ° 0.0040-0.0060
EC-A2 010-015/20C4M55 1.00 4.00 1.50 20.0 55.00 0.93 2 30.0 3.0 C [ 0.0040-0.0060
EC-A2 012-018/06C4M45 1.20 4.00 1.80 6.0 45.00 1147 2 30.0 3.0 C [ 0.0040-0.0075
EC-A2 012-018/08C4M45 1.20 4.00 1.80 8.0 45.00 1.15 2 30.0 3.0 C o 0.0040-0.0075
EC-A2 012-018/10C4M45 1.20 4.00 1.80 10.0 45.00 1.16 2 30.0 3.0 C . 0.0040-0.0075
EC-A2 012-018/16C4M50 1.20 4.00 1.80 16.0 50.00 113 2 30.0 3.0 C o 0.0040-0.0075
EC-A2 014-021/06C4M45 1.40 4.00 2.10 6.0 45.00 1.35 2 30.0 3.0 C ° 0.0040-0.0080
EC-A2 014-021/08C4M45 1.40 4.00 2.10 8.0 45.00 1.35 2 30.0 3.0 C [ 0.0040-0.0080
EC-A2 014-021/10C4M45 1.40 4.00 2.10 10.0 45.00 1.35 2 30.0 3.0 C (] 0.0040-0.0080
EC-A2 015-023/06C4M45 1.50 4.00 2.30 6.0 45.00 147 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 015-023/08C4M45 1.50 4.00 2.30 8.0 45.00 1.45 2 30.0 3.0 C . 0.0050-0.0100
EC-A2 015-023/10C4M45 1.50 4.00 2.30 10.0 45.00 1.45 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 015-023/12C4M45 1.50 4.00 2.30 12.0 45.00 1.41 2 30.0 3.0 C ° 0.0050-0.0100
EC-A2 015-023/14C4M50 1.50 4.00 2.30 14.0 50.00 1.41 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 015-023/16C4M50 1.50 4.00 2.30 16.0 50.00 141 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 015-023/20C4M55 1.50 4.00 2.30 20.0 55.00 1.41 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 016-024/06C4M45 1.60 4.00 240 6.0 45.00 157 2 30.0 3.0 C . 0.0050-0.0100
EC-A2 016-024/08C4M45 1.60 4.00 240 8.0 45.00 1.55 2 30.0 3.0 C () 0.0050-0.0100
EC-A2 016-024/10C4M45 1.60 4.00 2.40 10.0 45.00 1.55 2 30.0 3.0 C ° 0.0050-0.0100
EC-A2 016-024/18C4M55 1.60 4.00 240 18.0 55.00 1.53 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 016-024/26C4M60 1.60 4.00 240 26.0 60.00 1.53 2 30.0 3.0 C o 0.0050-0.0100
EC-A2 018-027/06C4M45 1.80 4.00 2.70 6.0 45.00 1.77 2 30.0 3.0 C o 0.0060-0.0100
EC-A2 018-027/08C4M45 1.80 4.00 2.70 8.0 45.00 1.75 2 30.0 3.0 C . 0.0060-0.0100
EC-A2 018-027/10C4M45 1.80 4.00 2.70 10.0 45.00 1.75 2 30.0 3.0 C () 0.0060-0.0100
EC-A2 018-027/12C4M45 1.80 4.00 2.70 12.0 45,00 1.73 2 30.0 3.0 C [ 0.0060-0.0100

e The DC tolerance is: 0 -0.15 mm e For user guide, see pages 195-204
) Number of flutes

(2) Maximum ramping angle

() C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m V V // & )
Tl SOLIDiiiL =
el EC-A2-M (rib processing) % @a
C/) (continued) 4“ v - T =
Il 2 Fute: 20° Helx Soid Carbice N5 st @ @ @
Endmills for Rib Processing on
E Hard Materials up to 55 HRC
.
I— Recommended
5' M E T R 1 c Machining Data
2 3 f;
( J Designation DC DCONMS  APMX LU OAL DN NOF FHA RMPX@  Shank® S (mm/t)
LL| EC-A2 018-027/14C4M50 1.80 4.00 270 14.0 50.00 1.73 2 30.0 30 © ° 0.0060-0.0100
EC-A2 020-030/06C4M45 2.00 4.00 3.00 6.0 45.00 1.97 2 30.0 30 © . 0.0080-0.0150
D EC-A2 020-030/08C4M45 2.00 4.00 3.00 8.0 45.00 1.95 2 30,0 30 © . 0.0080-0.0150
E EC-A2 020-030/10C4M45 2.00 4.00 3.00 10.0 45,00 1.95 2 30.0 30 © ° 0.0080-0.0150
EC-A2 020-030/12C4M45 2.00 400 3.00 12.0 45,00 1.93 2 30.0 30 © ° 0.0080-0.0150
m EC-A2 020-030/14C4M50 2.00 4.00 3.00 140 50.00 1.93 2 30.0 30 © ° 0.0080-0.0150
< EC-A2 020-030/16C4M50 2.00 400 3.00 16.0 50.00 1.91 2 300 30 © ° 0.0080-0.0150
EC-A2 020-030/18C4M55 2.00 4.00 3.00 18.0 55.00 1.91 2 30.0 30 © ° 0.0080-0.0150
Q EC-A2 020-030/20C4M55 2.00 4.00 3.00 20.0 55.00 1.89 2 300 30 © . 0.0080-0.0150
Q EC-A2 020-030/25C4M60 2.00 4.00 3.00 25.0 60.00 1.89 2 30.0 30 © ° 0.0080-0.0150
— EC-A2 020-030/30C4M70 2.00 4.00 3.00 30.0 70.00 1.89 2 30.0 30 © ° 0.0080-0.0150
1 EC-A2 025-037/08C4M45 250 4.00 370 80 45.00 2.40 2 30.0 30 © ° 0.0090-0.0180
O EC-A2 025-037/10C4M45 250 400 370 10.0 45,00 240 2 30.0 30 © . 0.0090-0.0180
EC-A2 025-037/12C4M45 250 400 370 12.0 45.00 240 2 30.0 30 © . 0.0090-0.0180
CD EC-A2 025-037/14C4M50 250 4.00 370 14.0 50.00 2.40 2 300 30 c . 0.0090-0.0180
EC-A2 025-037/16C4M55 250 4.00 370 16.0 55.00 2.40 2 30.0 30 © ° 0.0090-0.0180
o EC-A2 025-037/18C4M55 250 4.00 370 18.0 55.00 240 2 30.0 30 © ° 0.0090-0.0180
CD EC-A2 025-037/20C4M60 2.50 400 370 20.0 60.00 240 2 30,0 30 © ° 0.0090-0.0180
| EC-A2 025-037/25C4M70 250 400 370 25.0 70.00 240 2 30.0 30 © . 0.0090-0.0180
. EC-A2 025-037/30C4M80 250 4.00 370 30.0 80.00 240 2 30.0 30 © ° 0.0090-0.0180
— EC-A2 030-045/08C6M45 3.00 6.00 450 80 45,00 285 2 30,0 30 © ) 0.0100-0.0180
2 EC-A2 030-045/10C6M45 3.00 6.00 450 10.0 45.00 285 2 30.0 30 © ° 0.0100-0.0180
EC-A2 030-045/12C6M45 3.00 6.00 450 12.0 45,00 285 2 30.0 30 © ° 0.0100-0.0180
D EC-A2 030-045/14C6M50 3.00 6.00 450 140 50.00 2.85 2 30,0 30 © ° 0.0100-0.0180
Z EC-A2 030-045/16C6M55 3.00 6.00 450 16.0 55.00 285 2 30.0 30 © ° 0.0100-0.0180
EC-A2 030-045/18C6M55 3.00 6.00 450 18.0 55.00 285 2 30.0 30 © ° 0.0100-0.0180
LL EC-A2 030-045/20C6M60 3.00 6.00 450 20.0 60.00 285 2 300 30 © ° 0.0100-0.0180
EC-A2 030-045/25C6M65 3.00 6.00 450 25.0 65.00 285 2 30.0 30 © ° 0.0100-0.0180
EC-A2 030-045/30C6M70 3.00 6.00 450 30.0 70.00 285 2 30.0 30 © ° 0.0100-0.0180
EC-A2 030-045/35C6M80 3.00 6.00 450 35.0 80.00 2.85 2 300 30 © ° 0.0100-0.0180
EC-A2 030-045/40C6M90 3.00 6.00 450 400 90.00 285 2 30.0 30 © ° 0.0100-0.0180
EC-A2 040-060/12C6M50 400 6.00 6.00 12.0 50.00 3.80 2 30.0 30 © ° 0.0100-0.0200
EC-A2 040-060/16C6M60 4.00 6.00 6.00 16.0 60.00 3.80 2 300 30 © ° 0.0100-0.0200
EC-A2 040-060/20C6M60 4.00 6.00 6.00 20.0 60.00 3.80 2 30.0 30 © . 0.0100-0.0200
EC-A2 040-060/25C6M70 400 6.00 6.00 25.0 70.00 3.80 2 30.0 30 ® ° 0.0100-0.0200
EC-A2 040-060/30C6M70 4.00 6.00 6.00 30.0 70.00 3.80 2 300 30 © ° 0.0100-0.0200
EC-A2 040-060/35C6M80 400 6.00 6.00 35.0 80.00 3.80 2 30.0 30 © ° 0.0100-0.0200
EC-A2 040-060/40C6M90 400 6.00 6.00 40.0 90.00 3.80 2 30.0 30 © ° 0.0100-0.0200
EC-A2 040-060/45C6M90 400 6.00 6.00 450 90.00 3.80 2 300 30 © ° 0.0100-0.0200
EC-A2 040-060/50C6M100 [ 6.00 6.00 50.0 100.00 3.80 2 30.0 30 © . 0.0100-0.0200
EC-A2 050-075/16C6M60 5.00 6.00 750 16.0 60.00 480 2 30.0 30 ® ° 0.0100-0.0250
EC-A2 050-075/20C6M60 5.00 6.00 750 20.0 60.00 4.80 2 300 30 © ° 0.0100-0.0250
EC-A2 050-075/25C6M70 5.00 6.00 7.50 25.0 70.00 4.80 2 30.0 30 © ° 0.0100-0.0250
EC-A2 050-075/30C6M80 5.00 6.00 750 30.0 80.00 4.80 2 30.0 30 © ° 0.0100-0.0250
EC-A2 050-075/35C6M80 5.00 6.00 7.50 35.0 80.00 480 2 300 30 © ° 0.0100-0.0250
EC-A2 050-075/40C6M80 5.00 6.00 7.50 40.0 80.00 4.80 2 30.0 30 © . 0.0100-0.0250
EC-A2 050-075/50C6M110 0 6.00 750 50.0 110.00 480 2 30.0 30 © ° 0.0100-0.0250
EC-A2 060-090/20C6M80 6.00 6.00 9.00 20.0 80.00 570 2 300 30 © ° 0.0150-0.0300
EC-A2 060-090/30C6M90 6.00 6.00 9.00 300 90.00 570 2 30.0 30 © ° 0.0150-0.0300
EC-A2 060-090/40C6M100 JRY0 6.00 9.00 40.0 100.00 5.60 2 30.0 30 © ° 0.0150-0.0300
EC-A2 060-090/50C6 6.00 6.00 9.00 50.0 110.00 5,60 2 30.0 30 ® ° 0.0150-0.0300

® The DC tolerance is: 0-0.15 mm e For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

@) C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SoLIDsiiL N
EC-A2 (medium length) I % @a —
2 Flute, 30° Helix Medium S & i = CD
Length Solid Carbide Endmills for @ @ ®
Hard Materials up to 65 HRC <§E
]
Recommended I_
M E T R ! c Machining Data 5'
8 f; E
Designation DC DCONMS APMX OAL NOF FHA RMPX@ Shank® 3 (mm/t) [ )
EC-A2 010-025C06-40 1.00 6.00 2.50 40.00 2 30.0 5.0 C o 0.00-0.01
EC-A2 015-040C06-40 1.50 6.00 4.00 40.00 2 30.0 50 C ° 0.00-0.02 I—IJ
EC-A2 020-060C06-40 2.00 6.00 6.00 40.00 2 30.0 50 C o 0.01-0.03 D
EC-A2 025-080C06-40 2.50 6.00 8.00 40.00 2 30.0 5.0 C o 0.01-0.03 =
EC-A2 030-080C06-45 3.00 6.00 8.00 45.00 2 30.0 50 C [ 0.01-0.04 m
EC-A2 035-10C06M45 3.50 6.00 10.00 45.00 2 30.0 5.0 C o 0.01-0.04 m
EC-A2 040-11C06-45 4.00 6.00 11.00 45.00 2 30.0 5.0 C o 0.02-0.05 <
EC-A2 045-11C06-45 4.50 6.00 11.00 45.00 2 30.0 50 C . 0.02-0.05
EC-A2 050-13C06-50 5.00 6.00 13.00 50.00 2 30.0 50 C o 0.02-0.06 Q
EC-A2 055-13C06-50 5.50 6.00 13.00 50.00 2 30.0 5.0 C o 0.02-0.06
EC-A2 060-13C06-50 6.00 6.00 13.00 50.00 2 30.0 50 C [ 0.03-0.07 D
EC-A2 065-16C08-60 6.50 8.00 16.00 60.00 2 30.0 5.0 C o 0.03-0.07 j
EC-A2 070-16C08-60 7.00 8.00 16.00 60.00 2 30.0 5.0 C o 0.03-0.08
EC-A2 075-16C08-60 7.50 8.00 16.00 60.00 2 30.0 50 C o 0.03-0.08 O
EC-A2 080-19C08-60 8.0 8.0 19.00 60.00 2 30,0 50 B D 0.03-0.09 @p)
EC-A2 085-19C10-70 8.50 10.00 19.00 70.00 2 30.0 5.0 C o 0.03-0.09
EC-A2 090-19C10-70 9.00 10.00 19.00 70.00 2 30.0 50 C [ 0.03-0.09 ®
EC-A2 095-19C10-70 9.50 10.00 19.00 70.00 2 30.0 5.0 C o 0.03-0.09 CD
EC-A2 100-22C10-70 10.00 10.00 22.00 70.00 2 30.0 5.0 C o 0.03-0.10
EC-A2 110-22C12-75 11.00 12.00 22.00 75.00 2 30.0 50 C . 0.03-0.10 —I
EC-A2 115-22C12-75 11.50 12.00 22.00 75.00 2 30.0 50 C o 0.03-0.10 :I
EC-A2 120-26C12-75 12.00 12.00 26.00 75.00 2 30.0 5.0 C ° 0.04-0.11 E
EC-A2 130-26C12-85 13.00 12.00 26.00 85.00 2 30.0 50 C [ 0.04-0.11
EC-A2 140-26C14-85 14.00 14.00 26.00 85.00 2 30.0 5.0 C o 0.04-0.12 D
EC-A2 150-26C16-90 15.00 16.00 26.00 90.00 2 30.0 5.0 C o 0.04-0.12 Z
EC-A2 160-32C16-100 16.00 16.00 32.00 100.00 2 30.0 5.0 C . 0.05-0.13
EC-A2 170-32C16-100 17.00 16.00 32.00 100.00 2 30.0 5.0 C o 0.056-0.13 LIJ
EC-A2 180-32C18-100 18.00 18.00 32.00 100.00 2 30.0 5.0 C o 0.05-0.13
EC-A2 200-38C20-105 20.00 20.00 38.00 105.00 2 30.0 50 C [ 0.05-0.13
EC-A2 220-38C20-105 22.00 20.00 38.00 1056.00 2 30.0 5.0 C o 0.056-0.13
EC-A2 250-45C25-120 25.00 25.00 45.00 120.00 2 30.0 50 C [ 0.05-0.13

® For user guide, see pages 195-204
() Number of flutes

2) Maximum ramping angle

() C-Cylindrical
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A
Tl SOLIDsiis
el EC-A4 — B % @ @7
CD 4 Flute, 30° Helix Medium - I DCONMS =
Length Solid Carbide Endmills for I " Y T ! @ @ ®
<§E Hard Materials up to 65 HRC
i
|_
5! woBE v B0 Machiing bta
2 S f:
o Designation DC DCONMS APMX OAL NOF FHA RMPX® Shank® 3 (mm/t)
LL] EC-A4 020-060C06-50 2.00 6.00 6.00 50.00 4 30.0 50 c . 0.01-0.03
EC-A4 025-080C06-50 2.50 6.00 8.00 50.00 4 30.0 50 © . 0.01-0.03
D EC-A4 030-080C06-50 3.00 6.00 8.00 50.00 4 30.0 50 c 3 0.01-0.04
— EC-A4 035-10C06-50 350 6.00 10.00 50.00 4 30.0 50 c . 0.01-0.04
m EC-A4 040-11C06-50 4.00 6.00 11.00 50.00 4 30.0 5.0 C (] 0.02-0.05
m EC-A4 045-11C06-50 4.50 6.00 11.00 50.00 4 30.0 5.0 c ° 0.02-0.05
< EC-A4 050-13C06-50 5.00 6.00 13.00 50.00 4 30.0 50 c 3 0.02-0.06
EC-A4 055-13C06-50 5.50 6.00 13.00 50.00 4 30.0 5.0 C (] 0.02-0.06
Q EC-A4 060-13C06-50 6.00 6.00 13.00 50.00 4 30.0 5.0 C ° 0.03-0.07
EC-A4 065-16C08-63 6.50 8.00 16.00 63.00 4 30.0 50 c . 0.03-0.07
Q EC-A4 070-16C08-63 7.00 8.00 16.00 63.00 4 30.0 5.0 C ° 0.03-0.08
j EC-A4 075-16C08-63 7.50 8.00 16.00 63.00 4 30.0 5.0 c ° 0.03-0.08
EC-A4 080-19C08-63 8.00 8.00 19.00 63.00 4 30.0 50 c 3 0.03-0.09
O EC-A4 085-19C10-72 8.50 10.00 19.00 72.00 4 30.0 5.0 C ° 0.03-0.09
(/) | EC-A4 090-19C10-72 9.0 10.00 19.00 72,00 4 300 50 c . 0.03-0.09
EC-A4 095-19C10-70 9.50 10.00 19.00 70.00 4 30.0 50 c ° 0.03-0.09
® EC-A4 100-22C10-72 10.00 10.00 22.00 72.00 4 30.0 5.0 C ° 0.03-0.10
CD EC-A4 105-22C12-75 10.50 12.00 22.00 75.00 4 30.0 50 ¢ . 0.03-0.10
] EC-A4 110-22C12-75 11.00 12.00 22.00 75.00 4 30.0 50 c 3 0.03-0.10
EC-A4 115-22C12-75 11.50 12.00 22.00 75.00 4 30.0 5.0 C ° 0.03-0.10
:I EC-A4 120-26C12-73 12.00 12.00 26.00 73.00 4 30.0 50 c 3 0.04-0.11
2 EC-A4 130-26C12-85 13.00 12.00 26.00 85.00 4 30.0 50 c . 0.04-0.11
EC-A4 140-26C12-85 14.00 12.00 26.00 85.00 4 30.0 5.0 C (] 0.04-0.12
D EC-A4 140-26C14-83 14.00 14.00 26.00 83.00 4 30.0 50 ¢ . 0.04-0.12
Z EC-A4 140-26C16-85 14.00 16.00 26.00 85.00 4 30.0 50 c 3 0.04-0.12
EC-A4 150-26C16-92 15.00 16.00 26.00 92.00 4 30.0 5.0 C (] 0.04-0.12
LLl EC-A4 160-32C16-92 16.00 16.00 32.00 92.00 4 30.0 50 c 3 0.05-0.13
EC-A4 170-32C16-100 17.00 16.00 32.00 100.00 4 30.0 50 c . 0.05-0.13
EC-A4 180-32C18-100 18.00 18.00 32.00 100.00 4 30.0 5.0 C ° 0.05-0.13
EC-A4 190-32C20-100 19.00 20.00 32.00 100.00 4 30.0 50 ¢ . 0.05-0.13
EC-A4 200-38C20-104 20.00 20.00 38.00 104.00 4 30.0 50 c 3 0.05-0.13
EC-A4 220-38C20-105 22.00 20.00 38.00 105.00 4 30.0 5.0 C ° 0.05-0.13
EC-A4 240-45C25-120 24.00 25.00 45.00 120.00 4 30.0 50 c 3 0.05-0.13
EC-A4 250-45C25-120 25.00 25.00 45.00 120.00 4 30.0 5.0 C o 0.05-0.13

® The DC tolerance is: 0 - -0.03 mm e For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical

ISCAR
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SOLIDiviii.i %
PREMIUM LINE DN Rd1
EC-84.R - ., 9% —
4 Flute, 45° Helix Extra- @ DC SRR DOONMS = @p)
Long Solid Carbide Endrmill j« ‘ R 3 @ @ ® e
with Various Corner Radii
for Hardened Steel BE/ = APXS E
‘ OAL
|
Recommended I_
M E T R ! c Machining Data 5'
§ fz E
Designation DC DCONMS RE APMX LH DN OAL NOF® FHA  RMPX@ Shank® &} (mm/t) [ )
EC-B4 10-15C08R.5M130 10.00 8.00 0.50 15.00 19.2 7.50 130.00 4 45.0 50 C o 0.03-0.10
EC-B4 10-15C08R1M130 10.00 8.00 1.00 15.00 19.2 7.50 130.00 4 45.0 5.0 C o 0.03-0.10 LIJ
EC-B4 12-18C10R.5M150 12.00 10.00 0.50 18.00 222 9.50 150.00 4 45.0 5.0 C o 0.04-0.11 D
EC-B4 14-21C12R.5M160 14.00 12.00 0.50 21.00 25.2 11.50 160.00 4 45.0 50 C o 0.04-0.12 =
EC-B4 14-21C12R1M160 14.00 12.00 1.00 21.00 252 11.50 160.00 4 45.0 5.0 C [ 0.04-0.12 CD
EC-B4 18-27C16R0.5M180 K0} 16.00 0.50 27.00 312 16.50 180.00 4 45.0 50 C o 0.05-0.13 m
EC-B4 18-27C16R1M180 18.00 16.00 1.00 27.00 31.2 15.50 180.00 4 45.0 50 C o 0.05-0.13 <
EC-B4 22-33C20R.5M200 22.00 20.00 0.50 33.00 372 19.50 200.00 4 45.0 5.0 C . 0.05-0.13
EC-B4 22-33C20R1M200 22.00 20.00 1.00 33.00 37.2 19.50 200.00 4 45.0 50 C o 0.05-0.13 Q
e For user guide, see pages 195-204
() Number of flutes D
(2 Maximum ramping angle e
@) C-Cylindrical 5
o))
)
SOLIDiviii.i
PREMIUM LINE na"j CD
ECH-B-6 U %
6 Flute, 45° Helix Medium L - v = —
Length Solid Carbide % DC NN poonwms @ @ —
Endmills for Finishing of Hard bl apwxs FHA ‘ﬁ
Materials up to 65 HRC k \OA{ E
A
Z
M E T R 1 ¢C Tough < Hard ;gzz;gmgng;g L
8 ] fz
Designation DC DCONMS APMX OAL NOF FHA Shank® 3 3 (mm/t)
ECH060B16-6C06 6.00 6.00 16.00 57.00 6 45.0 C ° ° 0.03-0.07
ECH060B16-6W06 6.00 6.00 16.00 57.00 6 45.0 W [ 0.03-0.07
ECH080B20-6C08 8.00 8.00 20.00 63.00 6 45,0 C ° ° 0.03-0.09
ECH080B20-6W08 8.00 8.00 20.00 63.00 6 45.0 W [ 0.03-0.09
ECH100B22-6C10 10.00 10.00 22.00 72.00 6 45.0 C ° 0.03-0.10
ECH100B22-6W10 10.00 10.00 22.00 72.00 6 45,0 W o 0.03-0.10
ECH120B25-6C12 12.00 12.00 25.00 83.00 6 45.0 C [ . 0.04-0.11
ECH120B25-6W12 12.00 12.00 25.00 83.00 6 45.0 W o 0.04-0.11
ECH160B32-6C16 16.00 16.00 32.00 92.00 6 45,0 C ° ° 0.05-0.13
ECH160B32-6W16 16.00 16.00 32.00 92.00 6 45.0 W [ 0.05-0.13
ECH200B38-6C20 20.00 20.00 38.00 104.00 6 45.0 C ° ° 0.05-0.13
ECH200B38-6W20 20.00 20.00 38.00 104.00 6 45.0 W [ 0.05-0.13

® Use IC908 for machining hardened steel up to 65 HRc e For user guide, see pages 195-204
() Number of flutes
(2 G-Cylindrical, W-Weldon
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SO DL
ECL-B-4/6 e — % @

4 & 6 Flute, 45° Helix Long oc § SSEsSE Doonws
Solid Carbide Endmills

I;HA N ‘ﬁ ®

OAL
Recommended
M E L R ! c Machining Data
S fz

Designation DC DCONMS APMX OAL NOF@ FHA Shank® 3 (mm/#t)
ECL060B24-4C06 6.00 6.00 24,00 65.00 4 450 ® . 0.03-0.07
ECL060B24-4W06 6.00 6.00 24,00 65.00 4 450 w ° 0.03-0.07
ECL080B32-4C08 8.00 8.00 32.00 79.00 4 450 © ° 0.03-0.09
ECL080B32-4W08 8.00 8.00 32.00 79.00 4 450 w ° 0.03-0.09
ECL100B40-4C10 10.00 10.00 40.00 100.00 4 45,0 © . 0.03-0.10
ECL100B40-4W10 10.00 10.00 40.00 100.00 4 450 w ° 0.03-0.10
ECL120B48-4C12 12,00 12.00 48,00 100.00 4 450 ® . 0.04-0.11
ECL120B48-4W12 12.00 12.00 4800 100.00 4 450 w ° 0.04-0.11
ECL140B50-4C14 14.00 14.00 50.00 100.00 4 450 © . 0.04-0.12
ECL140B50-4W14 14,00 14,00 50.00 100.00 4 450 w ° 0.04-0.12
ECL160B56-6C16 (1) 16.00 16.00 56.00 115.00 6 450 © . 0.05-0.13
ECL160B56-6W16 (1) 16.00 16.00 56.00 115.00 6 450 w ° 0.05-0.13
ECL200B60-6C20 (1) 20.00 20.00 60.00 125.00 6 45,0 © . 0.05-0.13
ECL200B60-6W20 (1) 20.00 20,00 60.00 125.00 6 45,0 w ° 0.05-0.13

e Smooth cutting in extra long depth e For user guide, see pages 195-204
() Cannot be used for plunging application

2 Number of flutes

@) G-Cylindrical, W-Weldon
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SOLID:wiLi
ECXL-B-4/6 L I — % @
4 & 6 Flute, 45° Helix Extra _‘ e pr e ) DCONMS
Long Solid Carbide Endmills " N ‘ﬁ @ )
Recommended
Machining Data
S fz
Designation DCONMS APMX NOF@ Shank® 3 (mm/t)
ECXL100B60-4C10 10.00 10.00 60.00 112.00 4 45,0 C o 0.03-0.10
ECXL100B60-4W10 10.00 10.00 60.00 112.00 4 45.0 W ° 0.03-0.10
ECXL120B72-4C12 12.00 12.00 72.00 150.00 4 45.0 C ° 0.04-0.11
ECXL120B72-4W12 12.00 12.00 72.00 150.00 4 450 W o 0.04-0.11
ECXL160B80-6C16 (1) 16.00 16.00 80.00 150.00 6 45.0 C . 0.05-0.13
ECXL160B80-6W16 (1) 16.00 16.00 80.00 150.00 6 450 W o 0.05-0.13
ECXL200B80-6C20 (1) 20.00 20.00 80.00 150.00 6 45.0 C [ 0.05-0.13

* Smooth cutting in extra long depth. e For user guide, see pages 195-204
() Cannot be used for plunging application

2 Number of flutes

() C-Cylindrical, W-Weldon

ISCAR
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SOLIDiLL %
EC-D6 P ' % @ —
6 Flute, 50° Helix Medium A v DCONMS CD
Length Solid Carbide | i <
Endmills for Finishing of Hard
Materials up to 65 HRc et E
|
Recommended I_
Machining Data 5'
§ fz E
Designation DCONMS APMX NOF) Shank? RMPX® (&) (mm/t) ( J
EC-D6 06-13C06H57 6.00 6.00 13.00 57.00 6 50.0 C 5.0 (] 0.03-0.07 LIJ
EC-D6 08-20C08H63 8.00 8.00 20.00 63.00 6 50.0 C 5.0 [} 0.03-0.09
EC-D6 10-22C10H72 10.00 10.00 22.00 72.00 6 50.0 C 5.0 [ 0.03-0.10 D
EC-D6 12-25C12H83 12.00 12.00 25.00 83.00 6 50.0 C 5.0 o 0.04-0.11 =
EC-D6 12-25W12H83 12.00 12.00 25.00 83.00 6 50.0 W 5.0 o 0.04-0.11 CD
EC-D6 14-30C14H83 14.00 14.00 30.00 83.00 6 50.0 C 5.0 [ 0.04-0.12 m
EC-D6 16-32C16H92 16.00 16.00 32.00 92.00 6 50.0 C 5.0 o 0.05-0.13 <
4 20.00 20.00 38.00 104.00 6 50.0 C 5.0 [ 0.05-0.13
® For user guide, see pages 195-204 Q
() Number of flutes
(2 C-Cylindrical, W-Weldon D
() Maximum ramping angle j
SoLDiiis 2
EC-B6 < S % @ e
6 Flute, 45° Helix Extra Long 0‘;"4‘ - < DCONMS
Solid Carbide Endmills S . Ry Av— AN
for Finishing of Hard ‘ —I
Materials up to 65 HRC 1
§
Recommended
Machining Data %
LLl
3 174
Designation DCONMS APMX NOFt Shank®@ 3 (mm/t)
EC-B6 060-026C06-70 6.00 6.00 26.00 70.00 6 45.0 C o 0.08-0.07
EC-B6 080-036C08-90 8.00 8.00 36.00 90.00 6 45.0 C o 0.03-0.09
EC-B6 100-46C10-100 10.00 10.00 46.00 100.00 6 45,0 C o 0.03-0.10
EC-B6 120-56C12-110 12.00 12.00 56.00 110.00 6 45.0 C ° 0.04-0.11
EC-B6 160-66C16-130 16.00 16.00 66.00 130.00 6 45.0 C ° 0.05-0.13
EC-B6 200-76C20-140 20.00 20.00 76.00 140.00 6 45.0 C o 0.05-0.13
EC-B6 250-92C25-180 25.00 25.00 92.00 180.00 6 45,0 C () 0.05-0.13

* For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m v 7V // i
TN SOLIDALL N
el EC-B6-H v o ; % @
U) 6 Flute, 45° Helix Extra Long Solid DC DCONMS
< Carbide Endmills for Finishing on I —
Hard Materials up to 65 HRC RE L FHA
E APMX
l~— LU
1 OAL
I_
5I M E T R I C Mactining baa
2 S fz
[ ) Designation DC  DCONMS APMX RE DN LU OAL NOF® FHA Shank®@ S (mm/t)
LIJ EC-B6 06-06/14C06R.25H50 6.00 6.00 6.00 0.25 5.70 14.0 50.00 6 45.0 C () 0.03-0.07
EC-B6 06-06/14C06R.5H50 6.00 6.00 6.00 0.50 5.70 14.0 50.00 6 45.0 C [ 0.03-0.07
D EC-B6 06-13C06R.5H70 6.00 6.00 13.00 0.50 6.00 - 70.00 6 45.0 C o 0.03-0.07
—~~ EC-B6 06-26C06R.5H70 6.00 6.00 26.00 0.50 6.00 - 70.00 6 45.0 C o 0.03-0.07
m EC-B6 08-08/24C08R.5H60 8.00 8.00 8.00 0.50 7.70 24.0 60.00 6 45.0 C o 0.03-0.09
m EC-B6 08-19C08R.5H90 8.00 8.00 19.00 0.50 8.00 - 90.00 6 45.0 C (] 0.03-0.09
< EC-B6 08-36C08R.5H90 8.00 8.00 36.00 0.50 8.00 - 90.00 6 45.0 C o 0.03-0.09
EC-B6 10-10/30C10R1H70 10.00 10.00 10.00 1.00 9.70 30.0 70.00 6 45.0 C o 0.03-0.10
Q EC-B6 10-22C10R.5H100 10.00 10.00 22.00 0.50 10.00 - 100.00 6 45.0 C o 0.03-0.10
EC-B6 10-22C10R1H100 10.00 10.00 22.00 1.00 10.00 - 100.00 6 45.0 C o 0.03-0.10
Q EC-B6 10-46C10R1H100 10.00 10.00 46.00 1.00 10.00 - 100.00 6 45.0 C o 0.03-0.10
j EC-B6 12-12/30C12R1H75 12.00 12.00 12.00 1.00 11.70 30.0 75.00 6 45.0 C [ 0.04-0.11
EC-B6 12-26C12R.5H110 12.00 12.00 26.00 0.50 12.00 - 110.00 6 45.0 C o 0.04-0.11
O EC-B6 12-26C12R1H110 12.00 12.00 26.00 1.00 12.00 - 110.00 6 45.0 C o 0.04-0.11
U) EC-B6 12-56C12R1H110 12.00 12.00 56.00 1.00 12.00 - 110.00 6 45.0 C ° 0.04-0.11
EC-B6 16-32C16R1.5H130 16.00 16.00 32.00 1.50 16.00 - 130.00 6 45.0 C o 0.05-0.13
o EC-B6 16-32C16R1H130 16.00 16.00 32.00 1.00 16.00 - 130.00 6 45.0 C o 0.05-0.13
CD EC-B6 16-66C16R1.5H130 16.00 16.00 66.00 1.50 16.00 - 130.00 6 45.0 C o 0.05-0.13
_I EC-B6 20-38C20R1H140 20.00 20.00 38.00 1.00 20.00 - 140.00 6 45.0 C o 0.05-0.13
EC-B6 20-38C20R2H140 20.00 20.00 38.00 2.00 20.00 - 140.00 6 45.0 C o 0.05-0.13
:I EC-B6 20-76C20R2H140 20.00 20.00 76.00 2.00 20.00 - 140.00 6 45.0 C o 0.05-0.13
2 ® For user guide, see pages 195-204
() Number of flutes
D @ C-Cylindrical
Z
LL]

ISCAR
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CHATTERFREE - %
|
ECA-H3-CF % @ —
Solid Carbide Endmills with = N
Different Helix, Variable Pitch @ @ ®
and 3, 4 and 5xD Relieved <
Necks for Machining Aluminum E
acuminumfll =
el —
M E T R ! c Machining Data 5'
© fz E
Designation DC DCONMS  APMX  OAL  NOF L RMPX2  Shank®  RE |3 (mmA) °
ECA-H3 01-04C06CF-R.05 1.00 6.00 4.00 57.00 8 6.0 5.0 C 0.05 [ 0.01-0.01
ECA-H3 015-04/06C06CF-RO1 1.50 6.00 4.00 57.00 & 6.0 5.0 C 0.10 [ 0.01-0.01 I—IJ
ECA-H3 02-05/08C06CF-R0O1 2.00 6.00 5.00 57.00 8] 8.0 5.0 C 0.10 ° 0.01-0.02 D
ECA-H3 025-05/08C06CF-R01 2.50 6.00 5.00 57.00 3 8.0 5.0 C 0.10 o 0.01-0.02 —_—
ECA-H3 03-07/12C06CF-R01 3.00 6.00 7.00 57.00 3 12.0 5.0 C 0.10 (] 0.03-0.05 m
ECA-H3 04-10/16C06CF-R02 4.00 6.00 10.00 57.00 B8] 16.0 5.0 C 0.20 ° 0.03-0.05 m
ECA-H3 05-12/20C06CF-R02 5.00 6.00 12.00 57.00 8 20.0 5.0 C 0.20 [ 0.03-0.06 <
ECA-H3 06-09/18C06CF-R02 6.00 6.00 9.00 57.00 & 18.0 5.0 C 0.20 ° 0.03-0.07
ECA-H3 06-09/18C06CF-R04 6.00 6.00 9.00 57.00 8] 18.0 5.0 C 0.40 ° 0.03-0.07 Q
ECA-H3 06-09/18C06CF-R08 6.00 6.00 9.00 57.00 8 18.0 5.0 C 0.80 o 0.03-0.07
ECA-H3 06-09/30C06CF-R02 6.00 6.00 9.00 65.00 & 30.0 5.0 C 0.20 ° 0.03-0.07 D
ECA-H3 06-09/30C06CF-R04 6.00 6.00 9.00 65.00 8] 30.0 5.0 C 0.40 ° 0.03-0.07 j
ECA-H3 06-09/30C06CF-R08 6.00 6.00 9.00 65.00 8 30.0 5.0 C 0.80 [ 0.03-0.07
ECA-H3 06-14/24C06CF-R02 6.00 6.00 14.00 60.00 & 24.0 5.0 C 0.20 [ 0.03-0.07 O
ECA-H3 08-12/24C08CF-R02 8.00 8.00 12.00 63.00 8 24.0 5.0 C 0.20 ° 0.03-0.09 CD
ECA-H3 08-12/24C08CF-R04 8.00 8.00 12.00 63.00 3 24.0 50 C 0.40 o 0.03-0.09
ECA-H3 08-12/24C08CF-R08 8.00 8.00 12.00 63.00 & 24.0 5.0 C 0.80 ° 0.03-0.09 {
ECA-H3 08-12/24C08CF-R30 8.00 8.00 12.00 63.00 8] 24.0 5.0 C 3.00 ° 0.03-0.09 CD
ECA-H3 08-12/40C08CF-R02 8.00 8.00 12.00 79.00 8 40.0 5.0 C 0.20 o 0.03-0.09
ECA-H3 08-12/40C08CF-R04 8.00 8.00 12.00 79.00 & 40.0 5.0 (o] 0.40 ° 0.03-0.09 —I
ECA-H3 08-12/40C08CF-R08 8.00 8.00 12.00 79.00 8] 40.0 5.0 (0} 0.80 ° 0.03-0.09 :I
ECA-H3 08-18/32C08CF-R02 8.00 8.00 18.00 68.00 3 32.0 50 C 0.20 o 0.03-0.09
ECA-H3 10-15/30C10CF-R02 10.00 10.00 15.00 72.00 & 30.0 5.0 C 0.20 ° 0.03-0.10 E
ECA-H3 10-15/30C10CF-R04 10.00 10.00 15.00 72.00 3 30.0 5.0 C 0.40 ° 0.03-0.10 D
ECA-H3 10-15/30C10CF-R08 10.00 10.00 15.00 72.00 3 30.0 5.0 C 0.80 o 0.03-0.10 Z
ECA-H3 10-15/30C10CF-R16 10.00 10.00 15.00 72.00 3 30.0 5.0 C 1.60 ° 0.03-0.10
ECA-H3 10-15/30C10CF-R30 10.00 10.00 15.00 72.00 8] 30.0 5.0 (0} 3.00 ° 0.03-0.10 LIJ
ECA-H3 10-15/50C10CF-R02 10.00 10.00 15.00 92.00 3 50.0 50 C 0.20 o 0.03-0.10
ECA-H3 10-15/50C10CF-R04 10.00 10.00 15.00 92.00 8] 50.0 5.0 C 0.40 ° 0.03-0.10
ECA-H3 10-15/50C10CF-R08 10.00 10.00 15.00 92.00 3 50.0 5.0 C 0.80 ° 0.03-0.10
ECA-H3 10-15/50C10CF-R16 10.00 10.00 15.00 92.00 3 50.0 5.0 C 1.60 o 0.03-0.10
ECA-H3 10-15/50C10CF-R20 10.00 10.00 15.00 92.00 3 50.0 5.0 C 2.00 ° 0.03-0.10
ECA-H3 10-15/50C10CF-R30 10.00 10.00 15.00 92.00 8 50.0 5.0 C 3.00 [ 0.03-0.10
ECA-H3 10-22/40C10CF-R02 10.00 10.00 22.00 80.00 3 40.0 5.0 C 0.20 o 0.03-0.10
ECA-H3 10-22/40C10CF-R30 10.00 10.00 22.00 80.00 8] 40.0 5.0 C 3.00 ° 0.03-0.10
ECA-H3 12-18/36C12CF-R02 12.00 12.00 18.00 83.00 3 36.0 5.0 C 0.20 ° 0.04-0.11
ECA-H3 12-18/36C12CF-R04 12.00 12.00 18.00 83.00 3 36.0 5.0 C 0.40 o 0.04-0.11
ECA-H3 12-18/36C12CF-R08 12.00 12.00 18.00 83.00 & 36.0 5.0 C 0.80 ° 0.04-0.11
ECA-H3 12-18/36C12CF-R16 12.00 12.00 18.00 83.00 8 36.0 5.0 C 1.60 ° 0.04-0.11
ECA-H3 12-18/36C12CF-R20 12.00 12.00 18.00 83.00 3 36.0 5.0 C 2.00 o 0.04-0.11
ECA-H3 12-18/36C12CF-R25 12.00 12.00 18.00 83.00 3 36.0 5.0 C 2.50 ° 0.04-0.11
ECA-H3 12-18/36C12CF-R30 12.00 12.00 18.00 57.00 3 36.0 5.0 C 3.00 ° 0.04-0.11
ECA-H3 12-18/60C12CF-R02 12.00 12.00 18.00 100.00 3 60.0 5.0 C 0.20 ° 0.04-0.11
ECA-H3 12-18/60C12CF-R04 12.00 12.00 18.00 100.00 8] 60.0 5.0 C 0.40 ° 0.04-0.11
ECA-H3 12-18/60C12CF-R08 12.00 12.00 18.00 100.00 8 60.0 5.0 C 0.80 [ 0.04-0.11
ECA-H3 12-18/60C12CF-R16 12.00 12.00 18.00 100.00 3 60.0 5.0 C 1.60 o 0.04-0.11
ECA-H3 12-18/60C12CF-R20 12.00 12.00 18.00 100.00 8] 60.0 5.0 C 2.00 ° 0.04-0.11
ECA-H3 12-18/60C12CF-R25 12.00 12.00 18.00 100.00 3 60.0 5.0 G 2.50 ° 0.04-0.11
ECA-H3 12-18/60C12CF-R30 12.00 12.00 18.00 100.00 3 60.0 5.0 C 3.00 ° 0.04-0.11
ECA-H3 12-26/48C12CF-R02 12.00 12.00 26.00 93.00 ] 48.0 5.0 C 0.20 ° 0.04-0.11
ECA-H3 16-24/48C16CF-R02 16.00 16.00 24.00 92.00 8 48.0 5.0 C 0.20 [ 0.05-0.13
ECA-H3 16-24/48C16CF-R04 16.00 16.00 24.00 92.00 3 48.0 5.0 C 0.40 ° 0.05-0.13
ECA-H3 16-24/48C16CF-R08 16.00 16.00 24.00 92.00 8] 48.0 5.0 C 0.80 ° 0.05-0.13
ECA-H3 16-24/48C16CF-R16 16.00 16.00 24.00 92.00 & 48.0 5.0 C 1.60 ° 0.05-0.13

e For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

() C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Wil CHATTERFREE -

W ECA-H3-CF (continued) &

CD Solid Carbide Endmills with

< Different Helix, Variable Pitch @ ®
and 3, 4 and 5xD Relieved

E Necks for Machining Aluminum ‘ ‘ [}

[ — ALUMINUM
I_ Recommended
5' M E T R I c Machining Data
2 © fz

{ ] Designation DC DCONMS APMX OAL NOF) LU RMPX®@  Shank® RE 3 (mm/t)
LIJ ECA-H3 16-24/48C16CF-R20 16.00 16.00 24.00 92.00 3 48.0 5.0 C 2.00 . 0.05-0.13
ECA-H3 16-24/48C16CF-R25 16.00 16.00 24.00 92.00 3 48,0 5.0 C 2.50 o 0.05-0.13

D ECA-H3 16-24/48C16CF-R30 16.00 16.00 24.00 92.00 3 48.0 5.0 C 3.00 [ 0.05-0.13
E ECA-H3 16-24/48C16CF-R32 16.00 16.00 24.00 92.00 3 48.0 5.0 C 3.20 o 0.05-0.13
ECA-H3 16-24/48C16CF-R40 16.00 16.00 24.00 92.00 3 48.0 5.0 C 4.00 o 0.05-0.13

m ECA-H3 16-24/48C16CF-R50 16.00 16.00 24.00 92.00 3 48.0 5.0 C 5.00 [ 0.05-0.13
< ECA-H3 16-24/80C16CF-R02 16.00 16.00 24.00 128.00 3 80.0 5.0 C 0.20 o 0.05-0.13
Q ECA-H3 16-24/80C16CF-R04 16.00 16.00 24.00 128.00 3 80.0 5.0 C 0.40 o 0.05-0.13
ECA-H3 16-24/80C16CF-R08 16.00 16.00 24.00 128.00 3 80.0 5.0 C 0.80 ° 0.05-0.13

D ECA-H3 16-24/80C16CF-R16 16.00 16.00 24.00 128.00 3 80.0 5.0 C 1.60 o 0.05-0.13
— ECA-H3 16-24/80C16CF-R20 16.00 16.00 24.00 128.00 3 80.0 5.0 C 2.00 o 0.05-0.13
_| ECA-H3 16-24/80C16CF-R25 16.00 16.00 24.00 128.00 3 80.0 5.0 C 2.50 L] 0.05-0.13
O ECA-H3 16-24/80C16CF-R30 16.00 16.00 24.00 128.00 3 80.0 5.0 C 3.00 o 0.05-0.13
ECA-H3 16-24/80C16CF-R32 16.00 16.00 24.00 128.00 & 80.0 5.0 C 3.20 [} 0.05-0.13

CD ECA-H3 16-24/80C16CF-R40 16.00 16.00 24.00 128.00 3 80.0 5.0 C 4.00 ° 0.05-0.13
ECA-H3 16-24/80C16CF-R50 16.00 16.00 24.00 128.00 3 80.0 5.0 C 5.00 ° 0.05-0.13

o ECA-H3 16-34/64C16CF-R02 16.00 16.00 34.00 115.00 3 64.0 5.0 C 0.20 o 0.05-0.13
CD ECA-H3 20-30/100C20CF-R02 20.00 20.00 30.00 150.00 38 100.0 50 C 0.20 ° 0.05-0.14
_I ECA-H3 20-30/100C20CF-R04 20.00 20.00 30.00 150.00 3 100.0 5.0 C 0.40 o 0.05-0.14
_l ECA-H3 20-30/100C20CF-R08 20.00 20.00 30.00 150.00 3 100.0 5.0 C 0.80 o 0.05-0.14
o ECA-H3 20-30/100C20CF-R16 20.00 20.00 30.00 150.00 8] 100.0 5.0 C 1.60 ° 0.05-0.14
2 ECA-H3 20-30/100C20CF-R20 20.00 20.00 30.00 150.00 3 100.0 5.0 C 2.00 o 0.05-0.14
ECA-H3 20-30/100C20CF-R32 20.00 20.00 30.00 150.00 3 100.0 5.0 C 3.20 . 0.05-0.14

D ECA-H3 20-30/100C20CF-R40 20.00 20.00 30.00 150.00 3 100.0 50 C 4.00 o 0.05-0.14
Z ECA-H3 20-30/100C20CF-R50 20.00 20.00 30.00 150.00 3 100.0 5.0 C 5.00 o 0.05-0.14
ECA-H3 20-30/60C20CF-R02 20.00 20.00 30.00 110.00 3 60.0 5.0 C 0.20 o 0.05-0.14

LIJ ECA-H3 20-30/60C20CF-R04 20.00 20.00 30.00 110.00 3 60.0 5.0 C 0.40 ° 0.05-0.14
ECA-H3 20-30/60C20CF-R08 20.00 20.00 30.00 110.00 3 60.0 5.0 C 0.80 ° 0.05-0.14

ECA-H3 20-30/60C20CF-R16 20.00 20.00 30.00 110.00 3 60.0 5.0 C 1.60 ° 0.05-0.14

ECA-H3 20-30/60C20CF-R20 20.00 20.00 30.00 110.00 3 60.0 50 C 2.00 o 0.05-0.14

ECA-H3 20-30/60C20CF-R32 20.00 20.00 30.00 110.00 3 60.0 5.0 C 3.20 [} 0.05-0.14

ECA-H3 20-30/60C20CF-R40 20.00 20.00 30.00 110.00 3 60.0 5.0 C 4.00 [ 0.05-0.14

ECA-H3 20-30/60C20CF-R50 20.00 20.00 30.00 110.00 3 60.0 5.0 C 5.00 ° 0.05-0.14

ECA-H3 20-42/80C20CF-R02 20.00 20.00 42.00 130.00 3 80.0 5.0 C 0.20 ° 0.05-0.14

ECA-H3 25-38/125C25CF-R02 25.00 25.00 38.00 185.00 3 125.0 5.0 C 0.20 L] 0.05-0.15

ECA-H3 25-38/125C25CF-R08 25.00 25.00 38.00 1856.00 3 125.0 5.0 C 0.80 o 0.05-0.15

ECA-H3 25-38/125C25CF-R16 25.00 25.00 38.00 185.00 3 125.0 5.0 C 1.60 o 0.05-0.15

ECA-H3 25-38/125C25CF-R20 25.00 25.00 38.00 185.00 3 125.0 5.0 C 2.00 [ 0.05-0.15

ECA-H3 25-38/125C25CF-R32 25.00 25.00 38.00 1856.00 8] 125.0 5.0 C 3.20 o 0.05-0.15

ECA-H3 25-38/125C25CF-R40 25.00 25.00 38.00 185.00 3 125.0 5.0 C 4.00 ° 0.05-0.15

ECA-H3 25-38/125C25CF-R50 25.00 25.00 38.00 185.00 3 125.0 5.0 C 5.00 L] 0.05-0.15

ECA-H3 25-38/75C25CF-R02 25.00 25.00 38.00 130.00 3 75.0 5.0 C 0.20 o 0.05-0.15

ECA-H3 25-38/75C25CF-R04 25.00 25.00 38.00 130.00 3 75.0 5.0 C 0.40 o 0.05-0.15

ECA-H3 25-38/75C25CF-R16 25.00 25.00 38.00 130.00 3 75.0 5.0 C 1.60 ° 0.05-0.15

ECA-H3 25-38/75C25CF-R20 25.00 25.00 38.00 130.00 3 75.0 5.0 C 2.00 o 0.05-0.15

ECA-H3 25-38/75C25CF-R32 25.00 25.00 38.00 130.00 3 75.0 5.0 C 3.20 o 0.05-0.15

ECA-H3 25-38/75C25CF-R40 25.00 25.00 38.00 130.00 3 75.0 5.0 C 4.00 o 0.05-0.15

ECA-H3 25-38/75C25CF-R50 25.00 25.00 38.00 130.00 3 75.0 5.0 C 5.00 o 0.05-0.15

ECA-H3 25-52/100C25CF-R02 25.00 25.00 52.00 156.00 3 100.0 5.0 C 0.20 [ 0.05-0.15

® For user guide, see pages 195-204
) Number of flutes

(2 Maximum ramping angle

() C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

* For user guide, see pages 195-204
() Number of flutes
(2 Maximum ramping angle

CHATTERFREE %
ECA-H3-CF-C —
Solid Carbide Endmills with CD
Different Helix, Variable Pitch,
Coolant Holes and Neck Relief <‘:
for Machining Aluminum
Recommended I_
M E T R ! c Machining Data 5'
=) fz E
Designation DC APMX LU OAL DCONMS RE NOF®  RMPX®@  Shank® o (mm#t) ()
ECA-H3 06-12/18C06CF-R02C 6.00 12.00 18.0 57.00 6.00 0.20 8 5.0 C [ 0.03-0.07
ECA-H3 06-12/30C06CF-R02C 6.00 12.00 30.0 64.00 6.00 0.20 3 5.0 © ° 0.03-0.07 I—IJ
ECA-H3 08-16/24C08CF-R02C 8.00 16.00 24.0 63.00 8.00 0.20 3 5.0 C ° 0.03-0.09 D
ECA-H3 08-16/40C08CF-R02C 8.00 16.00 40.0 78.00 8.00 0.20 8 50 C [ 0.03-0.09 —
ECA-H3 10-20/30C10CF-R02C 10.00 20.00 30.0 72.00 10.00 0.20 3 5.0 C o 0.03-0.10 CD
ECA-H3 10-20/50C10CF-R02C 10.00 20.00 50.0 100.00 10.00 0.20 3 50 C o 0.03-0.10 m
ECA-H3 12-24/36C12CF-R02C 12.00 24.00 36.0 83.00 12.00 0.20 8 50 C [ 0.04-0.11 <
ECA-H3 12-24/60C12CF-R02C 12.00 24.00 60.0 100.00 12.00 0.20 3 5.0 C o 0.04-0.11
ECA-H3 16-32/48C16CF-R02C 16.00 32.00 48.0 92.00 16.00 0.20 3 5.0 C ° 0.05-0.13 Q
ECA-H3 16-32/80C16CF-R02C 16.00 32.00 80.0 127.00 16.00 0.20 8 50 C [ 0.05-0.13
ECA-H3 20-40/60C20CF-R02C 20.00 40.00 60.0 109.00 20.00 0.20 3 5.0 C o 0.05-0.14 D
ECA-H320-40/100C20CF-R02C 20.00 40.00 100.0 149.00 20.00 0.20 3 50 C o 0.05-0.14 j
ECA-H3 25-50/75C25CF-R02C 25.00 50.00 75.0 128.00 25.00 0.20 8 50 C [ 0.05-0.15
ECA-H325-50/125C25CF-R0 25.00 50.00 125.0 183.00 25.00 0.20 3 50 C [ 0.05-0.15 8
)
@p)
—
—
A
Z
LL]

() C-Cylindrical
OL IDiviii.i.
PREMIUM LINE Rd)
CHATTERFREE A
=]
ECA-H4-CF \ D e ¥ @
Solid Carbide Endmills with > S DC SN NN } DCONMS
Different Helix and Long Neck «? o "’A\Pnf’?‘ N T3
Relief for Machining Aluminum \ L o ‘ ALUMINUM|
Recommended
M E T R ! c Machining Data
8 fZ
Designation DC APMX LU OAL DCONMS RE NOF  RMPX®@  Shank® o (mm/t)
ECA-H4 06-09/30C06CFR02 6.00 9.00 30.0 65.00 6.00 0.20 4 5.0 C . 0.03-0.07
ECA-H4 06-12/18C06CFR02 6.00 12.00 18.0 57.00 6.00 0.20 4 5.0 C o 0.03-0.07
ECA-H4 08-12/40C08CFR02 8.00 12.00 40.0 79.00 8.00 0.20 4 5.0 C [ 0.03-0.09
ECA-H4 08-16/24C08CFR02 8.00 16.00 24.0 63.00 8.00 0.20 4 5.0 C (] 0.03-0.09
ECA-H4 10-15/50C10CFR02 10.00 16.00 50.0 92.00 10.00 0.20 4 5.0 C o 0.04-0.10
ECA-H4 10-20/30C10CFR02 10.00 20.00 30.0 72.00 10.00 0.20 4 5.0 C o 0.04-0.10
ECA-H4 12-18/60C12CFR02 12.00 18.00 60.0 100.00 12.00 0.20 4 5.0 C . 0.04-0.11
ECA-H4 12-24/36C12CFR02 12.00 24.00 36.0 83.00 12.00 0.20 4 5.0 C o 0.04-0.11
ECA-H4 16-24/80C16CFR02 16.00 24.00 80.0 128.00 16.00 0.20 4 5.0 C o 0.05-0.13
ECA-H4 16-32/48C16CFR02 16.00 32.00 48.0 100.00 16.00 0.20 4 5.0 C . 0.05-0.13
ECA-H4 20-30/100C20CFR02 20.00 30.00 100.0 150.00 20.00 0.20 4 5.0 C [ 0.05-0.14
ECA-H4 20-40/60C20CFR02 20.00 40.00 60.0 110.00 20.00 0.20 4 5.0 C o 0.05-0.14
ECA-H4 25-38/125C25CFR02 25.00 38.00 125.0 185.00 25.00 0.20 4 5.0 C . 0.08-0.14
ECA-H4 25-50/75C25CFR02 25.00 50.00 75.0 130.00 25.00 0.20 4 5.0 C o 0.08-0.14

® For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

() C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

CHATTERFREE
]
ECAP-H3-CF
Solid Carbide Endmills with
Different Helix, Variable Pitch, r
Chip Splitters and Coolant
Holes for Machining Aluminum
ALUMINUM
Recommended
M E L R ! c Machining Data
=) fz
Designation DC APMX LU OAL DCONMS RE NOF®  RMPX®  Shank® (5] (mm/t)
ECAP-H3 10-15/50C10CFR02C 10.00 16.00 50.0 92.00 10.00 0.20 3 5.0 C o 0.03-0.10
ECAP-H3 10-22/40C10CFR02C 10.00 22.00 40.0 80.00 10.00 0.20 3 50 C ° 0.03-0.10
ECAP-H3 12-18/60C12CFR02C 12.00 18.00 60.0 100.00 12.00 0.20 3 5.0 C ° 0.04-0.11
ECAP-H3 12-26/48C12CFR02C 12.00 26.00 48.0 93.00 12.00 0.20 3 50 C o 0.04-0.11
ECAP-H3 16-24/80C16CFR02C 16.00 24.00 80.0 128.00 16.00 0.20 3 5.0 C o 0.05-0.13
ECAP-H3 16-34/64C16CFR02C 16.00 34.00 64.0 115.00 16.00 0.20 3 50 C o 0.05-0.13
ECAP-H320-30/100C20CFR02C 20.00 30.00 100.0 150.00 20.00 0.20 3 5.0 C o 0.05-0.14
ECAP-H3 20-42/80C20CFR02C 20.00 42.00 80.0 130.00 20.00 0.20 3 5.0 C o 0.05-0.14
ECAP-H325-38/125C25CFR02C 25.00 38.00 125.0 185.00 25.00 0.20 3 5.0 C o 0.05-0.14
ECAP-H325-52/100 R 25.00 52.00 100.0 158.00 25.00 0.20 3 5.0 C [ 0.05-0.14

 For user guide, see pages 195-204
() Number of flutes

) Maximum ramping angle

@) C-Cylindrical
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SOLIDS/HRAED Y =
ERC-E-3 ) % @ &
3 Flute, 38° Helix Medium ~— v =
Length Solid Carbide Roughing @ byl ) DCONMS @ @ ®
Endmills with 3xD Relieved ; . APMX] SN FHA “K
Necks for Machining Aluminum -~ LU—>

M E T R 1| ¢ Tough < Hard | feeoimenced

© S fz

Designation DC  DCONMS APMX LU OAL NOF® FHA  RMPX@ Shank®  CHW 3 3 (mm/t)
ERC060E13-3C06 6.00 6.00 13.00 21.0 57.00 3 38.0 5.0 C 0.50 L] 0.03-0.07
ERCO060E13-3W06 6.00 6.00 13.00 21.0 57.00 3 38.0 5.0 W 0.50 . . 0.03-0.07
ERC080E20-3C08 8.00 8.00 20.00 28.0 63.00 3 38.0 5.0 C 0.50 (] 0.03-0.15
ERC080E20-3W08 8.00 8.00 20.00 28.0 63.00 3 38.0 5.0 w 0.50 (] (] 0.03-0.15
ERC100E22-3C10 10.00 10.00 22.00 30.0 72.00 3 38.0 5.0 C 0.60 (] 0.05-0.20
ERC100E22-3W10 10.00 10.00 22.00 30.0 72.00 3 38.0 5.0 W 0.60 (] . 0.05-0.20
ERC120E25-3C12 12.00 12.00 25.00 37.0 83.00 3 38.0 5.0 C 0.60 L] 0.07-0.22
ERC120E25-3W12 12.00 12.00 25.00 37.0 83.00 3 38.0 5.0 W 0.60 (] (] 0.07-0.22
ERC140E25-3W14 14.00 14.00 25.00 37.0 83.00 3 38.0 5.0 W 0.60 (] 0.07-0.22
ERC160E32-3C16 16.00 16.00 32.00 44.0 92.00 3 38.0 5.0 C 0.60 (] 0.07-0.25
ERC160E32-3W16 16.00 16.00 32.00 44.0 92.00 3 38.0 5.0 W 0.60 (] (] 0.07-0.25
ERC180E32-3W18 18.00 18.00 32.00 44.0 92.00 3 38.0 5.0 W 0.60 (] 0.07-0.25
ERC200E38-3C20 20.00 20.00 38.00 55.0 104.00 3 38.0 5.0 C 0.70 L] 0.07-0.25
ERC200E38-3W20 20.00 20.00 38.00 55.0 104.00 3 38.0 5.0 W 0.70 (] (] 0.07-0.25
ERC250E45-3C25 25.00 25.00 45.00 64.0 121.00 3 38.0 5.0 C 0.70 L] 0.07-0.25
ERC250E45-3W25 25.00 25.00 45.00 64.0 121.00 3 38.0 5.0 W 0.70 ° 0.07-0.25

* For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

(3 C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDSHRES %
|
ECR-B3-R L @YY —
3 Flute, 45° Helix Solid Carbide ('II ) 20N DCONMS = CD
Roughing Endmills with 3xD ' ‘a Y T ‘ @ @ @
Relieved Necks for High Stock 1 <
Removal Rates of Aluminum L AL ® E
I
Recommended I_
M E T R ! c Machining Data 5'
© f: E
Designation DC DCONMS LU OAL NOF® FHA  RMPX@ APMX  Shank® RE 3 (mm/t) [ )
ECR-B3 06-09/21C06R02A57 6.00 6.00 21.0 57.00 8 45,0 20.0 9.00 C 0.20 o 0.03-0.07
ECR-B3 06-09/21W06R02A57 6.00 6.00 21.0 57.00 3 45.0 20.0 9.00 W 0.20 o 0.03-0.07 LIJ
ECR-B3 06-09/30C06R02A65 6.00 6.00 30.0 65.00 3 45,0 20.0 9.00 C 0.20 () 0.03-0.07 D
ECR-B3 06-09/30W06R02A65 6.00 6.00 30.0 65.00 3 45,0 20.0 9.00 W 0.20 o 0.03-0.07 —~~
ECR-B3 08-12/27C08R02A63 8.00 8.00 27.0 63.00 3 45.0 20.0 12.00 C 0.20 o 0.03-0.15 CD
ECR-B3 08-12/27W08R02A63 8.00 8.00 27.0 63.00 3 45,0 20.0 12.00 W 0.20 o 0.03-0.15 m
ECR-B3 08-12/40C08R02A78 8.00 8.00 40.0 78.00 3 45,0 20.0 12.00 C 0.20 o 0.03-0.15 <
ECR-B3 08-12/40W08R02A78 8.00 8.00 40.0 78.00 3 45.0 20.0 12.00 W 0.20 o 0.03-0.15
ECR-B3 10-12/31C10R02A72 10.00 10.00 31.0 72.00 & 45,0 20.0 12.00 C 0.20 o 0.05-0.20 Q
ECR-B3 10-12/31W10R02A72 10.00 10.00 31.0 72.00 3 45,0 20.0 12.00 W 0.20 o 0.05-0.20
ECR-B3 10-12/50C10R02A100 10.00 10.00 50.0 100.00 3 45.0 20.0 12.00 C 0.20 o 0.05-0.20 D
ECR-B3 10-12/50W10R02A100 10.00 10.00 50.0 100.00 8 45,0 20.0 12.00 W 0.20 [} 0.05-0.20 j
ECR-B3 12-12/37C12R02A83 12.00 12.00 37.0 83.00 3 45,0 20.0 12.00 C 0.20 o 0.07-0.22
ECR-B3 12-12/37W12R02A83 12.00 12.00 37.0 83.00 3 45.0 20.0 12.00 W 0.20 o 0.07-0.22 O
ECR-B3 12-14/55C12R02A100 12.00 12.00 55.0 100.00 & 45,0 20.0 14.00 C 0.20 () 0.07-0.22 CD
ECR-B3 12-14/55W12R02A100 12.00 12.00 55.0 100.00 3 45,0 20.0 14.00 W 0.20 o 0.07-0.22
ECR-B3 16-14/43C16R02A92 16.00 16.00 430 92.00 3 45.0 20.0 14.00 C 0.20 o 0.07-0.25 ®
ECR-B3 16-14/43W16R02A92 16.00 16.00 43.0 92.00 8 45,0 20.0 14.00 W 0.20 o 0.07-0.25 cD
ECR-B3 16-18/80C16R02A150 16.00 16.00 80.0 150.00 3 45.0 20.0 18.00 C 0.20 o 0.07-0.25 _I
ECR-B3 16-18/80W16R02A150 16.00 16.00 80.0 150.00 3 45.0 20.0 18.00 W 0.20 o 0.07-0.25
ECR-B3 20-17/53C20R02A104 20.00 20.00 53.0 104.00 & 45,0 20.0 17.00 C 0.20 () 0.07-0.25 :I
ECR-B3 20-17/53W20R02A104 20.00 20.00 53.0 104.00 3 45,0 20.0 17.00 W 0.20 o 0.07-0.25 E
ECR-B3 20-22/80C20R02A150 20.00 20.00 80.0 150.00 3 45.0 20.0 22.00 C 0.20 o 0.07-0.25
ECR-B3 20-22/80W20R02A150 20.00 20.00 80.0 150.00 3 45.0 20.0 22.00 W 0.20 o 0.07-0.25 D
e For user guide, see pages 195-204
) Number of flutes Z
@) Maximum ramping angle LIJ
() C-Cylindrical, W-Weldon
SOLID:wiLL -
SOLIDSiiRED AT ] oy % @a
ECR-B3-R-C QY S —— ) DOONMS @? |
3 Flute, 45° Helix Solid Carbide )
Roughing Endmills with 3xD LH ® r
Relieved Necks and Coolant
Channels for Aluminum
Recommended
M E T R ! c Machining Data
=) fz
Designation DC DCONMS LH OAL NOF® FHA  RMPX@2  APMX  Shank® RE [} (mm/t)
ECR-B3 08-12/41C08R02A83C 8.00 8.00 41.0 83.00 3 45,0 20.0 12.00 C 0.20 o 0.05-0.15
ECR-B3 08-12/41C08R20A83C 8.00 8.00 41.0 83.00 3 45,0 20.0 12.00 C 2.00 ° 0.05-0.15
ECR-B3 10-12/41C10R.2A83C 10.00 10.00 41.0 83.00 3 45.0 20.0 12.00 C 0.20 o 0.07-0.20
ECR-B3 10-12/41C10R20A83C 10.00 10.00 41.0 83.00 3 450 20.0 12.00 C 2.00 o 0.07-0.20
ECR-B3 12-12/41C12R.2A87C 12.00 12.00 41.0 87.00 3 45.0 20.0 12.00 C 0.20 o 0.10-0.22
ECR-B3 16-14/60C16R2A109C (i) 16.00 60.0 109.00 3 45.0 20.0 14,00 C 2.00 o 0.10-0.25
ECR-B316-14/60C16R.2A109C 16.00 16.00 60.0 109.00 3 45,0 20.0 14.00 C 0.20 o 0.10-0.25
ECR-B316-14/60C16R40A109C JR(:Xil) 16.00 60.0 109.00 3 45,0 20.0 14.00 C 4.00 ° 0.10-0.25
ECR-B320-17/60C20R40A111C RPNl 20.00 60.0 111.00 3 45.0 20.0 17.00 C 4.00 o 0.10-0.25
ECR-B320-30/1 00025R4A1 50C ] 20.00 100.0 150.00 3 45,0 20.0 30.00 C 4.00 o 0.10-0.25
4 R4 25.00 25.00 74.0 130.00 &) 45,0 20.0 25.00 C 4.00 o 0.10-0.25

o For user guide, see pages195-204
) Number of flutes

2) Maximum ramping angle

() C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

oC
T SOLIDiviLi
el ECA-B-2 § o APMX oy % @ @7
CD 2 Flute, 45° Helix Medium @ DC %&\gﬁ\;ﬁ DCONMS =
Length Solid Carbide Endmills — i — @ @ ®
@l o Vachining Alumi ‘ AV | !
g Aluminum
E ‘ OAL
[ ALUMINUM
I_ Recommended
5' Machining Data
2 © fz
[ ) Designation DCONMS NOF® RMPX@ Shank® 3 (mm/t)
I_IJ ECA040B12-2C06 4.00 6.00 12.00 57.00 2 45.0 5.0 C o 0.02-0.05
ECA050B14-2C06 5.00 6.00 14.00 57.00 2 45.0 5.0 C ° 0.02-0.06
() [ EcaoeoB16-2c06 6,00 6,00 1600 57.00 2 450 50 c . 003007
—~~ ECA080B20-2C08 8.00 8.00 20.00 63.00 2 45.0 5.0 C o 0.03-0.09
m ECA100B22-2C10 10.00 10.00 22.00 72.00 2 45.0 5.0 C o 0.03-0.10
m ECA120B25-2C12 12.00 12.00 25.00 83.00 2 45.0 5.0 C o 0.04-0.11
< ECA160B32-2C16 16.00 16.00 32.00 92.00 2 450 5.0 C o 0.05-0.13
ECA200B38-2C20 20.00 20.00 38.00 104.00 2 45.0 5.0 C o 0.05-0.13
Q ® For user guide, see pages 195-204
() Number of flutes
Q 2 Maximum ramping angle
j () C-Cylindrical
2 OL IDiii.i.
. PREMIUM LINE BN OAL -
EBA-B2 o | Qﬂ
CD 2 Flute High Precision Solid 7 s ; B
BN Carbide Ball Nose Endmils poss &_W* ) DCONMSG
N for Machining Aluminum APMX | | [} ‘ - T
— e lu— \/FHA
= T
A
Z
LLl

©
Designation DC DCONMS  APMX OAL LU LH DN NOF FHA Shank® 3
EBA-B2 010-010/02C6-57 1.00 6.00 1.00 57.00 2.0 12.0 0.95 2 45.0 C .
EBA-B2 020-020/04C6-57 2.00 6.00 2.00 57.00 4.0 12.0 1.80 2 45.0 C .
EBA-B2 030-030/06C6-57 3.00 6.00 3.00 57.00 6.0 12.0 2.70 2 45.0 C (]
EBA-B2 040-040/08C6-57 4.00 6.00 4.00 57.00 8.0 12.0 3.70 2 45.0 C (]
EBA-B2 050-050/10C6-57 5.00 6.00 5.00 57.00 10.0 12.0 470 2 45.0 C .
EBA-B2 060-060/12C6-57 6.00 6.00 6.00 57.00 12.0 13.0 5.50 2 45.0 C .

® For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

s
SoLIDsiii = - | [
ECA-B-3 % @ / —
3 Flute, 45° Helix Medium
Length Solid Carbide Endmills ——t @? @ N/ 2
for Machining Aluminum |  DCONMS <
j E
ALUMINUM I
Recommended I_
M E T R 1 c Machining Data 5'
© f: E
Designation DC DCONMS  APMX OAL NOF® FHA RMPX®  Shank® RE 3 (mm/#t) o
ECA-B-3 04-12C06-57 4.00 6.00 12.00 57.00 8 45.0 5.0 C 0.10 o 0.02-0.05 LIJ
ECA-B-3 04-12W06-57 4.00 6.00 12.00 57.00 3 45.0 5.0 W 0.10 (] 0.02-0.05
ECA-B-3 05-14C06-57 5.00 6.00 14.00 57.00 3 45.0 5.0 C 0.20 o 0.02-0.06 D
ECA-B-3 05-14W06-57 5.00 6.00 14.00 57.00 3 45.0 510 W 0.20 ° 0.02-0.06 ~
ECA-B-3 06-16C06-57 6.00 6.00 16.00 57.00 3 45.0 5.0 C 0.20 o 0.03-0.07 m
ECA-B-3 06-16W06-57 6.00 6.00 16.00 57.00 3 45.0 5.0 W 0.20 o 0.03-0.07 m
ECA-B-3 08-20C08-63 8.00 8.00 20.00 63.00 3 45.0 5.0 C 0.20 o 0.03-0.09 <
ECA-B-3 08-20C08R3-63 8.00 8.00 20.00 63.00 3 45.0 5.0 C 3.00 . 0.03-0.09
ECA-B-3 08-20W08-63 8.00 8.00 20.00 63.00 3 45.0 5.0 W 0.20 o 0.03-0.09 Q
ECA-B-3 10-22C10-72 10.00 10.00 22.00 72.00 3 45.0 510 C 0.20 ° 0.03-0.10 D
ECA-B-3 10-22W10-72 10.00 10.00 22.00 72.00 3 45.0 5.0 W 0.20 o 0.03-0.10 —
ECA-B-3 10-25C10R3-72 10.00 10.00 25.00 72.00 3 45.0 5.0 C 3.00 o 0.03-0.10 _l
ECA-B-3 10-25C10R4-72 10.00 10.00 25.00 72.00 3 45.0 5.0 C 4.00 o 0.03-0.10 O
ECA-B-3 12-25C12-83 12.00 12.00 25.00 83.00 3 45.0 5.0 C 0.20 o 0.04-0.11
ECA-B-3 12-25W12-83 12.00 12.00 25.00 83.00 3 45.0 5.0 W 0.20 o 0.04-0.11 CD
ECA-B-3 12-30C12R3-83 12.00 12.00 30.00 83.00 3 45.0 510 C 3.00 o 0.04-0.11
ECA-B-3 12-30C12R4-83 12.00 12.00 30.00 83.00 3 45.0 5.0 C 4.00 o 0.04-0.11 ®
ECA-B-3 14-30C14-83 14.00 14.00 30.00 83.00 3 45.0 5.0 C 0.20 ° 0.04-0.12 CD
ECA-B-3 14-30W14-83 14.00 14.00 30.00 83.00 3 45.0 5.0 W 0.20 o 0.04-0.12 _I
ECA-B-3 16-32C16-92 16.00 16.00 32.00 92.00 3 45.0 5.0 C 0.20 o 0.05-0.13 _I
ECA-B-3 16-32W16-92 16.00 16.00 32.00 92.00 & 45.0 5.0 W 0.20 o 0.05-0.13 p—
ECA-B-3 20-38C20-104 20.00 20.00 38.00 104.00 3 45.0 5.0 C 0.20 o 0.05-0.13 E
ECA-B-3 20-38W20-104 20.00 20.00 38.00 104.00 8] 45.0 5.0 W 0.20 o 0.05-0.13
® For user guide, see pages 195-204 D
) Number of flutes
(2) Maximum ramping angle Z
() C-Cylindrical, W-Weldon LIJ
SOLIDGiL -
ECA-F-2 % @
2 Flute, 55° Helix Medium s i =
Length Solid Carbide Endmills " g A«‘ DCONMS @ @ ®
for Machining Aluminum kAPMXJ FHA 1
OAL
ALUMINUM
Recommended
Machining Data
© f:
Designation DCONMS APMX RMPX®@ Shank® 3 (mm/t)
ECA040F11-2C04 4.00 4.00 11.00 50.00 2 55.0 5.0 C o 0.02-0.05
ECA060F13-2C06 6.00 6.00 13.00 57.00 2 55.0 5.0 C o 0.03-0.07
ECA080F20-2C08 8.00 8.00 20.00 63.00 2 56.0 5.0 C o 0.03-0.09
ECA100F22-2C10 10.00 10.00 22.00 72.00 2 55.0 5.0 C o 0.03-0.10
ECA120F25-2C12 12.00 12.00 25.00 83.00 2 55.0 5.0 C o 0.04-0.11
ECA160F32-2C16 16.00 16.00 32.00 92.00 2 55.0 5.0 C o 0.05-0.13
ECA200F38-2C20 20.00 20.00 38.00 104.00 2 55.0 5.0 C ° 0.05-0.13
ECA250F45-2C25 25.00 25.00 45.00 121.00 2 56.0 5.0 C o 0.05-0.13

® For user guide, see pages 195-204
() Number of flutes

(2 Maximum ramping angle

() C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com

/

sales@exacttooling.com

| 888-988-8820

PREMIUM LINE

EPN-F

Solid Endmills with a Special
Edge Configuration for
Machining Different Types

of Composite Materials

@

Y|

S

of Composite Materials

Recommended
M E T R ! c Machining Data
N fz

Designation DC DCONMS APMX OAL NOF@ FHA Shank® o (mm/t)
EPN-F10 03-12C03F55 3.00 3.00 12.00 55.00 10 15.0 C [} 0.01-0.02
EPN-F10 04-16C04F55 4.00 4.00 16.00 55.00 10 15.0 C (] 0.01-0.02
EPN-F10 06-19C06F57 6.00 6.00 19.00 57.00 10 15.0 C o 0.02-0.03
EPNF060S15-3L/9C06F57 (1) 6.00 6.00 15.00 57.00 9 15.0 ® ° 0.02-0.04
EPN-F12 08-25C08F63 8.00 8.00 25.00 63.00 12 15.0 C (] 0.02-0.03
EPNF080S25-3L/10C8F72 (1) 8.00 8.00 25.00 72.00 10 15.0 © ° 0.02-0.04
EPN-F12 10-25C10F72 10.00 10.00 25.00 72.00 12 15.0 C o 0.02-0.03
EPNF100$25-3L/12C10F72 (1) 10.00 10.00 25.00 72.00 12 15.0 C . 0.02-0.04
EPN-F12 12-25C12F83 12.00 12.00 25.00 83.00 12 15.0 C o 0.02-0.03

* Coated tools available on request e For user guide, see pages 195-204

() Deep chip gullets for eliminating chip jamming.

2 Number of flutes

() C-Cylindrical

OL IDirii.i.

PREMIUM LINE Rd]

EPNC % @

Solid Carbide Endmill with DCONMS =

Special Cutting Edges, for @ ® ®

Machining Different Types

o
LL
—
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LL

OAL 1
Recommended
Machining Data
N fz

Designation DCONMS APMX NOF RMPX@ Shank® o (mm/t)
EPNC-C10 08-25C08F63 8.00 8.00 25.00 63.00 10 5.0 C () 0.02-0.08
EPNC-C10 10-25C10F72 10.00 10.00 25.00 72.00 10 5.0 C o 0.02-0.08
EPNC-C10 8 12.00 12.00 25.00 83.00 10 5.0 C ° 0.02-0.08

e For user guide, see pages 195-204
() Number of flutes

2 Maximum ramping angle

@) C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLID:wiii LLJ
EPND T TS TS T P P j @ @ I—
Solid Carbide Endmills with 7 S B B s B Y . DCONMS d)p)
Special Cutting Edges Also
for Drill Mill Operation <C
I
Recommended I_
Machining Data _I
R =
Designation DCONMS APMX NOF Shank®@ o (mm/t) o
EPND-C6 016-5C03F55 1.60 3.00 5.00 55.00 6 C o 0.0050-0.0100
EPND-C6 024-10CO3F55 240 3.00 10.00 56.00 6 C o 0.0050-0.0100 I—IJ
EPND-C8 03-12C03F55 300 300 12,00 55.00 8 c . 0.0050-0.0120 [
EPND-C8 04-16C04F60 4.00 4.00 16.00 60.00 8 C o 0.0050-0.0120 —_—
EPND-C10 06-19C06F65 6.00 6.00 19.00 65.00 10 C o 0.0200-0.0800 CD
EPND-C10 08-25C08F63 8.00 8.00 25.00 63.00 10 C o 0.0200-0.0800 m
EPND-C10 10-25C10F72 10.00 10.00 25.00 72.00 10 © . 0.0200-0.0800 <
EPND-C10 : 12.00 12.00 25.00 83.00 10 C o 0.0200-0.0800
® For user guide, see pages 195-204 Q
() Number of flutes
(2 C-Cylindrical D
—
OLIDiiL @)
PREMIUM LINE " APMX @ %
EPX }«APMXJ -~ N
Solid Carbide Endmills with o . 5 A 1 °®
Right and Left-Hand Helix B 5 DCC:NMS
Flutes, Changing Direction — A cD
at Mid Cutting Heights ‘ |
—
Recommended
Machining Data E
8 f LL
Designation DCONMS APMX APMX_2 NOF Shank® o (mm/t)
EPX-F6 06-12C06F57 6.00 6.00 12.00 5.30 57.00 6 30.0 C L] 0.02-0.06
EPX-F6 08-16C08F63 8.00 8.00 16.00 6.60 63.00 6 30.0 C o 0.02-0.06
EPX-F6 10-20C10F72 10.00 10.00 20.00 8.70 72.00 6 30.0 C o 0.02-0.06
EPX-F8 . : 12.00 12.00 24.00 10.60 83.00 8 30.0 C o 0.02-0.06

e Important: For best results, the intersection of the alternating flute directions (APMX_2) should be positioned in the middle of the workpiece height e Coated tools available
on request e For user guide, see pages 195-204

) Number of flutes

(2 C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

% SOLID:iiiL
wll CHATTERFREE %
CD SOLID MILL LINE
EB-H-CF
< 3/5 Flute Solid Carbide Ball
E Nose Endmills with Different
| Helix and Variable Pitch for
I: Materials up to 65 HRC
—
D
2 S
® Designation DCONMS Shank® 3
EB-H3 06-12C06CFH57 6.00 6.00 12.00 57.00 3 38.0 C [
LIJ EB-H3 08-16C08CFH63 8.00 8.00 16.00 63.00 3 38.0 © °
D EB-H3 10-20C10CFH72 10.00 10.00 20.00 72.00 3 38.0 C °
= EB-H3 12-24C12CFH83 12.00 12.00 24.00 83.00 3 38.0 C [
m EB-H5 16-32C16CFH92 16.00 16.00 32.00 92.00 5} 38.0 C o
m EB-H5 20-40C20CFH104 20.00 20.00 40.00 104.00 & 38.0 C [
< e For user guide, see pages 195-204
() Number of flutes
Q (2 C-Cylindrical
Q Effective Cutting Diameter as a
Bl Function of Depth of Cut
@p) 6 8 10 12
PY 2.1 2.5 2.8 3.1
2.6 3 3.4 3.7
CD 3.3 3.9 4.3 4.8
3.8 4.5 5.1 5.6
j 4.5 5.3 6 6.6
— 5.6 6.9 8 8.9
2 6 7.7 9.1 10.4
8 9.8 11.3
() - - 10 11.8
7 - - - 12
LL Feed Recommendations Cutting Speed Recommendations (1C902)
ISO fz (mm/tooth) for D ISO Vc (m/min)
Class | Material Class | Material
DIN/ISO | Group 6 8 10 12 DIN/ISO | Group
513 513 Roughing Semi-Finishing Finishing
1-4 0.055 0.062 0.07 0.08 1 180 220 280
5 0.043 0.05 0.06 0.068 2.4 150 170 200
6-7 0.04 0.048 0.057 0.062 5 125 140 170
8-9 0.035 0.038 0.045 0.05 & 130 150 190
10 0.03 0.032 0.038 0.042 7-9 120 135 170
11 0.025 0.028 0.035 0.038 10 115 130 165
12-13 0.03 0.032 0.038 0.042 11 100 110 120
15-16 0.058 0.065 0.073  0.085 1213 110 110 150
17-18 | 0058 0.065 _ 0.073 _ 0.085 1576 60 T80 550
38.1 0.021 0.025  0.027 0.03 17-18 150 170 200
38.2 0.008  0.009 0.01 0.013 381 70 30 100
39 0.007  0.007 0.008 0.009 38.0 40 50
The table refers to rough and semi-finish milling applications 39 30 40

For semi-finish and finish applications, the table values should be
reduced by 10-20%

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

IDinvii.i
PREMIUM LINE
CHATTERFREE L .
SOLID MILL LINE DCe8 % DCONMSh6
EB-E4L-CF v ‘ U |
4 Flute, 38° Helix Ball Nose ‘ \;38°
Endmills with 3xD Relieved Necks E A=

— LU

and Variable Pitch for Chatter OAL HARD MATERIAL

9% Y

Dampening on Hard Materials

Designation DCONMS APMX RMPX Shank@

EB-E4L 03-06/09C06CFH57 3.00 6.00 6.00 9.0 57.00 5.0 C
EB-E4L 04-08/12C06CFH57 4.00 6.00 8.00 12.0 57.00 5.0
EB-E4L 05-10/15C06CFH57 5.00 6.00 10.00 15.0 57.00 5.0
EB-E4L 06-12/18C06CFH57 6.00 6.00 12.00 18.0 57.00 5.0
EB-E4L 08-16/24C08CFH63 8.00 8.00 16.00 24.0 63.00 5.0
EB-E4L 10-20/30C10CFH72 10.00 10.00 20.00 30.0 72.00 5.0
EB-E4L 12-24/36C12CFH8: 12.00 12.00 24.00 36.0 83.00 5.0
EB-E4L 16-32/48C16 : 16.00 16.00 32.00 48.0 92.00 5.0

e @ 0 0 0 0 0 0/|CI2

[eNeoNeNeNeNeNe]

® For user guide, see pages 195-204
() Maximum ramping angle
(2) C-Cylindrical

SOLIDmii.i

PREMIUM LINE
EB-A-2
P -] =

2 Flute, 30° Helix Short Solid
Carbide Ball Nose Endmills

.

L=

DCONMS

«»‘

M E T R | C Tough «<— Hard

2| 8|88
Designation DC DCONMS APMX OAL NOF" FHA Shank@ [} &) 5} [$]
EB020A04-2C03 2.00 3.00 4.00 38.00 2 30.0 C ° o °
EB030A05-2C03 3.00 3.00 5.00 38.00 2 30.0 © ° °
EB030A05-2C06 3.00 6.00 5.00 57.00 2 30.0 © . . .
EB040A07-2C04 4.00 4.00 7.00 50.00 2 30.0 C o
EB040A07-2C06 4.00 6.00 7.00 57.00 2 30.0 C ° o o
EB050A08-2C05 5.00 5.00 8.00 50.00 2 30.0 C [
EB050A08-2C06 5.00 6.00 8.00 57.00 2 30.0 C ° ° ° °
EB060A08-2C06 6.00 6.00 8.00 57.00 2 300 C ° ° ° °
EB080A11-2C08 8.00 8.00 11.00 63.00 2 30.0 C . ° ° °
EB100A13-2C10 10.00 10.00 13.00 72.00 2 30.0 C [} ° ° °
EB120A14-2C12 12.00 12.00 14.00 83.00 2 30.0 C o [ o
EB160A16-2C16 16.00 16.00 16.00 92.00 2 30.0 C ° °
EB200A20-2C20 20.00 20.00 20.00 104.00 2 30.0 C °

* Short and stable design for profiling (roughing). e For user guide, see pages 195-204
() Number of flutes
(2 G-Cylindrical
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Tl soLsLL
I_ EB-A2 (stub cut length) @
2 Flute, 30° Helix Stub Cut TR
@)) Length Ball Nose Solid ]
<E Carbide Endmills for Materials
E up to 55-70 HRC
,
I: M E T R | C
D,
= 5
Y Designation DC RE(1 DCONMS APMX OAL LH DN NOF@ FHA Shank® 5
EB-A2 01-01/02C04H50 1.00 050 4,00 1.00 50.00 22 095 2 300 ® °
I_lJ EB-A2 012-012/02C04H50 1.20 0.60 4,00 1.20 50.00 2.6 1.10 2 30.0 C o
D EB-A2 015-015/03C04H50 1.50 0.75 400 1.50 50.00 30 1.40 2 300 © °
p— EB-A2 02-02/04C06H50 2.00 1.00 6.00 2.00 50.00 40 1.90 2 300 ® °
m EB-A2 03-03/06C06H60 3.00 1.50 6.00 3.00 60.00 6.0 2.90 2 30.0 C o
m EB-A2 04-04/08C06H70 4,00 2.00 6.00 400 70.00 80 3.90 2 300 ® °
EB-A2 05-05/10C06H80 5.00 2.50 6.00 5.00 80.00 10.0 4.90 2 30.0 C o
< EB-A2 06-06/12C06H90 6.00 3.00 6.00 6.00 90.00 12.0 5.90 2 30.0 C o
Q EB-A2 07-07/14C08H90 7.00 3.50 8.00 7.00 90.00 14.0 6.90 2 300 © °
EB-A2 08-08/16C08H100 8.00 4,00 8.00 8.00 100.00 16.0 7.90 2 300 ® °
D EB-A2 10-10/20C10H100 10.00 5.00 10.00 10.00 100.00 20.0 9.90 2 30.0 C °
— EB-A2 12-12/24C12H110 12.00 6.00 12,00 12.00 110.00 24.0 11.90 2 300 ® °
—I EB-A2 16-16/32C16H140 16.00 8.00 16.00 16.00 140.00 32.0 15.80 2 30.0 C o
(O || Ee8-A2 20-20/40c20H160 [ENTY 10,00 20,00 20,00 160.00 400 19.80 2 300 c .
CD e For user guide, see pages 195-204
() +0.01 tolerance
) (2 Number of flutes
@) C-Cylindrical
Cil) SOLIDiwiii
] EB-A2 (economical) Y @
==l Economical Type 2 Flute, @ D‘ci BEORE
2 30° Helix Ball Nose Solid VN
Carbide Endmills | AP S Tt
D ‘ OAL |
Z
LU M E T R | C Tough «<— Hard
S S
Designation DC DCONMS APMX OAL NOFt FHA Shank®@ [} &)
EB-A2 02-06C03E38 2.00 3.00 6.00 38.00 2 30.0 C ° .
EB-A2 02-04C06E48 2.00 6.00 400 48.00 2 300 ® ° .
EB-A2 025-04C06E48 2.50 6.00 4.00 48.00 2 30.0 C o o
EB-A2 03-04C06E48 3.00 6.00 400 4800 2 300 ® ° °
EB-A2 03-07WO06E57 3.00 6.00 7.00 57.00 2 300 w ° °
EB-A2 04-06C06E50 4.00 6.00 6.00 50.00 2 30.0 C o o
EB-A2 04-08WO06E57 4.00 6.00 8.00 57.00 2 300 w ° °
EB-A2 05-07C06E51 5.00 6.00 7.00 51.00 2 300 ® °
EB-A2 05-10W06E57 5.00 6.00 10.00 57.00 2 30.0 W [ o
EB-A2 06-07C06E51 6.00 6.00 7.00 51.00 2 30.0 (© . .
EB-A2 06-10WO06E57 6.00 6.00 10.00 57.00 2 300 w ° .
EB-A2 08-09C08E59 8.00 8.00 9.00 59.00 2 30.0 C o o
EB-A2 08-16WO08E63 8.00 8.00 16.00 63.00 2 300 w ° °
EB-A2 10-10C10E60 10.00 10.00 10.00 60.00 2 300 ® ° °
EB-A2 10-19W10E72 10.00 10.00 19.00 72.00 2 30.0 W . .
EB-A2 12-14C12E71 12.00 12.00 14.00 71.00 2 300 ® ° °
EB-A2 12-22W12E83 12,00 12.00 22.00 83.00 2 300 w ° °
EB-A2 14-14C14E71 14.00 14.00 14.00 71.00 2 30.0 C o o
EB-A2 16-16C16E76 16.00 16.00 16.00 76.00 2 300 © ° °
EB-A2 16-26W16E92 16.00 16.00 26.00 92.00 2 300 w ° °
EB-A2 18-18C18E76 18.00 18.00 18.00 76.00 2 30.0 C [ o
EB-A2 18-26W18E92 18.00 18.00 26.00 92.00 2 300 w °
EB-A2 20-20C20E82 20.00 20.00 20.00 82.00 2 300 ® ° °
4 20.00 20.00 32.00 104.00 2 300 w ° .

® For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical, W-Weldon

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLIDiwiii %
0
EB-A2 ) f 0012 — ? 4* @ I—
(economical-extra long) T . - : S DCONMS ([)
Economical Type 2 Flute, 30° @ I AP T \; FHA 1 <
Helix Ball Nose Extra Long \ OAL
Solid Carbide Endmills E
I
M E T R | C Tough <— Hard I:
D
© S E
Designation DC DCONMS APMX OAL NOF® FHA Shank®@ 5 S [ )
EB-A2 03-30C03E75 3.00 3.00 30.00 75.00 2 30.0 C ° ()
EB-A2 04-30C04E75 4.00 4.00 30.00 75.00 2 30.0 G ° ° I—IJ
EB-A2 05-40C05E100 5.00 5.00 40.00 100.00 2 30.0 © . . D
EB-A2 06-50C06E150 6.00 6.00 50.00 150.00 2 30.0 C [} ) -_—
EB-A2 08-50C08E150 8.00 8.00 50.00 150.00 2 30.0 C o o CD
EB-A2 10-60C10E150 10.00 10.00 60.00 150.00 2 30.0 C o o m
EB-A2 12-75C12E150 12.00 12.00 75.00 150.00 2 30.0 C ° () <
EB-A2 16-75C16E150 16.00 16.00 75.00 150.00 2 30.0 G ° °
EB-A2 20-75C20E150 20.00 20.00 75.00 150.00 2 30.0 (0} [} ° Q
e For user guide, see pages 195-204
() Number of flutes D
2 C-Cylindrical j
PR Eq 5}!9’1\/’5'"‘ @ CD
EB-A-3
3 Flute, 30° Helix Short Soiid : )DJCONM% ]
Carbide Ball Nose Endmills e ‘ﬁ CD
OAL | j
M E T R | C E
A
Z
= LL]
Designation DC DCONMS APMX OAL NOF® FHA Shank®@ 3
EB016A020-3C03 1.60 3.00 2.00 38.00 &) 30.0 C [
EB030A05-3C03 3.00 3.00 5.00 38.00 3 30.0 C o
EB030A05-3C06 3.00 6.00 5.00 57.00 3 30.0 C (]
EB040A07-3C04 4.00 4.00 7.00 50.00 8 30.0 C [
EB040A07-3C06 4.00 6.00 7.00 57.00 3 30.0 C o
EB050A08-3C05 5.00 5.00 8.00 50.00 3 30.0 C [
EB050A08-3C06 5.00 6.00 8.00 57.00 3 30.0 C °
EB060A08-3C06 6.00 6.00 8.00 57.00 3 30.0 C o
EB080A11-3C08 8.00 8.00 11.00 63.00 3 30.0 C (]
EB100A13-3C10 10.00 10.00 13.00 72.00 8 30.0 C [
EB120A14-3C12 12.00 12.00 14.00 83.00 3 30.0 C [

* Short and stable design for profiling (roughing). e For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SOLID#iii
EB-A4 (economical-short) @

® For user guide, see pages 195-204
) Number of flutes

s
LL]
CI7) Economical Type 4 Flute, —
< gOFdH(e:Iixk)Bgll Eoze thon Doi DCO*NMShG
olid Carbide Endmills
E J APMX NFHA
‘ OAL
1
I: M E T R | C Tough <— Hard
D,
2 © S
[ ) Designation DC DCONMS APMX OAL NOF FHA Shank@ S 3
LIJ EB-A4 02-04C06E48 2.00 6.00 4.00 48.00 4 30.0 © .
EB-A4 02-04C06E50 2.00 6.00 4,00 50.00 4 30,0 © °
D EB-A4 03-04C06E48 3.00 6.00 4,00 48.00 4 30.0 © . .
- EB-A4 04-06C06E50 4.00 6.00 6.00 50.00 4 30,0 c . °
m EB-A4 05-07C06E51 5.00 6.00 7.00 51.00 4 30.0 C o [
m EB-A4 06-07C06E50 6.00 6.00 7.00 50.00 4 30.0 ©® o
< EB-A4 06-07CO6E51 6.00 6.00 7.00 51.00 4 300 ® °
EB-A4 08-09C08E59 8.00 8.00 9.00 59.00 4 30.0 C o [
Q EB-A4 10-10C10E60 10.00 10.00 10.00 60.00 4 30.0 C ° o
EB-A4 12-14C12E71 12,00 12,00 14,00 71.00 4 30.0 © . °
Q EB-A4 14-14C14E71 14.00 14.00 14.00 71.00 4 30.0 C o o
j EB-A4 16-16C16E76 16.00 16.00 16.00 76.00 4 30.0 © . )
EB-A4 18-18C18E76 18.00 18.00 18.00 76.00 4 30,0 © . °
8 EB-A4 20-20C20E82 20.00 20.00 20.00 82.00 4 30.0 c . °
o
@p)
—
—1
O
Z
LL]

(2 C-Cylindrical

SOLIDsiii

EB-A-4 (short length) ! @

4 FIu'te, 30° Helix Short $o||d - ) DCONMShG

Carbide Ball Nose Endmills —

M E T R | C
8

Designation DC DCONMS APMX OAL NOF FHA Shank® 3
EB020A03/06-4C03L38 2.00 3.00 3.00 38.00 4 30.0 C °
EB030A05-4C03 3.00 3.00 5.00 38.00 4 30.0 C [}
EB030A05-4C06 3.00 6.00 5.00 57.00 4 30.0 C o
EB040A07-4C04 4.00 4.00 7.00 50.00 4 30.0 C [
EB040A07-4C06 4.00 6.00 7.00 50.00 4 30.0 C [
EB050A08-4C06 5.00 6.00 8.00 57.00 4 30.0 C o
EB060A08-4C06 6.00 6.00 8.00 57.00 4 30.0 C [
EB080A11-4C08 8.00 8.00 11.00 63.00 4 30.0 C o
EB100A13-4C10 10.00 10.00 13.00 72.00 4 30.0 C o
EB120A14-4C12 12.00 12.00 14.00 83.00 4 30.0 C o
EB140A14-4C14 14.00 14.00 14.00 83.00 4 30.0 C °
EB160A16-4C16 16.00 16.00 16.00 92.00 4 30.0 C o
EB200A20-4C20 20.00 20.00 20.00 104.00 4 30.0 C o

* Short and stable design for profiling (finishing). e For user guide, see pages 195-204
() Number of flutes
(2 G-Cylindrical

ISCAR




To Order Contact: Exact Tooling

OLIDmii.i

PREMIUM LINE

EB-A-4 (medium length)
4 Flute, 30° Helix Medium Length
Solid Carbide Ball Nose Endmills

/

www.exacttooling.com /

sales@exacttooling.com / 888-988-8820

o
(=3

Designation DC DCONMS APMX OAL NOF FHA Shank®@ 3
EB030A08-4C04 3.00 4.00 8.00 50.00 4 30.0 C .
EB040A12-4C04 4.00 4.00 12.00 50.00 4 30.0 o] .
EB050A14-4C05 5.00 5.00 14.00 50.00 4 30.0 C (]
EB060A16-4C06 6.00 6.00 16.00 57.00 4 30.0 C .
EB080A20-4C08 8.00 8.00 20.00 63.00 4 30.0 C (]
EB090A11-4C09 9.00 9.00 11.00 67.00 4 30.0 C (]
EB100A22-4C10 10.00 10.00 22.00 72.00 4 30.0 C .
EB120A25-4C12 12.00 12.00 25.00 83.00 4 30.0 C (]
EB160A32-4C16 16.00 16.00 32.00 92.00 4 30.0 C .
EB200A38-4C20 20.00 20.00 38.00 104.00 4 30.0 C L

® For user guide, see pages 195-204

) Number of flutes

(2 C-Cylindrical

SOLIDziLL

EBL-A-4 ¥ I @

4 Flute, 30° Helix Long Solid DCe8 &8 = DCONMSh6

Carbide Ball Nose Endmills @ 1

Designation

ENDMILLS e SOLID CARBIDE ® MULTI-MASTER

EBL040A12-4C04
EBL060A16-4C06
EBL070A16-4C07
EBL080A20-4C08
EBL090A20-4C09
EBL100A22-4C10
EBL120A25-4C12
EBL160A32-4C16

o

=3

DC DCONMS APMX OAL NOF FHA Shank® 3

4.00 4.00 12.00 80.00 4 30.0 C (]
6.00 6.00 16.00 100.00 4 30.0 C .
7.00 7.00 16.00 100.00 4 30.0 C .
8.00 8.00 20.00 100.00 4 30.0 C (]
9.00 9.00 20.00 100.00 4 30.0 C .
10.00 10.00 22.00 100.00 4 30.0 C .
12.00 12.00 25.00 100.00 4 30.0 C .
16.00 16.00 32.00 125.00 4 30.0 C (]

() Number of flutes
(2 C-Cylindrical

* Profiling in deep cavities e For user guide, see pages 195-204



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m v 7V // i
Wi SOLIDniii
=l EB-A2-H (rib processing) @
CD 2 Flute, 30° Helix Rib Processing 1 — v
Solid Carbide Ball Nose Endmills ; j) DCONMSh
<§E for Materials up to 65 HRC y
1
|_
5I R S T I Mactining baa
2 S f;
[ ) Designation DC DCONMS  APMX OAL LU DN NOF® FHA Shank®@ '§ (mm/t)
LLJ EB-A2 001-001/003C4H45 0.10 400 010 45,00 03 0.09 2 30.0 & . 0.0080-0.0100
EB-A2 001-001/005C4H45 0.10 400 0.10 45.00 05 0.09 2 30.0 c . 0.0080-0.0100
D EB-A2 002-002/005C4H45 020 4.00 0.20 45,00 05 0.17 2 30.0 © ° 0.0080-0.0120
= EB-A2 002-002/01C4H45 020 400 020 45,00 1.0 0.17 2 30.0 © ° 0.0080-0.0120
m EB-A2 002-002/015C4H45 0.20 400 020 45,00 15 0.17 2 30.0 © ° 0.0080-0.0120
m EB-A2 003-003/01C4H45 030 400 0.30 45.00 1.0 027 2 30.0 © ° 0.0080-0.0120
< EB-A2 003-003/02C4H45 030 400 0.30 45,00 20 027 2 30.0 @ ° 0.0080-0.0120
EB-A2 003-003/03C4H45 0.30 400 0.30 45.00 30 027 2 30.0 © ° 0.0080-0.0120
Q EB-A2 004-004/03C4H45 0.40 400 0.40 45.00 30 037 2 30.0 © ° 0.0100-0.0150
EB-A2 005-004/02C4H45 050 400 040 45.00 20 045 2 30.0 © ° 0.0100-0.0150
Q EB-A2 005-004/04C4H45 050 400 040 45,00 40 045 2 30.0 © ° 0.0100-0.0150
j EB-A2 005-004/08C4H45 050 400 0.40 45.00 80 045 2 30.0 © ° 0.0100-0.0150
EB-A2 006-005/02C4H45 060 4.00 050 45.00 20 055 2 30.0 @ ° 0.0100-0.0150
O EB-A2 006-005/04C4H45 0.60 4.00 050 45.00 40 055 2 30.0 © ° 0.0100-0.0150
(D EB-A2 006-005/08C4H45 060 4.00 050 45.00 8.0 055 2 30.0 © ° 0.0100-0.0150
EB-A2 008-006/02C4H45 0.80 400 0.60 45,00 20 075 2 30.0 © ° 0.0150-0.0250
® EB-A2 008-006/04C4H45 0.80 400 060 45,00 40 075 2 30.0 © ° 0.0150-0.0250
CD EB-A2 008-006/06C4H45 0.80 400 0.60 45.00 6.0 075 2 30.0 © ° 0.0150-0.0250
i EB-A2 008-006/10C4H45 080 400 0.60 45.00 10.0 075 2 30.0 © ° 0.0150-0.0250
EB-A2 010-008/03C4H45 1.00 400 0.80 45.00 30 095 2 300 © ° 0.0200-0.0350
:l EB-A2 010-008/04C4H45 1.00 4.00 0.80 45,00 40 095 2 30.0 G ° 0.0200-0.0350
2 EB-A2 010-008/05C4H45 1.00 400 0.80 45.00 5.0 095 2 30.0 © ° 0.0200-0.0350
EB-A2 010-008/06C4H45 1.00 400 0.80 45.00 6.0 095 2 300 © ° 0.0200-0.0350
D EB-A2 010-008/08C4H45 1.00 400 0.80 45.00 8.0 095 2 30.0 © ° 0.0200-0.0350
Z EB-A2 010-008/10C4H45 1.00 400 0.80 45.00 10.0 095 2 30.0 © ° 0.0200-0.0350
EB-A2 010-008/12C4H45 1.00 400 0.80 45.00 12.0 095 2 30.0 © ° 0.0200-0.0350
L EB-A2 010-008/16C4H50 1.00 400 0.80 50.00 16.0 095 2 30.0 G . 0.0200-0.0350
EB-A2 010-008/20C4M55 1.00 4.00 0.80 55.00 20.0 095 2 30.0 © . 0.0200-0.0350
EB-A2 012-010/08C4H45 1.20 400 1.00 45.00 80 1.15 2 30.0 © ° 0.0200-0.0450
EB-A2 015-012/06C4H45 1.50 400 1.20 45.00 6.0 1.45 2 30.0 G ° 0.0200-0.0450
EB-A2 015-012/08C4H45 1.50 4.00 1.20 45.00 80 145 2 30.0 © ° 0.0200-0.0450
EB-A2 015-012/10C4H45 1.50 400 1.20 45.00 10.0 1.45 2 30.0 © ° 0.0200-0.0450
EB-A2 015-012/12C4H45 1.50 4.00 1.20 45.00 12.0 1.45 2 30.0 @ ° 0.0200-0.0450
EB-A2 015-012/16C4H50 1.50 4.00 1.20 50.00 16.0 1.45 2 30.0 © . 0.0200-0.0450
EB-A2 015-012/20C4H55 1.50 400 1.20 56.00 20.0 1.45 2 30.0 © ° 0.0200-0.0450
EB-A2 020-016/04C4H45 2.00 400 1.60 45.00 40 1.95 2 30.0 © . 0.0300-0.0700
EB-A2 020-016/06C4H45 2.00 400 1.60 45,00 6.0 1.95 2 30.0 © ° 0.0300-0.0700
EB-A2 020-016/10C4H45 2.00 400 1.60 45.00 10.0 1.95 2 30.0 © ° 0.0300-0.0700
EB-A2 020-016/12C4H50 2.00 4.00 1.60 50.00 12.0 1.95 2 30.0 @ ° 0.0300-0.0700
EB-A2 020-016/14C4H50 2.00 4.00 1.60 50.00 140 1.95 2 30.0 © . 0.0300-0.0700
EB-A2 020-016/16C4H50 2.00 400 1.60 50.00 16.0 1.95 2 30.0 © ° 0.0300-0.0700
EB-A2 020-016/20C4H55 2.00 400 1.60 55.00 20.0 1.95 2 30.0 & ° 0.0300-0.0700
EB-A2 020-016/25C4H60 2.00 400 1.60 60.00 25.0 1.95 2 30.0 © ° 0.0300-0.0700
EB-A2 020-016/30C4H70 2.00 400 1.60 70.00 30.0 1.95 2 30.0 © ° 0.0300-0.0700
EB-A2 030-024/12C6H50 3.00 6.00 240 50.00 12.0 285 2 30.0 @ ° 0.0500-0.1000
EB-A2 030-024/16C6H55 3.00 6.00 2.40 55.00 16.0 285 2 30.0 © . 0.0500-0.1000
EB-A2 030-024/20C6H60 3.00 6.00 2.40 60.00 20.0 2.85 2 30.0 © ° 0.0500-0.1000
EB-A2 030-024/25C6H65 3.00 6.00 240 65.00 25.0 2.85 2 30.0 © ° 0.0500-0.1000
EB-A2 030-024/30C6H70 3.00 6.00 2.40 70.00 30.0 2.85 2 30,0 © . 0.0500-0.1000
EB-A2 030-024/35C6H80 3.00 6.00 2.40 80.00 36.0 2.85 2 30.0 © ° 0.0500-0.1000
EB-A2 040-032/16C6H60 400 6.00 3.20 60.00 16.0 3.85 2 30.0 @ ° 0.0600-0.1500
EB-A2 040-032/20C6H65 4.00 6.00 3.20 65.00 20.0 3.85 2 30.0 © . 0.0600-0.1500
EB-A2 040-032/25C6H70 400 6.00 3.20 70.00 25.0 3.85 2 30.0 © ° 0.0600-0.1500

® For user guide, see pages 195-204
() Number of flutes
(2 C-Cylindrical

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

SoLDs i
EB-A2 (rib processin DI @
2 Flute, 3(00 ol R Procegs)sing N L5 i —
Solid Carbide Ball Nose Endmills DCe8 | DCONMShE )
for Materials up to 55 HRc L sl AN S T4 <
e Ly —! FHA E
OAL !
|
Recommended
M E T R ! c Machining Data I:
D
2| ¢ =
Designation DC DCONMS APMX OAL LU DN NOF® FHA Shank®@ 3 (mm/t) Y
EB-A2 004-006/01C4M45 040 400 0.60 45.00 1.0 0.36 2 30.0 © . 0.0030-0.0060
EB-A2 004-006/02C4M45 040 400 0.60 45,00 20 0.36 2 30.0 © . 0.0030-0.0060 L
EB-A2 004-006/03C4M45 040 4.00 060 45,00 30 0.36 2 30.0 © . 0.0030-0.0060 D
EB-A2 005-007/02C4M45 050 400 0.70 45.00 20 045 2 30.0 © . 0.0030-0.0060 —
EB-A2 005-007/04C4M45 050 400 070 45,00 40 045 2 30.0 © ° 0.0030-0.0060 CD
EB-A2 005-007/06C4M45 050 400 070 45.00 6.0 045 2 30.0 © ° 0.0030-0.0060 m
EB-A2 005-007/08C4M45 050 4.00 070 45,00 80 045 2 30.0 © . 0.0030-0.0060
EB-A2 006-009/02C4M45 060 400 090 45.00 20 055 2 30.0 © ° 0.0040-0.0080 <
EB-A2 006-009/04C4M45 [N 400 090 45.00 40 055 2 300 c | 0.0040-0.0080 @)
EB-A2 006-009/06C4M45 060 400 090 45.00 6.0 055 2 30.0 © . 0.0040-0.0080
EB-A2 006-009/08C4M45 060 400 090 45,00 80 055 2 30.0 © ° 0.0040-0.0080 D
EB-A2 008-012/02C4M45 0.80 400 1.20 45,00 20 075 2 30.0 © ° 0.0040-0.0080 j
EB-A2 008-012/04C4M45 080 4.00 1.20 45,00 40 075 2 30.0 ® . 0.0040-0.0080
EB-A2 008-012/06C4M45 0.80 400 1.20 45,00 6.0 0.75 2 30.0 © . 0.0040-0.0080 O
EB-A2 008-012/10C4M45 080 4.00 1.20 45.00 100 075 2 30.0 © D 0.0040-0.0080 CD
EB-A2 010-015/03C4M45 1.00 400 150 45.00 30 097 2 30.0 © . 0.0050-0.0100
EB-A2 010-015/04C4M45 1.00 400 150 45,00 40 097 2 300 © ° 0.0050-0.0100 )
EB-A2 010-015/05C4M45 1.00 400 1.50 45.00 50 097 2 30.0 © ° 0.0050-0.0100
EB-A2 010-015/06C4M45 1.00 4.00 1.50 45,00 6.0 097 2 30.0 ® . 0.0050-0.0100 CD
EB-A2 010-015/07C4M45 1.00 400 1.50 45,00 7.0 095 2 30.0 © . 0.0050-0.0100 —
EB-A2 010-015/08C4M45 1.00 4.00 1.50 45.00 80 095 2 30.0 © o 0.0050-0.0100 1
EB-A2 010-015/10C4M45 1.00 4.00 150 45,00 100 095 2 30.0 © . 0.0050-0.0100 —
EB-A2 010-015/12C4M45 1.00 400 1.50 45,00 120 093 2 30.0 © ° 0.0050-0.0100 E
EB-A2 010-015/14C4M50 1.00 400 150 50.00 140 093 2 30.0 © . 0.0050-0.0100 D
EB-A2 010-015/16C4M50 1.00 4.00 1.50 50.00 16.0 093 2 30.0 ® . 0.0050-0.0100
EB-A2 010-015/20C4M55 1.00 400 1.50 55.00 20.0 093 2 30.0 © ° 0.0050-0.0100 Z
EB-A2 012-018/08C4M45 1.20 4.00 1.80 45,00 80 117 2 30.0 © . 0.0060-0.0150 LLI
EB-A2 012-018/12C4M45 1.20 4.00 1.80 45,00 120 1.13 2 30.0 © . 0.0060-0.0150
EB-A2 014-021/08C4M45 1.40 400 210 45.00 80 1.35 2 30.0 © ° 0.0060-0.0150
EB-A2 014-021/16C4M50 1.40 400 210 50.00 16.0 1.31 2 30.0 © ° 0.0060-0.0150
EB-A2 015-015/03C04M50 JRERI:] 4,00 150 50.00 30 147 2 30.0 ® . 0.0070-0.0160
EB-A2 015-023/06C4M45 1.50 400 2.30 45,00 6.0 1.47 2 30.0 © ° 0.0070-0.0160
EB-A2 015-023/08C4M45 150 4.00 2.30 45.00 80 1.45 2 30.0 © . 0.0070-0.0160
EB-A2 015-023/10C4M45 1.50 400 2.30 45,00 100 145 2 30.0 © . 0.0070-0.0160
EB-A2 015-023/12C4M45 1.50 400 2.30 45.00 120 1.43 2 30.0 © ° 0.0070-0.0160
EB-A2 015-023/16C4M50 150 400 2.30 50.00 16.0 1.41 2 30.0 © . 0.0070-0.0160
EB-A2 015-023/20C4M55 1.50 400 2.30 55.00 20.0 1.39 2 30.0 ® . 0.0070-0.0160
EB-A2 016-024/08C4M45 1.60 400 240 45,00 80 1.55 2 30.0 © ° 0.0080-0.0170
EB-A2 016-024/12C4M45 1.60 4.00 240 45.00 120 1.53 2 30.0 © . 0.0080-0.0170
EB-A2 018-027/08C4M45 1.80 400 2.70 45,00 80 175 2 30.0 © . 0.0080-0.0180
EB-A2 018-027/12C4M45 1.80 400 2.70 45.00 120 1.73 2 30.0 © ° 0.0080-0.0180
EB-A2 018-027/16C4M50 1.80 400 2.70 50.00 16.0 1.71 2 30.0 © . 0.0080-0.0180
EB-A2 020-030/04C4M45 2.00 400 3.00 45,00 40 1.97 2 30.0 ® . 0.0100-0.0210
EB-A2 020-030/06C4M45 2.00 400 3.00 45.00 6.0 1.97 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/10C4M45 2.00 4.00 3.00 45.00 100 1.93 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/12C4M50 2.00 400 3.00 50.00 120 193 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/14C4M50 2.00 400 3.00 50.00 140 1.93 2 30.0 © ° 0.0100-0.0210
EB-A2 020-030/16C4M50 2.00 4.00 3.00 50.00 16.0 1.91 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/20C4M55 2.00 400 3.00 55.00 20.0 1.89 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/25C4M60 2.00 400 3.00 60.00 25.0 1.89 2 30.0 © . 0.0100-0.0210
EB-A2 020-030/30C4M70 2.00 4.00 3.00 70.00 30.0 1.89 2 30.0 © . 0.0100-0.0210
EB-A2 030-045/08C6M50 3.00 6.00 4.50 50.00 80 285 2 30.0 © . 0.0120-0.0300
EB-A2 030-045/10C6M50 3.00 6.00 450 50.00 100 285 2 30.0 © ° 0.0120-0.0300
EB-A2 030-045/12C6M50 3.00 6.00 450 50.00 120 285 2 30.0 © . 0.0120-0.0300
EB-A2 030-045/16C6M55 3.00 6.00 450 55.00 16.0 285 2 30.0 © ° 0.0120-0.0300
EB-A2 030-045/20C6M60 3.00 6.00 4.50 60.00 20.0 2.85 2 30.0 © . 0.0120-0.0300

e For user guide, see pages 195-204
) Number of flutes
(@ C-Cylindrical
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il somsicc
el EB-A2 (rib processing) @
[@PI (continued) i v
< 2 Flute, 30° Helix Rib Processing
Solid Carbide Ball Nose Endmills
E for Materials up to 55 HRc onL |
|
'% M E T R 1 C [
= 8 f
[ ) Designation DC DCONMS APMX OAL LU DN NOF(® FHA Shank®@ | © (mm/t)
EB-A2 030-045/25C6M65 3.00 6.00 450 65.00 25.0 2.85 2 300 © . 0.0120-0.0300
LL EB-A2 030-045/30C6M70 3.00 6.00 450 7000 300 2.85 2 300 © . 0.0120-0.0300
D EB-A2 030-045/35C6M80 3.00 6.00 450 80.00 350 285 2 300 @ . 0.0120-0.0300
= EB-A2 040-060/10C6M60 4.00 6.00 6.00 60.00 10.0 3.80 2 300 © . 0.0150-0.0350
M EB-A2 040-060/12C6M60 4,00 6.00 6.00 60.00 12,0 3.80 2 300 © ° 0.0150-0.0350
oC EB-A2 040-060/16C6M60 4.00 6.00 6.00 60.00 16.0 3.80 2 300 ® . 0.0150-0.0350
< EB-A2 040-060/20C6M65 4,00 6.00 6.00 65.00 200 3.80 2 300 @ . 0.0150-0.0350
EB-A2 040-060/25C6M70 4.00 6.00 6.00 7000 25.0 380 2 300 © . 0.0150-0.0350
Q EB-A2 040-060/30C6M70 400 6.00 6.00 70.00 300 3.80 2 300 c . 0.0150-0.0350
EB-A2 040-060/35C6M80 4,00 6.00 6.00 80.00 350 3.80 2 300 © . 0.0150-0.0350
Q EB-A2 040-060/45C6M90 4,00 6.00 6.00 90.00 450 380 2 300 © ° 0.0150-0.0350
j EB-A2 050-075/20C6M60 5.00 6.00 750 60.00 200 480 2 300 ® . 0.0180-0.0440
EB-A2 050-075/25C6M70 5.00 6.00 7.50 70.00 250 480 2 300 @ . 0.0180-0.0440
O EB-A2 050-075/30C6M80 5.00 6.00 7.50 80.00 300 480 2 300 © . 0.0180-0.0440
@p) EB-A2 050-075/35C6M80 5.00 6.00 750 80.00 350 480 2 300 @ . 0.0180-0.0440
EB-A2 060-090/20C6M80 6.00 6.00 9.00 80.00 200 5.80 2 300 © . 0.0200-0.0500
L EB-A2 060-090/30C6M90 6.00 6.00 9.00 90.00 300 580 2 300 © ° 0.0200-0.0500
N EB-A2 060-090/40C6M100 [IGI0) 6.00 9.00 100.00 400 5.80 2 300 @ . 0.0200-0.0500
EB-A2 060-090/50C6M110 [N 6.00 9.00 110,00 500 580 2 300 @ ° 0.0200-0.0500
—I e For user guide, see pages 195-204
_I () Number of flutes
§ @ G-Cylindrical
O
Tl SO
EB-A2 (long with neck RE N Qﬂ
2 Flute, 3(0° Hglix Long Solid) N j" —t
Carbide Ball Nose Endmills @ DCes (SN s e : s DCONMSNG
with Relieved Necks for T apvx =N | [ 1
Materials up to 65 HRC — A{ FHA
OAL ‘
M E T R | C
3
Designation DC RE DCONMS  APMX OAL LU DN NOF® FHA Shank®@ 3
EB-A2 03-08C06M70 3.00 1.50 6.00 8.00 70.00 - - 2 30.0 C .
EB-A2 04-08C06M70 400 2.00 6.00 8.00 70.00 2 300 @ .
EB-A2 05-12C06M80 5.00 250 6.00 12.00 80.00 - - 2 300 © .
EB-A2 06-12/22C06M80 6.00 3.00 6.00 12.00 80.00 20 5.80 ) 300 © .
EB-A2 07-14C08M90 7.00 350 8.00 14,00 90.00 5 5 2 300 © °
EB-A2 08-14/27C08M90 8.00 400 8.00 14,00 90.00 270 7.80 2 300 © .
EB-A2 10-18/31C10M100 10.00 5.00 10.00 18.00 100.00 310 9.80 2 300 @ °
EB-A2 12-22/35C12M110 12.00 6.00 12,00 22.00 110.00 350 11.80 2 300 @ .
EB-A2 14-26C12M120 14.00 7.00 12.00 26.00 120.00 - - 2 300 © .
EB-A2 16-30/50C16M140 16.00 8.00 16.00 30.00 140,00 500 15,80 ) 300 © .
EB-A2 18-34C16M140 18.00 9.00 16.00 34.00 140.00 - - 2 300 © °

e For user guide, see pages 195-204
) Number of flutes
@ C-Cylindrical

ISCAR
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OL IDivii.i. %
PREMIUM LINE
EB-A2 (extra long) ot —
2 Flute, 30° Helix Extra Long * DCONMS CD
Solid Carbide Ball Nose Endmills 1
for Materials up to 65 HRC ‘ <
OAL | E
|
|_
M E T R | (o |
D)
g E
Designation DC RE DCONMS APMX OAL NOF® FHA Shank®@ o [ )
EB-A2 02-06C03M80 2.00 1.00 3.00 6.00 80.00 2 30.0 C [}
EB-A2 03-08C03M100 3.00 1.50 3.00 8.00 100.00 2 30.0 C o I—IJ
EB-A2 04-08C04M100 4.00 2.00 4.00 8.00 100.00 2 30.0 C o D
EB-A2 06-10C06M120 6.00 3.00 6.00 10.00 120.00 2 30.0 C [ ==
EB-A2 08-14C08M140 8.00 4.00 8.00 14.00 140.00 2 30.0 C o CD
EB-A2 10-18C10M180 10.00 5.00 10.00 18.00 180.00 2 30.0 C o m
EB-A2 12-22C12M200 12.00 6.00 12.00 22.00 200.00 2 30.0 C [ <
EB-A2 16-30C16M250 16.00 8.00 16.00 30.00 250.00 2 30.0 C °
EB-A2 20-38C20M250 20.00 10.00 20.00 38.00 250.00 2 30.0 C [ Q
® The DC tolerance is: 0 - -0.020 mm e For user guide, see pages 195-204
) Number of flutes D
(2 C-Cylindrical j
o))
)
o))
PR EoMlLU n!q'lv’s"hh RE=0.01 _I
EB-A2 (tapered flute & \ | -, ) =
neck) i DCONMS 2
2 Tapered Flutes, 30° Helix —
Solid Carbide Ball Nose 0O
Endmills with Relieved Necks e
for Materials p to 65 HRO | E
M E T R | C
S
Designation DC RE DCONMS APMX LU LH DN BHTA OAL NOF® FHA  Shank®@ 5
EB-A2 01-02/04/1.5C06M60 1.00 0.50 6.00 2.00 4.0 230 2.00 15 60.00 2 30.0 C o
EB-A2 01-02/04/3.0C06M80 1.00 0.50 6.00 2.00 4.0 42.0 5.00 3.0 80.00 2 30.0 C [
EB-A2 01-02/04/5.0C06M60 1.00 0.50 6.00 2.00 4.0 23.0 4.30 5.0 60.00 2 30.0 C o
EB-A2 02-04/06/1.5C06M60 2.00 1.00 6.00 4.00 6.0 23.0 2.90 15 60.00 2 30.0 C o
EB-A2 02-04/06/3.0C06M80 2.00 1.00 6.00 4.00 6.0 41.0 5.70 3.0 80.00 2 30.0 C o
EB-A2 02-04/06/5.0C06M60 2.00 1.00 6.00 4.00 6.0 23.0 5.00 5.0 60.00 2 30.0 C o
EB-A2 03-06/08/1.5C06M90 3.00 1.50 6.00 6.00 8.0 52.0 5.30 15 90.00 2 30.0 C o
EB-A2 03-06/08/3.0C06M70 3.00 1.50 6.00 6.00 8.0 32.0 5.60 3.0 70.00 2 30.0 C [
EB-A2 04-08/10/1.5C06M90 4.00 2.00 6.00 8.00 10.0 49.0 6.00 15 90.00 2 30.0 C o
EB-A2 04-08/10/3.0C06M70 4.00 2.00 6.00 8.00 10.0 28.0 6.00 3.0 70.00 2 30.0 C o
EB-A2 05-10/12/1.5C08M110 5.00 2.50 8.00 10.00 12.0 61.0 7.60 15 110.00 2 30.0 C o
EB-A2 06-12/15/1.5C08M110 6.00 3.00 8.00 12.00 15.0 53.0 8.00 15 110.00 2 30.0 C o
EB-A2 06-12/15/3.0C08M90 6.00 3.00 8.00 12.00 15.0 34.0 8.00 3.0 90.00 2 30.0 C o
EB-A2 08-14/17/1.5C10M120 8.00 4.00 10.00 14.00 17.0 55.0 10.00 1.5 120.00 2 30.0 C o
EB-A2 08-14/17/3.0C10M100 8.00 4.00 10.00 14.00 17.0 36.0 10.00 810 100.00 2 30.0 C o
EB-A2 10-18/21/1.5C12M130 10.00 5.00 12.00 18.00 21.0 59.0 12.00 15 130.00 2 30.0 C o
EB-A2 10-18/21/3.0C12M110 10.00 5.00 12.00 18.00 210 40.0 12.00 3.0 110.00 2 30.0 C o

® For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

iil souis
el EB-A2 (precision i @
[@p] stub cut) —.r : =  DCONMSh6
< 2 Flute, 30° Helix Stub Cut [ APMXN / A
Length High Precision Ball Nose ~ FHA
Pl Endmills with Relieved Necks W
| for Materials up to 65 HRC OAL ‘
I: M E T R | C
D
2 8
[ ) Designation DC RE DCONMS  APMX LU OAL DN NOF® FHA Shank@ 3
EB-A2 01-01/02C04M50 1.00 0.50 4.00 1.00 22 50.00 0.95 2 30.0 C o
LIJ EB-A2 01-01/02C06M50 1.00 0.50 6.00 1.00 2.2 50.00 0.95 2 30.0 C o
D EB-A2 012-012/02C04M50 1.20 0.60 4.00 1.20 2.6 50.00 1.10 2 30.0 C o
—= EB-A2 02-02/04C06M50 2.00 1.00 6.00 2.00 4.0 50.00 1.90 2 30.0 C o
m EB-A2 025-025/05C06M60 2.50 1.25 6.00 2.50 5.0 60.00 240 2 30.0 C o
m EB-A2 03-03/06C06M60 3.00 1.50 6.00 3.00 6.0 60.00 2.90 2 30.0 C o
< EB-A2 04-04/08C06M70 4.00 2.00 6.00 4.00 8.0 70.00 3.90 2 30.0 C [}
EB-A2 05-05/10C06M80 5.00 2.50 6.00 5.00 10.0 80.00 4.90 2 30.0 C o
Q EB-A2 06-06/12C06M90 6.00 3.00 6.00 6.00 12.0 90.00 5.90 2 30.0 C o
EB-A2 07-07/14C08M90 7.00 3.50 8.00 7.00 14.0 90.00 6.90 2 30.0 C o
Q EB-A2 08-08/16C08M100 8.00 4,00 8.00 8.00 16.0 100.00 7.90 2 30.0 C o
j EB-A2 09-09/18C10M100 9.00 4.50 10.00 9.00 18.0 100.00 8.90 2 30.0 C o
EB-A2 10-10/20C10M100 10.00 5.00 10.00 10.00 20.0 100.00 9.90 2 30.0 C o
O EB-A2 12-12/24C12M110 12.00 6.00 12.00 12.00 24.0 110.00 11.90 2 30.0 C o
CD EB-A2 14-14/28C14M110 14.00 7.00 14.00 14,00 28.0 110.00 13.80 2 30.0 C °
EB-A2 16-16/32C16M140 16.00 8.00 16.00 16.00 32.0 140.00 15.80 2 30.0 C [}
] EB-A2 25-25/50C25M180 25.00 12.50 25.00 25.00 50.0 180.00 24.80 2 30.0 C o
CD ® For user guide, see pages 195-204
() Number of flutes
—I ) C-Cylindrical
—
D PREMIUM LINE'LL
> B -
ute, 30° Helix Medium TR
|_|J Length Solid Carbide Miniature w‘ DCONMSNG
Ball Nose Endmills -t
M E T R | C Tough <— Hard
2 | §
Designation DC RE DCONMS APMX OAL NOFt FHA Shank@ e e
EBMO004A008-2C03 0.40 0.20 3.00 0.80 38.00 2 30.0 © ° .
EBM005A010-2C03 0.50 0.25 3.00 1.00 38.00 2 30.0 C [} °
EBMO006A012-2C03 0.60 0.30 3.00 1.20 38.00 2 30.0 C o o
EBMO007A014-2C03 0.70 0.35 3.00 1.40 38.00 2 30.0 C °
EBMO008A016-2C03 0.80 0.40 3.00 1.60 38.00 2 30.0 C o o
EBMO010A025-2C04 1.00 0.50 4.00 2.50 50.00 2 30.0 C [ o
EBM012A030-2C04 1.20 0.60 4.00 3.00 50.00 2 30.0 C ° °
EBM016A040-2C04 1.60 0.80 4.00 4.00 50.00 2 30.0 C o °
EBM020A060-2C04 2.00 1.00 4.00 6.00 50.00 2 30.0 C ° °
* Short and stable design for profiling (roughing).  For user guide, see pages 195-204
() Number of flutes
(2 G-Cylindrical
DC Tolerance
0.000
DC<0.6 DC -0.010
0.000
0.6<DC<2 DC 0.012

ISCAR
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SOLIDNiLL
RE o

ESB-A2 E L ' et

2 Flute, 30° Helix Spherical Long s : s, DCONMS

Solid Carbide Ball Nose Endmills 1

for Materials up to 65 HRc

eAL HARD MATERIALS

@D

(=3
Designation DC RE DCONMS ~ APMX LH DN OAL NOFt FHA Shank® 3
ESB-A2 03 02/30C06M80 3.00 1.50 6.00 2.30 30.0 2.50 80.00 2 30.0 C .
ESB-A2 04 03/30C06M80 4.00 2.00 6.00 3.10 30.0 3.30 80.00 2 30.0 C °
ESB-A2 05 03/38C06M80 5.00 2.50 6.00 3.90 38.0 4.10 80.00 2 30.0 C °
ESB-A2 06 04/28C06M100 6.00 3.00 6.00 490 28.0 4.70 100.00 2 30.0 C °
ESB-A2 08 06/33C08M100 8.00 4.00 8.00 6.30 33.0 6.50 100.00 2 30.0 C (]
ESB-A2 10 07/40C10M100 10.00 5.00 10.00 7.90 40.0 8.20 100.00 2 30.0 C °
ESB-A2 16 12/59C16M150 16.00 8.00 16.00 12.40 59.0 13.40 160.00 2 30.0 C °

® For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical

SOLIDiLL

ESB-A4

4 Flute, 30° Helix Spherical Long
Solid Carbide Ball Nose Endmills
for Materials up to 65 HRC

: %

DCONMS
1

HARD MATERIALS

o
LL
—
0
<
=
5
D
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(]
L
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m
oC
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O
o)
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®
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—
=
=
o)
pd
LL

[sr]
(=1
Designation DC RE DCONMS  APMX LH DN OAL NOFt FHA Shank®@ 3
ESB-A4 05 3/38C06M80 5.00 2.50 6.00 3.90 38.0 410 80.00 4 30.0 C .
ESB-A4 06 4/28C06M100 6.00 3.00 6.00 4.90 28.0 4.70 100.00 4 30.0 C °
ESB-A4 08 6/33C08M100 8.00 4.00 8.00 6.30 33.0 6.30 100.00 4 30.0 C [
ESB-A4 10 7/40C10M100 10.00 5.00 10.00 7.90 40.0 8.20 100.00 4 30.0 C o
ESB-A4 12 9/49C12M100 12.00 6.00 12.00 9.50 49.0 9.80 100.00 4 30.0 C o
ESB-A4 16 12/59C16M150 16.00 8.00 16.00 12.40 59.0 13.40 150.00 4 30.0 C o
® For user guide, see pages 195-204
) Number of flutes
(2 C-Cylindrical
SOLID:wiii
ECF../45 % @
45° Chamfering and = —t
Countersinking Solid §y DCONMS
Carbide Endmills R

1C900

Designation DC DCX® APMX OAL NOF®@ Shank®

ECF D-1.5/45-4C04 1.00 4.00 1.50 50.00 4 C °
ECF D-2/45-4C06 2.00 6.00 2.00 57.00 4 C °
ECF D-3/45-4C08 2.00 8.00 3.00 63.00 4 C o
ECF D-4/45-4C10 2.00 10.00 4.00 72.00 4 C o
ECF D-5/45-4C12 2.00 12.00 5.00 83.00 4 C °

® For user guide, see pages 195-204
() Cutting diameter maximum

2 Number of flutes

() C-Cylindrical
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SOLIDiLL

ECD-S2 T & |

45° Chamfering and Spot [N §

Drilling Solid Carbide Tools DG 90°(> ) Dco+NMs @
oAL ‘

Tough «<— Hard

Designation DCONMS Shank®
ECD-S2 030/90C03-38 3.00 3.00 38.00 1.37 6.00 C

ECD-S2 040/90C04-50 4.00 4.00 50.00 1.79 8.00
ECD-S2 050/90C05-50 5.00 5.00 50.00 2.24 10.00
ECD-S2 060/90C06-57 6.00 6.00 57.00 2.1 12.00
ECD-S2 080/90C08-63 8.00 8.00 63.00 3.63 16.00
ECD-S2 100/90C10-72 10.00 10.00 72.00 4.55 20.00
ECD-S2 120/90C12-73 12.00 12.00 73.00 5.47 24.00

e e o 0o 0 0o 0||CO8
e e o 0 o o o||C90

[N eoNeNeNeNe]

 For user guide, see pages 195-204
() C-Cylindrical
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To Order Contact: Exact Tooling /
OLIDmiiii. MULTI-mASTER

PREMIUM LINE

www.exacttooling.com /| sales@exacttooling.com / 888-988-8820

USER GUIDE

Grade Priorities for Solid Carbide Endmills
S0 P | isom TN ISO N IS0 S 1SO H
1-11 12-13 14 15-20 21-28 31-37 38 -41
Material Groups Stainless Stainless Steel Hiah Tem Hard Steel
Steel Steel Ferritic & |Austenitic & Duplex| Cast Iron Nonferrous gAllo S P & Hardened
Martensitic (Ferritic-Austenitic) ¥ Cast Iron
Solid Carbide | Harder 1702 1702 1c902 IS6* IS6* 1702
& MULTI- A
MASTER 1C902 1C902 1C903 1C902 18902+ 1C903
Endmills
1C903
== Ic608 IC900 (908)
1C900 (908) 1C900 (908) 10900 (908) 1C900 (908) IC300 (308)  1C900 (908)
Roughing / \{
Semi-Finishing | Tougher IC300 (308) -
Coolant
Solid Carbide | Harder
& MULTI- A
MASTER
Endmills
1C903 1C903 1C300 (308) IC900 (908) 1C903
ﬂ IC608 IC608 IC608 1C608
1C900 (908) 1C900 (908) 1C900 (908) 1C900 (908) IC900 (908)
Y
Finishing Tougher 1C08
Coolant N Y Y N Y Y N
* SIAION  grade
** First choice for trochoidal milling

ENDMILLS e SOLID CARBIDE ® MULTI-MASTER




To Order Contact: Exact Tooling /

o

ENDMILLS e SOLID CARBIDE ® MULTI-MASTE

SOLIDivii.i.

PREMIUM LiN

MULTI-iASTER

www.exacttooling.com

/

sales@exacttooling.com

/

888-988-8820

USER GUIDE

Machining Data for Solid Carbide and MULTI-MASTER Endmills (Inch)

Tensile .
Strength Hardness Materia
Material Condition [Kspi] HB No.
<0.25 %C Annealed 61 125 1
>=0.25 %C Annealed 94 190 2
Non-alloy steel and cast steel, ree <055 %C Quenched and tempered 123 250 3
cutting steel
>=0.55 %C Annealed 109 220 4
Quenched and tempered 145 300 5
Annealed 87 200 6
Low alloy steel and cast steel 135 275 7
(less than 5% of alloying elements) Quenched and tempered 145 300 3
174 350 9
High alloyed steel, cast steel, Annealed 9 200 10
and tool steel Quenched and tempered 160 325 11
Ferritic/martensitic 99 200 12
Stainless steel
Martensitic 119 240 13
Stainless steel Austenitic 87 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Cast iron nodular (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
58 36
Titanium Ti alloys
Alpha+beta alloys cured 152 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 41

ISCAR



To Order Contact: Exact Tooling /

www.exacttooling.com

/

sales@exacttooling.com

/

888-988-8820

USER GUIDE

SOLIDwiii.i. MULTI-miASTER
PREMIUM LINE
Cutting Speed (SFM)
No. 1C900 / 1C908 1C903 IC300 1C08
1 855 - 920 865 - 920 690 - 720 590 - 655
2 655 - 755 655 - 755 525 - 590 460 - 525
3 525 - 720 525-720 425 - 590 360 - 490
4 525 - 720 525-720 425 - 590 360 - 490
5 460 - 590 460 - 590 360 - 460 330 - 425
6 525-720 525-720 425 - 590 360 - 490
7 396 - 590 395 - 590 330 - 460 260 - 425
425 - 590 425 - 590 330 - 460 295 - 425
9 460 - 590 460 - 590 360 - 460 330 - 425
10 425 - 590 425 - 590 330 - 460 295 - 425
11 230 - 395 230 -39 195 - 330 165 - 260
12 260 - 525 260 - 525 195 - 425 195 - 360
13 195 - 490 195 - 490 165 - 395 130 - 330
14 195 - 395 195 - 395 165 - 330 130 - 260
15 260 - 855 260 - 820 195 - 590
16 425 - 785 425-785 295 - 560
17 490 - 920 490 - 885 330 - 655
18 295 - 920 295 - 885 195 - 655
19 490 - 920 490 - 885 330 - 655
20 460 - 785 460 - 785 330 - 560
21 2625 - 2955
22 2295 - 2625
23 2625 - 2955
24 2460 - 2790
25 1310 - 1475
26 1640 - 1805
27 1640 - 1805
28 1150 - 1245
29
30
31 65-130 65-130 65 - 130 35-65
32 65-130 65 -100 65 - 100 35-65
33 65 - 165 65 -100 65 - 100 65-165
34 65 - 230 65 - 100 65 - 100 65 - 165
35 100 - 230 100 - 260 100 - 230 65-165
36 100 - 230 100 - 260 100 - 230 65-100
37 100 - 230 100 - 260 100 - 230 65 - 100
38 100 - 165 100 - 195 65 - 130 130-195
39 100 - 130 100 - 130 65 - 100 65 - 100
40 195 - 260 230 - 295 165 - 195 215 - 245
4 100 - 165 100 - 195 65 - 130 130 - 150

Member IMC Group
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

m Y 7V /' /) rryv.y J/_J_ USER GUIDE
SOLIDniiii. MULTI-miASTER
|— Machining Data for Solid Carbide and MULTI-MASTER Endmills (Metric)
< Tensile )
Strength Hardness Material
E Material Condition [N/mm2] HB No.
! <025 %C Annealed 420 125 1
| >=0.25 %C Annealed 650 190 2
—I Non-alloy steel and cast steel, free o
:) cutting steel <0.55 %C Quenched and tempered 850 250 3
2 >=0.55 %C Annealed 750 220 4
Quenched and tempered 1000 300 B
o Annealed 600 200 6
I—IJ Low alloy steel and cast steel 930 275 7
D (less than 5% of alloying elements) Quenched and tempered 1000 300 8
m 1200 350 9
m High alloyed steel, cast steel, Annealed 680 200 10
< and tool steel Quenched and tempered 1100 325 11
< ) Stainless steel and Ferritic/martensitic 680 200 12
D cast steel Martensitic 820 240 13
— Stainless steel Austenitic 600 180 14
Ferritic/pearlitic 180 15
O Grey cast iron (GG)
CD Pearlitic 260 16
Ferritic 160 17
) Cast iron nodular (GGG)
Pearlitic 250 18
CD Ferrtic 130 19
I Malleable cast iron
| Pearlitic 230 20
— Aluminum- Not cureable 60 21
2 wrought alloy Cured 100 22
D <=12% Si Not cureable 75 23
Z Aluminum-cast,
Cured 90 24
alloyed
LIJ >12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non-metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
RM 400 36
Titanium Ti alloys
Alpha+beta alloys cured RM 1050 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

ISCAR



ENDMILLS e SOLID CARBIDE « MULTI-MASTER

To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
vV /] rryv.y J/_J/_ USER GUIDE
SOLIDiLL  MULTIHASTER | USERGUIDE |
Cutting Speed (m/min)
No. 1C900 / 1C908 1C903 1C300 IC08
1 260 - 280 260 - 280 210- 220 180 - 200
2 200 - 230 200 - 230 160 - 180 140 - 160
3 160 - 220 160 - 220 130 - 180 110 - 150
4 160 - 220 160 - 220 130 - 180 110 - 150
5 140 - 180 140 - 180 110 - 140 100 - 130
6 160 - 220 160 - 220 130 - 180 110 - 150
7 120 - 180 120 - 180 100 - 140 80 - 130
8 130 - 180 130 - 180 100 - 140 90 - 130
9 140 - 180 140 - 180 110 - 140 100 - 130
10 130 - 180 130- 180 100 - 140 90- 130
11 70-120 70-120 60 - 100 50 - 80
12 80 - 160 80 - 160 60 - 130 60 - 110
13 60 - 150 60 - 150 50 - 120 40 - 100
14 60 - 120 60 - 120 50-100 40 - 80
15 80 - 260 80 - 250 60 - 210 60 - 180
16 130 - 240 130 - 240 100 - 190 90 - 170
17 150 - 280 150 - 270 120 - 220 100 - 200
18 90 - 280 90 - 270 70 - 220 60 - 200
19 150 - 280 150 - 270 120 - 220 100 - 200
20 140 - 240 140 - 240 110 - 190 100 - 170
21 800 - 900
22 700 - 800
23 800 - 900
24 750 - 850
25 400 - 450
26 500 - 550
27 500 - 550
28 350 - 380
29
30
31 20 - 40 20 - 40 20-30 10-20
32 20-40 20-30 20-20 10-20
33 20 - 50 20- 30 20-20 20 - 50
34 20-70 20-30 20-20 20 - 50
35 30-70 30 - 80 20-60 20 - 50
36 30-70 30-80 20- 60 20-30
37 30-70 30 - 80 20-60 20-30
38 30-50 30 - 60 20-40 40 - 60
39 30-40 30 - 40 20-30 20-30
40 60 - 80 70-90 50 - 60 65-75
41 30-50 30 - 60 20 - 40 40 - 45

Member IMC Group
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com /
MULTI-miASTER USER GUIDE
Machining Data for MULTI-MASTER Groove Milling Heads

Tensile .
Strength Hardness Material
Material Condition [Kspi] HB No.
<025 %C Annealed 61 125 1
>=0.25 %C Annealed 94 190 2
Mayillay sites v @asi s iz <055 %C Quenched and tempered 123 250 3
cutting steel
>=0.55 %C Annealed 109 220 4
Quenched and tempered 145 300 5
Annealed 87 200 6
Low alloy steel and cast steel 185 275 7
(less than 5% of alloying elements) Quenched and tempered 145 300 8
174 350 9
High alloyed steel, cast steel, Annealed 9 200 10
and tool steel Quenched and tempered 160 325 11
Ferritic/martensitic 99 200 12
Stainless steel
Martensitic 119 240 13
Stainless steel Austenitic 87 180 14
Ferritic/pearlitic 180 15
Grey cast iron (GG)
Pearlitic 260 16
Ferritic 160 17
Cast iron nodular (GGG)
Pearlitic 250 18
Ferritic 130 19
Malleable cast iron
Pearlitic 230 20
Aluminum- Not cureable 60 21
wrought alloy Cured 100 22
<=12% Si Not cureable 75 23
Aluminum-cast,
Cured 90 24
alloyed
>12% Si High temperature 130 25
>1% Pb Free cutting 110 26
Copper alloys Brass 90 27
Electrolitic copper 100 28
Duroplastics, fiber plastics 29
Non metallic
Hard rubber 30
Fe based Annealed 200 31
Cured 280 32
High temp. alloys Annealed 250 33
Ni or Co based Cured 350 34
Cast 320 35
58 36
Titanium Ti alloys
Alpha+beta alloys cured 152 37
Hardened 55 HRC 38
Hardened steel
Hardened 60 HRC 39
Chilled cast iron Cast 400 40
Cast iron Hardened 55 HRC 4

ISCAR



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

MULTI-ASTER USER GUIDE o
MM-TS MM-GRIT K-TYPE MM-GRIT P-TYPE CD
Speed Feed [Inch/Tooth] Speed Feed [Inch/Tooth] Speed Feed [Inch/Tooth] <E
V SFM Fz (min) Fz (max) VISFM Fz (min) Fz (max) V(SFM Fz (min) Fz (max) E
360 - 460 .0031 .0079 360 - 520 .0020 .0059 o o 1
330 - 390 .0031 .0071 330 - 490 .0020 .0059 - - I—
230 - 330 .0031 .0059 260 - 330 .0020 .0059 - - D
230 - 330 .0031 .0059 260 - 330 .0020 .0059 - - E
200 - 260 .0031 .0059 200 - 260 .0020 .0059 - -
330 - 390 .0031 .0059 360 - 490 .0020 .0059 - - ([
300 - 390 .0031 .0059 330 - 390 .0020 .0059 - - I I I
260 - 360 .0031 .0059 230 - 360 .0020 .0059 - - D
230 - 330 .0020 .0047 230 - 330 .0020 .0059 - - m
200 - 260 .0020 .0071 200 - 260 .0020 .0059 - - m
180 - 230 .0031 .0059 180 - 230 .0020 .0059 - - <
330 - 430 .0024 .0047 330 - 430 .0012 .0059 330 - 430 .0012 .0039 ( )
330 - 390 .0031 .0059 330 - 430 .0012 .0059 330 - 430 .0012 .0039 D
260 - 390 .0020 .0039 300 - 390 .0012 .0047 300 - 390 .0012 .0039 —
330 - 460 .0039 .0079 - - - - - _I
260 - 330 .0039 .0059 - - - - - %
520 - 720 .0039 .0079 520 - 720 .0012 .0047 - -
390 - 660 .0039 .0059 390 - 660 .0012 .0047 - - L
590 - 820 .0039 .0079 590 - 820 .0012 .0059 - - CD
520 - 720 .0039 .0059 520 - 720 .0012 .0059 = = _I
2620 - 3940 .0039 .0079 - - - 2620 - 3940 .0020 .0059 —
2620 - 3940 .0039 .0079 - - - 2620 - 3940 .0020 .0059 E
- - . . . . 1970 - 3280 .0020 0059 D
- - - - - - 1640 - 3280 .0020 .0059 Z
- - - - - - 660 - 1310 .0020 .0059 | | I
- - - 100 - 130 .0008 .0047 - -
80 - 110 .0020 .0047 80 - 130 .0008 .0047 - -
80 - 110 .0020 .0047 80 - 130 = = = .0004 .0047
80- 110 .0020 .0047 80 - 130 - - - .0004 .0047
130 - 200 .0020 .0047 80 - 130 - - - .0004 .0047
130 - 200 .0020 .0047 130 - 200 - - - .0020 .0047
130 - 200 .0020 .0039 130 - 200 - - - .0020 .0039

Member IMC Group




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

pape—— USER GUIDE
oc T | USERGUIDE |
CITJ Regrinding Instructions for Solid Carbide Endmills
< N dfum i fin] a Ra PrafRra____ SRa tA ah PA
Square End
E 2 Flute <7 <3 30 10 10 2 7 8
_ General Use >7 >3 30 8 10 - 2 7 8
I_ 3 Flute <7 <.3 38-45 9 10 - 2 5 7
| General Use >7 >3 38-45 7 10 - 2 5 7
D 4 Flute <7 <3 30-45 7 10 o 15 5 7
General Use >7 >3 30-45 7 10 - 15 5 7
= | sFute EcH.. T <3 45 8 10 : 15 6 7
General Use >7 >3 45 7 9 - 15 5 7
{ ] 6 Flute EC-D6 Hard Material - - 50 -12 10 - 1 -2 7
|_|J Ball End
Q 2 Flute <7 <3 30 7 11 24 3 13
f— General Use >7 >3 30 7 11 24 3 13
m 3 Flute <7 <3 30 7 11 24 3 11
m General Use >7 >3 30 7 11 24 3 11
4 Flute <7 <3 30 7 11 24 3 13
< General Use >7 >3 30 7 11 24 3 13
Q Square End + Radius
3 Flute <7 <3 38-45 9 12 25 8 6 12
Q General Use >7 >3 38-45 7 12 24 3 5 12
j 4 Flute <7 <3 30-45 8 12 2 3 5 12
General Use >7 >3 30-45 7 12 24 4 5 12
O 6 Flute <7 <3 45 8 12 22 4 5 12
@p) General Use >7 >3 45 7 11 22 4 5 11
10 Flute (MM) General Use - - 30 7 10 16 4 3 10
o
Roughers
@) ERF-A-3..6 <7 <3 3038 9 8 25 6 7
_| General Use >7 >3 30-38 8 8 2.5 6 7
1 EBRF-T3...4 <7 <3 20 6 8 3 12
—_— General Use >7 >3 20 6 8 - 3 12
2 ECR-B-4/5/7 a <3 45 9 75 3 5 7
D Stainless Steel/General Use >7 >3 45 8 8 3 5 7
ECR-T4... <7 <3 20 9 75 2 5 7
Z PH /General Use N >3 20 8 75 ) 5 7
LU ERC-E3 <7 <3 38 16 10 2 10 10
Aluminum >7 >.3 38 16 11 2 10 10
ECR-B3 3 Flute Aluminum - - 45 16 11 4 10 10
Aluminum
ECA-B-2 <7 <3 45-55 16 11 25 5 10 1
2 Flute Aluminum >7 >.3 45-55 16 11 25 5 10 1
ECA-B-3 <7 <3 45 16 10 4 10 10
3 Flute Aluminum >7 >3 45 16 10 4 10 10
Chip Splitters
ECP-E3/4 <7 <3 38 8 8 - 3 6 7
Stainless Steel/General Use >7 >3 38 8 8 - 8 6 7
FiniShred
EFS-B44 <7 <3 45 3 75 - 15 2 7
General Use >7 >.3 45 3 75 - 15 2 7
ChatterFree
EC-E4...CF <7 <3 38 4 3 9 3 2 7
General Use >7 >3 38 4 3 8 3 2 7
ChatterFree
EC-E5...CF <7 <3 38 7 8 - 3 2 7
General Use >7 >3 38 6 8 - 3 2 7
g
aA
A;’ 0dr
AXNHF A

R=d1/240.01
c

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

mmes = USER GUIDE
SOLIDii | UsercuDE (T
SA W A Al Lw Aw P B Radius E

17 0.18d1 12.0 - - 0.10%d1 - E
17 0.175%d1 12.0 - - 0.10°d1 s 1
17 0.175%d1 12.0 - - 0.10%d1 |
17 0.16%d1 12.0 - - 0.10°d1 |
16 0.17*d1 120 - - 0.10°d1
16 01671 12.0 - - 0.10°d1 D
17 0.14%d1 - - - 0.08*d1 - - - E
17 0.13'd1 - - - 0.08"d1 - - -

- 0.19%d1 - - - - o
24 0.175%d1 12.0 24 0.06°d1 0.06%d1 0.06"d1 0.22d1 - D
24 0.165%d1 12.0 24 0.05%d1 0.05%d1 0.05%d1 0.17+d1 -

24 0.175'd1 1.0 24 0.06°d1 0.06d1 0.08d1 0.165%d1 - m
24 0.165%d1 11.0 24 0.05d1 0.05d1 0.05%d1 0.170*d1 - m

24 0.175%d1 12.0 24 0.06d1 0.06"d1 0.06°d1 0.165%d1
24 0.165%d1 12.0 24 0.05%d1 0.05"d1 0.05d1 0.170%d1 <E
22 0.175'd1 120 235 0.06%d1 0.10%d1 0.08°d1 0.157*d1
22 0.165'd1 12.0 23 0.05d1 0.10°d1 0.075%d1 0.148*d1 D
2 0.175%d1 12.0 24 0.06%1 0.10°d1 0.08"d1 0.157*d1 _|
22 0.165*d1 12.0 23 0.05"d1 0.10°d1 0.075%d1 0.148*d1
22 0.14d1 12.0 2 0.06"d1 0.10%d1 0.08*d1 0.126%d1 O
22 0.13d1 11.0 22 0.05*d1 0.10*d1 0.075%d1 0.117*d1 - Cj)
16 0.10%d1 10.0 16 0.04d1 0.045*d1 0.04%d1 - R

o

17 0.217d1 - - - 0107 - c[)
17 0.21%d1 . - - 0.08"d1 - - |
2 0.19%d1 12.0 26 0.06d1 0.06d1 0.06d1 0.18%d1 |
25 0.22d1 12.0 25 0.053dl1 0.053"d1 0.053"d1 0.25%d1 p—
17 0.22d1 13.0 - - 0.10°d1 - - z
16 0.24/0.20/0.14*d1 12.0 - - 0.08*d1
16 03271 12.0 - - 0.09d1 D
16 0.3'd1 11.0 - - 0.09d1 - - - Z
22 0.2'd1 - - - 0.10°d1 - - -

2 0.24d1 - - - 0.09d1 - - - L
22 0.24d1 10.0 - - 0.10%d1 - - R0.2
24 0.17d1 - - 0.06d1 0.10%d1 0.08d1 0.153"d1 -

24 0.19d1 - - 0.05d1 0.10°d1 0.075%d1 0.171*d1 -

2 0.26°d1 10.0 - - 0.10d1 - - R0.2
2 0.24d1 10.0 - - 0.10d1 - - R0.2
17 0.27°d1 14.0 - - 0.10°d1 - -

17 0.27+d1 12.0 - - 0.10°d1 - -

16 0.27°d1 12.0 - - 0.10°d1 - -

16 0.27+d1 12.0 - - 0.10°d1 -

17 0.17°01/0.23*d1 13.0 - 0.008*d1/0.04*dl1 0.075%d1 -

17 0.15%1/0.23"d1 13.0 - 0.006*d1/0.04*dl1 0.075%d1 -

16 0.17°01/0.21%d1 12.0 - - 0.085%d1 -
16 0.17°1/0.21%d1 12.0 - - 0.08"d1 -

= W -
W‘ ‘ RADIAL REL IEF

PRa

/A

4.7
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PREMIUM LINE

Regrinding Instructions for Solid Carbide Endmills (continued)

www.exacttooling.com

Base Distance for Rake Angle Measurement

/

sales@exacttooling.com /

USER GUIDE

888-988-8820

Tool Diameter Base Distance

Tool Diameter Base Distance

}1= \‘I‘”

mm in mm in
0.5<d1<0.7 .02<d1<.03 0.03 .001181
0.7<d1<0.8 .03<d1<.032 0.04 001574
0.8<d1<1.0 .032<d1<.04 0.05 .001968
1.0<d1<1.2 .04<d1<.05 0.065 .002559
1.2<d1<1.4 .05<d1<.055 0.075 .002952
1.4<d1<1.6 .055<d1<.063 0.085 .003346

1.6<d1<2 .063<d1<.08 0.1 .003937
2<di<4 .08<d1<.158 0.2 007874
4<d1<6.35 .1568<d1<.25 0.3 01181
6.35<d1<8 .25<d1<.315 04 01574
8<d1<13 .315<d1<.512 0.5 .01968
13<d1<21 512<d1<.827 06 .02362
21<d1<27 .827<d1<1.063 0.7 02755
27<d1< 1.063<d1 08 .03149

Rake Angle
| e

v

Base

- ‘

ISCAR
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90° Face Mills

USER GUIDE

v y
%

" ’-‘ -l‘

T490 LﬁE’

T490 FLN

pages 216,219,223,227

J5

HEL [ SMILL

HM390
pages 215,218,225,227

v o
l-tﬁi_;l
4 -5

HELi2000

HM90 F90A
page 226

’'e L
LR

LOGIQETANG

T890 MILLING LINE

T890HT-R13
page 220

ISCAR

| = pr 4
5 & "P
& -
HEL;2000 TANGRITLL HE!iQUAD
HM90 FO0AP FOOLN-N11 F90SD
page 218 page 221 page 221
Ry ey e s
; - S - ' & > b
5 . o3 E '-i
T 2. )
—" e
X o
SEZiDO REZiDO TANGRILL
H690 H490 F90A FO0LN-N15
pages 215,219,229 pages 217,222,228 page 224
T
- ‘lr L
"5 I
Wy
wiiii SHRED HEL;PLUS AELIDO
P290 FPW HP FO0AT S890 FSN-13
page 230 page 231 page 222

MULTI-mASTER
INDEXABLE SOLID CARBIDE LINE
MM FM
page 214

T-FACE

FACEMILL

SD FM
page 214
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45°, 75° Face Mills
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pages 232,233 page 234
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page 239

ISCARmii.i

F45ST
page 239
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HELIDO
SOF45
page 237

HELIDO
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F45WG
page 235
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page 236
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page 242
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90° Face Mills
Selection Guide

0p)
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—
=
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T

90°

B

o i B
il LA i\ | - loa
Tool HM390 FTC-07 H690 FWN T490 FLN-08 H490 F90AX-09 HM90 F90AP-10
.200 275 315 315 315 .390
Number of Teeth (Effective)
4 5 3
56 4,6 56 35 5,6
B 5,7 6; 7 4,6 6;7
6,9 89 6,7 7
7 8
8
F'='7'
s
=)
[}
=
[0}
2
- HM90 AP..10
HMB390 TCKT 07.. HBE90 WNMU 0705.. T490 LN.. 08... H490 AN.. 09... HM390 TPKT 1003.. AP..10
8
2 215 2156 216 217 218 218
a

2 ISCAR
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ISCARGLL @))
—
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90° Face Mills p—
Selection Guide E
90° <
© LL
AR TR N -
Dkl el O bk | Rl
Tool H690 F90AX-10 T490 FLN-11 F90SD-12 H490 F90AX-12 $890 FSN-13 T490 FLN-13
.310 394 .350 .465 472 .354 492
Number of Teeth (Effective)
4,5
5,6 45
6; 7 57 5,6 BHS 5] 4;5 5;6
8 6 9 4,6 4,6 57 6;8
7 7 57 57 7 7,10
9 8 6;8 9 8 1 8,13
10 9 9; 14 9
12
15

. — ?_-@J
T
& SDMT 12...
<
SDMR 12...
QDMT 12...
H690 TNKX 1005 IN.. 11... T490 LN.. 11... QDCT 12... H490 AN.. 12... S890 SN.. 13... T490 LNMT 13..
3
2 219 221 219 221 202 202 203
[a
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ISCARmii.i
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90° Face Mills
Selection Guide
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Tool FOOLN-N15 HM390 FTD-15 HM90 F90A-15 T490 FLN-16 HM390 FTD-19 H490 F90AX-17

bc Number of Teeth (Effective)
1.25
1.50 4 34
2.00 5 34,5 35 4 3,4 34
2.50 4,56 4,6 4,6 46 45
3.00 6;9 5,6;7 5,7 5,7 6 5,7 5,6
4.00 8 6;8 6;8 6 8 5,8 6;8
5.00 7,9 7,9 7 7,10 7,9
6.00 8,10 8;10 10 8,12 8; 10
8.00 91 10 9,11
10.0 15 12
12.0 16
o
j2]
é c!z’g‘i‘.\,
LN.. 15... HM390 TDKT 1505.. HM90 AD.. 15... T490 LNMT 16... HMB390 TDKT 1907 H490 AN.. 17... HM690 TNKX 1606
8
§’ 224 225 226 227 227 228 229

ISCAR
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"' <71 ‘ll‘k

WA lelle | {f Ty
P290 FPW HP F90AT-19
472, .708 .709 .827
Number of Teeth (Effective) 90°
4,5
5,6 4 34
6
8 6 6
9
P290 ACCT
P290 ACKT HP AD.. 19... HP AD.. 22...
230 231 231

www.exacttooling.com /

sales@exacttooling.com

65° Endmills Selection Guide

Tool

Inserts

T465 LNHT 22...

Pages

232

888-988-8820
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
ISCARwii.i.

45° Endmills and Face Mills
Selection Guide

0p)
i
—
=
LLd
QO
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|
M ,P,’d

Tool HOE / HOF 1Q845 SOF45
.100-.315 .100, .180 . . .138, .236

Number of Teeth (Effective)

3
3
34
3 4,5
4 4,6, 7 4
4 459 46
5 5711 5 6;8
6 6;8 10 6 7;10
7 7,10 14 7 8; 12
8 9;12 18 8 10; 16
9 11,15 10 12
iz 14 12
17 14
20
£
2 OF.. 07
RF.. 19... 1Q845 SYHU 05,07... ON.. 08... ON.. 08... 5845 SN.. 13...
3
§ 232-234 234,235,240 235 236 237

ISCAR
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45° Face Mills
Selection Guide

To Order Contact: Exact Tooling

/

www.exacttooling.com /

sales@exacttooling.com

| 888-988-8820
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.197, .315

Number of Teeth (Effective)

.286, .433

.625
.750
1.00
1.25
1.50
2.00 4 4 45 4
2.50 5 5} 57 5]
3.00 5 6 6;8 6,7
4.00 6 6 7 79 5
5.00 8 8, 12 6
6.00 10 10; 15 8
8.00 12 12,18 10
10.0 14; 21 12
12.0
| ' | '

[2]

©

[0}

[

<

S845 S845
SET12... SE.. 12... S845 SX.. 16... SNMU 18/ ONMU 07 SNMU 26/ ONMU 10

3

I 239 239 241 243 242

o
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TI-miAS § =i

MM FM

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

0p)
i
—
=
LLd
QO
T

Dimensions mzﬁmir:;ng;:
/ =3 f2
Designation DC APMX RE NOF® THSZMS LF 3 (inch/t)
MM FM120-36R0.2-06T05 472 142 .0079 6 T05 173 T-20/3* () .0016-.0039
MM FM160-48R0.4-06T06 630 189 0157 6 T06 220 T-25/3* o .0020-.0039
MM FM200-60R0.4-06T08 787 236 0157 6 T08 .268 T-40/3 L* ° .0020-.0039
MM FM250-75R0.4-06T10 984 295 0157 6 T10 .331 T-50/3 L* o .0020-.0039
() Number of flutes
* Optional, should be ordered separately
T-FACE — BE D
SD FM Q %
Interchangeable Solid Carbide [ ¥ o
. DCONMS
Face Milling Heads A
APMX |
OAL |-
Dimensions a:zmir:;ng;:
S f2
Designation DC APMX NOF®) RE D1 DCONMS OAL 3 (inch/t)
1.250 312 8 .0157 .330 590 314 o .0016-.0060
SD FM D1.50-375D-SP17 1.500 375 10 .0157 .385 .669 .393 o .0016-.0060
SD FM D2.00-468D-SP19 2.000 468 12 .0157 .385 748 .551 [ .0016-.0060
e For shanks, see page 214 e For user guide, see pages 534-541
() Number of flutes
T-FACE
FACEMILL OAL
SD FM-S-A-SP LF
Stepped Cylindrical Shanks B
for Interchangeable Solid i .
Carbide Face Milling Heads DCONWS THSZWS - - - >, - DCONMS
et i
 besination | e
Designation DCONMS DCONWS THSZWS LB LF OAL Shank® Lbs)
SD FM-S-A-L4.00-W100-SP15 1.000 .591 M5x0.5 .398 4.000 4192 W .84
SD FM-S-A-L4.50-C100-SP15 1.000 .591 M5x0.5 .398 4.500 4.692 C .95
SD FM-S-A-L5.00-W125-SP17 1.250 .669 M6x0.5 492 5.000 5.236 W 1.63
SD FM-S-A-L5.50-C125-SP17 1.250 .669 M6x0.5 492 5.500 5.736 C 1.85
SD FM-S-A-L5.50-C125-SP19 1.250 748 M6x0.5 .392 5.500 5.834 C 1.85
SD FM-S-A-L5.00-W150-SP19 1.500 748 M6x0.5 .551 5.000 5.334 W 2.36

* Apply lubricant to the clamping screw
() C-Cylindrical, W-Weldon

Spare Parts

& / a

SD FM-S-A-L4.00-W100-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L4.50-C100-SP15 SR M5X0.5-SP15-IP20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L5.00-W125-SP17 SR M6X0.5-SP17-IP20-HG BLD IP20/87 SW6-T-SH
SD FM-S-A-L5.50-C125-SP17 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L5.50-C125-SP19 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH
SD FM-S-A-L5.00-W150-SP19 SR M6X0.5-SP17-IP20-HG BLD IP20/S7 SW6-T-SH

ISCAR
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HEL [ MILL STy

DCONMS
HM390 FTC-07 Q % @

90° Face Mills Carrying HM390

==
TCKT 0703 Triangular Inserts > OAL /) @ ,r
with 3 Helical Cutting Edges 1

@p)
i
—
=
LLd
QO
T

APMIX
. bc
v G AT On TR RETS Ghen s o & V4 Vs
HM390 FTC D1.25-04-.50-07 RPN 200 1250 1200 500 A 8 24 SRM25X6-T7-60  T7/51 SRUNF 1/4X3/4 B18.3
HM390 FTC D1.50-05-.50-07 [RECNG 200 1250 1380 500 A 6 37 SRM25X6T7-60  T7/51  SRUNF 1/4X3/4 B18.3
HM390 FTC D1.50-06-.50-07 [IRI-SON: 200 1250 1380 500 A 6 35 SRM25X6T7-60  T7/51 SRUNF 1/4X3/4 B18.3

e Insert clamping screw must be lubricated every indexing e Tightening torque .66 Ibfxft e For user guide see pages 534-541
) Number of inserts

(@ For adaptation options, see page 535

(3 Maximum ramping angle

For inserts, see pages: HM390 TCKT/CT 0703 (448)

>

r‘n./.esév LINE Dlnlls)
DCONMS

H690 FWN ~—

®®|®

H690 WNMU 0705 Double-
Sided Trigonal Inserts with
6 Helical Cutting Edges

90° Face Mills Carrying i
OAL ! ’r

o
Designation DC CICT™ APMX DHUB DCONMS OAL Arbor@ RMPX®

2.000 5 275 1.810 750 1.750 A 12 90
H690 FWN D3.00-07-1.25R07 3.000 7 275 2.750 1.250 1.750 A 1.0 2.03

4.000 8 275 3.050 1500 2.000 B 8 3.65

 For cutting speed recommendations, see pages 534-541

() Number of inserts

() For adaptation options, see page 535
() Maximum ramping angle

For inserts, see pages: H690 WNHU/WNMU 0705 (472)

Table - Examples of Cutting Speed for H690 FWN/EWN...07 Cutters

Workpiece Material Cutting Speed Vc, SFM, for Grades
ISO Class

ISCAR . :

Mat. Typical Materials Hardness,
Description |Group*| AISI/SAE/ASTM | DIN W.-Nr. HB 1IC808 [IC5100| IC810 |IC5400| IC830 | IC330
Non-alloy steel 1 1020 1.044 130-180 590-820 490-720 | 490-720 | 430-660 | 390-590
Alloy steel 8 4340 1.6582 260-300 490-660 430-590 | 430-590 | 390-560 | 330-460
Alloy steel 9 4340 1.6582 HRC 35-42** | 330-560 330-490 | 330-490 | 330-430 | 330-390
High alloy steel 10 H13 1.2344 200-220 330-560 330-490 | 330-490 | 330-430 | 330-390
Martensitic s.s. 12 420 1.4021 200 330-490 330-430 | 330-390
Grey cast iron 16 Class 40 0.6025 (GG25) 250 660-820 | 720-980 | 720-980 590-750
Nodular cast iron 17 Class 65-45-12 0.7050 (GGG50) 200 520-720 | 590-820 | 590-820 490-660

* ISCAR material group in accordance with VDI 3323 standard
** Quenched and tempered
* First choice for grades

Spare Parts

& / a /

H690 FWN D2.00-05-0.75R07 SR M4X0.7IP15 BLD IP15/87 SW6-T-SH SR UNF 3/8X1 B18.3
H690 FWN D3.00-07-1.25R07 SR M4X0.7IP15 BLD IP15/87 SW6-T-SH SR UNF 5/8X1 B18.3

H690 FWN D4.00-08-1.50R07 SR M4X0.7IP15 BLD IP15/87 SW6-T-SH

Member IMC Group
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el = irasia -
S T490 FLN-08 [ ooonws 9@
90° Face Mills Using Tangentially T
E Clamped Inserts with 4 Helical, e F
.315" Long Cutting Edges J
LU APMX
O i
<L 5
L DC CICT®@ APMX OAL DHUB DCONMS Arbor®
T490 FLN D1.25-5-.50-08 (1) 1.250 5 315 1.370 1.200 500 A 28
T490 FLN D1.50-4-.75-08 1.500 4 315 1.570 1.440 750 A 43
T490 FLN D1.50-6-.75-08 (1) 1,500 6 315 1.570 1.440 750 A 43
T490 FLN D2.00-5-.75-08 2.000 5 315 1.570 1.890 750 A 87
T490 FLN D2.00-7-.75-08 (1) 2.000 7 315 1.570 1.890 750 A 87
T490 FLN D2.50-6-1.0-08 2.500 6 315 1.750 2.360 1.000 A 1.55
T490 FLN D2.50-9-1.0-08 (1) 2,500 9 315 1.750 2.360 1.000 A 1.58
¢ \When machining slots, regular pitch cutters should be used e For user guide, see pages 534-541
™) Fine pitch
(2 Number of inserts
() For adaptation options see page 535
For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478)
Spare Parts
& 7 /
T490 FLN D1.25-5-.50-08 SR 10502813-HG-M IP-7/51
T490 FLN D1.50-4-.75-08 SR 10502813-HG-M IP-7/51 SR UNF 3/8X1 B18.3
T490 FLN D1.50-6-.75-08 SR 10502813-HG-M IP-7/51 SR UNF 3/8X1 B18.3
T490 FLN D2.00-5-.75-08 SR 10502813-HG-M IP-7/51 SR UNF 3/8X1 B18.3
T490 FLN D2.00-7-.75-08 SR 10502813-HG-M IP-7/51 SR UNF 3/8X1 B18.3
T490 FLN D2.50-6-1.0-08 SR 10502813-HG-M IP-7/51 SR UNF 1/2X20X1 B18.3
T490 FLN D2.50-9-1.0-08 SR 10502813-HG-M IP-7/51 SR UNF 1/2X20X1 B18.3
HE!L jiAana CAMFIX Shank

T490 FLN-C#-08 0 T @ @

90° Face Mills with CAMFIX

Clamped Inserts

oc B~ - DCONMS
Shanks Carrying Tangentially l ([D r

DC DCONMS APMX LF CICTW Shank % & /
T490 FLN D44-06-C4-08 1.732 1.575 315 1.772 6 CAMFIX 51 SR 10502813-HG-M IP-7/51
T490 FLN D54-07-C5-08 2.126 1.968 315 2.047 7 CAMFIX 1.76 SR 10502813-HG-M IP-7/51

e For user guide see pages 534-541
) Number of inserts

For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478)

ISCAR
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HELIDO

ATINE DHUB
H490 F90AX-09 TRCO—N%?W Q % @a

o))
—
1 J ] —
90° Face Mills Carrying H490 T -—
ANKX 09.. Double-Sided | AL @ r >
Rectangular Inserts with 4 ol ¥ l
Helical Cutting Edges ° APMX LL
i O
<(
DC CICT! APMX DHUB DCONMS OAL Arbor@ & L
H490 F90AX D1.50-5-.75-09 1.500 5 315 1.440 .750 1.570 A .39
H490 F90AX D1.50-6-.75-09 1.500 6 315 1.440 750 1.570 A 73
H490 F90AX D2.00-6-.75-09 2.000 6 315 1.890 .750 1.570 A .86
H490 F90AX D2.00-7-.75-09 2.000 7 315 1.890 .750 1.570 A 87
H490 F90AX D2.50-8-1.0-09 2.500 8 315 2.360 1.000 1.750 A 1.54
H490 F90AX D2.50-9-1.0-09 2.500 9 315 2.360 1.000 1.750 A 1.90
 For user guide, see pages 534-541
() Number of inserts
() For adaptation options see page 535
For inserts, see pages: H490 ANKX 0904-FF (473) ¢ H490 ANKX/ANCX-09 (472)
Spare Parts
& / 7 /
H490 F90AX D1.50-5-.75-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H490 F90AX D1.50-6-.75-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H490 F90AX D2.00-6-.75-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H490 F90AX D2.00-7-.75-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H490 F90AX D2.50-8-1.0-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 1/2X20X1 B18.3
H490 F90AX D2.50-9-1.0-09 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 1/2X20X1 B18.3
TANGFIN DHUB
HTF-R-LN10 —{DCONMSI= Q %
Face Mills Carrying Tangentially — T
Clamped Inserts with 4 OAL
Cutting Edges for Extra Ly l
Fine Milling Applications ‘ - ‘ ‘APMX
Q.
Designation DC APMX cicTw OAL DHUB DCONMS Arbor CSP@ Lbs
HTF D2.0-05-0.75-R-LN10 2.000 010 5 1.574 1.850 750 A 1 .75
HTF D2.5-06-1.00-R-LN10 2.500 012 6 1.750 2.252 1.000 A 1 1.31
HTF D3.0-07-1.00-R-LN10 3.000 014 7 2.000 2.252 1.000 A 1 1.26
HTF D4.0-08-1.50-R-LN10 4.000 016 8 2.000 3.228 1.500 B 1 3.04
HTF D5.0-09-1.50-R-LN10 5.000 018 9 2.000 3.800 1.500 B 1 5.64
HTF D6.0-10-2.00-R-LN10 6.000 020 10 2.000 5.000 2.000 C 0 7.56
e For user guide, see pages 534-541
() Number of inserts
(2 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: HTP LN.. 1006 (529)
Spare Parts
& / 7 /
HTF D2.0-05-0.75-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 3/8X1 B18.3
HTF D2.5-06-1.00-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 1/2X20X1 B18.3
HTF D3.0-07-1.00-R-LN10 SR 34-550 BLD T10/S7 SW6-SD SR UNF 1/2X114 B18.3
HTF D4.0-08-1.50-R-LN10 SR 34-550 BLD T10/57 SW6-SD
HTF D5.0-09-1.50-R-LN10 SR 34-550 BLD T10/S7 SW6-SD
HTF D6.0-10-2.00-R-LN10 SR 34-550 BLD T10/57 SW6-SD
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AIET ’3,
P ILL ~—— DHUB—»

DCONMS
HM390 FTP-10 @ % @a

90° Face Mills Carrying HM390
TPKT 1008 Triangular Inserts
with 3 Helical Cutting Edges

idly

0p)
i
—
=
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o
DC cICT® APMX OAL DHUB DCONMS  Arbor® RMPX®!

HM390 FTP D1.50-3-.50-10 1.500 3 315 1.370 1.510 .500 A 1.6 .34
HM390 FTP D1.50-5-.50-10 1.500 5 315 1.370 1510 .500 A 1.6 35
HM390 FTP D2.00-4-.75-10 2.000 4 315 1.570 1.890 .750 A 12 .80
HM390 FTP D2.00-6-.75-10 2.000 6 315 1.570 1.890 .750 A 12 .83
HM390 FTP D2.50-6-1.0-10 2.500 6 315 1.770 2.400 1.000 A 9 1.48
HM390 FTP D2.50-7-1.0-10 2.500 7 315 1.770 2.400 1.000 A 9 1.54

e For user guide, see pages 534-541

) Number of inserts

(2 For adaptation see page 535

3 Maximum ramping angle

For inserts, see pages: HM390 TPKT/CT 1003 (449)

Spare Parts

S / 7 7
HM390 FTP D1.50-3-.50-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 1/4X1 B18.3
HM390 FTP D1.50-5-.50-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 1/4X1 B18.3
HM390 FTP D2.00-4-.75-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 3/8X1 B18.3
HM390 FTP D2.00-6-.75-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 3/8X1 B18.3
HM390 FTP D2.50-6-1.0-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 1/2X20X1 B18.3
HM390 FTP D2.50-7-1.0-10 SR 14-562/S BLD T10/S7 SW6-SD SR UNF 1/2X20X1 B18.3

HELi2000 om

HM90 F90AP-10 oS Q % @

90° Face Mills Carrying HM90 1] T o

APKT 1003... Inserts ‘ Ly

OAL
¥
APMX l
‘47 DC ——

| Dosgnation |
Designation DC CICT! APMX OAL DHUB DCONMS RMPX® Arbor® Lbs]
HM90 F90AP D1.25-3-.50 1.250 3 .390 1.378 1.200 .500 2.2 A 27
HM90 F90AP D1.50-5-.75 1.500 5 .390 1.570 1.440 .750 1.9 A 43
HM90 F90AP D1.50-6-.75 1.500 6 .390 1.670 1.440 .750 19 A A
HM90 F90AP D2.00-6-.75 2.000 6 .390 1.570 1.890 .750 14 A 83
HM90 F90AP D2.00-7-.75 2.000 7 .390 1.570 1.890 750 14 A .86
HM90 F90AP D2.50-7-1.00 2.500 7 .390 1.750 2.330 1.000 14 A 1.39
HM90 F90AP D3.00-8-1.00 3.000 8 .390 1.750 2.760 1.000 9 A 2.04

* For user guide, see pages 534-541

() Number of inserts

(2 Maximum ramping angle

@) For adaptation options, see page 535

For inserts, see pages: APCR 1003PDFR-P (453) » APCT 1003PDR-HM (452) » APKR 1003PDR-HM (453) » APKT 1003..R (455) » APKT 1003..TR-RM (454)
APKT 1003PDR-HM (453) » APKT 1003PDTR-76 (454) » APKT 1003PDTR/L-RM (454) » APKT 1003R8T-FF (456) » APKW 100304 PDR (PCD) (452) * HM30 APCR
100304PDFR-P/DP (452) » HM90 APCT 1003 (451) ® HM90 APKT 1003 (451) » HM90 APKT 1003PD-W (455) » HM90 APKW 1003PDR (455)

Spare Parts

P / / /

HM90 F90AP D1.25-3-.50 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 1/4X1 B18.3
HM90 F90AP D1.50-5-.75 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 3/8X1 B18.3
HM90 F90AP D1.50-6-.75 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 3/8X1 B18.3
HM90 F90AP D2.00-6-.75 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 3/8X1 B18.3
HM90 F90AP D2.00-7-.75 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 3/8X1 B18.3
HM90 F90AP D2.50-7-1.00 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 1/2X20X1 B18.3
HM90 F90AP D3.00-8-1.00 SR 34-505/HG SW4-SD BLD T08/M7 SR UNF 1/2X20X1 B18.3

ISCAR
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HEZIDO

690 LINE

H690 FO90AX-10

90° Face Mills Carrying H690
TNKX 1005.. Triangular Inserts
with 6 Helical Cutting Edges
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DC cIcT® APMX DHUB DCONMS OAL Arbor® RMPX®

H690 F90AX D1.25-4-.50-10 1.250 4 310 1.200 .500 1.378 A 1.6 27
H690 F90AX D1.25-5-.50-10 1.250 5 310 1.200 500 1.378 A 16 .26
H690 FO0AX D1.50-5-.75-10 1.500 5 310 1.440 .750 1.575 A 13 M
H690 F90AX D1.50-6-.75-10 1.500 6 310 1.440 .750 1.575 A 1.3 40
H690 FO0AX D2.00-6-.75-10 2.000 6 310 1.890 .750 1.575 A 8 86
H690 F90AX D2.00-7-.75-10 2.000 7 310 1.890 .750 1.575 A 8 87
H690 FO0AX D2.50-8-1.0-10 2.500 8 310 2.360 1.000 1.750 A 5 1.49

® For user guide see pages 534-541

) Number of inserts

(2 For adaptation options, see page 535

() Maximum ramping angle

For inserts, see pages: H690 TNKX/TNCX 1005 (475)

Spare Parts

& / / /
H690 F90AX D1.25-4-.50-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 1/4X1 B18.3
H690 F90AX D1.25-5-.50-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 1/4X3/4 B18.3
H690 F90AX D1.50-5-.75-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H690 F90AX D1.50-6-.75-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H690 F90AX D2.00-6-.75-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H690 F90AX D2.00-7-.75-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 3/8X1 B18.3
H690 FO0AX D2.50-8-1.0-10 SR 10508082-HG BLD T08/M7 SW4-SD SR UNF 1/2X20X1 B18.3

FmuA RIS

HE! fTANG

T490 FLN-11

90° Face Mills Carrying
T490 LN#T 11... Tangentially
Clamped Inserts

® @@
[

O
DC cIcT® APMX OAL DHUB DCONMS  Arbor® RMPX@ Lbs]

T490 FLND2.00-05-.75-R-11 2.000 5 .350 1570 1.850 .750 A 1.1 79
T490 FLND2.00-06-.75-R-11 2.000 6 .350 1,570 1.850 .750 A 1.1 81
T490 FLND2.50-09-1.0-R-11 2.500 9 .350 1.750 2.362 1.000 A 7 1.36
T490 FLND3.00-07-1.0-R-11 3.000 7 .350 2.000 2.756 1.000 A 0 2.18
T490 FLND4.00-08-1.5-R-11 4.000 8 .350 2.000 3.189 1.500 B 0 3.30

* Important: Maximum clamping torque 28.3 Ibf‘in e For user guide, see pages 534-541

) Number of inserts

(2 For adaptation options, see page 535

@ Maximum ramping angle - valid only with T490 LNHT 1106PNTR-RD insert

For inserts, see pages: T490 LNMT/LNHT 1106 (479)

Spare Parts

S / /7 /
T490 FLND2.00-05-.75-R-11 SR 34-535-SN BLD T15/S7 SW6-SD SR UNF 3/8X1 B18.3
T490 FLND2.00-06-.75-R-11 SR 34-535-SN BLD T15/S7 SW6-SD SR UNF 3/8X1 B18.3
T490 FLND2.50-09-1.0-R-11 SR 34-535-SN BLD T15/S7 SW6-SD SR UNF 1/2X20X1 B18.3

T490 FLND3.00-07-1.0-R-11 SR 34-535-SN BLD T16/87 SW6-SD
T490 FLND4.00-08-1.5-R-11 SR 34-535-SN BLD T16/S7 SW6-SD




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
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T890HT FLN-R13

90° Face Mills Carrying T890
LN.T 1306... Tangentially
Clamped Inserts with

8 Cutting Edges

0p)
i
—
=
LLd
QO
T

o
DC APMX cIcT® DCONMS DHUB OAL Arbor b

T890HT FLND1.5-03-.75-R13 1.500 374 3 .750 1.440 1.574 A .39
T890HT FLND1.5-04-.75-R13 1.500 374 4 750 1.440 1.575 A 39
T890HT FLND1.5-05-.75-R13 1.500 374 5 .750 1.440 1.574 A .39
T890HT FLND2.0-04-.75-R13 2.000 374 4 .750 1.850 1.574 A .78
T890HT FLND2.0-05-.75-R13 2.000 374 5 750 1.850 1.574 A .78
T890HT FLND2.0-06-.75-R13 2.000 374 6 .750 1.850 1.574 A .81
T890HT FLND2.5-06-1.0-R13 2.500 374 6 1.000 2.252 1.750 A 1.40
T890HT FLND2.5-07-1.0-R13 2.500 374 7 1.000 2.252 1.750 A 1.4
T890HT FLND2.5-08-1.0-R13 2.500 374 8 1.000 2.252 1.750 A 1.41
T890HT FLND3.0-06-1.0-R13 3.000 374 6 1.000 2.252 2.000 B 1.81
T890HT FLND3.0-07-1.0-R13 3.000 374 7 1,000 2.252 2.000 B 1.82
T890HT FLND3.0-09-1.0-R13 3.000 374 9 1.000 2.252 2.000 B 1.90
T890HT FLND4.0-08-1.5-R13 4,000 374 8 1.500 3.228 2.000 B 343
T890HT FLND4.0-12-1.5-R13 4,000 374 12 1.500 3.228 2.000 B 3.61
T890HT FLND5.0-09-1.5-R13 5.000 374 9 1.500 3.800 2.000 B 5.34
T890HT FLND5.0-15-1.5-R13 5.000 374 15 1.500 3.800 2.000 B 5.85
T890HT FLND6.0-12-2.0-R13 6.000 374 12 2.000 5.000 2.000 B 7.30
T890HT FLND6.0-20-2.0-R13 6.000 374 20 2.000 5.000 2.000 B 7.85

() Number of inserts

For inserts, see pages: T890 LNHT/LNAT 1306 (477)

Spare Parts

& / 7 /
T890HT FLND1.5-03-.75-R13 SR 10513105-L.10.5) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1-1421
T890HT FLND1.5-04-.75-R13 SR 10513105-L.10.5(@) BLD IP20/M7 SWe6-T-SH SR UNF 3/8X1-1421
T890HT FLND1.5-05-.75-R13 SR 10513105-L.10.5) BLD IP20/M7 SW6-T-SH SR UNF 3/8X1-1421
T890HT FLND2.0-04-.75-R13 SR 10513105(@) BLD IP20/M7 SWe-T-SH SR UNF 3/8X1 B18.3
T890HT FLND2.0-05-.75-R13 SR 10513105(@ BLD IP20/M7 SWe6-T-SH SR UNF 3/8X1 B18.3
T890HT FLND2.0-06-.75-R13 SR 10513105 BLD IP20/M7 SWe6-T-SH SR UNF 3/8X1 B18.3
T890HT FLND2.5-06-1.0-R13 SR 10513105t BLD IP20/M7 SWe-T-SH SR UNF 1/2X20X1 B18.3
T890HT FLND2.5-07-1.0-R13 SR 10513105 BLD IP20/M7 SWe6-T-SH SR UNF 1/2X20X1 B18.3
T890HT FLND2.5-08-1.0-R13 SR 10513105 BLD IP20/M7 SWe6-T-SH SR UNF 1/2X20X1 B18.3
T890HT FLND3.0-06-1.0-R13 SR 10513105t BLD IP20/M7 SW6-T-SH
T890HT FLND3.0-07-1.0-R13 SR 10513105(@ BLD IP20/M7 SWe6-T-SH
T890HT FLND3.0-09-1.0-R13 SR 10513105t BLD IP20/M7 SW6-T-SH
T890HT FLND4.0-08-1.5-R13 SR 10513105t BLD IP20/M7 SW6-T-SH
T890HT FLND4.0-12-1.5-R13 SR 10513105 BLD IP20/M7 SWe6-T-SH
T890HT FLND5.0-09-1.5-R13 SR 10513105t BLD IP20/M7 SW6-T-SH
T890HT FLND5.0-15-1.5-R13 SR 10513105() BLD IP20/M7 SWe-T-SH
T890HT FLND6.0-12-2.0-R13 SR 10513105 BLD IP20/M7 SW6-T-SH
T890HT FLND6.0-20-2.0-R13 SR 10513105(@ BLD IP20/M7 SWe-T-SH

@ Recommended tightening torque: 8.0 N*m (71.0 Ibf*in)

wphn ISCAR
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@))
Vs <« DHUB _I
TANGENTIAL LINE ‘ ‘WDCONMS\* *ao Q
FOOLN-N11 Pl T - @ % —
90° Face Mills Carrying L \ APMX o RKAPR
LN..1106... Tangentially ‘ OAL E
Clamped Inserts oI o P
ol (o] [RellH ™" DOz, ozt KAPRLEG" LLI
- o - O
<C
o)
DC cicT® APMX OAL DHUB DCONMS Arbort¥ L
FOOLN D2.00-05-.75-R/L-N11 2.000 5 394 1570 1.850 750 A 78
FOOLN D2.00-07-.75-R-N11 (1) 2,000 7 394 1570 1.850 750 A 79
FOOLN D2.50-06-1.00-R-N11 2500 6 394 1.750 2.360 1.000 B 1.12
FOOLN D3.00-07-1.00-R/L-N11 (2 3.000 7 394 2,000 2.760 1.000 B 1.97
FOOLN D4.00-09-1.50-R-N11 (2 4,000 9 394 2.000 3.270 1,500 B 343
FOOLN D5.00-10-1.50-R-N11 (2 5.000 10 394 2.000 3.740 1.500 B 5.06

® For user guide, see pages 534-541

M) Fine pitch

(@) For internal coolant, use a matching coolant set (should be ordered separately)
(3 Number of inserts

() For adaptation options, see page 535

For inserts, see pages: LNAR 1106 (484) » LNAR 1106 (PCD) (484) » LNAR 1106PN-R-S-W (PCD) (485) » LNAT 1106-W (484) » LNAW-11 (CBN) (485) ® LNHT 1106 PN-N
HT (483) » LNHT 1106 PN-R HT (483)

Spare Parts

& s / ’,

FOOLN D2.00-05-.75-R/L-N11 SR 34-550 SW6-SD BLD T10/S7 SR UNF 3/8X1 B18.3
FOOLN D2.00-07-.75-R-N11 SR 34-550 SW6-SD BLD T10/S7 SR UNF 3/8X1 B18.3
FOOLN D2.50-06-1.00-R-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D3.00-07-1.00-R/L-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D4.00-09-1.50-R-N11 SR 34-550 SW6-SD BLD T10/S7
FOOLN D5.00-10-1.50-R-N11 SR 34-550 SW6-SD BLD T10/S7

HEL iQUAD <~ DHUB

-~ DCONMS =

F90SD-12 L T Q % @

90° Face Mills Carrying N

S/QDM# 12... Inserts

P—
Designation DC CICT( APMX OAL DHUB DCONMS Arbor Lbs]
F90SD D2.00-03-0.75-12 2.000 3 465 1.500 1.850 .750 A .62
F90SD D2.00-05-0.75-12 2.000 B 465 1.500 1.850 .750 A .66
F90SD D2.50-04-1.00-12 2.500 4 465 1.750 2.250 1.000 A 1.18
F90SD D2.50-06-1.00-12 2.500 6 465 1.750 2.250 1.000 A 1.22
F90SD D3.00-05-1.00-12 3,000 B 465 1.750 2.250 1.000 B 1.45
F90SD D3.00-07-1.00-12 3.000 7 465 1.750 2.250 1.000 B 1.48
F90SD D4.00-06-1.50-12 4,000 6 465 2.000 3.230 1.500 B 3.13
F90SD D4.00-08-1.50-12 4.000 8 465 2.000 3.230 1.500 B 311
F90SD D5.00-09-1.50-12 5.000 9 465 2.000 3.800 1.500 B 5.20

e For user guide see pages 534-541
) Number of inserts
(2 For adaptation see page 535

For inserts, see pages: QDCT-PDN (497) ¢ QDMT 1205..PDTN-M (497) » QDMT 1205PDN-RM (497) » SDMR-HQ (496) » SDMT-PDN-RM (496) ¢ SDMT-PDR-HQ (502)

Spare Parts

Designation

& / a /

F90SD D2.00-03-0.75-12 SR M4X0.7-L9.6 IP15 BLD IP15/87 SW6-T-SH SR UNF 3/8X1 B18.3
F90SD D2.00-05-0.75-12 SR M4X0.7-L9.6 IP15 BLD IP15/87 SW6-T-SH SR UNF 3/8X1 B18.3
F90SD D2.50-04-1.00-12 SR M4X0.7-L9.6 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
F90SD D2.50-06-1.00-12 SR M4X0.7-L9.6 IP15 BLD IP15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
F90SD D3.00-05-1.00-12 SR M4X0.7-L9.6 IP15 BLD IP15/M7 SW6-T-SH

F90SD D3.00-07-1.00-12 SR M4X0.7-L9.6 IP15 BLD IP15/M7 SW6-T-SH

F90SD D4.00-06-1.50-12 SR M4X0.7-L9.6 IP15 BLD IP15/M7 SW6-T-SH

F90SD D4.00-08-1.50-12 SR M4X0.7-L9.6 IP15 BLD IP15/M7 SW6-T-SH

F90SD D5.00-09-1.50-12 SR M4X0.7-L9.6 IP15 BLD IP15/M7 SW6-T-SH
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HEZ DO

$890 FSN-13 FE&ZST N % ﬂﬁi

88° Face Mills Carrying Inserts

0p)
i
—
=
LLd
QO
T

with 8 Cutting Edges ) APMX OAL
DC -

DC APMX OAL CICT®@ DHUB DCONMS Arbor® &
$890 FSN D2.0-04-0.75-R13 2.000 354 1.750 4 1771 .750 A 71
$890 FSN D2.0-05-0.75-R13 (1) 2.000 354 1.750 5 1.771 750 A 72
$890 FSN D2.5-05-1.00-R13 2.500 354 1.750 5 2.220 1.000 A 110
§890 FSN D2.5-07-1.00-R13 (1) 2.500 354 1.750 7 2.220 1.000 A 1.09
$890 FSN D3.0-07-1.00-R13 3.000 354 1.750 7 2.220 1.000 B 141
$890 FSN D4.0-08-1.50-R13 4.000 354 2.000 8 3.230 1.500 B 3.12
$890 FSN D4.0-11-1.50-R13 (1) 4.000 354 2.000 1 3.230 1.500 B 3.15
$890 FSN D5.0-09-1.50-R13 5.000 354 2.000 9 3.230 1.500 B 4.56
$890 FSN D5.0-14-1.50-R13 (1) 5.000 354 2.000 14 3.230 1.500 B 4.86

e Use only Torx Plus keys e For user guide, see pages 534-541

M) Fine pitch

@ Number of inserts

() For adaptation options, see page 535

For inserts, see pages: S890 SNMU 1305PN... (513)

Spare Parts

S / Y /
$890 FSN D2.0-04-0.75-R13 SR 11800745 BLD IP15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
$890 FSN D2.0-05-0.75-R13 SR 11800745 BLD IP15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
$890 FSN D2.5-05-1.00-R13 SR 11800745 BLD IP15/S7 SW6-T-SH SR UNF 1/2X114 B18.3
$890 FSN D2.5-07-1.00-R13 SR 11800745 BLD IP15/S7 SW6-T-SH SR UNF 1/2X174 B18.3
$890 FSN D3.0-07-1.00-R13 SR 11800745 BLD IP15/S7 SW6-T-SH SR UNF 1/2X114 B18.3
$890 FSN D4.0-08-1.50-R13 SR 11800745 BLD IP15/S7 SW6-T-SH
$890 FSN D4.0-11-1.50-R13 SR 11800745 BLD IP15/S7 SW6-T-SH
$890 FSN D5.0-09-1.50-R13 SR 11800745 BLD IP15/S7 SW6-T-SH
$890 FSN D5.0-14-1.50-R13 SR 11800745 BLD IP15/S7 SW6-T-SH

HELiDO ~— DHUB— =

90° Face Mills Carrying
Double-Sided Inserts with OAL

4 Helical Cutting Edges -
APMX l
DC
DC cicT®@ APMX OAL DHUB DCONMS RMPX®@ Arbort4 %

1490 FOOAX-12 = : 9|@|@
& &

H490 F90AX D2.00-5-,75-12 (1) 2.000 5 472 11357a 1.890 750 15 A 79
H490 F90AX D2.50-4-1.0-12 2.500 4 472 1.750 2.360 1.000 15 A 1.41
H490 F90AX D2.50-6-1.0-12 (1) 2500 6 472 1.750 2.360 1.000 1.5 A 1.42
H490 F90AX D3.00-5-1.0-12 3.000 5 472 2.000 2.600 1.000 A 2.23
H490 F90AX D3.00-7-1.0-12 (1) 3.000 7 472 2.000 2.680 1,000 A 2.23
H490 F90AX D4.0-9-1.50-12 4.000 9 AT2 2.000 3.150 1.500 B 3.08

® For user guide, see pages 534-541

™) Fine pitch

2 Number of inserts

(8 Maximum ramping angle - valid only when the H490 ANKX1205R 15T-FF insert is used

(4 For adaptation options, see page 535

For inserts, see pages: H490 ANKX/ANCX 1205-FF (474) ¢ H490 ANKX/ANCX-12 (473)

Spare Parts

& / Y /
H490 FO0AX D2.00-5-.75-12 SR 14-544 BLD T15/M7 SWe6-T SR UNF 3/8X1.25 B18.3

H490 F90AX D2.50-4-1.0-12 SR 14-544 BLD T15/M7 SW6-T SR UNF 1/2X114 B18.3
H490 F90AX D2.50-6-1.0-12 SR 14-544 BLD T15/M7 SW6-T SR UNF 1/2X114 B18.3
H490 F90AX D3.00-5-1.0-12 SR 14-544 BLD T15/M7 SW6-T SR UNF 1/2X114 B18.3
H490 F90AX D3.00-7-1.0-12 SR 14-544 BLD T15/M7 SW6-T SR UNF 1/2X114 B18.3
H490 FO90AX D4.0-9-1.50-12 SR 14-544 BLD T15/M7 SW6-T

ISCAR
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FEuA RIS

REL fTANG DHUB

T490 FLN-13 ey N/ % @

90° Face Mills Using Tangentially —
Clamped Inserts with 4 Long @
Helical Cutting Edges

o
DC CICT®  APMX OAL DHUB  DCONMS  Arbor®  RMPX®  CSP®

@p)
i
—
=
LLd
QO
T

T490 FLN D1.50-4-.75-R-13 1.500 4 492 1.670 1.440 750 A 20 1 4

T490 FLN D1.50-5-.75-R-13 1.500 5 492 1,570 1.440 750 A 20 1 39
T490 FLN D2.00-5-.75-R-13 2.000 5 492 1.670 1.850 750 A 15 1 .5
T490 FLN D2.00-6-.75-R-13 2.000 6 492 1.570 1.850 750 A 15 1 .76
T490 FLN D2.50-6-1.0-R-13 2.500 6 492 1.750 2.360 1.000 A 11 1 1.29
T490 FLN D2.50-8-1.0-R-13 2.500 8 492 1.750 2.360 1.000 A 11 1 1.34
T490 FLN D3.00-7-1.0-R-13 3.000 7 492 2.000 2.760 1.000 B 9 1 2.03
T490 FLN D3.00-10-1.0-R13 3.000 10 492 2.000 2.760 1.000 B 9 1 2.05
T490 FLN D4.00-8-1.5-R-13 4.000 8 492 2.000 3.190 1.500 B 7 1 3.21

T490 FLN D4.00-13-1.5-R13 4.000 13 492 2.000 3.190 1.500 B 7 1 3.32
T490 FLN D5.00-9-1.5-R-13 5.000 <) 492 2.000 3.740 1.500 B 5 1 5.46
T490 FLND6.00-12-2.0-R-13 6.000 12 492 2.000 4.724 2.000 B 5 0 7.15
T490 FLND8.00-15-2.5-R-13 8.000 15 492 2.500 5.310 2.500 B 0 0 12.78

* When machining slots, coarse pitch cutters should be used e For user guide, see pages 534-541

) Number of inserts

(2 For adaptation options, see page 535

() Maximum ramping angle - valid only when the T490 LNHT 1306 PNTR-RD insert is used. For the -FF insert, refer to -FF insert information
@) 0 - Without coolant supply, 1 - With coolant supply

For inserts, see pages: T490 LNAR (482)  T490 LNMT 1306PNR-FF (481) ® T490 LNMT 1306PNTR-FW (481) ® T490 LNMT/LNHT 1306 (480)

Spare Parts

£ / a /

T490 FLN D1.50-4-.75-R-13 SR 34-535/L10.5-SN BLD T15/87 SW6-T-SH SR UNF 3/8X1-1421
T490 FLN D1.50-5-.75-R-13 SR 34-535/L10.5-SN BLD T15/87 SW6-T-SH SR UNF 3/8X1-1421
T490 FLN D2.00-5-.75-R-13 SR 34-535-SN BLD T15/57 SW6-T-SH SR UNF 3/8X1 B18.3
T490 FLN D2.00-6-.75-R-13 SR 34-535-SN BLD T15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
T490 FLN D2.50-6-1.0-R-13 SR 34-535-SN BLD T15/87 SW6-T-SH SR UNF 1/2X20X1 B18.3
T490 FLN D2.50-8-1.0-R-13 SR 34-535-SN BLD T15/S7 SW6-T-SH SR UNF 1/2X20X1 B18.3
T490 FLN D3.00-7-1.0-R-13 SR 34-535-SN BLD T15/87 SW6-T-SH

T490 FLN D3.00-10-1.0-R13 SR 34-535-SN BLD T15/87 SW6-T-SH

T490 FLN D4.00-8-1.5-R-13 SR 34-535-SN BLD T15/57 SW6-T-SH

T490 FLN D4.00-13-1.5-R13 SR 34-535-SN BLD T15/S7 SWe6-T-SH

T490 FLN D5.00-9-1.5-R-13 SR 34-535-SN BLD T15/87 SW6-T-SH

T490 FLND6.00-12-2.0-R-13 SR 34-535-SN BLD T15/S7 SW6-T-SH

T490 FLND8.00-15-2.5-R-13 SR 34-535-SN BLD T15/87 SW6-T-SH

Member IMC Group

(Y| Tl 223
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TANGViLL ——
TANGENTIAL LINE "‘DCONMS"’ »ao Q
FOOLN-N15 L
90° Face Mills with LN..1506... ! apwx ' kaPR
Tangentially Clamped Inserts \ OAL=LF y.275
@] )el| hel| Pellilll APmx l

DC=2.00", a=8, KAPR=91"
DC ) DC=3.00", a=6°, KAPR=90°

DC=4.00", a=4.5", KAPR=90"

DC cicT® APMX OAL DHUB DCONMS Arbor® é

0p)
i
—
=
LLd
QO
T

FOOLN D2.00-05-.75-R-N15 2,000 5 551 1,570 1.850 750 A 80
FOOLN D3.00-06-1.00-R/L-N15 (1) 3.000 6 551 2.000 2.756 1.000 B 2.07
F9OLN D3.00-09-1.00-R/L-N15 3,000 9 551 2.000 2.756 1.000 B 2.16
FOOLN D4.00-08-1.50-R/L-N15 (1) 4,000 8 551 2.000 3.189 1,500 B 3.42
FOOLN D10.0-15-2.50-R/L-N15 10.000 15 551 2.500 5.906 2,500 ® 23.33

® | eft-hand cutters are designated by a red groove e For user guide see pages 534-541
() For internal coolant, use a matching coolant set (should be ordered separately)

(2 Number of inserts

@) For adaptation see page 535

For inserts, see pages: LNAR 1506 (489) ® LNAR 1506 PN-R-S (PCD) (490) ® LNAT 1506-W (491)  LNAT 1506..PN-N MM (490) » LNAW-15 (CBN) (486) ® LNHW 1506
PNTN (ceramic) (490) ® LNKX 1506 1.5X45 PN-N (488) ® LNKX 1506PN-N PL (487)  LNKX/LNMT 1506PNTN/PN-N MM (487) ¢ LNMT 1506PN-R-TS (486) ® LNMT/LNHT
1506...-N HT (489) ® LNMT/LNHT 1506PN-R HT (488) ® LNMW 1506 PNTN (487)

Spare Parts

& a / /

FOOLN D2.00-05-.75-R-N15 SR 34-535 SW6-T-SH BLD T15/M7 SR UNF 3/8X1 B18.3
FOOLN D3.00-06-1.00-R/L-N15 SR 34-535 SWE-T-SH BLD T15/M7
FOOLN D3.00-09-1.00-R/L-N15 SR 34-535 SW6-T-SH BLD T15/M7
FOOLN D4.00-08-1.50-L-N15 SR 34-535 SWE-T-SH BLD T15/M7
FOOLN D4.00-08-1.50-R-N15 SR 34-535 SW6-T BLD T15/M7
FOOLN D10.0-15-2.50-R/L-N15 SR 34-535 SWe6-T BLD T15/M7

wpr ISCAR
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AL ;ML

DOORS |
HM390 FTD-15 Q % @
90° Face Mills Carrying HM390 = g - @

TDKT 1505 Triangular Inserts
with 3 Helical Cutting Edges

DC  CICT®  APMX  OAL  DHUB DCONMS Arbor® RMPX@  CSP® &

@p)
i
—
=
LLd
QO
T

HM390 FTD D1.50-4-.50-15 1.500 4 512 1.380 1.200 500 A 20 1 27
HM390 FTD D2.00-3-.75-15 2.000 3 512 1.570 1.850 750 A 1.6 1 .64
HM390 FTD D2.00-4-.75-15 2.000 4 512 1.670 1.850 .750 A 1.6 1 .69
HM390 FTD D2.00-5-.75-15 2.000 5 512 1.570 1.850 750 A 1.6 1 .69
HM390 FTD D2.50-4-1.0-15 2.500 4 512 1.750 2.340 1.000 A 1.2 1 123
HM390 FTD D2.50-5-1.0-15 2.500 5 512 1.750 2.340 1.000 A 1.2 1 1.20
HM390 FTD D2.50-6-1.00-15 2.500 6 512 1.750 2.340 1.000 A 1.2 1 1.31
HM390 FTD D3.00-5-1.0-15 3.000 5 512 2.000 2.760 1.000 A 9 1 2.27
HM390 FTD D3.00-6-1.0-15 3.000 6 512 2.000 2.760 1.000 A 9 1 2.30
HM390 FTD D3.00-7-1.00-15 3.000 7 512 2.000 2.760 1.000 A 9 1 2.38
HM390 FTD D4.00-6-1.5-15 4.000 6 512 2.000 3.150 1.500 B 7 1 2.79
HM390 FTD D4.00-8-1.5-15 4,000 8 512 2.000 3.150 1.500 B 7 1 311
HM390 FTD D5.00-7-1.5-15 5.000 7 512 2.500 3.220 1.500 B 5 1 4.86
HM390 FTD D5.00-9-1.5-15 5.000 9 512 2.500 3.220 1.500 B 5 1 5.33
HM390 FTD D6.00-8-2.0-15 (1) 6.000 8 512 2.500 4.330 2,000 B 4 0 6.83
HM390 FTD D6.00-10-2.0-15 (1) JRECI000) 10 512 2500 4.330 2.000 B 4 0 7.72
HM390 FTD D8.00-9-2.5-15 8.000 9 512 2.500 5.310 2.500 C 3 0 11.62
HM390 FTD D8.00-11-2.5-15 8.000 11 512 2.500 5.310 2.500 C 3 0 11.73

® For user guide, see pages 534-541

() For internal coolant, use a matching coolant set (should be ordered separately)

2) Number of inserts

() For adaptation options see page 535

@) Maximum ramping angle

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

For inserts, see pages: HM390 TDKT/CT 1505 (450)

Spare Parts

S / 7 /
HM390 FTD D1.50-4-.50-15 SR 10511869 BLD IP20/S7 SWe-T SR UNF 1/4-1
HM390 FTD D2.00-3-.75-15 SR 10505427 BLD IP20/S7 SW6-T SR UNF 3/8X1 B18.3
HM390 FTD D2.00-4-.75-15 SR 10505427 BLD IP20/S7 SWe-T SR UNF 3/8X1 B18.3
HM390 FTD D2.00-5-.75-15 SR 10511869 BLD IP20/S7 SW6-T SR UNF 3/8X1 B18.3
HM390 FTD D2.50-4-1.0-15 SR 10505427 BLD IP20/S7 SW6-T SR UNF 1/2X174 B18.3
HM390 FTD D2.50-5-1.0-15 SR 10505427 BLD IP20/S7 SWe-T SR UNF 1/2X174 B18.3
HM390 FTD D2.50-6-1.00-15 SR 10505427 BLD IP20/S7 SWe6-T SR UNF 1/2X174 B18.3
HM390 FTD D3.00-5-1.0-15 SR 10505427 BLD IP20/S7 SW6-T SR UNF 1/2X174 B18.3
HM390 FTD D3.00-6-1.0-15 SR 10505427 BLD IP20/S7 SWe-T SR UNF 1/2X174 B18.3
HM390 FTD D3.00-7-1.00-15 SR 10505427 BLD IP20/S7 SW6-T SR UNF 1/2X1% B18.3
HM390 FTD D4.00-6-1.5-15 SR 10505427 BLD IP20/S7 SWe-T
HM390 FTD D4.00-8-1.5-15 SR 10505427 BLD IP20/S7 SWe-T
HM390 FTD D5.00-7-1.5-15 SR 10505427 BLD IP20/S7 SW6-T
HM390 FTD D5.00-9-1.5-15 SR 10505427 BLD IP20/S7 SWe-T
HM390 FTD D6.00-8-2.0-15 SR 10505427 BLD IP20/S7 SWe-T
HM390 FTD D6.00-10-2.0-15 SR 10505427 BLD IP20/S7 SW6-T
HM390 FTD D8.00-9-2.5-15 SR 10505427 BLD IP20/S7 SWe-T
HM390 FTD D8.00-11-2.5-15 SR 10505427 BLD IP20/S7 SW6-T

Member IMC Group
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

Cﬂ HEL ;2000 oHuB

S HM90 FO0A-15 W%MS N % @

E 90° Face Mills Carrying HM90 11 T =

ADKT 1505... Inserts oh @
LLI | e |
! 0 APMX

O oo 0

i
Designation DC CICT® APMX OAL DHUB DCONMS RMPX®© Arbort4 Lbs|
HM90 F90A D1.50-3-.75 1.500 3 560 1,570 1.440 750 40 A 37
HM90 F90A D1.50-4-.75 1.500 4 560 1,570 1.440 750 4.0 A .35
HM90 F90A D2.00-3-.75 2,000 3 560 1,570 1.890 750 26 A 77
HM90 F90A D2.00-5-.75 2,000 5 560 1,570 1.890 750 26 A 72
HM90 F90A D2.50-4-1.00 2.500 4 560 1.750 2.330 1.000 20 A 1.28
HM90 F90A D2.50-6-1.00 2500 6 560 1.750 2.330 1.000 20 A 1.20
HM90 F90A D3.00-5-1.00 3.000 5 560 1.750 2,760 1.000 8 A 1.98
HM90 F90A D3.00-7-1.00 3.000 7 560 1.750 2.760 1.000 8 A 1.91
HM90 F90A D4.00-6-1.50 (1) 4,000 6 560 2,000 3.070 1,500 7 B 3.20
HM90 F90A D4.00-8-1.50 (1) 4.000 8 560 2,000 3.070 1.500 7 B 3.08
HM90 F90A D5.00-7-1.50 (1) 5,000 7 560 2.380 3.540 1,500 5 B 5.74
HM90 F90A D5.00-9-1.50 (1) 5.000 9 560 2.380 3.540 1,500 5 B 5.86
HM90 F90A D6.00-8-2.00 (1) 6.000 8 560 2.380 4130 2.000 4 B 7.02
HM90 F90A D6.00-10-2.00 6.000 10 560 2.380 4130 2.000 4 B 7.1

() For internal coolant, use a matching coolant set (should be ordered separately)
2 Number of inserts

() Maximum ramping angle

4 For adaptation options, see page 535

For inserts, see pages: ADCR 1505PDFR (458) » ADCT 1505PDFR-HM (459)  ADKR 1505PDR/L-HM (458) » ADKT 1505-FF (462) » ADKT 1505..R/L-HM (461) »
ADKT 1505PD-W (463) ® ADKT 1505PDR/L-HM (460) » ADKT 1505PDTR-76 (461)  ADKT 1505PDTR/L-RM (460) * ADKW (CBN) (459)  ADKW (PCD) (459) » ADMT
1505PDR-HS (460) » HM90 ADCR 1505PDFR-P (458) ® HM90 ADCT 1505 (457) » HM90 ADCT 1505PDR-CF (457) ® HM90 ADKT 1505 (456) ® HM90 ADKT 1505PD-W
(462) » HM90 ADKW 1505PDR (464)

Spare Parts

& / a /

HM90 F90A D1.50-3-.75 SR 14-544/S BLD T15/M7 SW6-T-SH SR 34-028
HM90 F90A D1.50-4-.75 SR 14-544/S BLD T15/M7 SW6-T-SH SR 34-028
HM90 F90A D2.00-3-.75 SR 14-544/S BLD T15/M7 SW6-T-SH SR UNF 3/8X1 B18.3
HM90 F90A D2.00-5-.75 SR 14-544/S BLD T15/M7 SW6-T-SH SR UNF 3/8X1 B18.3
HM90 F90A D2.50-4-1.00 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
HM90 F90A D2.50-6-1.00 SR 14-544/S BLD T15/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
HM90 F90A D3.00-5-1.00 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
HM90 F90A D3.00-7-1.00 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
HM90 F90A D4.00-6-1.50 SR 14-544/S BLD T16/M7 SW6-T-SH

HM90 F90A D4.00-8-1.50 SR 14-544 BLD T15/M7 SW6-T-SH

HM90 F90A D5.00-7-1.50 SR 14-544 BLD T15/M7 SW6-T-SH

HM90 F90A D5.00-9-1.50 SR 14-544 BLD T15/M7 SW6-T-SH

HM90 F90A D6.00-8-2.00 SR 14-544 BLD T15/M7 SW6-T-SH

HM90 F90A D6.00-10-2.00 SR 14-544 BLD T15/M7 SW6-T-SH

oo ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

® %@

FEuA RIS

HE! jTANG

T490 LINE

T490 FLN-16

90° Face Mills Carrying
Tangentially Clamped Inserts
with 4 Long (.630”)

Helical Cutting Edges

@p)
i
—
=
LLd
QO
T

DC cicT® APMX OAL DHUB DCONMS  Arbor® CcSP® %

T490 FLN D2.0-04-.75-16 (1) 2,000 4 630 1.570 1.890 750 A 1 73
T490 FLN D2.5-04-1.0-16 2.500 4 630 1.750 2.362 1.000 A 1 1.25
T490 FLN D2.5-06-1.0-16 (1) 2.500 6 630 1.750 2.362 1.000 A 1 1.39
T490 FLN D3.0-05-1.0-16 3.000 5 630 2.000 2.600 1.000 A 1 2.02
T490 FLN D3.0-07-1.0-16 (1) 3.000 7 630 2.000 2.600 1.000 A 1 215
T490 FLN D4.0-06-1.5-16* 4,000 6 630 2.000 3.307 1.500 B 1 3.14
T490 FLN D5.0-07-1.5-16 5.000 7 .630 2.500 3.307 1.500 B 1 551
T490 FLND6.00-10-2.0-R-16 6.000 10 630 2.000 4.724 2.000 B 0 7.79

* When machining slots, regular pitch cutters should be used. e For user guide, see pages 534-541

M) Fine pitch

(2 Number of inserts

@) For adaptation options, see page 535

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

For inserts, see pages: T490 LNAR (482) ¢ T490 LNMT/LNHT 1607 (482)

Spare Parts

& / Y /
T490 FLN D2.0-04-.75-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 3/8X1 B18.3
T490 FLN D2.5-04-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X20X1 B18.3
T490 FLN D2.5-06-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X20X1 B18.3
T490 FLN D3.0-05-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X112 B18.3
T490 FLN D3.0-07-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X112 B18.3
T490 FLN D4.0-06-1.5-16* SR 14-591 BLD T20/M7 SW6-T
T490 FLN D5.0-07-1.5-16 SR 14-591 BLD T20/M7 SW6-T
T490 FLND6.00-10-2.0-R-16 SR 14-591 BLD T20/M7 SW6-T

AL fSMILL

HM390 FTD-19

90° Face Mills Carrying HM390
TDKT 1907 Triangular Inserts
with 3 Helical Cutting Edges

-

8@

@
i

DC CICT® APMX OAL DHUB  DCONMS  Arbor® RMPX®! fm

HM390 FTD D3.00-6-1.00-19 3.000 6 630 1.750 2.360 1,000 A 9 1.69
HM390 FTD D4.00-8-1.50-19 4.000 8 630 2.000 3.230 1.500 B 7 3.21

) Number of inserts
(2 For adaptation options, see page 535
(@) Maximum ramping angle

For inserts, see pages: HM390 TDKT 1907 (450)

Spare Parts

& / Y /
HM390 FTD D3.00-6-1.00-19 SR 14-591/H BLD T20/S7 SWe6-T SR UNF 1/2X20X1 B18.3
HM390 FTD D4.00-8-1.50-19 SR 14-591/H BLD T20/S7 SW6-T




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

@))

N /ELiDO ~ oHUB—-

S H490 FOOAX-17 DOONMS Q % @

90° Face Mills Carrying H490 T —
B KX 17.. Double-Sided , @
Rectangular Inserts with 4 — OAL

LIJ Helical Cutting Edges APMX

S{D l«—— DC—

L DG cicT® APMX OAL DHUB  DCONMS  Arbor®  RMPX®l CSP®I %
H490 F90AX D2.00-3-.75-17 2.000 3 642 1,570 1.890 750 A 38 1 7
H490 F90AX D2.00-4-.75-17 (1) 2.000 4 642 1,570 1.890 750 A 38 1 74
H490 F90AX D2.50-4-1.0-17 2500 4 642 1,750 2.360 1.000 A 2.0 1 1.27
H490 F90AX D2.50-6-1.0-17 (1) 2,500 6 642 1.750 2.360 1.000 A 2.0 1 1.33
H490 F90AX D3.00-5-1.0-17 3.000 5 642 2,000 2.600 1.000 A 15 1 2.08
H490 F90AX D3.00-7-1.0-17 (1) 3.000 7 642 2,000 2.600 1.000 A 15 1 213
H490 F90AX D4.0-5-1.5-17 4,000 5 642 2,000 3210 1,500 B 1.0 1 3.04
H490 F90AX D4.0-8-1.5-17 (1) 4,000 8 642 2,000 3.210 1.500 B 1.0 1 3.25
H490 F90AX D5.00-7-1.5-17 5,000 7 642 2500 3,540 1,500 B 1 5,65
H490 F90AX D5.0-10-1.5-17 (1) 5,000 10 642 2500 3.540 1.500 B 1 6.01
H490 F90AX D6.00-8-2.0-17 (2 6.000 8 642 2,500 4.720 2.000 B 0 8.37
H490 F90AX D6.0-12-2.0-17 (2 6.000 12 642 2500 4720 2.000 B 0 8.98
H490 F90AXD8.00-10-2.5-17 8.000 10 642 2,500 5310 2.500 © 0 13.46
H490 F90AXD10.0-12-2.5-17 10.000 12 642 2,500 5,670 2,500 © 0 21.13
H490 F90AXD12.0-16-2.5-17 12,000 16 642 2.480 8.860 2.500 © 0 35.34

* Rampdown angle is valid only when the H490 ANKX 1706R15T-FF insert is used (tool diameter is then 0.060" larger) e For user guide, see pages 534-541
() Fine pitch

@) For internal coolant, use a matching coolant set (should be ordered separately)

(3 Number of inserts

4 For adaptation options, see page 535

6) Maximum ramping angle

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

For inserts, see pages: H490 ANKX 1706-FF (475) ® H490 ANKX/ANCX-17 (475)

Spare Parts

& / a /

H490 F90AX D2.00-3-.75-17 SR 14-591 BLD T20/M7 Swe-T SR UNF 3/8X1 B18.3
H490 FO90AX D2.00-4-.75-17 SR 14-591 BLD T20/M7 SW6-T SR UNF 3/8X1 B18.3
H490 F90AX D2.50-4-1.0-17 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X20X1 B18.3
H490 F90AX D2.50-6-1.0-17 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X20X1 B18.3
H490 F90AX D3.00-5-1.0-17 SR 14-591 BLD T20/M7 Swe-T SR UNF 1/2X20X1 B18.3
H490 F90AX D3.00-7-1.0-17 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X20X1 B18.3
H490 F90AX D4.0-5-1.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AX D4.0-8-1.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AX D5.00-7-1.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AX D5.0-10-1.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AX D6.00-8-2.0-17 SR 14-591 BLD T20/M7 Swe-T

H490 F90AX D6.0-12-2.0-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AXD8.00-10-2.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AXD10.0-12-2.5-17 SR 14-591 BLD T20/M7 SWe-T

H490 F90AXD12.0-16-2.5-17 SR 14-591 BLD T20/M7 SW6-T

oo ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HEL DO DHUB——»

690 LINE DCONMS
H690 FO0AX-16 - Q % @

90° Face Mills Carrying H690 o
TNKX 1606.. Triangular Inserts 4 OAL=LF @
with 6 Helical Cutting Edges ‘

il

DC CICT®  APMX OAL DHUB  DCONMS  Arbor®  RMPX®  CSP® &

@p)
i
—
=
LLd
QO
T

H690 FO0AX D2.00-3-.75-16 2.000 3 531 1.570 1.890 750 A 3.0 1 a7
H690 F90AX D2.00-4-.75-16 2.000 4 531 1.570 1.890 750 A 3.0 1 74
H690 FO0AX D2.50-4-1.0-16 2.500 4 531 1.750 2.340 1.000 A 2.0 1 1.28
H690 F90AX D2.50-5-1.0-16 2.500 ® 531 1.750 2.340 1.000 A 2.0 1 1.30
H690 FO0AX D3.00-5-1.0-16 3.000 5 531 2.000 2.830 1.000 A 1.0 1 2.38
H690 F90AX D3.00-6-1.0-16 3.000 6 531 2.000 2.830 1.000 A 1.0 1 244
H690 FO0AX D4.00-6-1.5-16 4.000 6 531 2.000 3.150 1.500 B 1.0 1 2.68
H690 F90AX D4.00-8-1.5-16 4.000 8 531 2.000 3.150 1.500 B 1.0 1 3.03
H690 FO0AX D5.00-7-1.5-16 5.000 7 531 2.500 3.230 1.500 B 5 1 5.28
H690 F90AX D5.00-9-1.5-16 5.000 9 531 2.500 3.230 1.500 B 5 1 5.75
H690 FO0AX D6.0-08-2.0-16 6.000 8 531 2.500 3.940 2.000 B 0 6.46
H690 F90AX D8.0-11-2.5-16 8.000 11 531 2.500 5.310 2.500 C 0 11.38

® For user guide see pages 534-541

() Number of inserts

(@ For adaptation options, see page 535

(8 Maximum ramping angle

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

For inserts, see pages: H690 TNKX 1606 (476)

Spare Parts

&/ 7 /
H690 F90AX D2.00-3-.75-16 SR 14-591 BLD T20/M7 SWe-T SR UNF 3/8X1 B18.3 CONICA
H690 F90AX D2.00-4-.75-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 3/8X1 B18.3 CONICA
H690 FO0AX D2.50-4-1.0-16 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X17% B18.3
H690 F90AX D2.50-5-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X1% B18.3
H690 FO0AX D3.00-5-1.0-16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X17% B18.3
H690 F90AX D3.00-6-1.0-16 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X17% B18.3
H690 F90AX D4.00-6-1.5-16 SR 14-591 BLD T20/M7 SW6-T
H690 F90AX D4.00-8-1.5-16 SR 14-591 BLD T20/M7 SW6-T
H690 FO0AX D5.00-7-1.5-16 SR 14-591 BLD T20/M7 SWB-T
H690 F90AX D5.00-9-1.5-16 SR 14-591 BLD T20/M7 SW6-T
H690 FO0AX D6.0-08-2.0-16 SR 14-591 BLD T20/M7 SWe-T
H690 F90AX D8.0-11-2.5-16 SR 14-591 BLD T20/M7 SW6-T




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

ik SHRED
P290 FPW Q % @

90° Face Mills Carrying .472
and .708" Long Edged Inserts

Iy

0p)
i
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=
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o
DC APMX CICT® OAL DHUB DCONMS  Arbor® RMPX®!

P290 FPW D1.50-5-.50-12 1.500 472 5 1.250 1.380 .500 A 7 31
P290 FPW D2.00-6-.75-12 2.000 472 6 1,575 1.770 .750 A 5 7
P290 FPW D1.50-4-.50-18 1.500 .708 4 1.570 1.380 .500 A 1.5 34
P290 FPW D2.00-5-.75-18 2.000 .708 5 1.570 1.770 .750 A 1.0 67
P290 FPW D2.50-6-1.00-18 2.500 708 6 1.570 2170 1.000 A 8 1.10
P290 FPW D3.00-8-1.00-18 3.000 708 8 1.750 2170 1.000 A 5 1.62
P290 FPW D4.00-9-1.5-18 4.000 708 9 1.750 2170 1.500 B 3 3.23

* For user guide, see pages 534-541

() Number of inserts

() For adaptation options, see page 535
@) Maximum ramping angle

For inserts, see pages: P290 ACCT/KT (464) e P290 ACKT (463)

Spare Parts

& / / a /

P290 FPW D1.50-5-.50-12 SR M3X0.5-L7.4 IP9ta) IP-9/151 SR UNF 1/4X3/4 B18.3
P290 FPW D2.00-6-.75-12 SR M3X0.5-L7.4 IP9ta) IP-9/151 SR UNF 3/8X1 B18.3
P290 FPW D1.50-4-.50-18 SR 14-544/S BLD T15/M7 SW6-T SR UNF 1/4X1 B18.3
P290 FPW D2.00-5-.75-18 SR 14-544/S BLD T15/M7 SWe-T SR UNF 3/8X1 B18.3
P290 FPW D2.50-6-1.00-18 SR 14-544/S BLD T15/M7 SW6-T SR UNF 1/2X20X1 B18.3
P290 FPW D3.00-8-1.00-18 SR 14-544/S BLD T15/M7 SW6-T SR UNF 1/2X20X1 B18.3
P290 FPW D4.00-9-1.5-18 SR 14-544/S BLD T15/M7 SW6-T
@ Recommended tightening torque:20.0lbfin

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
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HELIPLUS

HP F90AT-19
90° Face Mills Carrying HP AD..
1906... Long Edged Inserts

@p)
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=
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APMX l
Designation DC CICT® APMX OAL DHUB DCONMS RMPX® Arbor® Lbs)
. 2.000 4 .709 2.000 1.890 .750 5.0 A .88
3.000 6 .709 2.000 2.330 1.000 245) A 1.91

* Insert clamping/unclamping procedure: First loosely attach the rear clamping screw, then the face screw. In the same order, tighten them both.
® For user guide, see pages 534-541

() Number of inserts

2 Maximum ramping angle

() For adaptation options, see page 535

For inserts, see pages: HP ADCR 1906 (466) ® HP ADKT 1906 (466)

Spare Parts

S / / /7

HP F90AT D2.00- SR 14-571/L BLD T10/57 SW6-SD SR UNF 3/8X1.25 B18.3
HP F90AT D3.00-6-1. SR 14-571/L BLD T10/S7 SW6-SD SR UNF 1/2X1% B18.3

HELIPLUS

HP F90AT-22
90° Face Mills Carrying HP AD..
2207... Long Edged Inserts

%@
Y™

DC CICTH  APMX OAL DHUB  DCONMS  RMPX?  Arbor®  CSP@ o]

HP F90AT D2.0-3-.75-22 2.000 3 827 2.000 1.890 .750 5.0 A 1 .88
HP F90AT D2.0-4-.75-22 2.000 4 827 2.000 1.890 .750 5.0 A 0 .79
HP F90AT D3.0-6-1.0-22 3.000 6 827 2.000 2.480 1.000 1.8 A 0 172

e Insert clamping/unclamping procedure: First loosely attach the rear clamping screw, then the face screw. In the same order, tighten them both.

e For user guide, see pages 534-541

) Number of inserts

(2 Maximum ramping angle

() For adaptation options, see page 535

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

For inserts, see pages: HP ADCR 2207 (467) ¢ HP ADKT/ADCT 2207 (467)

Spare Parts

& / a /

HP F90AT D2.0-3-.75-22 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 3/8X1 B18.3
HP F90AT D2.0-4-.75-22 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 3/8X1 B18.3
HP F90AT D3.0-6-1.0-22 SR 14-544 BLD T15/M7 SW6-T-SH SR UNF 1/2X20X1 B18.3
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HEL fTANG DHUB T

T465 LINE D

T465 FLN-22ST [&"—ﬁ @ @
65° Face Mills Carrying
Tangentially Clamped Inserts

with 4 Helical Cutting Edges

0
DC DCX® APMX cicT® OAL DHUB  DCONMS Arbor®

0p)
i
—
=
LLd
QO
T

T465FLN D5.0-06-1.5R-22ST 5.000 5.730 750 6 2.500 3.740 1.500 B 8.53
T465FLN D6.0-07-2.0R-22ST 6.000 6.740 750 7 2.500 4.720 2.000 B 11.91
T465FLN D8.0-08-2.5R-22ST 8.000 8.740 750 8 2.500 5.315 2.500 C 17.69
T465FLN D10-10-2.5R-22ST 10.000 10.860 750 10 2.500 5.910 2.500 C 28.11
T465FLN D12-12-2.5R-22ST 12.000 12.860 750 12 3.150 8.860 2.500 C 53.04

® For user guide, see pages 534-541
() Cutting diameter maximum

(2 Number of inserts

@) For adaptation see page 535

For inserts, see pages: T465 LNHT/LNMT 2212 (491)

Spare Parts

& & / & / g

TT65-22 SR M5X0.5X12.5 BLD IP20/S7 SR 10507547 BLD IP25/57 SW6-T

T
S

HELjOCTO A | DCONMS 5] C|

HOE-R06
Endmills Carrying Octagonal,
Square and Round Inserts OAL

®
%

DC DCX" OAL RMPX? DC 2 DCX2 OAL 2 RMPX2® DC3 DCX3 OAL3 RMPX 3% DCONMS CICT® %

LRI ERR A LE G 1250 1620 4000 59 1150 1760  4.050 9.0 1135  1.760 4.020 9.0 1.250 3 1.28
HOE D1.50-04-W1.50-R06 [ F:I0/0 IR K- R ¥10 /0 MG Y0) 1400 2010 4.550 6.8 1385  2.010 4520 6.8 1.500 4 2.10
(o] PICLELERARCLE G 2000 2370 4500 42 1890 2510 4550 5.0 1.795 2420 4.520 5.7 1.500 4 2.44

e A - with OEM. 060405... insert ¢ B - with SECT/SEMT 1404... insert e C - with REM. 1505... round insert

() Cutting diameter maximum

2 Maximum ramping angle with OE..inserts

) Maximum ramping angle with SE..inserts

@) Maximum ramping angle with RE..inserts

5) Number of inserts

For inserts, see pages: OECR (504) ¢ OEMT 060405 (504) ® OEMW-AETN (505) ® REMT-76 (521) ® SECT/SEMT 1404 (511)

Spare Parts

P s v

HOE D1.25-03-W1.25-R06 SR 14-544/S BLD T15/87 SW6-T-SH
HOE D1.50-04-W1.50-R06 SR 14-544/S BLD T15/87 SW6-T-SH
HOE D2.00-04-W1.50-R06 SR 14-544 BLD T15/87 SW6-T-SH

ISCAR
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e 9%
LSS
N il

o
DC DCX® OAL RMPX® DC_2 DCX_2 OAL 2 RMPX 2@ DC_3 DCX_3 OAL.3 RMPX_3% CICT® DHUB DCONMS Arborel XE
(o] O R BLE RV G N 1,500 1.870 1.750 5.0 1.600 2010 1.800 6.8 1295 1.920 1.770 5.0 4 1.810 750 A 84

HELIOCTO

HOF-R06
Face Mills Carrying Octagonal
or Square or Round Inserts

@p)
i
—
=
LLd
QO
T

HOF D2.00-04-0.75-R06 [P0 oIV T(\ NN W/ 4.2 1890 2510 1.800 5.0 1795 2420 1.770 5.7 4 1.810 .750 A 1.20
(o] PR EVER IO Bl 2500 2.870 1.750 3.2 2400 3.010 1.800 4.0 2295 2920 1.770 4.0 5 2.360 1.000 B 1.77
(ORI ED R MO Bl 3,000 3.370 1.750 2.5 2890 3510 1.800 3.0 2795 3420 1.770 3.0 6 2.360 1.000 B 1.95
L (o1 Z BT Ry 28 BRSO 4000 4370 2000 19 3890 4510  2.050 2.3 379 4420 2020 2.2 7 3220 1.500 B 388
(o) R LR R RR BCTV R DTS 5000 5370 2.000 1.4 4890 5510 2.050 1.8 479 5420 2020 1.6 8 3220 1.500 B 560

e A - with OEM. 060405... insert e B - with SECT/SEMT 1404... insert e C - with REM. 1505... round insert

() Cutting diameter maximum

2 Maximum ramping angle with OE..inserts

) Maximum ramping angle with SE..inserts

4 Maximum ramping angle with RE..inserts

) Number of inserts

(6) For adaptation options, see page

For inserts, see pages: OECR (504) » OEMT 060405 (504) » OEMW-AETN (505) » REMT-76 (521) ® SECT/SEMT 1404 (511)

Spare Parts

S / z /
HOF D1.50-04-0.75-R06 SR 14-544/S BLD T15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
HOF D2.00-04-0.75-R06 SR 14-544 BLD T15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
HOF D2.50-05-1.00-R06 SR 14-544 BLD T15/S7 SW6-T-SH SR UNF 1/2X20X1 B18.3

HOF D3.00-06-1.00-R06 SR 14-544 BLD T15/M7 SW6-T-SH
HOF D4.00-07-1.50-R06 SR 14-544 BLD T15/M7 SW6-T-SH
HOF D5.00-08-1.50-R06 SR 14-544 BLD T15/M7 SW6-T-SH
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HELIOCTO

HOF-RO7

Face Mills Carrying Octagonal
Round and Fast Feed
Segmented Radius Inserts

o
DC DCX® OAL RMPX® DCX 2 DC_2 OAL 2 RMPX 2% DC 3 DCX_3 OAL 3 RMPX 38 CICT® DHUB DCONMS Arborn &=

RF..1906

0p)
i
—
=
LLd
QO
T

HOF D2.00-3- .75-R07 2.000 2490 1750 6.5 2520 1.743 1.770 9.0 1790 2550 1.770 9.0 3 1.890 .750 A .88
(o] P RTVESS ML B (v G 2500 2972 1.750 5.0 3020 2243 1.770 6.0 2290 3050 1.770 6.0 4 2213 1.000 A 1.36
(ORI ECE G Gy MUE3.000 3490 1.750 35 3520 2743 1.770 45 2790 3550 1.770 4.5 5 2213 1.000 B 1.64
(0O ERGLECE BT Gy AR 4.000 4490 2.000 25 4520 3.743 2020 3.0 3790 4.550 2.020 3.0 6  3.268 1.500 B 343
HOF D5.00-8-1.50-R07 (1) FJu0[o Rl X010 /s NG} 5520 4.743 2.020 2.5 4790 5550 2.020 2.5 8 3268 1.500 B 518
HOF D6.0-9-2.00-R07 (1) 6.490 2.000 20 6.520 5.743 2.020 1.8 5730 6.550 2020 2.5 9 3937 2.000 B 657
HOF D8.0-12-2.50-R07 8490 2500 15 8520 7.743 2020 1.5 7.730 8550 2020 2.5 12 5906 2.500 C 15621

® Helical interpolation is applicable up to and including 4.0" diameter e For user guide see pages 534-541
() For internal coolant through the holder, use a matching coolant set (should be ordered separately)

() Cutting diameter maximum

@) Maximum ramping angle with OF..07.. inserts

(4 Dimensions with RF.. 1905 round inserts.

) Dimensions with OFMW FF inserts.

(6) Number of inserts

(7 For adaptation options, see page 535

For inserts, see pages: OFCR/OFCT-AEN/AETN (506) ¢ OFCR/OFCT-RW/AER (wiper) (506) « OFMT 07 (505) » OFMW-AETN (505) « OFMW-FF (507) ® RFMT 1905-76 (523)

Spare Parts

. . ¢ 2 ;7 ¢ 7

HOF D2.00-3- .75-R07 SR 14-591/H BLD T20/87 SW6-T THOF-07R SR M2.5X8 DIN912 TUFLOK HW 2.0 SR UNF 3/8X1.25 B18.3
HOF D2.50-4-1.00-R07 SR 14-591/H BLD T20/87 SW6-T THOF-07R SR M2.5X10 DIN912 TUFLOK HW 2.0 SR UNF 1/2X20X1 B18.3
HOF D3.00-5-1.00-R07 SR 14-591/H BLD T20/57 SW6-T THOF-07R SR M2.5X8 DIN912 TUFLOK HW 2.0
HOF D4.00-6-1.50-R07 SR 14-591/H BLD T20/M7 SW6-T THOF-07R SR M2.56X10 DIN912 TUFLOK HW 2.0
HOF D5.00-8-1.50-R07 SR 14-591/H BLD T20/M7 SW6-T THOF-07R SR M2.5X10 DIN912 TUFLOK HW 2.0
HOF D6.0-9-2.00-R07 SR 14-591/H BLD T20/L7 SW6-T THOF-07R SR M2.5X10 DIN912 TUFLOK HW 2.0
HOF D8.0-12-2,50-R07 SR 14-591/H BLD T20/L7 SW6-T THOF-07R SR M2.5X10 DIN912 TUFLOK HW 2.0

povel(he on

10845 ESY-R05 N | @ Q fﬁi

50° Endmills Carrying Square T

Inserts with 8 Cutting Edges 5 DCONMS

T @) |
| L APMX

DC DCX® CICT@  APMX OAL LH DCONMS  Shank® & & /
10845 ESYD0.62-3W0.75-R05 620 840 3 100 3.250 1.000 .750 w 32 SR M2.5X6-T7-60 T-7/51
10845 ESYDO.75-3W0.75-R05 750 .960 3 100 3.250 1.000 .750 w .33 SR M2.5X6-T7-60 T-7/51
10845 ESYD1.00-3W1.00-R05 1.000 1.220 3 100 3.500 1.000 1.000 w 67 SRM2.5X6-T7-60  T-7/51
10845 ESYD1.00-4W1.00-R05 1.000 1.220 4 .100 3.500 1.000 1.000 W 67 SR M2.5X6-T7-60 T-7/51
10845 ESYD1.25-4W1.25-R05 1.250 1.480 4 .100 4.000 1.000 1.250 w 1.24 SR M2.5X6-T7-60 T-7/51
10845 ESYD1.25-5W1.25-R05 1.250 1.480 5 100 4.000 1.000 1.250 w 1.23 SRM2.6X6-T7-60  T-7/51
10845 ESYD1.50-6W1.50-R05 1.500 1.730 6 .100 4.000 1.000 1.500 W 1.78 SR M2.5X6-T7-60 T-7/51

® For user guide, see pages 534-541
() Cutting diameter maximum

2 Number of inserts

(@) W-Weldon

For inserts, see pages: Q845 SYHU-05 (498)

ISCAR
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S I

DovelUhL

845 LINE

1Q845 FSY-R05
50° Face Mills Carrying Square
Inserts with 8 Cutting Edges

FACE MILLS

o
DC DCX® cicT® APMX OAL DCONMS  Arbor® DHUB Lbs)

10845 FSYD1.5-04-0.75-R05 1.500 1.730 4 100 1.500 750 A 1.500 50
10845 FSYD1.5-07-0.75-R05 1.500 1.730 7 100 1.500 .750 A 1.500 46
10845 FSYD2.0-05-0.75-R05 2.000 2.230 5 100 1.750 .750 A 1.750 1.21
10845 FSYD2.0-09-0.75-R05 2.000 2.230 9 100 1.750 .750 A 1.750 1.43
10845 FSYD2.5-07-1.00-R05 2.500 2.730 7 100 1.750 1.000 B 2.250 1.87
10845 FSYD2.5-11-1.00-R05 2.500 2.730 11 100 1.750 1.000 B 2.250 1.98
® For user guide, see pages 534-541
() Cutting diameter maximum
2 Number of inserts
() For adaptation options, see page 535
For inserts, see pages: Q845 SYHU-05 (498)
Spare Parts
& 7 /
10845 FSYD1.5-04-0.75-R05 SR M2.5X6-T7-60 T-7/51 SR UNF 3/8X1 B18.3
10845 FSYD1.5-07-0.75-R05 SR M2.5X6-T7-60 T-7/51 SR UNF 3/8X1 B18.3
10845 FSYD2.0-05-0.75-R05 SR M2.5X6-T7-60 T-7/51 SR UNF 3/8X1 B18.3
10845 FSYD2.0-09-0.75-R05 SR M2.5X6-T7-60 T-7/51 SR UNF 3/8X1 B18.3
10845 FSYD2.5-07-1.00-R05 SR M2.5X6-T7-60 T-7/51
10845 FSYD2.5-11-1.00-R05 SR M2.5X6-T7-60 T-7/51
16 i.
F45WG @ Q

45° Face Mills Carrying
Octagonal ONHU/MU 0806...
Inserts with 16 Cutting Edges

o
DC DCX® CICT® APMX OAL DHUB  DCONMS Arbor®

F45WG D3.0-10-1.0-FX-R08 (1) 3.000 3.470 10 220 1.750 2210 1,000 B 1.90
F45WG D4.0-14-1.5-FX-R08 (1) 4.000 4.470 14 220 2.000 3.270 1.500 B 3.94
F45WG D5.0-18-1.5-FX-R08 (1) 5.000 5.470 18 220 2.000 3.270 1.500 B 5.65

* Note: Recommended wedge clamping torque: 75-80 Ibfxinch e For user guide see pages 534-541

() For internal coolant through the holder, use a matching coolant set (should be ordered separately)

(2 Cutting diameter maximum

@) Number of inserts

(4) For adaptation options, see page 535

For inserts, see pages: ONHQ-TN (515) ¢ ONHU 0806-N-PL (515) ®« ONHU 0806AN-W (516) * ONHU/ONMU 080608 AN-N-HP (515) « ONHU/ONMU-08-TN-MM (514)
ONHU/ONMU-08-TN/HL (514)

Wiper Inserts

Wiper inserts are used on face mill cutters, providing improved surface Mounting of Wiper Insert on

finish and thus eliminating the use of other finishing cutters. ™. T6MIILL Face Mills

ONHU 0806AN-1 4R-W, mounted on F&45WG and F45NM miIIing ONHU 0806AN-14R-W
cutters. This insert provides 4 right-hand wiper edges. f

Mounting instructions have been included in each insert package, in
order avoid incorrect clamping orientation. Only correct mounting will
provide high surface finish!

Spare Parts

N s ./ 7 ¥

IEZET SR 118069 BLDIP20/ST  SW-T LW 35-475M
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TV s e DHUB

F45NM - T ®|®

45° Face Mills Carrying
Octagonal ONHU/MU 0806...
Inserts with 16 Cutting Edges

OAL
X (s
fapmx

DC DeX@ cICT® APMX OAL DHUB DCONMS  Arbor® %

0p)
i
—
=
LLd
QO
T

F45NM D2.5-05-1.00-R08 2500 2.990 5 220 1,750 2.200 1.000 A 1.29
F45NM D3.0-06-1.00-R08 (1) 3,000 3.490 6 220 1.750 2.210 1.000 B 1.58
F45NM D4.0-07-1.50-R08 (1) 4,000 4.490 7 220 2.000 3.270 1,500 B 1.19
F45NM D5.0-08-1.50-R08 (1) 5,000 5.490 8 220 2.000 3.270 1,500 B 504
F45NM D6.0-10-2.00-R08 (1) 6.000 6.490 10 220 2,000 3.940 2,000 B 6.52
F45NM D8.0-12-2.50-R08 8.000 8.490 12 220 2,500 5,310 2.500 © 13.84
F45NM D10.0-14-2.50-R08 10.000 10.490 14 220 2,500 5,390 2.500 © 20.77

* Wiper inserts are used on face mill cutters, providing improved surface finish, thus eliminating the use of other finishing cutters e For user guide, see page 534-541
™) For internal coolant through the holder, use a matching coolant set (should be ordered separately)

(2) Cutting diameter maximum

@) Number of inserts

(4 For adaptation options, see page 535

For inserts, see pages: ONHQ-TN (515) « ONHU 0806-N-PL (515) « ONHU 0806AN-W (516) ® ONHU/ONMU 080608 AN-N-HP (515) « ONHU/ONMU-08-TN-MM (514)
ONHU/ONMU-08-TN/HL (514)

Spare Parts

& / a /

F45NM D2.5-05-1.00-R08 SR 14-501/H BLD T20/S7 SWe-T SR UNF 1/2X20X1 B18.3
F45NM D3.0-06-1.00-R08 SR 14-591H BLD T20/S7 SWe-T
F45NM D4.0-07-1.50-R08 SR 14-591/H BLD T20/87 SW6-T
F45NM D5.0-08-1.50-R08 SR 14-591/H BLD T20/87 SW6-T
F45NM D6.0-10-2.00-R08 SR 14-591/H BLD T20/L7 SW6-T
F45NM D8.0-12-2.50-R08 SR 14-591/H BLD T20/L7 SWe-T
F45NM D10.0-14-2.50-R08 SR 14-591/H BLD T20/L7 SW6-T

w0 ISCAR
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HELIDO
oS TE 1] Dgg,tjm 2] ﬂ recomite  H Q
SOF45 el , @
Multifunction Face Mills I

for Octagonal, Square and -

OAL 2 OAL 3 OAL_4 OAL 5 @ @
Round Insert Shapes with X ) R A
Various Entry Angles boope || taevx APMX_2 APMX_3DC 4 APMX_4 KAPRAPMX 5
e Dex | Bg),(z ngss ﬁzj‘ KAPR g(éxs
BD_4
DC DCX" DC2 DC.3 DCX.3 DC4 DCX4 BD4 DC5 APMX APMX_2 APMX_3 APMX 4 APMX5 OAL OAL 2 OAL3 OAL4 OAL5

@p)
i
—
=
LLd
QO
T

Rl P DRCTRGE RO B £0] 1500 1.909 1407 1.319 1.941 1283 1657 1913 1524 138 236 311 .047 A14 1500 1.560 1.121 15561 1.547
Slo PRI CE PROENE BV A28 2.000 2409 1.907 1.819 2441 1783 2157 2413 2024 138 236 311 .047 A14 1750 1.800 1.301 1.801 1.797
Ll 2 RCTR R PIORO R £S04 2.000 2409 1.907 1.819 2441 1783 2157 2413 2024 138 236 311 .047 A14 1750 1.800 1.301 1.801 1.797
Sl ERCTRCED PRENERROD) ] 2500 2909 2407 2319 2941 2283 2657 2913 2524 138 236 311 .047 114 1750 1.800 1.301 1.801 1.797
Clo 2R CE PREOER I Y 2500 2909 2407 2319 2941 2283 2657 2913 2524 138 236 311 047 A14 1750 1.800 1.301 1.801 1.797
Lo P ICTR R E RO E P A G0 3.000 3409 2907 2819 3441 2783 3.157 3413 3024 138 236 311 .047 A14 1750 1.800 1.301 1.801 1.797
Clo 2 URCTRCE RIS OIS MG 4 3.000 3409 2907 2819 3441 2783 3.157 3413 3024 .138  .236 311 .047 A14 1750 1.800 1.301 1.801 1.797
Sl TR R RO ED RS 108 4000 4.409 3907 3819 4441 3783 4157 4413 4.024 138 236 311 .047 A14 2000 2.050 1.480 20561 2.047
Gl ERCTRCED RN MDY 4000 4409 3907 3819 4441 3783 4157 4413 4024 138 236 311 047 114 2000 2050 1480 2051 2.047
Ll ERCTRGED RS PR LT ] 4000 4409 3907 3819 4441 3783 4157 4413 4024 138 236 311 .047 1142000 2.050 1.480 20561 2.047
Ll ZERCTRCE PN PR R C) 4000 4409 3907 3819 4441 3783 4157 4413 4024 138 236 311 .047 114 2000 2.050 1.480 20561 2.047
Lo P ICTE R IO R B0 5,000 5409 4.907 4819 5441 4783 56157 5413 5024 138 236 311 .047 114 2000 2.050 1.480 2051 2.047
Lol 2 DRCTR R RO R (124 5,000 5409 4.907 4819 5441 4783 5157 5413 5024 138 236 311 .047 1142000 2.050 1.480 20561 2.047
Sl ERCTRCED HOR PIP IO 6.000 6409 5907 5819 6441 5783 6.157 6413 6024 138 236 311 .047 1142000 2.050 1480 20561 2.047

CICTﬂl DCONMS DHUB RMPX 39 Arbor® CSP® Lbs  MID® MIID_2m MIID_3®! MIID_4@ MIID_5tt0

SOF45 8/16-D1.5-04-0.75R 750 1440 A 1 .45 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP.
SOF45 8/16-D2.0-04-0.75R 750 1.890 5.6 A 1 1.08 ONHU 050500-PL S845 SNHU 1305ANR-M  RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D2.0-06-0.75R 750  1.890 5.6 A 1 1.06 ONHU 050500-PL S845 SNHU 1305ANR-M  RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D2.5-06-1.00R 1.000 2210 6.3 B 0 1.41 ONHU 050500-PL S845 SNHU 1305ANR-M  RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D2.5-08-1.00R 1.000 2210 6.3 B 0 1.34 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D3.0-07-1.00R 1.000 2210 6.3 B 0 1.78 ONHU 050500-PL S845 SNHU 1305ANR-M  RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D3.0-10-1.00R 1.000 2210 6.2 B 0  1.62 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D4.0-08-1.25R 1250  2.680 6.2 B 0  3.15 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D4.0-08-1.50R 1500 3.150 4.7 B 0 351 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D4.0-12-1.25R 1.250 2.680 4.7 B 0  3.04 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D4.0-12-1.50R 1500 3.150 3.6 B 0  3.37 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D5.0-10-1.50R 1500 3.270 3.6 B 0  4.84 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D5.0-16-1.50R 1500 3.270 2.6 B 0  4.66 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N OXMT 0507R08-FF OXMT 050705-R-HP
SOF45 8/16-D6.0-12-2.0-R 2.000 3.940 2.0 B 0  6.28 ONHU 050500-PL S845 SNHU 1305ANR-M RXMT 1607N  OXMT 0507R08-FF OXMT 050705-R-HP

* 1- with ONMU 0505... insert e 2- with S845 SNMU 1305... insert ¢ 3- with RXMT 1607N insert e 4- with OXMT 0507R08-FF insert e 5- with OXMT 050705-R-HP
insert e Use only Torx Plus keys e For user guide, see pages 534-541
() Cutting diameter maximum

(2 Number of inserts

@) Valid only with RXMT 1607N insert

(4) For adaptation options, see page 535

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

(6) Master insert identification

() Master insert identification 2

(8) Master insert identification 3

9) Master insert identification 4

(19 Master insert identification 5

For inserts, see pages: ONHU 0505-W (503) » ONHU/ONMU-05 (503) » OXMT 0507 (504)  RXMT 1607 (521) » S845 SNHU 1305-W (499) » S845 SNMU/SNHU-13 (499)

Spare Parts

$ / a /

SOF45 8/16-D1.5-04-0.75R SR 11800745 BLD IP15/57(@) SW6-T-SH SR UNF 3/8X1 B18.3
SOF45 8/16-D2.0-04-0.75R SR 11800745 BLD IP15/S7@ SW6-T-SH SR UNF 3/8X1 B18.3
SOF45 8/16-D2.0-06-0.75R SR 11800745 BLD IP15/S76@ SW6-T-SH SR UNF 3/8X1 B18.3
SOF45 8/16-D2.5-06-1.00R SR 11800745 BLD IP15/S7(@ SW6-T-SH
SOF45 8/16-D2.5-08-1.00R SR 11800745 BLD IP15/S7@ SW6-T-SH
SOF45 8/16-D3.0-07-1.00R SR 11800745 BLD IP15/57(@) SW6-T-SH
SOF45 8/16-D3.0-10-1.00R SR 11800745 BLD IP15/S7@ SW6-T-SH
SOF45 8/16-D4.0-08-1.25R SR 11800745 BLD IP15/S7@ SW6-T-SH
SOF45 8/16-D4.0-08-1.50R SR 11800745 BLD IP15/S7¢@ SW6-T-SH
SOF45 8/16-D4.0-12-1.25R SR 11800745 BLD IP15/S7(@ SW6-T-SH
SOF45 8/16-D4.0-12-1.50R SR 11800745 BLD IP15/S7@ SW6-T-SH
SOF45 8/16-D5.0-10-1.50R SR 11800745 BLD IP15/57(@) SW6-T-SH
SOF45 8/16-D5.0-16-1.50R SR 11800745 BLD IP15/S76@ SW6-T-SH
SOF45 8/16-D6.0-12-2.0-R SR 11800745 BLD IP15/M7 SW6-T-SH
(@ IMPORTANT: Use only Torx Plus keys.

Member IMC Group
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www.exacttooling.com /

Wiper Inserts

sales@exacttooling.com / 888-988-8820

USER GUIDE

Wiper inserts are used on face mill cutters,
providing improved surface finish and thus
eliminating the use of other finishing cutters.

¢ ONHU 0505AN-R-W mounted on standard
SOF45 milling cutters.

This insert provides 8 right-hand wiper edges.

e ONHU 0505AN-N-W mounted on SOF45 milling cutters
This insert provides 4 right-hand wiper edges to be
used on standard tools and 4 left-hand wiper edges
to be used on special left-hand SOF45 cutters.

(L H
!'.'5700 Face Mills
ONHU 0505AN-N-W

ONHU 0505AN-R-W
Mount on SOF45 8/16...Cutters

Mounting of Wiper Insert on

e S845 SNHU 1305AN-N-W mounted on SOF45 milling cutters
¢ when the square S845 SNMU/HU 1305AN... inserts are used.
This insert provides 2 right-hand and 2 left-hand wiper edges.

HEL /DO Face Mills

800 LINE

$845 SNHU 1305AN-N-W
Mount on SOF45 8/16...Cutters

!' S —

Mounting of Wiper Insert on

ISCAR
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9®

ISCAR#miiiL
F45ST

45° Screw Clamped Face Mills
Carrying SEK/MT 12... Inserts

P OAL
A A, *
APMX
Designation DC DCX®@ CICT® APMX OAL DHUB DCONMS Arbort® Lbs

F45ST D2.00- .75 2.000 2.470 4 .260 1.750 1.730 .750 B 97
F45ST D2.50-1.00 (1) 2,500 2.980 5 260 1.750 2.360 1,000 B 1.48
F45ST D3.00-1.00 (1) 3.000 3.510 5 .260 1.750 2.360 1.000 B 2.02
F45ST D4.00-1.50 (1) 4.000 4.400 6 .260 2.000 3.680 1.500 B 4.32

e SE..1204 inserts are mounted directly on the cutter e SE..12T3 optional thinner inserts are mounted on a seat - TSE 12T3-N e For user guide, see pages 534-541

() For internal coolant through the holder, use a matching coolant set (should be ordered separately)

() Cutting diameter maximum

(3 Number of inserts

@) For adaptation options, see page 535

>
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For inserts, see pages: SEHT-AFN (510) ® SEHW-AFTN (509) ¢ SEKT-AF-R (508) ¢ SEKT-AFTN (509) ® SEMT 12..AFTN-76 (509) ® SEMT 1204AF-R-HS (508)
For holders, see pages: CAT-FM (951) e HSK A-FM (992)

Spare Parts

& / z, <
EE Ru5s BLD T15M7 Swe-T TSE 1273-Ne@)* SR TC-606t@) HW 3,56

* Optional, should be ordered separately
@ Optional for insert SE..12T3

ﬁsc:nrﬁ:.'..'. o5 &S ®

45° Face Mills Carrying

.=
SEKN/R 12... Inserts ‘ /\
W L

1
OAL
45°
oo ol | Fapwx

BD ——

DC BD APMX cicTe OAL DHUB  DCONMS Arbor® o

F45E D 2.0- .75 2,000 2.6800 .256 4 1.700 1.730 750 A 1.40
F45E D 2.5 -1.00 2.500 3.2200 256 5 1.750 2.400 1.000 A 2.21
F45E D 3.0 -1.00 3.000 3.6600 .256 6 1.750 2.480 1.000 B 2.57
F45E D 4.0 -1.50 (1 4,000 47000 256 6 2.000 3.680 1.500 B 5.19

® For user guide, see pages 534-541

M) For internal coolant, use a matching coolant set (should be ordered separately)

2 Number of inserts

() For adaptation options, see page 535

For inserts, see pages: SEK-AF.. (510) ® SEKR-AF-N-42 (510) ® SEKR-AF..-76 (511) ¢ SEKR-AFTR-HS (511)

Spare Parts

%

N NSE 42-R SR 35-343.4 HW 2.0 LW 35-2620-S SR 35-2011 HW 3P

Member IMC Group
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e

10845 FSY-R07
50° Face Mills Carrying Square
Inserts with 8 Cutting Edges

povellhme STy
WCONMS ‘
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o
DC DCX®  CICT®  APMX OAL DHUB  DCONMS  Arbor®  CSP®

10845 FSYD2.0-04-0.75-R07 2.000 2.370 4 .180 1.750 1.770 .750 A 1 .99
10845 FSYD2.0-05-0.75-R07 2.000 2.370 5 180 1.750 1.770 750 A 1 97
10845 FSYD2.5-05-1.00-R07 2.500 2.870 5 .180 1.750 2.220 1.000 B 1 1.42
10845 FSYD2.5-07-1.00-R07 2.500 2.870 7 .180 1.750 2.220 1.000 B 1 1.35
10845 FSYD3.0-06-1.00-R07 3.000 3.370 6 180 1.750 2.220 1.000 B 1 1.77
10845 FSYD3.0-08-1.00-R07 3.000 3.370 8 .180 1.750 2.220 1.000 B 1 1.66
10845 FSYD4.0-07-1.50-R07 4.000 4370 7 180 2.000 3.230 1.500 B 1 3.70
10845 FSYD4.0-10-1.50-R07 4,000 4.370 10 .180 2.000 3.230 1.500 B 1 3.63
10845 FSYD5.0-09-1.50-R07 5.000 5.370 9 .180 2.000 3.230 1.500 B 1 5.30
10845 FSYD5.0-12-1.50-R07 5.000 5.370 12 .180 2.000 3.230 1.500 B 1 5.24
10845 FSYD6.0-11-2.00-R07 6.000 6.370 1 180 2.000 3940 2.000 B 0 6.84
10845 FSYD6.0-15-2.00-R07 6.000 6.370 15 .180 2.000 3.940 2.000 B 0 6.72
10845 FSY D8.0-14-2.5-R07 8.000 8.370 14 180 2.500 5.300 2.500 C 0 13.67
10845 FSYD10.0-17-2.5-R07 10.000 10.370 17 180 2.500 5.300 2.500 C 0 18.46
10845 FSYD12.0-20-2.5-R07 12.000 12.370 20 180 3.150 8.660 2.500 C 0 36.55
 For user guide, see pages 534-541
() Cutting diameter maximum
2 Number of inserts
@) For adaptation options, see page 535
(@) 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: IQ845 SYHU-07 (498)
Spare Parts
& / Y /
10845 FSYD2.0-04-0.75-R07 SR M4X0.7IP15 BLD IP15/57 SW6-T-SH SR UNF 3/8X1 B18.3
10845 FSYD2.0-05-0.75-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH SR UNF 3/8X1 B18.3
10845 FSYD2.5-05-1.00-R07 SR M4X0.7IP15 BLD IP15/57 SW6-T-SH
10845 FSYD2.5-07-1.00-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD3.0-06-1.00-R07 SR M4X0.7IP15 BLD IP15/57 SW6-T-SH
10845 FSYD3.0-08-1.00-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD4.0-07-1.50-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD4.0-10-1.50-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD5.0-09-1.50-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD5.0-12-1.50-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD6.0-11-2.00-R07 SR M4X0.7IP15 BLD IP16/57 SW6-T-SH
10845 FSYD6.0-15-2.00-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSY D8.0-14-2.5-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD10.0-17-2.5-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
10845 FSYD12.0-20-2.5-R07 SR M4X0.7IP15 BLD IP15/S7 SW6-T-SH
Dovel(L r—
CAMFIX 0 T V|G|~
IQ845 FSY-C#-R07 pox °° g ¥ PO
50° Face Mills Carrying Square L l
Inserts with 8 Cutting Edges fh
APVIX,| 1S,/
~a|50°
O
DC DCX® CICT®@ APMX LF SS Lbs) & / ﬂ
2.480 2.850 5 181 2.165 63 3.38 SRM4X0.7IP15  BLDIP15/S7  SW6-T-SH

* For user guide, see pages 534-541
(1) Cutting diameter maximum
2 Number of inserts

For inserts, see pages: Q845 SYHU-07 (498)

ISCAR
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HELIDO

S$845 F45SX-16

45° Face Mills Carrying
Economical Inserts with 8 Helical
Right-Hand Cutting Edges

o
DC CICT®  DCX®  APMX OAL DHUB  DCONMS  Arbor®  CSP®
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$845 F45SX D2.0-4-.75-R16 2.000 4 2.580 276 1.750 1.930 .750 A 1 1.10
$845 F45SX D2.0-5-.75-R16 (1) 2.000 5 2,550 276 1.750 1.930 750 A 1 1.04
$845 F45SX D2.5- 0-R16 2.500 5 3.080 276 1.750 2.360 1.000 A 1 1.57
$845 F45S5X D2.5-7-1.0-R16 (1) 2.500 7 3.427 276 1.750 2.360 1.000 A 1 1.56
$845 F45SX D3.0-6-1.0-R16 3.000 6 3.580 276 1.750 2.755 1.000 B 1 2.05
$845 F45SX D3.0-8-1.0-R16 (1) 3.000 8 3.580 276 1.750 2.755 1.000 B 1 2.05
$845 F45SX D4.0-7-1.5-R16 4,000 7 4.580 276 2.000 3.268 1.500 B 1 3.59
$845 F45SX D5.0-8-1.5-R16 5.000 8 5.580 276 2.000 3.220 1.500 B 1 5.56
$845 F45SX D6.0-10-2.0R16 (2 6.000 10 6.580 276 2.000 4.330 2.000 B 0 6.43
$845 F45SX D8.0-12-2.5R16 8.000 12 8.580 276 2.500 5.310 2.500 C 0 13.13

* Wiper inserts are used on face mill cutters, providing improved surface finish, thus eliminating the use of other finishing cutters. e For user guide, see pages 534-541

() Fine pitch cutters, recommended for machining cast iron and steel - up to .16 " D.O.C.

(2 For internal coolant, use a matching coolant set (should be ordered separately)

@) Number of inserts

(@) Cutting diameter maximum

(8) For adaptation options, see page 535

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

For inserts, see pages: S845 SXHU 1606-W (500) ® S845 SXMU/SXCU-16 (500)

Spare Parts

& / z /
$845 F45SX D2.0-4-.75-R16 SR 14-591 BLD T20/M7 SW6-T SR UNF 3/8X1.25 B18.3
$845 F45SX D2.0-5-.75-R16 SR 14-591-M BLD T20/M7 SW6-T SR UNF 3/8X1.25 B18.3

$845 F45SX D2.5-5-1.0-R16 SR 14-591 BLD T20/M7 SW6-T SR UNF 1/2X17% B18.3
$845 F45SX D2.5-7-1.0-R16 SR 14-591-M BLD T20/M7 SW6-T SR UNF 1/2X17 B18.3
$845 F45SX D3.0-6-1.0-R16 SR 14-591 BLD T20/M7 SW6-T
$845 F45SX D3.0-8-1.0-R16 SR 14-591-M BLD T20/M7 SW6-T
$845 F45SX D4.0-7-1.5-R16 SR 14-591 BLD T20/M7 SW6-T
$845 F45SX D5.0-8-1.5-R16 SR 14-591 BLD T20/M7 SW6-T
$845 F45SX D6.0-10-2.0R16 SR 14-591 BLD T20/M7 SW6-T
$845 F45SX D8.0-12-2.5R16 SR 14-591 BLD T20/M7 SW6-T

Member IMC Group
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m L/
— 5‘157! ONMU 1008... [* Do - 845 SNMU...
Sl SOF45-26 T , SRS
E Heavy Duty 45° Face Mills
Carrying Square or Octagonal OAL OAL_2
P Dol Siced nserts with . A Lo
8/16 Cutting Edges il
Q o gzl | e
 Jomguten
Designation DC DCX®m  APMX OAL DC2 APMX2 OAL2 CICT® DHUB DCONMS Arbor®  CSP@ Lbs)
SOF45 D4.0-05-1.50-R26 4160 4900 286 2.420 4,000 433 2.500 5 3270 1500 B 1 515
SOF45 D5.0-06-1.50-R26 5.160 5.960 .286 2.420 5.000 433 2.500 6 3.270 1.500 B 1 7.60
SOF45 D6.0-08-2.00-R26 6.160 6.960 286 2.420 6.000 433 2.500 8 3940  2.000 B 0 8.71
SOF45 D8.0-10-2.50-R26 8.160 8.960 286 2420 8000 433 2.500 10 5320  2.500 @ 0 15.45
SOF45 D10.0-12-2.50-R26 IR0 MRIKELS] 286 2420 10.000 433 2.500 12 5320 2500 © 0 23.45
e For user guide, see pages 534-541
M) Cutting diameter maximum
2 Number of inserts
@) For adaptation options, see page 535
4 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: ONMU 1008 (508) e S845 SNMU 2608 (501)
Spare Parts
& Z, & / 2
SOF45 D4.0-05-1.50-R26 SR 1/4-28XIP25 TSOF 26-N SR M3.5X0.6-6.5 T10 BLD IP25/S7 SWe-T
SOF45 D5.0-06-1.50-R26 SR 1/4-28XIP25 TSOF 26-N SR M3.5X0.6-6.5 T10 BLD IP25/S7 SWe6-T
SOF45 D6.0-08-2.00-R26 SR 1/4-28XIP25 TSOF 26-N SR M3.5X0.6-6.5 T10 BLD IP25/M7 SWe6-T
SOF45 D8.0-10-2.50-R26 SR 1/4-28XIP25 TSOF 26-N SR M3.5X0.6-6.5 T10 BLD IP25/M7 SWe-T
SOF45 D10.0-12-2.50-R26 SR 1/4-28XIP25 TSOF 26-N SR M3.56X0.6-6.5 T10 BLD IP25/L7 SW6-T

2 ISCAR
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. P
SIELIDO 0 —]
SOF45-R18 ®|%| =
45° Face Mills Carrying Square -—
or Octagonal Double-Sided OAL 2 E
Inserts with 8/16 Cutting Edges /\440 l |_|J
¥ APMX_2 Q
| Dostgnation | T
Designation DC DCX" APMX OAL DC2 DCX2 APMX2 OAL2 CICT® DHUB DCONMS Arbor® CSPe &5
SOF45 D2.0-04-0.75-R18 [P0 NRIGY() 315 2000 2110 2670 197 1.940 4 1.750 750 A 1 1.25
SOF45 D2.5-05-1.00-R18 2.500 3.170 315 2.000 2,610 3.170 197 1.940 5 2.250 1.000 A 1 1.90
SOF45 D3.0-06-1.00-R18 Koo Yo7 315 2000 3110 3670 197 1.940 6 2.250 1.000 A 1 2.48
SOF45 D3.0-07-1.00-R18  JRCX0 (/s 10 315 2000 3110 3670 197 1.940 7 2.250 1.000 A 1 242
SOF45 D4.0-07-1.50-R18 4.000 4,670 315 2.250 4110 4.670 197 2190 7 3.250 1.500 B 1 4.41
SOF45 D4.0-09-1.50-R18  [E-X0(s 10 315 2250 4110 4670 197 2190 9 3.250 1,500 B 1 4.41
SOF45 D5.0-08-1.50-R18 5.000 5.670 316 2.500 5110 5.670 197 2.440 8 3.250 1.500 B 1 7.25
CLIZUD IR PREETETERE 5000 5670 315 2500 5110 5670 197 2.440 12 3.250 1.500 B 1 7.18
SOF45 D6.0-10-2.00-R18  JCY0/(/s NRNGYC10) 315 2500 6110 6670 197 2440 10 4,000 2.000 B 0 8.89
GO R ER RSN 6000 6670 315 2500 6110  6.670 197 2.440 15 4,000 2.000 B 0 8.71
SOF45 D8.0-12-2,50-R18 8.000 8.670 315 2.500 8.110 8.670 197 2.440 12 5.000 2.500 C 0 14.34
CLIZU R ER RS 8000 8670 315 2500 8110 8670 197 2440 18 5,000 2,500 © 0 14.51
SOF45 D10.0-14-2.50-R18 [RleXe/o/ N (0Xe7/1] 315 2500 10110 10.670 197 2.440 14 5.000 2.500 C 0 21.99
COIZ O EGEPREP R EEN 10000 10670 315 2500 10110 10670 197 2.440 21 5.000 2500 © 0 21.89
COZCR PR ERNNAEN 12000 12670 315 3150 12110 12670 197 3.090 18 9,000 2,500 © 0 43,55
COIZ PP ZEP L EEN 12000 12670 315 3150 12110 12670 197 3.090 24 9,000 2500 © 0 43.30
® For user guide, see pages 534-541
() Cutting diameter maximum
) Number of inserts
@) For adaptation options, see page 535
@) 0 - Without coolant supply, 1 - With coolant supply
For inserts, see pages: ONHU 0706AN-R-W (508) ® ONMU/ONHU 0706 (507) » S845 SNHU 1806AN-N-W (501) » $845 SNMU/SNHU 1806 (500)
Spare Parts
Designation & / ﬂ f
SOF45 D2.0-04-0.75-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SWe-T SR UNF 3/8X1 B18.3
SOF45 D2.5-05-1.00-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SWe-T SR UNF 1/2X20X1 B18.3
SOF45 D3.0-06-1.00-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SW6-T SR UNF 1/2X20X1 B18.3
SOF45 D3.0-07-1.00-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SWe-T SR UNF 1/2X20X1 B18.3
SOF45 D4.0-07-1.50-R18 SR M5X0.8 16 1P20 BLD IP20/S7 SWe-T
SOF45 D4.0-09-1.50-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SWe-T
SOF45 D5.0-08-1.50-R18 SR M5X0.8 16 1P20 BLD IP20/S7 SWe-T
SOF45 D5.0-12-1.50-R18 SR M5X0.8 16 IP20 BLD IP20/S7 SWe-T
SOF45 D6.0-10-2.00-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SWe-T
SOF45 D6.0-15-2.00-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SWe-T
SOF45 D8.0-12-2,50-R18 SR M5X0.8 16 1P20 BLD IP20/M7 SWe-T
SOF45 D8.0-18-2.50-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SWe-T
SOF45 D10.0-14-2.50-R18 SR M5X0.8 16 1P20 BLD IP20/M7 SWe-T
SOF45 D10.0-21-2.50-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SWe-T
SOF45 D12.0-18-2.50-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SWe-T
SOF45 D12.0-24-2.50-R18 SR M5X0.8 16 IP20 BLD IP20/M7 SW6-T
(Y2 |-l 243
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Accessories -
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COOLANT SET T @ T
Clamping Screws with 0 . 3 .
Adjustable Protrusion Nozzles N

1\ v
-} Key 1 Key DRVS
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for Shell-Type Face Mills — i i
L o LBLB2+
BD THOD CXT LB LB_2 L L mex Key Key 1 DRVS(
COOLANT SET SR 1/2 1C 1.190 1/2-20 10-32 1.170 719 .06 560 3138 375 1.188
COOLANT SET SR 5/8 1-1/4C 1.500 5/8-18 10-32 1.400 875 .06 560 313 375 1.313
COOLANT SET SR 3/4 1-1/2C 1.870 3/4-16 5/16-24 1.540 .937 .09 1.000 438 .500 1.313
COOLANT SET SR 1 2C 2.480 1-14 5/16-24 1.740 937 10 1.000 438 .500 1.688
) Key flat size
Clamping Screws with
Adjustable Protrusion Nozzles
for Shell-Type Face Mills
The protrusion of the nozzle screw can be easily ring wrench (ISO 10104, DIN 838 ANSI/ASME
adjusted according to countersink depth, insert size B107.9M-1994 or BS 3555 standards).
or any other application requirements. The nozzle If desired, the following ring wrenches can also be
screw position can be secured by a locking nut. ordered from ISCAR:
Tests show that cutting fluid supplied through the e 7005735 Ring Wrench 5/16X3/8” for coolant set SR
axis of a tool and directed radially at the bottom 1/2 IC and coolant set SR 5/8 1-1/4C
of the tool dramatically improves both the cooling o 7005736 Ring Wrench 7/16X1/2” for coolant set SR
effect and chip evacuation. 3/4 1-/1/2C and coolant set SR 1 2C.

The screws are offered as sets, comprising a nozzle
screw, locking screw, a locking nut and washers.
The locking nut can be tightened by a standard
open-ended wrench, or preferably by an offset

Assembly with a Lock Nut

| | [2
|V ﬁ"gl
Assembly without a Lock Nut
o % ——

Lt | Lt
o2 =2
Spare Parts

s @ 2

COOLANT SET SR 1/2 1C NOZZLE 10-32 UNF FLAT WASHER M5 DIN125A SS NUT UNF 10-32" SS
COOLANT SET SR 5/8 1-1/4C NOZZLE 10-32 UNF FLAT WASHER M5 DIN125A SS NUT UNF 10-32" SS
COOLANT SET SR 3/4 1-1/2C NOZZLE 5/16-24 UNF FLAT WASHER M8 DIN125A SS NUT UNF 5/16-24 SS
COOLANT SET SR 1 2C NOZZLE 5/16-24 UNF FLAT WASHER M8 DIN125A SS NUT UNF 5/16-24 SS

iy ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

EXTENDED FLUTE CUTTERS
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To Order Contact: Exact Tooling /

Extended Flute Mills
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www.exacttooling.com /

sales@exacttooling.com

/

888-988-8820

HELIPLUS

HELIDO

845 LINE

HP/H490 ANK
page 249

e
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e

HELiTANG

T490 LINE

T490 LNK/LNM
pages 250,251,259

HEL ik,

APK
page 252

=

7
s

SPK
page 252

Xauap

EXTENDED FLUTE

SDK-C/HP
pages 261,262

H490 SM
pages 255,261
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HEL iiviik.i HELiTANG
SM T430/T445/T460 SM
page 262 page 260
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HEL jTANG
T490 LINE

T490 SM
pages 256-258



EXTENDED FLUTE CUTTERS

To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
ISCARwiii.i
90° Extended Flute Mills
Selection Guide
_ ‘
Tool | HPANK-07 | H490 ANK-09 | T490 LNM-08 | T490 LNK-11 | T490 LNK-13 APK-FE SPK ADK
APMX / Flutes
85/2 1.15/1
1.40/2 1.16/2 1.47/2
1.40/4 1.68/3 1.44/3 1.36/2 1.86/2 1.40/2 1.00/2
1.72/4 2.02/3 1.43/2, 1.89/2 2.06/2, 2.20/3 1.70/3 1.50/2
1.87/8, 2.32/4 2.00/3, 4.00/2
- (1 \— (1
N
ol (Yo 8 & | B
=7
° D) 7N @
£ =
0 SOMT 10...
- H490 ANKX/
XOMT 10.. HM AD.. 15...
HP AN.. 07... ANCX-09 T490 LN.T 08... T490 LNK-11... T490 LN.. 13... AP.. 10... QOMT 10.. AD.. 15...
(4]
5 249 249 250 250 251 252 252 253




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

PN IscARAiLL
LU 90° Extended Flute Mills
| Selection Guide
|_ E 5
- |
I I L»\
P290 ACK P290 SM | H490 SM-09 | T490 SM-08 | T490 SM-11 | T490 SM-13 | H490 SM-17 SDK-C/HP SM
APMX / Flutes
9/3,1.40/3
1.40/3, 1.90/3,
9/3 1.12/3 1.44/3
2.40/3,3.30/3
2.10/3, 2.80/3,
94, 1474, 2.02/3 1.43/2
3.50/3 1.9/4
2.10/4, 4.10/4, 1.4/4, 2.1/4,
2.35/4 1.41/3, 1.87/4 1.907/3, 1.907/4 1.00/3
6.30/3 2.8/4
2.218/4, 2.603/4,
2.8/5 1.41/4, 2.32/5 1.83/3 3.870/4 21735 1.50/4
2.528/5, 2.603/5,
2.8/6 1.87/5, 3.24/5 1.83/4 R 1.50/5
1.4/6 2.32/6 2.42/5 3.028/5, 5.154/5 1.50/6
—— ro———— ‘
S “/
5 o 0
2 A =\
§ =" = SD.. 10
HM AD.. 15...
H490 ANKX/ | T490LNHT 08 | T490 LNHT 11 SD.12
P290 AC...T P290 AC...T ANCX-09 TA90 LNMT 08 | T490 LNMT 11 | T490 LN..1306 |H490 AN.. 17... QD..12 AD.. 15...
(0]
§ 254 255 255 256 256 257 261 261,262 262

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELIPLUS
HP ANK-07 e 1 @ %
Extended Flute Endmills 1 t—dffe———- —{  DCONMS
Carrying HP ANK-07... Inserts l O
e APMX =
fe— LH —
OAL
O
DC APMX NOF® CICT® LH OAL DCONMS  Shank® & /
HP ANK D.75-.85-02-W.75-7 750 850 2 6 1.250 3.500 750 W 37 SR 34-533/L/HG T-6/51
HP ANK D1.25-1. . 1.250 1.400 4 20 1.800 4.300 1.250 w 98 SR 34-533/L/HG T-6/51

() Number of flutes
2 Number of inserts
3 W-Weldon

For inserts, see pages: HP ANCR 0702PNFR (446) ® HP ANKT/ANCT 0702..PN-R/PNTR (446) * HP ANKW 070204PNTR (446)

HELIDO

H490 ANK-09 9 | % 4&‘
Extended Flute Endmills Carrying oc . DCONMS

H490 ANKX 09... Double- ¢ l

Sided Rectangular Inserts with — ‘

4 Helical Cutting Edges le—APMX—»

fe— LH

@p)
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<
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OAL

DC APMX NOF® cicT® LH OAL DCONMS ~ Shank® s

H490 ANK D1.0-1.4 1.000 1.400 2 10 1.570 3.930 1.000 W 69
H490 ANKD1.25-1.68-W1.2-9 1.250 1.680 3 18 1.960 4.520 1.250 W 1.11

"%

e For user guide, see pages 534-541
() Number of flutes

) Number of inserts

@) W-Weldon
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www.exacttooling.

com /| sales@exacttooling.com / 888-988-8820

FEuA RIS

HE! fTANG

T490 LNM-08 A
Extended Flute Endmills Df
Carrying T490 LNMT/HT 08...
Tangentially Clamped Inserts

%

F

4
DCONMS

OAL

oosgnation IS

= & S/

APMX NOF® CICT® LH OAL DCONMS  Shank®
T490 LNMD1.00-11-2-W100-8 1.000 1.160 2 8 1.500 4.000 1.000 w .7 SR 10502813-HG-M IP-7/51
T490 LNMD1.25-14-3-W125-8 1.250 1.440 3 15 1.870 4.250 1.250 w 115 SR 10502813-HG-M IP-7/51
T490 LNMD1.50-17-4-W125-8 1.500 1.720 4 24 1.770 4500 1.250 W 1.40 SR 10502813-HG-M 1P-7/51
® ae max for regular inserts, up to 0.25xD, ae max for -CS (chip splitting) inserts, up to 0.35xD
) Number of flutes
@ Number of inserts
3 W-Weldon
For inserts, see pages: T490 LNAR (482) e T490 LNMT/LNHT 0804 (478)
ap/ae Application Range with T490 ap/ae Application Range with T490
LNMT 0804PNR Insert LNMTO080404-CS Chip Splitting Insert
Depth of Cut Depth of Cut
inch inch
ap * ap *
1.70 1.70
1.37
1.06
19
T 1 1 +—de T 1 1 +—ae
25 .31 .35  Width of Cut 35 .40 47 Width of Cut

inch

inch

[ v490 invD1.0-1252w1.0-8 [l T490 LNM D1.25-14-3-w125-8 [ T490 LNM D1.5-172-4-W125-8

HE—I TANG

T490 LNK-11

Extended Flute Endmills
Carrying T490 LN#T 11...
Tangentially Clamped Inserts

: @

- DCONMS
_

OAL

Shank(al % & / f

OAL DCONMS
T490LNKD1 13-2-W125-11 EERWi 1.364 2 8 1.693 4.000 1.250 00  SR34-535/L10.5-SN BLD T16/S7 ~ SW6-SD
T490LNKD1.50-20-3-W125-11 R 2.020 3 18 2.360 4.700 1.250 W 1.32 SR 34-535/L10.5-SN BLD T15/S7  SW6-SD

* Radial W.0.C. < 0.35xD e Important: Maximum clamping torque 28.3 Ibf*in
) Number of flutes

@) Number of inserts

3 W-Weldon

For inserts, see pages: T490 LNMT/LNHT 1106 (479)

ISCAR



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HELITANG ‘F
1

T490 LNK-13 | i %
Extended Flute Endmills - DCONMS

Carrying T490 LNMT/HT 1306...
Tangentially Clamped Inserts

o
DC  APMX NOF® CICT®  LH OAL DCONMS Shank® & / &

@p)
s
LL]
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T490 LNKD1.5-14-2-W125-13 ¥ 1.430 2 6 1.970 4.500 1.250 w 142 SR34-535-SN BLD T15/S7 SW6-T-SH
T490 LNKD1.5-18-2-W125-13 Ry 1.890 2 8 2470 5.000 1.250 W 156 SR 34-535-SN BLD T15/S7 SW6-T-SH
T490 LNKD2.0-18-3-W150-13 X0y 1.870 3 12 2.160 5.250 1.500 w 258  SR34-535-SN BLDT15/S7 SW6-T-SH
T490 LNKD2.0-23-4-W150-13 [pXoe 2.320 4 20 2.560 5.250 1.500 W 2.54  SR34-535-SN BLDT15/87 SW6-T-SH

® ae max for regular inserts, up to 0.25xD, ae max for -CS (chip splitting) inserts, up to 0.35xD

(M Number of flutes

@ Number of inserts

3 W-Weldon

For inserts, see pages: T490 LNAR (482) e T490 LNMT 1306PNTR-FW (481) e T490 LNMT/LNHT 1306 (480)

HELiTAnG CAMFIX Shank

T490 LNK-13-C# ® 0 T @~

Extended Flute Endmills with e 1 DCONMS

CAMFIX Shanks Carrying @

T490 LNMT/HT 13... @

Tangentially Clamped Inserts l«— APMX:

le— LU LF4>

DC  APMX NOF" CICT® LU LF  DCONMS  Shank % & / 4
T490 LNKD44-36-3-L70C4-13 1.732 1.417 3 9 1.97 2.756 1.575 C4 162  SR34-535-SN BLD T15/S7 SW6-T-SH
T490 LNKD50-47-3L100C6-13 R 1.850 3 12 2.99 3.937 2.480 C6 342  SR34-535-SN BLDT15/S7 SW6-T-SH

() Number of flutes
2 Number of inserts

For inserts, see pages: T490 LNAR (482) ® T490 LNMT 1306PNTR-FW (481) e T490 LNMT/LNHT 1306 (480)

HELITANG

T490 LINE

T490 LNK-CAT50
Modular Extended Flute
Endmills with Caterpillar
Tapered Shanks, Carrying
T490 LNMT/HT 1306 Inserts

O
DC  APMX ZEFF CICTW  LH LF DF Shank & i

T490LNKD2,0-3.2-3-CAT50 2,000 3.200 3 21 4.96 5.700 1.968  CATERPILLAR 842  SR34-535-SN BLD T16/S7 SW6-T-SH

® ae max for regular inserts, up to 0.20xD. ae max for -CS (chip splitting) inserts, up to 0.25xD
() Number of inserts

@ F

For inserts, see pages: T490 LNAR (482) ¢ T490 LNMT 1306PNTR-FW (481) e T490 LNMT/LNHT 1306 (480)

Member IMC Grou

P
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

HEL (L
_ |
APK-FE J ! @ %
Extended Flute Endmills Df = DCQNMS
Carrying APKT/R-10... Inserts g oy
OAL:
Designation DC APMX NOFt cicTe LH OAL DCONMS  Shank®  RMPX@ Lbs]
APK D .75-1.12-W.75FE .750 1.150 1 4 1.430 3.500 .750 W 4.0 610
APK D1.00-1.50-W1-FE 1.000 1.470 2 8 1.870 4.250 1.000 W 4.0 73
APK D1.25-1.75W1.25FE 1.250 1.860 2 12 2120 4,500 1.250 W 14 1.22
APK D1.50-2.00-W1.25 1.500 2.060 2 12 2.500 5.000 1.250 W 15 1.69
APK D1.50-2.0-W1.25FE 1.500 2.200 3 18 2.720 5.000 1.250 W 15 1.59

e Inserts with large corner radii can only be mounted in the face position of the cutter
™) Number of flutes

2 Number of inserts

@) W-Weldon

(4 Maximum ramping angle

For inserts, see pages: APCT 1003PDR-HM (452) e APKT 1003..R (455) ® APKT 1003..TR-RM (454) e APKT 1003PDR-HM (453) ® APKT 1003PDTR-76 (454) * APKT
1003PDTR/L-RM (454) ¢ HM90 APKW 1003PDR (455)
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Spare Parts

& / / s s

APK D .75-1.12-W.75FE SR 34-505/HG T-8/53
APK D1.00-1.50-W1-FE SR 34-505/MHG T-8/53
APK D1.25-1.75W1.25FE SR 34-505/LHG T-8/53
APK D1.50-2.00-W1.25 SR 34-505/LHG T-8/53
APK D1.50-2.0-W1.25FE SR 34-505/LHG BLD T08/M7 SW4-SD ZPN 3-10 DRW 34-507

N oammEy §

r.J
IOViViiki

SPK NG y @a %

— — —_1DCONMS

Extended Flute Carrying S/
XPMT-10.. inserts 1.25-2.00 dia.

OAL:

o
DC APMX NOF® cicT® LH OAL  DCONMS  Shank®  RMPX®

SPK 1.25-1.4W1.25-10 1.250 1.400 2 8 2.000 4.500 1.250 W 20 1.23
SPK 1.5-1.7W1.25-10 1.500 1.700 3 15 2.150 4.750 1.250 W 1.5 1.42

) Number of flutes

@ Number of inserts

(3 W-Weldon

@) Maximum ramping angle

For inserts, see pages: QPMT 100408PDTN (495)  SPMT-HQ (495) ¢ XPMT-HQ (496)

Spare Parts

& / /s 7

SPK 1.25-1.4W1.25-10 SR 14-544/S BLD T15/M7 SW6-SD ZPN 3X7 DRW 34-507
SPK 1.5-1.7W1.25-10 SR 14-544/S BLD T15/M7 SW6-SD ZPN 3-10 DRW 34-507

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820
HIEL fivii.i —
|
ADK S 7 @ %
Extended Flute Cutters with S — —t- DCONMS
ADKT/R-15... Inserts |
OAL
Designation DC APMX NOF( cicte LH OAL  DCONMS  Shank®  RMPX® =
ADK D1.25-1.00-W1.25 1.250 1.000 2 4 1.57 4.000 1.250 w 25 1.07
ADK D1.50-1.50-W1.25 1.500 1.500 2 6 197 4.500 1.250 w 20 1.39
ADK D2.00-2.00-W1.5 2.000 2.000 3 12 2.05 5.100 1.500 w 9 2.45
ADK D2.00-4.00-W1.50 2.000 4.000 2 16 4.35 7.500 1.500 w 9 3.51

() Number of flutes

) Number of inserts

) W-Weldon

@) Maximum ramping angle

For inserts, see pages: ADCR 1505PDFR (458)
o ADKT 1505PDTR/L-RM (460)

ADKT 1505PDTR-76 (461)
(456)  HM90 ADKW 1505PDR (464)

Spare Parts

* ADCT 1505PDFR-HM (459)

ADMT 1505PDR-HS (460) ®

ADKR 1505PDR/L-HM (458)
HMO90 ADCT 1505 (457)

* ADKT 15056..R/L-HM (461)  ADKT 1505PDR/L-HM (460) *
HM90 ADCT 1505PDR-CF (457)  HM90 ADKT 1505

Designation

& /

Vi il a

ADK D1.25-1.00-W1.25

ADK D1.50-1.50-W1.25
ADK D2.00-2.00-W1.5
ADK D2.00-4.00-W1.50

SR 14-544/S
SR 14-544/S
SR 14-544/S
SR 14-544/S

BLD T15/M7
BLD T15/M7
BLD T15/M7

T-15/51 ZPN 4-18
SWE-T
SW6-T

SW6-T

FLEXriv

P290 ACK-M

Extended Flute Endmills
with FLEXFIT Threaded
Adaptation Carrying .472"
Long Edged Inserts

DRVS

P %%

y

= APMX

——LF

!
THsst DCONMS

OAL-

DC APMX NOF® CICT® LF  DCONMS THSZMS OAL DRVS(31 RMPX(4) % & /

P290 ACK D32-3-24-M16-12 RFL)

.945

3 6 1.575 1.142

2.559 9 37 SRMB3X0.5-L7.4 IP9@  |P-9/151

* Note: recommended ae up to 0.2xD e For adaptation see page 319

() Number of flutes

2 Number of inserts

@) Clamping wrench size
4 Maximum ramping angle

(a) Recommended tightening torque:2.0 N*m
For inserts, see pages: P290 ACCT/KT (464)
For holders, see pages: BT-ODP (FLEXFIT) (1159) e
S M-CF (1172)

HSK A-ODP (FLEXFIT) (1113) « SM (1172) o

(20.0lbf*in)
P290 ACKT (463)

C#-ODP (FLEXFIT) (1132)

* CAB M-M (FLEXFIT) (1173) ®

® For user guide see pages 534-541

CAT-ODP (FLEXFIT) (1071) » DIN69871-ODP (Metric) (323)

M mber IMC Grot
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To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

P290 ACK T % ®7l 'F

Extended Flute Endmills
Carrying .472 and .708"
Long Edged Inserts

o
DC APMX  NOF®  CICT® LH OAL  DCONMS RMPX®  Shank®

DCONMS

@p)
s
-
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L
O
L
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Z
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<
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P290 ACK100-3-0.9-W.75-12 1.000 .900 3 6 1.570 3.740 .750 14 w 42
P290 ACK100-3-1.4-W100-12 1.000 1.400 3 6 1.970 4.330 1.000 14 w .67
P290 ACK125-3-1.4-W125-12 1.250 1.400 3 6 1.970 4.330 1.250 1.0 w 1.08
P290 ACK125-3-1.9-W125-12 1.250 1.900 3 12 2.560 4.920 1.250 1.0 w 1.18
P290 ACK125-3-2.4-W125-12 1.250 2.400 3 15 3.150 5510 1.250 1.0 w 127
P290 ACK125-3-3.3-W125-12 1.250 3.300 3 21 3.940 6.230 1.250 1.0 w 1.36
P290 ACK1.25-3-1.4-W1.-18 (1) 1.250 1.400 3 6 2.165 4.645 1.000 20 w .82
P290 ACK1.5-3-2.1-W125-18 1.500 2.100 3 9 2.950 5.310 1.250 15 w 142
P290 ACK1.5-3-2.8-W150-18 1.500 2.800 3 12 3.540 6.300 1.500 15 w 215
P290 ACK1.5-3-3.5-W150-18 1.500 3.500 3 15 4.330 7.090 1.500 1.5 w 2.32
P290 ACK2.0 .3-W200-18 2.000 6.300 3 27 7.280 10.630 2.000 1.0 w 6.61
P290 ACK2.0-4-2.1-W150-18 2.000 2.100 4 12 3.150 5910 1.500 1.0 w 2.84
P290 ACK2.0-4-4.1-W200-18 2.000 4.100 4 24 5120 8.460 2.000 10 w 5.25

* Note: recommended ae up to 0.2xD e For user guide, see pages 534-541

) Do not use with P290 ACKT...-FWR insert

(2) Number of flutes

@) Number of inserts

@) Maximum ramping angle

(5) W-Weldon

For inserts, see pages: P290 ACCT/KT (464) e P290 ACKT (463)

Spare Parts

S / / Y
P290 ACK100-3-0.9-W.75-12 SR M3X0.5-L7.4 [P9@ 1P-9/151
P290 ACK100-3-1.4-W100-12 SR M3X0.5-L7.4 IP9ta) 1P-9/151
P290 ACK125-3-1.4-W125-12 SR M3X0.5-L7.4 IP9@ 1P-9/151
P290 ACK125-3-1.9-W125-12 SR M3X0.5-L7.4 IP9@) 1P-9/151
P290 ACK125-3-2.4-W125-12 SR M3X0.5-L7.4 IP9@) 1P-9/151
P290 ACK125-3-3.3-W125-12 SR M3X0.5-L7.4 IP9@) 1P-9/151
P290 ACK1.25-3-1.4-W1.-18 SR 14-544/S BLD T15/M7 SWe-T
P290 ACK1.5-3-2.1-W125-18 SR 14-544/S BLD T15/M7 SW6-T
P290 ACK1.5 f SR 14-544/S BLD T15/M7 SWe-T
P290 ACK1.5 5 SR 14-544/S BLD T15/M7 SWe-T
P290 ACK2.0 . SR 14-544/S BLD T15/M7 SWe-T
P290 ACK2.0-4-2.1-W150-18 SR 14-544/S BLD T15/M7 SW6-T
P290 ACK2.0-4-4.1-W200-18 SR 14-544/S BLD T15/M7 SW6-T

(8 Recommended tightening torque:20.0lbf*in
| v // i

MiLLSHRED Srank PNESIE
CAMFIX *

P290 ACK-C#-18
Extended Flute Endmills with

CAMFIX Shanks Carrying
.709" Long Edged Inserts

o
DC APMX NOF® CICT® LU  LF  RMPX® DCONMS Shank & / 4

P290 ACK D40-3-87-C6-18 MK 3.425 3 15 4147 5.299 15 2.480 CAMFIX 367 SR 14-544/S  BLD T15/M7 SWe-T
P290 ACK D63-5-87-C8-18 Pl 3.425 5 25 4.09 5512 8 3.150 CAMFIX  8.82 SR 14-544/S  BLD T15/M7 SW6-T
* Note: recommended ae up to 0.2xD
() Number of flutes
2 Number of inserts
@) Maximum ramping angle

DCONMS

For inserts, see pages: P290 ACCT/KT (464) e P290 ACKT (463)

ISCAR




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

i i SHRED
|
P290 SM % @7 F

Extended Flute Shell Mills
Carrying .472 and .708"
Long Edged Inserts
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APMX NOF@ CICT® OAL DHUB DCONMS RMPX@ Arbor®

P290 SM D1.25-3-0.9-.5-12 1.250 .900 3 6 2.240 1.380 .500 1.0 A 45
P290 SM D1.5-4-0.9-.75-12 1.500 .900 4 8 2.086 1.770 .750 7 A 46
P290 SM D1.5-4-1.4-.75-12 1.500 1.400 4 12 2.520 1.770 .750 N A .58
P290 SM D1.5-4-1.9-.75-12 1.500 1.900 4 16 3.030 1.770 .750 N A 82
P290 SM D2.0-4-1.4-.75-18 2.000 1.400 4 8 2.560 1.860 .750 1.0 A 1.18
P290 SM D2.0-4-2.1-.75-18 2.000 2.100 4 12 3.150 1.860 .750 1.0 A 1.38
P290 SM D2.0-4-2.1-1.0-18 (1) 2.000 2.100 4 12 3.150 1.970 1.000 8 A 243
P290 SM D2.0-4-2.8-1.0-18 (1) 2.000 2.800 4 16 4130 1.970 1.000 8 A 1.78
P290 SM D2.5-5-2.8-1.0-18 2.500 2.800 ) 20 3.940 2170 1.000 8 A 2.96
P290 SM D3.-6-2.8-1.25-18 3.000 2.800 6 24 3.940 2.680 1.250 & A 414
P290 SM D4.-6-1.4-1.50-18 4.000 1.400 6 12 2.755 3.346 1.500 3 A 5.49

* Note: recommended ae up to 0.2xD e For user guide, see pages 534-541

M) It is recommended to mount the tool on CAT50 SEM 1X1.97X3.00C adapter

2 Number of flutes

@) Number of inserts

(4 Maximum ramping angle

) For adaptation options, see page 535

For inserts, see pages: P290 ACCT/KT (464) » P290 ACKT (463)

Spare Parts
Designation & / / & ﬁ
P290 SM D1.25-3-0.9-.5-12 SR M3X0.5-L7.4 IP9ta) IP-9/151 SR UNF 1/4X1-3/4 B18.3
P290 SM D1.5-4-0.9-.75-12 SR M3X0.5-L7.4 [P9ta) IP-9/151 SR UNF 3/8X1.5 B18.3
P290 SM D1.5-4-1.4-.75-12 SR M3X0.5-L7.4 [P9@ IP-9/151 SR UNF 3/8X2 B18.3
P290 SM D1.5-4-1.9-.75-12 SR M3X0.5-L7.4 |P9ta) IP-9/151 SR UNF 3/8X2.5 B18.3
P290 SM D2.0-4-1.4-,75-18 SR 14-544/S BLD T15/M7 SWe6-T SR UNF 3/8X2 B18.3
P290 SM D2.0-4-2.1-.75-18 SR 14-544/S BLD T15/M7 SWe-T SR UNF 3/8X2.5 B18.3
P290 SM D2.0-4-2.1-1.0-18 SR 14-544/S BLD T15/M7 SW6-T SR-NF50-250
P290 SM D2.0-4-2.8-1.0-18 SR 14-544/S BLD T15/M7 SWe6-T SR UNF 1/2X3% B18.3
P290 SM D2.5-5-2.8-1.0-18 SR 14-544/S BLD T15/M7 SWe-T SR UNF 1/2X2.75 B18.3
P290 SM D3.-6-2.8-1.25-18 SR 14-544/S BLD T15/M7 SW6-T SR UNF 5/8X3 B18.3
P290 SM D4.-6-1.4-1.50-18 SR 14-544/S BLD T15/M7 SW6-T

8 Recommended tightening torque:20.0lbf*in

4‘50'.%’75’” ~—DHUB

H490 SM-09 DPONMD % 'f-i

Extended Flute Shell Mills

Carrying H490 ANKX 09...

Double-Sided Rectangular Inserts

with 4 Helical Cutting Edges

o

Designation DC APMX NOF® CICT®@ OAL DHUB DCONMS Arbortd Lbs]

1250 1.120 3 12 1.770 1.191 500 A 32

e For user guide, see pages 534-541

() Number of flutes

) Number of inserts

@) For adaptation options, see page 535

For inserts, see pages: H490 ANKX/ANCX-09 (472)

Spare Parts

&

SR 10508082-HG

/

BLD T08/M7

/

SR UNF 1/4X1 B18.3

Designation

SW4-SD

H490 SM-09

Member IMC Group
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T490 SM-08

Extended Flute Shell Mills
Carrying T490 LNMT/HT 0804...
Tangentially Clamped Inserts

1
DCOi\IMS DHUB

@ F

o
DC APMX NOF® CICT® OAL DHUB DCONMS Arbor®

&/

/

1.440

T490 SMD1.25-1.44-3-.50-8 R

15 2250  1.377 500

52 SR 10502813-HG-M  IP-7/51

SR UNF 1/4X1-8/4 B18.3

* ae max for regular inserts, up to 0.25xD, ae max for -CS (chip splitting) inserts, up to 0.30xD

() Number of flutes
2 Number of inserts
@) For adaptation options, see page 535

T490 SM-11
Extended Flute Shell Mills
Carrying T490 LN#T 11...

Tangentially Clamped Inserts

DCONMS DHUB

oeguaton [

APMX NOFt® CICT®@ OAL DHUB DCONMS Arbor®®
T490 SM-D1.50-2-3-.75-11 1.500 2.020 3 18 2.800 1.402 750 A 63
T490 SM-D2.0-2,3-4-1.0-11 2.000 2.350 4 28 3.250 1.921 1.000 A 1.43

® Radial W.0.C. < 0.35xD e Important: Maximum clamping torque 28.3 Ibf*in

() Number of flutes
2 Number of inserts
@) For adaptation see page 535

For inserts, see pages: T490 LNMT/LNHT 1106 (479)

Spare Parts

Designation

& /

s

/

SR 34-535/L10.5-SN

BLD T15/87

SR 34-535-SN BLD T15/87

SW6-SD
SW6-SD

SR UNF 3/8X2.5-2903
SR-NF50-250

ISCAR
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FEuA RIS

HE! jTANG

T490 SM-13 p [ ; T % 'flF

Extended Flute Shell Mills T
Carrying T490 LNMT/HT 1306... l

Tangentially Clamped Inserts

DC APMX NOF cicT® OAL DHUB  DCONMS  Arbor® %

EXTENDED FLUTE CUTTERS

T490 SM-D1.5-14-2-,75-13 1.500 1.430 2 6 2.440 1.400 .750 A 62
T490 SM-D2.0-14-3-1.0-13 2.000 1.410 8 9 2.200 1.920 1.000 A 92
T490 SM-D2.0-18-4-1.0-13 2.000 1.870 4 16 2.700 1.920 1.000 A 118
T490 SM-D2.5-14-4-1.0-13 2.500 1.410 4 12 2.362 2.160 1.000 A 1.76
T490 SM-D2.5-23-5-1.0-13 2.500 2.320 5 25 2.950 2.200 1.000 A 2.26
T490 SM-D3.0-18-5-1.25-13 3.000 1.870 5 20 2.700 2.795 1.250 A 3.18
T490 SM-D3.0-32-5-1.25-13 3.000 3.240 5 35 4.000 2.795 1.250 A .30
T490 SM-D4.0-23-6-1.50-13 4.000 2.320 6 30 3.220 3.346 1.500 A 6.79

* ae max for regular inserts, up to 0.25xD e ae max for -CS (chip splitting) inserts, up to 0.35xD

2 Number of flutes

(3 Number of inserts

) For adaptation options, see page 535

For inserts, see pages: T490 LNAR (482)  T490 LNMT 1306PNTR-FW (481)  T490 LNMT/LNHT 1306 (480)

Spare Parts

& / 7 /
T490 SM-D1.5-14-2-.75-13 SR 34-535/L10.5-SN BLD T15/S7 SWe-T-SH
T490 SM-D2.0-14-3-1.0-13 SR 34-535-SN BLD T15/S7 SWe6-T-SH SR UNF 1/2X1% B18.3
T490 SM-D2.0-18-4-1.0-13 SR 34-535-SN BLD T15/S7 SWe-T-SH SR UNF 1/2X2 B18.3
T490 SM-D2.5-14-4-1.0-13 SR 34-535-SN BLD T15/S7 SW6-T-SH SR UNF 1/2X2 B18.3
T490 SM-D2.5-23-5-1.0-13 SR 34-535-SN BLD T15/S7 SWe6-T-SH SR UNF 1/2X2.25 B18.3
T490 SM-D3.0-18-5-1.25-13 SR 34-535-SN BLD T15/S7 SWe-T-SH SR UNF 5/8X2 B18.3
T490 SM-D3.0-32-5-1.25-13 SR 34-535-SN BLD T15/S7 SW6-T-SH SR UNF 5/8X3 B18.3
T490 SM-D4.0-23-6-1.50-13 SR 34-535-SN BLD T15/S7 SW6-T-SH SR UNF 3/4X21: B18.3
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T490 SM-13FT
Basic Units for Modular
Extended Flute Shell Mills

Ldhily

DCONMS DHUB

o
Lbs|

DC APMX NOF™ CICT®@ OAL DCONMS DHUB Arbor®
T490 SMD50-47-2-25, 3FT 1.968 1.870 2 8 2.618 1.000 2.283 A 1.31
T490 SMD63-59-3-25. 3FT 2.480 2.320 3 15 3.149 1.000 2.165 A 2.40

* ae max for regular inserts, up to 0.25xD e ae max for -CS (chip splitting) inserts, up to 0.35xD

) Number of flutes

2 Number of inserts

@) For adaptation options, see page 535

For inserts, see pages: T490 LNAR (482) e T490 LNMT 1306PNTR-FW (481) e T490 LNMT/LNHT 1306 (480)

Modular Extended

Flute Assembly Assembly screw %

Extension ¢ Extension » DC APMX OAL NOF CICT Assembly Screw

1.968 1.850 2.618 8 SR UNF 1/2x2 B18.3

T490 CAP-D50-24-2-20-13FT 1.968 2795 3.543 12 SR UNF 1/2x2 3/4 B18.3

T490 SM-D50-47-2-25.4-13FT T490 CAP-D50-36-2-20-13FT 1.968 3.267 4.015 2 14 SR UNF 1/2x31/4 B18.3
T490 CAP-D50-24-2-20-13FT  T490 CAP-D50-24-2-20-13FT 1968 3.700 4.448 16 SR UNF 1/2x4 1/2 B18.3
T490 CAP-D50-24-2-20-13FT  T490 CAP-D50-36-2-20-13FT  1.968 4.173  4.921 18 SR UNF 1/2x4 1/4 B18.3

2480 2.322 3.149 15 SR UNF 1/2x2 B18.3

T490 CAP-D63-24-3-20-13FT 2480 3228 4.055 21 SR UNF 1/2x2 3/4 B18.3

T490 SM-D63-59-3-25.4-13FT T490 CAP-D63-36-3-20-13FT 2480 38.700 4.527 8 24 SR UNF 1/2x3 1/4 B18.3
T490 CAP-D63-24-3-20-13FT  T490 CAP-D63-24-3-20-13FT  2.480 4.173  5.000 27 SR UNF 1/2x4 1/2 B18.3
T490 CAP-D63-24-3-20-13FT  T490 CAP-D63-36-3-20-13FT  2.480 4.606 5.433 30 SR UNF 1/2x4 1/4 B18.3

ap/ae Application Range for 2.0” (50 mm)
Modular Extended Flute Cutters

Depth of Cut inch
ap
413

T490 CAP-D50-24-2-20-13FT

[] T490 SM-D50-47-2-25.4-13FT
T490 CAP-D50-36-2-20-13FT

I 7490 SM-D50-47-2-25.4-13FT
T490 CAP-D50-24-2-20-13FT

Il 7490 SM-D50-47-2-25.4-13FT

.314 .393 .590 787 .984

T +—P ac

inch

Machining Examples Shoulder Milling

1.968 Width of Cut

Depth of Cut inch

ap/ae Application Range for 2.5” (63 mm)
Modular Extended Flute Cutters

T490 CAP-D63-24-3-20-13FT
T490 CAP-D63-36-3-20-13FT

[ T490 SM-D63-59-3-25.4-13FT
T490 CAP-D63-36-3-20-13FT
B 7490 SM-D63-59-3-25.4-13FT
T490 CAP-D63-24-3-20-13FT
Il 7490 SM-D63-59-3-25.4-13FT

314 551 590

o
-ae

.984 2.48 Width of Cut
inch

Machining Examples Shoulder Milling

Tool: T490 SM-D63-59-3-25.4-13FT Tool: T490 SM-D63-59-3-25.4-13FT
T490 CAP-D63-24-3-20-13FT T490 CAP-D63-24-3-20-13FT

Insert:  T490 LNMT 1306PNTR 1C830 Insert:  T490 LNMT 1306PNTR-CS 1C810

Workpiece: SAE 4340 (29 HRC) Workpiece: Cast Iron 65-45-12

Ve = 330 RPM Ve = 660 RPM

Fz=.008 IPT Fz=.008 IPT

ap= 2.95 inch ap=2.95 inch

ae=.787 inch ae=.984 inch

Coolant: Air Coolant: No

Tool life= 60 min Tool life= 60 min

Spare Parts

Designation & / ﬁ v f f
BCCLIC T DE{ By S 2P S kI gl SR 34-535/L10.5-SN. BLDT15/S7  SW6-T-SH SR UNF 1/2X2 B18.3 SR M12X50 DIN912
T490 SMD63-59-3-25.4-13FT SR 34-535-SN BLDT15/S7  SW6-T-SH  PGD63 SR M3X0.5X10DIN7991 10.9 SR UNF 1/2X2.25 B18.3 SR M12X60 DIN912

ISCAR

888-988-8820
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HELITANG

T490 CAP-13FT
Extension Units for Modular
Extended Flute Shell Mills

o
o ew wom  om s B » &

T490 CAP-D50-24-2-20-13FT 1.968 945 2 4 20 47 SR 34-535-SN
T490 CAP-D50-36-2-20-13FT 1.968 1.417 2 6 20 71 SR 34-535-SN
T490 CAP-D63-24-3-20-13FT 2.480 945 3 6 20 .73 SR 34-535-SN
T490 CAP-D63-24-4-20-13FT 2.480 945 4 8 20 74 SR 34-535-SN SR M6X6 DIN916
T490 CAP-D63-36-3-20-13FT 2.480 147 3 ¢ 20 1.12 SR 34-535-SN
T490 CAP-D63-36-4-20-13FT 2.480 1.417 4 12 20 1.10 SR 34-535-SN SR M6X6 DIN916
T490 CAP-D80-24-4-25-13FT 3.150 945 4 8 25 1.30 SR 34-535-SN SR M6X8 DIN916
T490 CAP-D80-24-5-25-13FT 3.150 945 5 10 25 1.27 SR 34-535-SN
T490 CAP-D80-36-4-25-13FT 3.150 1.417 4 12 25 1.94 SR 34-635-SN SR M6X8 DIN916

) Number of flutes
2 Number of inserts

For inserts, see pages: T490 LNAR (482) e T490 LNMT 1306PNTR-FW (481) ® T490 LNMT/LNHT 1306 (480)
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HEL [TANG Shank

7490 LINE T490 CAP-FT ﬁ
T490 LNK-CAT50-FT TS J %
Basic Units of Modular Extended =N R

Flute Endmills with Caterpillar
Tapered Shanks, Carrying
T490 LNMT/HT 1306 Inserts

O
DC APMX NOF( cicT® LDRED LF DF Shank

T490LNKD3.0-4.1-4-CATSOFT 3.000 4.150 4 36 6.07 6.818 1.968 CATERPILLAR 14.10

® ae max for regular inserts, up to 0.10xD. ae max for -CS (chip splitting) inserts, up to 0.20xD e Remove coolant plug screws (SR M6X..DIN916) prior to
attaching extension units

() Number of flutes

2 Number of inserts

For inserts, see pages: T490 LNAR (482) e T490 LNMT 1306PNTR-FW (481) e T490 LNMT/LNHT 1306 (480)

Shell Base Unit Extension DC APMX LF NOF CICT Assembly Screw
4150 6.818 36
e e Ol LR 100G APDS.0-1.0-4-25-13FT 3.00 5112 6989 44 SR M16x40 DIN912

Shell locking screw

Coolant plug screw
SR M6x...

Cover screw
SR M3x10DIN7991

Cover

SR 34-535-SN
Spare Parts
& / g ¢ 7
T490 LNK-CAT50-FT SR 34-535-SN BLD T15/S7 SW6-T-SH SR M5X6-510128 * PG D63

* Optional, should be ordered separately

Member IMC Grou

P
4 1| ]




To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

@|

gy oA AEs

HE! fTANG

T490 LINE

T490 CAP 13FT
Extension Units for Modular

—
Extended Flute Shell Mills ] s
APMX
APMX NOF® cicte ss é & & f
.960 4 8 787 .76 SR 34-535-SN SR M6X6 DIN916 SR M12X35DIN912
.960 4 8 .984 117 SR 34-535-SN SR M6X8 DIN916 SR M16X40 DIN912

™) Number of flutes
2 Number of inserts

For inserts, see pages: T490 LNAR (482)  T490 LNMT 1306PNTR-FW (481) ® T490 LNMT/LNHT 1306 (480)

HELITANG
T430/T445/T460 SM
30°, 45° and 60° Extended
Flute Face Mills, Carrying
T490 LNMT/LNHT 13...
Tangentially Clamped Inserts

o
DC APMX ~ DCX®  KAPR  NOF®  ZNP®  OAL  DHUB DCONMS Arbore (B

T430 SMD2.0-.63-3-1.25-13 2.000 637 4.252 30.0 3 9 2.500 2.560 1.250 A 3.84
T445 SMD2.0-.94-3-1.25-13 2.000 940 3.900 45.0 3 9 2.250 2.560 1.250 A 2.84
T445 SMD2.5-.94-4-1.25-13 2.500 940 4.403 45.0 4 12 2.250 2.560 1.250 A 3.61
T460 SMD2.0-1.18-3-1.0-13 2.000 1.180 3.388 60.0 3 9 2.165 2.360 1.000 A 2.2

¢ Note: RPM should be considered according to the recommended speed applied on the outer diameter obtained by the specific D.O.C. e For user guide, see pages 534-541

() Cutting diameter maximum

2 Number of flutes

(3) Number of peripheral inserts

) For adaptation see page 535

@p)
s
LL]
=
-
O
LL]
|_
-
—1
L
A
LLJ
A
Z
LL]
<
LLJ

For inserts, see pages: T490 LNAR (482) ¢ T490 LNMT 1306PNTR-FW (481) ® T490 LNMT/LNHT 1306 (480)

Spare Parts

& / a /

T430 SMD2.0-.63-3-1.25-13 SR 34-535-SN BLD T15/87 SW6-T-SH SR UNF 5/8X1.5 B18.3
T445 SMD2.0-.94-3-1.25-13 SR 34-535-SN BLD T15/87 SW6-T-SH SR UNF 5/8X1.25 B18.3
T445 SMD2.5-.94-4-1.25-13 SR 34-535-SN BLD T15/87 SW6-T-SH SR UNF 5/8X1.25 B18.3
T460 SMD2.0-1.18-3-1.0-13 SR 34-535-SN BLD T15/87 SW6-T-SH SR UNF 1/2X17%2 B18.3

ISCAR
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HELIDO DHUB —~
490 LINE FBCONMS ‘ % r
H490 SM-17 | —
Extended Flute Shell Mills N
Carrying H490 ANKX 17.. 't oA
Double-Sided Rectangular Inserts W [ APMIX
with 4 Helical Cutting Edges ‘ |
DC
Designation DC APMX NOF® CICT® OAL DHUB DCONMS Arbor®® Lbs
H490 SMD2.5-1.9-3-1.00-17 2.500 1.830 8 9 2.760 2.360 1.000 A 2.00
H490 SMD3.0-1.9-4-1.25-17 3.000 1.830 4 12 2.760 2.860 1.250 A 3.10
4.000 2.420 5 20 3.350 3.460 1500 A 7.07
)

® ae(max)=0.25xD for regular inserts, ae(max)=0.35xD for -CS (chip splitting) inserts. e Inserts with corner radii larger than .031" should only be used on the face of the cutter.
() Number of flutes

) Number of inserts

©) For adaptation see page 535

For inserts, see pages: H490 ANKX/ANCX-17 (475)

Spare Parts

& / a /

H490 SMD2.5-1.9-3-1.00-17 SR 14-591 BLD T20/M7 SWe-T SR UNF 1/2X2 B18.3
H490 SMD3.0-1.9-4-1.25-17 SR 14-591 BLD T20/M7 SWe-T SR UNF 5/8X2 B18.3
H490 SMD4.0-2.5-5-1.50-17 SR 14-591 BLD T20/M7 SWe-T

EXTENDED FLUTE CUTTERS

UAD

EXTENDED FLUTE
SDK-10-C/HP
Extended Flute Shell Mills
Carrying SDHW/T
100408... Inserts

Llkily

DC APMX NOFt cicTe OAL DCONMS  DHUB Arbor® o]

SDK D2.0-1.9-3-1.00-10-C 2.000 1.907 3 18 3.150 1.000 1.921 A 1.28
SDK D2.0-1.9-4-1.00-10-C 2.000 1.907 4 24 3.150 1.000 1.921 A 1.27
SDK D2.0-1.9-4-1.00-10-HP 2.000 1.907 4 24 3.150 1.000 1.921 A 1.29
SDK D2.5-2.2-4-1.00-10-C 2.500 2.218 4 28 3.150 1.000 2.205 A 1.94
SDK D3.0-2.5-5-1.25-10-C 3.000 2.528 5) 40 3.346 1.250 2.795 A 3.16
() Number of flutes
2 Number of inserts
®) For adaptation see page 535
For inserts, see pages: SDHW/T 100408 (502)
Spare Parts
& / /7 /
SDK D2.0-1.9-3-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.0-1.9-4-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.0-1.9-4-1.00-10-HP SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D2.5-2.2-4-1.00-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR-NF50-250
SDK D3.0-2.5-5-1.25-10-C SR M3.5X0.6-L8.5 IP10 BLD IP10/S7 SW6-SD SR UNF 5/8X2.5 B18.3
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EXTENDED FLUTE

SDK-12-C/HP
Extended Flute Shell Mills
Carrying SDHT 1205... Inserts

|  www.exacttooling.com /

sales@exacttooling.com

/

888-988-8820

©

F

SDK D2.5-2.1-05-1.0-12-C
SDK D2.5-2.1-05-1.0-12-HP
SDK D2.5-2.6-04-1.0-12-C
SDK D2.5-3.8-04-1.0-12-C
SDK D3.0-2.6-05-1.25-12-C
SDK D3.0-4.3-05-1.25-12-C
SDK D4.0-3.0-06-1.5-12-C
SDK D4.0-5.1-06-1.5-12-C

) Number of flutes
@) Number of inserts

() For adaptation options, see page 535

For inserts, see pages: SDHT/X 120508 (474)

Spare Parts

Designation

SDK D2.5-2.1-05-1.0-12-C
SDK D2.5-2.1-05-1.0-12-HP
SDK D2.5-2.6-04-1.0-12-C
SDK D2.5-3.8-04-1.0-12-C
SDK D3.0-2.6-05-1.25-12-C
SDK D3.0-4.3-05-1.25-12-C
SDK D4.0-3.0-06-1.5-12-C
SDK D4.0-5.1-06-1.5-12-C

g mmmEn §

HEL fniik.L

SM

Extended Flute Shell Mills
Carrying HM90 ADKT
1505... Inserts

SM D2.00-1.00-1.00-M
SM D2.5 -1.50-1.00-M
SM D3.00-1.50-1.25-M

SM D4.00-1.50-1.50-M

HUB
DC APMX NOF® CICT® OAL DCONMS DHUB Arbor® Lbs
2,500 2173 5 25 3.150 1.000 2.252 A 215
2,500 2173 5 2% 3150 1,000 2,252 A 215
2,500 2,603 4 24 3.661 1,000 2.252 A 2.40
2,500 3.879 4 36 4,921 1.000 2,252 A 2.70
3.000 2.603 5 30 3.661 1.250 2.874 A 3.76
3.000 4,309 5 50 5,630 1.250 2.874 A 5.82
4.000 3.028 6 42 4.331 1.500 3.228 A 8.76
4,000 5.154 6 72 6.496 1,500 3.228 A 13.23
& / 4 Ve
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR-NF50-250
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR-NF50-250
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 1/2X3 B18.3
SR M4X0.7-19.5 IP15-4623 BLD IP15/M7 SWB-T SR UNF 1/2X4.25 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 5/8%2.75 B18.3
SR M4X0.7-L9.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 5/8%4.75 B18.3
SR M4X0.7-19.5 IP15-4623 BLD IP15/M7 SWB-T SR UNF 3/4X3.5 B18.3
SR M4X0.7-19.5 IP15-4623 BLD IP15/M7 SW6-T SR UNF 3/4X5-1/2 B18.3
DHUB —
FJCONMS i @ %
OAL Q
DC APMX NOF® CICT®@ OAL DHUB DCONMS Arbor® RMPX@ Lbs)
2.000 1.000 & 6 2.000 1.910 1.000 A 9 .90
2.500 1.500 4 12 2.380 2130 1.000 A 7 1.56
3.000 1.500 5] 15 2.380 2.680 1.250 B 6 2.42
4.000 1.500 6 18 2.380 3.820 1.500 B 4 457

) Number of flutes
2 Number of inserts

(@) For adaptation options, see page 535

(4 Maximum ramping angle

For inserts, see pages: ADCR 1505PDFR (458) ¢ ADCT 1505PDFR-HM (459) e ADKR 1505PDR/L-HM (458) » ADKT 1505..R/L-HM (461) ® ADKT 1505PDR/L-HM (460)
ADKT 1505PDTR-76 (461) » ADKT 1505PDTR/L-RM (460) » ADMT 1505PDR-HS (460) » HM90 ADCT 1505 (457) » HM90 ADCT 1505PDR-CF (457) » HM90 ADKT 1505

(456) » HM90 ADKW 1505PDR (464)

Spare Parts

Designation
SM D2.00-1.00-1.00-M

SM D2.5 -1.50-1.00-M
SM D3.00-1.50-1.25-M
SM D4.00-1.50-1.50-M

ISCAR

&

/

&

7/

SR 14-544/8
SR 14-544/8
SR 14-544/8
SR 14-544/8

BLD T15/M7
BLD T15/M7
BLD T15/M7
BLD T15/M7

SW6-T
SW6-T
SW6-T
SW6-T

SR UNF 1/2X172 B18.3
SR UNF 1/2X172 B18.3
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Ball Nose Selection Guide

A

/

www.exacttooling.com

/

sales@exacttooling.com /

888-988-8820

Tool ‘
HCM BLP
HCM-M BCM-M BLP -M
EB...Solid Carbide HCM-MM BCM-MM BLPK
.125-.250 [
313 [
375 . .
.500 . . °
.625 . ° °
.630 [
[ ] [ ] [ ]
[ ]
° ° (] L]
[ ] [ ]
[ ] [ ]
[ ] [ ]
g
HBF-QF BLRD...-QT
HBR-QF BLR D...-MFW
HCR BCR BLRD...-QCS
@ Solid Carbide (91)
& 269-272 275-276 272-274
o MULTI-MASTER (31)

Member IMC Grou
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Selection Guide for Endmills
and Face Mills with Round Insert

| www.exacttooling.com

| sales@exacttooling.com /

888-988-8820

aaiCCX Ine

Inserts

Toroidal
—< 2

ka

E93CN
E93CN-M
E93CN-MM

TR6 ER
TR6 ER-M
TR6 FR

e

H400 FR-10
H400 ER-10

H400 ER-12
H400 FR-12

H606 ER-M
H606 FR-12

H606 ER-.50
H606 FR-.50

@)

TR6 TNCU
TRI0 TXMT HB06 RXCU
TRFF TXMT RC.T 1206
CNT TR45 TXMT RXCW 82 RC.T 1004 RCW 1206 | H400 RNHU 10... | H400 RNHU 12... 1206 H606 RXCU 43
g 277-278 278-282 283 284-285 283-285 286-287 286-288 290-291 289-290
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Selection Guide for Endmill I E
election Guide for Endmills . )

and Face Mills with Round Insert O
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FRW-16 H400 FR-16 FRW-20

RC.T 1607 RC.T 2009
RC.W 1607 H400 RNHU 16... RC.W 2009

285 289 285

Page
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MULTI-MASTER and FLEXFIT Connection Options

MILLING HEADS ADAPTERS SHANKS
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FLEXFIT (M)
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