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Company Profile

Carmex Precision Tools Ltd. is a leading manufacturer
of high quality cutting tools.

The company was founded in 1988 in Maalot, located
in the beautiful North West region of Israel.

Product Lines

Carmex specializes in the production of threading tools for turning
and milling. Our product lines include Thread Turning inserts and
toolholders, Mill-Thread inserts and toolholders, Mill-Thread Solid
Carbide and Spiral Mill-Thread. In addition to threading, we produce
Grooving tools, Mini Chamfer mills, Swiss Tools and the Tiny Tools
line of small boring bars for threading, turning and grooving of
small parts. The company’s different product lines are recognized
worldwide for their advanced technology, reliable full range lines
that offer accurate geometry, excellent cutting performance and
extended tool life. Our products and service we provide live up to
the highest standards and outperform them. Carmex also produces
special tools in accordance with the customer’s requirements.

Quality Assurance

In addition to our unyielding strive for high quality, speedy service
and reliability, Carmex is certified by ISO 9001:2015, ISO 13485:2016,
ISO 14001:2015, OHSAS 45001:2018 and CE. 0483 Most of our
customers’ requirements are supplied immediately from our readily
available wide range of inventory as well as from our agents and
distributor’s stocks around the world. In August 2008 Carmex
completed its transfer to the new, state-of-the-art modern building.
In addition to the construction we invested in advanced machinery
and equipment as part of our strategy to keep our position in the
first line of high technology.

Carmex Branches

In addition to its distributor’s chain, Carmex has three independent
sales branches. Each of them keeps Carmex’s wide range of stock
and employs talented, service oriented managers, engineers,

technicians and administrators willing to fulfill the customers’ needs.

2003 - C.P.T. GmbH, a sales branch in Stuttgart Germany
serving Europe.

2004 - Carmex Precision Tools, LLC, a sales branch in
Wisconsin USA serving North America and Mexico.

2008 - Carmex Italia Srl, a sales branch in Modena, Italy.

In addition to our customers’ recognition of our high quality tools,
we are well known as a service oriented company and as a very
competitive supplier that pledge for customer satisfaction.

ISO 9001-2015
Quality Management
Systems



2016

1SO 13485:2016
Medical Devices
Quality Management
Systems

2015
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Environmental

Management
Systems
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Occupational
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environmental
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Carmex Tool Wizard

Carmex offers an online software for Thread Turning and Mill-Thread to assist
threading tools users to select and apply the correct tools to machine threads on
CNC machining centers.

Both programs will find tools that are suitable for your application, calculate or adjust
cutting data depending on the machining capability, and generate CNC program for a
variety of controls.

The software is available on our website carmex.com
Click on "Tool Wizard".
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Special Tools

In addition to standard products, Carmex has a worldwide reputation for the design
and manufacture of special tools according to customers' application.

Special tools are supplied in short delivery times.

Carmex and the Environment

Carmex is fully committed to sustainable production methods.

Our green central filtration and waste management system is a good example.

This not only maximizes resource use, but also enables us to dispose of our waste in an
environmentally responsible way.

Carmex is an ISO 14001: 2015 certified manufacturer for it's Environmental Management Systems.
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Thread - Turning

Oil & Gas Modular Line

Threading Tools for the Oil & Gas industries Turning adaptors and boring
bars for internal threading and
grooving applications

Large Profile Inserts
and Toolholders

New Inserts for most of the
existing applications

Tiny Tools
CIM

Fast clamping system

MFR

New inserts for Face Grooving
with chip former

Square Shank Toolholders

For internal machining

New Inserts for most of the existing
applications & new Toolholders
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Mini Tools

New Inserts

e Threading - Acme & Trapez DIN 103
® Grooving, Circlip Ring Grooves DIN 471/472

New Inserts for most of the existing
applications & new Toolholders

Swiss Line

New line of polygon inserts and toolholders

New 25 and 40 mm sized polygon inserts

New GX7 advanced grade - high toughness for optimized performance
New line of 16 mm sized 3 cutting edges inserts and toolholders

G4 - New line of 4 cutting edges turning inserts and toolholders for grooving,
parting-off and threading applications

® G6 - New line of 6 cutting edges inserts and toolholders

for grooving, parting, turning and threading

Carbide Shank Turning Toolholders and Inserts
Expanded range of Carbide Shank Turning Toolholders
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Slim MT

High productivity, Slim cost

A new product line of indexable Mill-Thread inserts and toolholders including
multiple straight flutes for machining long threads from small to large diameters

Spiral Mill-Thread

New H21 and H27 inserts with
corresponding Toolholders

CMT - Vertical Milling

New Inserts

Dovetail 45°

Groove Milling DIN 471/472

Groove Milling Multi - Flute DIN 471/472
Front and back corner rounding

Front and back corner rounding - Multi Flute

New Shell Mill Cutter

New inserts for most of the existing profiles

Mill - Thread Solid Carbide

MTB
New Thread-Mills for Whitworth, MJ and UNJ profiles

EMT - External Thread Mills
New Thread-Mills for MJ and UNJ profiles for Aerospace
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Mini Mill - Thread

MTS Dental

New Thread-Mills for the Dental Implants Industry

MTSB

Solid Carbide Thread-Mills with internal coolant bore and
increased number of flutes for high performance, shorter
cycle time and improved tool life

FMTI Multi Flute

Solid Carbide Thread-Mills with a large number of
flutes, for increased productivity and high performance

Multi - Function Thread Mills 3 in 1 Operations

DMT
Thread-Mills for G (BSP) and NPT profiles

MT Drill - MTD

Designed to drill, chamfer and thread mill the hole in one operation

MTSH
Thread-Mills for MJ and UNJ profiles

FSH

High productive Solid Carbide Thread-Mills with a large
number of flutes for machining hard materials up to 65 HRC

Supercut Solid Carbide Mills

High Performance CR - Supercut End - Mills

® Designed for high feed machining and high metal removal rate
® Compatible for a wide range of materials

Multi - Function Milling Tools

Performs multiple operations with one tool
® Spotting and Drilling ® Side Miling ® Chamfering
® Slotting ® Grooving ® Engraving
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CR - Supercut High Feed End-Mills

High performance milling tools, designed for high feed rates
with shallow cutting depths

Indexable CMT Roughers and Finishers

For excellent performance

Modular system using the standard CMT tool holders
with various shank options

Mini Chamfer and Countersink

Solid Carbide Radius Fillet End-Mills

® Tools for different radius filleting
® Two, three and four flutes
® Cylindrical shank DIN6535-HA

Countersink - Solid Carbide Chamfering End-Mills

® Tools for 45 and 60° chamfering and deburring
® Four flutes
® Cylindrical shank DIN6535-HA (Weldon shank available upon request)

Gear Milling

Innovative tools for gear, spline, and rack manufacturing
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Main Content

Page:

Turning Tools A01-A10

Milling Tools B01-B16
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Turning Tools
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CONTENTS: Page:
A01 | Thread Turning Inserts 1-54
A02 | Thread Turning Toolholders and Kits 1-20

A03 | Double Sided Thread Turning Inserts and Toolholders 1-6

A04 | Thread Turning Technical Section 1-10 ?"US;{“Q:CEC
A05 | Grooving Tools 1-4
A06 | Tiny Tools 1-48
A07 | MiniTools 1-15
A08 | SwissLine 1-54
A09 | Carbide Shank Turning Toolholders and Inserts 1-6

A10 | Thread Whirling 1-4
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Thread Turning Inserts

A0

Contents:

Product Identification
Partial Profile 60°
Partial Profile 55°

ISO - metric

UN - Unified
Whitworth - 55°

NPT

NPTF

BSPT

DIN 477

Acme

Stub Acme
Trapez-DIN 103

PG - DIN 40430
Sagengewinde - DIN 513
Round - DIN 405
Round - DIN 20400
UNJ

MJ - 150 5855
American Buttress
Threading Tools for the Oil & Gas Indusries
API Round

V-0.040

V-0.038R

V-0.050

Page:

3-4
56

10-13
14-17
18-19
20
21-22
22
23
24
25
26
26
27
27
28-29
30
31-32
33-34
33
34
34
34

Contents:

V-0.055

Extreme - Line Casing

Buttress Casing

VAM

HUGHES

PAC

NPS

NPSM

Vertical API

Vertical APl Buttress Casing
Vertical APl Round

Chasers APl Round

Chasers API Buttress Casing
Chasers OTTM Buttress Casing
Chasers APl Buttress Casing
Chasers OTTM Buttress Casing
Chasers APl Buttress Casing
Chasers OTTM Buttress Casing

Large Profile Inserts and Toolholders

Large Profile - Acme

External Holders - Acme
Internal Holders - Acme
Large Profile- Stub Acme
External Holders - Stub Acme
Internal Holders - Stub Acme

Type B
Demonstration

Page:

34
35
35
35
36
36
37
37
38
39
40
4
42
42
43
43
44
44
45-50
45
46
47
48
49
50
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Thread Turning Inserts

Product Identification
Thread Turning Inserts Ordering Codes

LLLE

N\

06
08
08U
1
16
16V
22
22U
22V
27
27U
27V
33U

; I.C.
L

L~
Lmm I.C.

5/32
3/16
3/16U
1/4
3/8
3/8
1/2
1/2U
1/2
5/8
5/8U
5/8
3/4U

E = External
| =Internal

B=TypeB

Y

R = Right Hand
L = Left Hand

Pitch
in mm:
0.25-12

or TPI
(Threads
per Inch)
80-2

Full
Profiles:
ISO

UN
WHIT
NPT
NPTF
BSPT
DIN 477
ACME
ST.ACME
TRAPEZ
ROUND
UNJ

M)

PG

AM. BUTT.
SAGE
API

VAM

Partial
Profiles:
A

G

AG

co=z

Multitooth
style &
number
of teeth

API size
& taper

Carbide
Grade:
P30

K20
BMA
MXC
P25C
BXC

BLU
HBA
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Partial Profile 60°

EXTERNAL INTERNAL
L I.C. Pitch Range Ordering Code Ordering Code X Y
mm mm TPI Right Hand ‘ Left Hand Right Hand Left Hand
6 5/32 | 05 -125 48 -20 | ULTRAMINIATURE —> | 06 IR A60 06 IL A60 .02 .02
8 316 |05 -15 48 -16 | MINIATURE ——— > | 08 IR A60 08 IL A60 .02 .03
8u 3/16U | 1.75-2.0 14 -11 “U” MINIATURE — > 08U IR/L U60 .03 .16
11 1/4 05 -15 48 -16 11 ER A60 11 EL A60 11 IR A60 11 IL A60 .03 .04
16 3/8 05 -15 48 -16 16 ER A60 16 EL A60 16 IR A60 16 IL A60 .03 .04
16 3/8 1.75-3.0 14 -8 16 ER G60 16 EL G60 16 IR G60 16 IL G60 .05 .07
16 3/8 05 -30 48 -8 16 ERAG60 | 16 ELAG60 | 16 IR AG60 16 IL AG60 .05 .07
22 1/2 35 -5.0 7 -5 22 ER N60 22 EL N60 22 IR N60 22 IL N60 .07 .10
22U 12U | 5.5 -8.0 45 -3.25 22U E/V/R/L U60 .02 43
27 5/8 55 -6.0 45-4 27 ER Q60 27 EL Q60 27 IR Q60 27 IL Q60 .08 .12
27U 5/8U | 6.5 -9.0 4 -275 27U E//R/L U60 .04 54
Order example: 16 ER G60 MXC
For small bore threading see page A06-12
Type B . . . EX-RH IN-RH
Ground profile with sintered chip-breaker
EXTERNAL INTERNAL
L I.C. Pitch Range Ordering Code Ordering Code X Y
mm mm TPI Right Hand Right Hand
16 3/8 0.5 -15 48-16 16 ER B A60 16 IR B A60 .03 .04
16 3/8 1.75-3.0 14- 8 16 ER B G60 16 IR B G60 .05 .07
16 3/8 05 -3.0 48-8 16 ER B AG60 16 IR B AG60 .05 .07

Order example: 16 ER B G60 BMA

For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

Partial Profile 60°

(]
Vertical
A
EXTERNAL INTERNAL

L I.C. Pitch Range Ordering Code Ordering Code X Y T
mm mm TPI Right Hand Left Hand Right Hand Left Hand

16 3/8 (05 - 1.5 48-16 16V ER A60 16V EL A60 .04 .04 14
16 3/8 |[1.75- 3.0 14- 8 16V ER G60 | 16V EL G60 .04 .07 14
16 3/8 |05 - 3.0 48- 8 16V ER AG60 | 16V EL AG60 .04 .07 14
22 1/2 |1.75- 3.0 14- 8 22V ER G60 |22V EL G60 .05 .07 .16
22 1/2 |05 - 50 7-5 22V ER N60 | 22V EL N60 .05 10 .19
27 5/8 |6.0 -10.0 4- 25 |27VERV60 |27V EL V60 27VIRV60 | 27VILV6O | .07 .20 .41

Order example: 16V ER G60 BMA
For carbide grade and cutting speed see page A04-2 and 3
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Partial Profile 55°

EX-RH  IN-RH

Y IN-LH  EX-LH
R 1
Ay A ILC. 1C. 7

J
E

EXTERNAL INTERNAL
L I.C. Pitch Range Ordering Code Ordering Code X Y
mm mm TPI Right Hand ‘ Left Hand Right Hand Left Hand
6 5/32 |05 -1.25 48 -20 ULTRA MINIATURE—————> 06 IR A55 06 IL A55 .02 .02
8 3/16 |05 -1.5 48 -16 MINIATURE——> 08 IR A55 08 IL A55 .02 .03
8u 3/16U |1.75-2.0 14 -11 “‘U” MINATURE——> 08U IR/L U55 .03 .16
11 1/4 |05 -15 48 -16 11 ER A55 11 EL A55 11 IR A55 11 IL A55 .03 .04
16 3/8 |05 -15 48 -16 16 ER A55 16 EL A55 16 IR A55 16 IL A55 .03 .04
16 3/8 |1.75-3.0 14 -8 16 ER G55 16 EL G55 16 IR G55 16 IL G55 .05 .07
16 3/8 |05 -3.0 48 -8 16 ERAG55 | 16 EL AG55 | 16 IR AG55 16 IL AG55 .05 .07
22 12 |35 -50 7 -5 22 ER N55 22 EL N55 22 IR N55 22 IL N55 .07 .10
22U 12U |55 -8.0 45 -3.25 22U E/I/R/L U55 .04 .43
27 5/8 |55 -6.0 45-4 27 ER Q55 27 EL Q55 27 IR Q55 27 IL Q55 .08 .11
27U 5/8U |65 -9.0 4 -275 27U E/I/R/L U55 .05 .54
Order example: 16 ER G55 MXC
For small bore threading see page A06-12
Type B EX-RH IN-RH
Ground Profile with Sintered Chip-breaker
EXTERNAL INTERNAL
L I.C. Pitch Range Ordering Code Ordering Code X Y
mm mm TPI Right Hand Right Hand
16 3/8 1.75-3.0 14-8 16 ER B G55 16 IR B G55 .05 .07
16 3/8 05 -3.0 48-8 16 ER B AG55 16 IR B AG55 .05 .07

Order example: 16 ER B G55 BMA
For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

Partial Profile 55°

(]
Vertical
A
EXTERNAL INTERNAL

L IC. Pitch Range Ordering Code Ordering Code X Y T
mm mm TPI Right Hand Left Hand Right Hand Left Hand

16 3/8 |05 - 15 48-16 |16VERA55 |16V EL A55 .04 .04 14
16 3/8 |[1.75- 3.0 14- 8 16V ER G55 | 16V EL G55 .04 .07 14
16 3/8 |05 - 3.0 48- 8 |16V ERAG55 |16V EL AG55 .04 .07 14
22 1/2 |35 - 50 7- 5 |22VERN55 |22V EL N55 .05 .10 19
27 5/8 |6.0 -10.0 4- 25|27VERV55 |27V EL V55 27V IR V55 27V IL V55 .07 .20 41

Order example: 22V ER N55 BMA
For carbide grade and cutting speed see page A04-2 and 3
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EX-RH
IN-LH

IN-RH
EXLH v

ISO - metric e
A

EXTERNAL INTERNAL

Pitch L I.C. Ordering Code X Y Ordering Code X Y
mm | mm Right Hand ‘ Left Hand ‘ Right Hand Left Hand

0.25 6 5/32 06 IR 0.251SO | 06 IL 0.25 ISO .03 .01
0.5 6 5/32 06IR0.5 ISO | 06IL0.5 ISO .04 .02
0.75 6  5/32 | ULTRA MINIATURE > | 06 IR 0.751SO | 06 IL 0.75 ISO .03 .02
1.0 6  5/32 06IR1.0 ISO | 06IL1.0 ISO .03 .02
1.25 6 5/32 06 IR 1.251SO | 06 IL 1.25 ISO .02 .02
0.25 8 3/16 08 1R 0.251SO | 08 IL 0.25 ISO .03 .01
0.5 8 3/16 08IR0.5 ISO | 08IL0.5 ISO .02 .02
0.75 8 3/16 | MINIATURE > | 081R0.751SO | 08 IL 0.75 ISO .02 .02
1.0 8 3/16 08IR1.0 ISO | 08IL1.0 ISO .02 .02
1.25 8 3/16 08IR1.251SO | 08IL 1.25ISO .02 .03
1.5 8 3/16 08IR1.5 ISO | 08IL1.5 ISO .02 .03
1.75 8 3/16 08IR1.751SO | 08 IL 1.751SO .02 .03
2.0 8U 3/16U | “U” MINIATURE > 08U IR/L 2.0 ISO .04 .16
025 | M 1/4 |11 ER0.251SO | 11 EL0.251SO | .03 .01

0.3 11 1/4 |11 ERO0.3 I1SO | 11 EL0.3 ISO | .02 .01

035 | 11 1/4 |11 ER0.351SO | 11 EL0.351SO | .03 .02 111R0.351SO| 111L0.351SO | .03 .01
0.4 11 1/4 {11 ERO0.4 ISO | 11 EL0.4 ISO | .03 .02 111R0.4 ISO| 111L0.4 ISO .03 .02
0.45 11 1/4 {11 ER0.451SO | 11 EL 0.451SO | .03 .02 111R0.451SO| 111L0.45I1SO .03 .02
0.5 11 1/4 {11 ERO0.5 ISO | 11 EL0.5 ISO | .02 .02 11I1R0.5 ISO| 11IL0.5 ISO .02 .02
0.6 11 1/4 |11 ER0.6 ISO | 11 EL0.6 ISO | .02 .02 111R0.6 ISO| 111L0.6 ISO| .02 .02
0.7 11 1/4 |11 ER0.7 1SO | 11 EL0.7 ISO | .02 .02 111R0.7 ISO| 11IL0.7 ISO| .02 .02
075 | 1 1/4 |11 ER0.751SO | 11 EL0.751SO | .02 .02 111R0.751SO| 111L0.751SO | .02 .02
0.8 11 1/4 |11 ERO0.8 I1SO | 11 EL0.8 ISO | .02 .02 111R0.8 ISO| 111L0.8 ISO| .02 .02
1.0 1 1/4 |11 ER1.0 I1SO | 11 EL1.0 ISO | .03 .03 11I1R1.0 ISO| 11IL1.0 ISO| .02 .03
1.25 | 11 1/4 |11 ER1.251SO | 11 EL1.251SO | .03 .04 11IR1.251SO| 11I1L1.251SO | .03 .03
1.5 11 1/4 {11 ER1.5 ISO |11 EL1.5 ISO | .03 .04 11IR1.5 ISO| 11IL1.5 ISO .03 .04
1.75 11 1/4 ({11 ER1.751SO | 11 EL1.751SO | .03 .04 11IR1.751SO| 111L1.75I1SO .03 .04
2.0 11 1/4 |11 ER2.0 ISO | 11 EL2.0 ISO | .03 .04 111IR2.0 ISO| 111L2.0 ISO| .03 .04
25 11 1/4 11IR2.5 1SO| 11IL2.5 ISO| .03 .05
025 | 16 3/8 |16 ER0.251SO | 16 EL 0.251SO | .03 .01

0.3 16 3/8 ({16 ER0.3 ISO | 16 EL0.3 ISO | .02 .01

035 | 16 3/8 |16 ER0.351SO | 16 EL0.351SO | .03 .02 16IR0.351SO| 16IL0.351SO | .03 .01
0.4 16 3/8 |16 ER0.4 ISO |16 EL0.4 ISO | .03 .02 16IR0.4 ISO| 16IL0.4 ISO| .03 .02
045 | 16 3/8 |16 ER0.45ISO | 16 EL 0.451SO | .03 .02 16IR0.451SO| 16IL0.451SO | .03 .02
0.5 16 3/8 |16 ER0.5 ISO |16 EL0.5 ISO | .02 .02 16IR0.5 ISO| 16IL0.5 ISO| .02 .02
0.6 16 3/8 |16 ER0.6 ISO |16 EL0.6 ISO | .02 .02 16IR0.6 ISO| 16IL0.6 ISO| .02 .02
0.7 16 3/8 |16 ER0.7 ISO |16 EL0.7 ISO | .02 .02 16IR0.7 ISO| 16IL0.7 ISO| .02 .02
0.75 | 16 3/8 |16 ER0.751SO | 16 EL 0.751SO | .02 .02 16IR0.751SO| 16IL0.751SO | .02 .02
0.8 16 3/8 |16 ER0.8 ISO |16 EL0.8 ISO | .02 .02 16IR0.8 ISO| 16IL0.8 ISO| .02 .02
1.0 16 3/8 |16 ER1.0 ISO |16 EL1.0 ISO | .03 .03 16IR1.0 ISO| 16IL1.0 ISO| .02 .03
1.25 16 3/8 |16 ER1.251SO | 16 EL 1.251SO | .03 .04 16IR1.251SO| 161IL 1.25I1SO .03 .03
1.5 16 3/8 (16 ER1.5 ISO |16 EL1.5 ISO | .03 .04 16IR1.5 ISO| 16IL1.5 ISO .03 .04
1.75 16 3/8 |16 ER1.751SO | 16 EL 1.751SO | .04 .05 16IR1.751SO| 16IL 1.751SO .04 .05
2.0 16 3/8 |16 ER2.0 ISO |16 EL2.0 ISO | .04 .05 16IR2.0 ISO| 16IL2.0 ISO| .04 .05
25 16 3/8 |16 ER2.5 ISO |16 EL2.5 ISO | .04 .06 16IR2.5 ISO| 16IL2.5 ISO| .04 .06
3.0 16 3/8 |16 ER3.0 ISO |16 EL3.0 ISO | .05 .06 16IR3.0 ISO| 16IL3.0 ISO| .04 .06
3.5 16 3/8 |16 ER3.5 ISO |16 EL3.5 ISO | .05 .06 16IR3.5 ISO| 16IL3.5 ISO| .05 .07

—>
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Thread Turning Inserts

ISO - metric

Y
N

2

EX-RH
IN-LH

IN-RH
EX-LH

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
mm mm Right Hand Left Hand Right Hand Left Hand
3.5 22 1/2 22ER3.5ISO | 22EL3.5I1SO | .06 .09 | 22IR3.51SO | 22IL3.51SO .06 .09
4.0 22 1/2 22ER4.0I1SO | 22 EL 4.0I1SO | .06 .09 | 22IR4.01SO | 22IL4.01SO | .06 .09
4.5 22 1/2 22ER4.5I1SO | 22EL4.51SO | .07 .09 | 22IR4.51SO | 221L4.51SO | .06 .09
5.0 22 1/2 22ER5.0ISO | 22 EL5.0ISO | .07 .10 | 22IR5.01SO | 22IL5.01SO | .06 .09
5.5 22 1/2 22 ER5.5I1SO | 22 EL5.51SO | .07 .10 | 22IR5.51SO | 22IL5.51SO .06 .09
6.0 22 1/2 |*22 ER6.01SO |*22 EL 6.01SO | .07 A1 221R6.01SO | 22IL 6.0 ISO .06 .09
5.5 22U 1/2U 22U ER/L 5.51SO .09 43 22U IR/L 5.5 1SO .09 43
6.0 22U 1/2U 22U ER/L 6.0 ISO .10 43 22U IR/L 6.0 ISO .08 43
5.5 27 5/8 27 ER5.51SO | 27 EL5.51SO | .07 11 27IR5.51S0O | 27 IL5.51SO .06 .09
6.0 27 5/8 27ER6.01SO | 27 EL6.01SO | .08 A1 271IR6.0I1SO | 27 IL 6.0 ISO .07 10
8.0 27U  5/8U 27U ER/L 8.0 ISO 09 .54 27U IR/L 8.0 ISO 09 .54
12.0 33U  3/4U 33U ER/L 12.0 ISO 10 .65 33U IR/L 12.0 ISO 14 67
* Special holder required
Order example: 22 IR 3.5 ISO BMA
For small bore threading see page A06-13
EX-RH  IN-RH
Type B
Ground Profile with Sintered Chip-breaker
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
mm mm Right Hand Right Hand
0.5 11 1/4 11IRB 0.5 ISO .02 .02
0.75 11 1/4 11IRB 0.75 ISO .02 .02
0.8 11 1/4 11IRB 0.8 ISO .02 .02
1.0 11 1/4 11IRB 1.0 ISO .02 .02
1.25 11 1/4 11IRB 1.251SO .03 .04
1.5 11 1/4 11IRB 1.5 ISO .03 .04
1.75 11 1/4 11IRB 1.751SO .03 .04
2.0 11 1/4 11IRB 2.0 ISO .03 .04
0.8 16 3/8 16 ERB 0.8 ISO .02 .02
1.0 16 3/8 16 ERB 1.0 ISO .03 .03 16IRB 1.0 ISO .02 .03
1.25 16 3/8 16 ER B 1.25 ISO .03 .04 16 IR B 1.25 ISO .03 .03
1.5 16 3/8 16 ERB 1.5 ISO .03 .04 16IRB 1.5 ISO .03 .04
1.75 16 3/8 16 ER B 1.75 ISO .04 .05 16 IR B 1.75 ISO .04 .05
2.0 16 3/8 16 ERB 2.0 ISO .04 .05 16 IRB 2.0 ISO .04 .05
25 16 3/8 16 ERB 2.5 ISO .04 .06 16IRB 2.5 ISO .04 .06
3.0 16 3/8 16 ERB 3.0 ISO .05 .06 16 IRB 3.0 1SO .04 .06

Order example: 16 IRB 1.5 ISO BMA

For carbide grade and cutting speed see page A04-2 and 3

AO1-8
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ISO - metric

[
Vertical "
A
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y T
mm mm Right Hand Left Hand Right Hand Left Hand
0.5 16 3/8 |16VERO0.5 ISO | 16VEL0.5 ISO .04 .02 .14
0.75 16 3/8 |16VERO0.751SO | 16V EL 0.75 ISO .04 .02 .14
0.8 16 3/8 |16VERO0.8 ISO | 16VEL0.8 ISO .04 02 .14
1.0 16 3/8 |16VER1.0 ISO | 16VEL 1.0 ISO .04 .03 .14
1.25 16 3/8 |16VER1.251SO | 16V EL 1.25ISO .04 .04 .14
1.5 16 3/8 |16VER1.5 ISO |16VEL1.5 ISO .04 04 .14
1.75 16 3/8 |16VER1.751SO | 16V EL 1.751SO .04 05 .14
2.0 16 3/8 |16VER2.0 ISO |16V EL2.0 ISO .04 05 .14
25 16 3/8 |16VER2.5 ISO | 16VEL2.5 ISO .04 .06 .14
3.0 16 3/8 |16VER3.0 ISO |16V EL 3.0 ISO .04 07 .14
*8.0 27 5/8 |27VER8.0 ISO |27VELS8.0 ISO | 27VIR 8.0I1SO | 27IL 8.01SO | .07 .20 .41
**10.0 27 5/8 |27VER10.0I1SO |27V EL10.01SO | 27VIR10.01SO | 27IL 10.0ISO .07 20 .41
Order example: 16V ER 1.5 ISO BMA
* Minimum bore: 2.36
** Minimum bore: 2.83
(]
Multitooth L - EXRHINRH |
1 Xﬁ IC. IC. /ﬁx t
L L
y 7 \‘ Y
EXTERNAL INTERNAL
Pitch L I.C. Number Ordering Code Anvil Ordering Code Anvil X Y
mm mm of Teeth
1.0 16 3/8 3 16 ER 1.0 ISO 3M AE16M 16 IR 1.0 ISO 3M Al16M .07 10
1.5 16 3/8 2 16 ER 1.5 1S0O 2M AE16M 16 IR 1.51S0O 2M Al16M .06 .09
2.0 16 3/8 2 16 ER 2.0 ISO 2M AE16M 16 IR 2.0 ISO 2M Al16M .06 .09
1.5 22 1/2 3 22 ER 1.51S0O 3M AE22M 22IR1.51S0 3M Al22M .09 .15
2.0 22 1/2 2 22 ER 2.0ISO 2M AE22M 22 R 2.01SO 2M Al22M .08 .12
2.0 22 1/2 3 22 ER 2.01SO 3M AE22M 22 IR 2.0I1SO 3M Al22M 12 .20
25 22 1/2 2 22 ER 2.51S0 2M AE22M 22 IR 2.51S0 2M Al22M .09 .15
25 22 1/2 3 22 ER 2.51S0O 3M AE22M 22 1R 2.51S0O 3M Al22M 15 24
3.0 27 5/8 2 27 ER 3.0ISO 2M AE27M 27 IR 3.0I1S0O 2M AI27M A1 .18

Order example: 22 IR 2.0 ISO 2M BMA
For recommended number of passes see page A04-4
For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

UN - Unified unc, UNE, UNEE, UNS

alhn

Fx o

EX-RH

IN-LH  EX-LH »‘Y‘

I.C.

IN-RH

I.C.

v

A

x

<
[y

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
TPI mm Right Hand Left Hand ‘ Right Hand Left Hand
32 6 5/32 06 IR 32 UN 06IL32UN | .03 .02
28 6 5/32 06 IR 28 UN 06IL28 UN | .03 .02
24 6 5/32 | ULTRA MINIATURE > | 06 IR 24 UN 06IL24 UN | .03 .02
20 6 5/32 06 IR 20 UN 06IL20 UN | .02 .02
18 6 5/32 06 IR 18 UN 06IL18UN | .02 .03
32 8 3/16 08 IR 32 UN 08IL32UN | .02 .02
28 8 3/16 08 IR 28 UN 08IL28UN | .02 .02
24 8 3/16 08 IR 24 UN 08IL24 UN | .02 .02
20 8 3/16 | MINIATURE > | 081R 20 UN 08IL20UN | .02 .03
18 8 3/16 08 IR 18 UN 08IL18UN | .02 .03
16 8 3/16 08 IR 16 UN 08IL16 UN | .02 .03
14 8 3/16 08 IR 14 UN 08IL14UN | .02 .03
13 8 3/16 **08 IR 13 UN .03 .04
13 8u 3/16U 08U IR/L 13 UN .04 .16
12 8u 3/16U | “U” MINIATURE > 08U IR/L 12 UN .04 .16
11 8u 3/16U 08U IR/L 11 UN .04 .16
80 11 1/4 11 ER 80 UN 11 EL 80 UN .03 .02 11IR80UN| 11IL80UN | .03 .02
72 11 1/4 11 ER 72 UN 11 EL 72 UN .03 .02 11IR72UN| 11IL72UN | .03 .01
64 1 1/4 11 ER 64 UN 11 EL 64 UN .03 .02 11 IR 64 UN 11IL64 UN | .03 .02
56 11 1/4 11 ER 56 UN 11 EL 56 UN .03 .02 11IR56 UN| 11IL56 UN | .03 .02
48 11 1/4 11 ER 48 UN 11 EL 48 UN .02 .02 11IR48UN| 11IL48 UN | .02 .02
44 1 1/4 11 ER 44 UN 11 EL 44 UN .02 .02 11 IR 44 UN 11IL44 UN | .02 .02
40 1 1/4 11 ER 40 UN 11 EL 40 UN .02 .02 11 IR 40 UN 11IL40UN | .02 .02
36 11 1/4 11 ER 36 UN 11 EL 36 UN .02 .02 11IR36 UN| 11IL36 UN | .02 .02
32 11 1/4 11 ER 32 UN 11 EL 32 UN .02 .02 11IR32UN| 11IL32UN | .02 .02
28 11 1/4 11 ER 28 UN 11 EL 28 UN .02 .03 11IR28UN| 11IL28 UN | .02 .03
27 11 1/4 11 ER 27 UN 11 EL 27 UN .03 .03 11 IR 27 UN 11I1L27 UN | .03 .03
24 11 1/4 11 ER 24 UN 11 EL 24 UN .03 .03 11IR24UN| 11IL24 UN | .03 .03
20 11 1/4 11 ER 20 UN 11 EL 20 UN .03 .04 11IR20UN| 11IL20UN | .03 .04
18 11 1/4 11 ER 18 UN 11 EL 18 UN .03 .04 11IR18UN| 11IL18UN | .03 .04
16 11 1/4 11 ER 16 UN 11 EL 16 UN .04 .04 11 IR 16 UN 11IL16 UN | .04 .04
14 11 1/4 11 ER 14 UN 11 EL 14 UN .04 .04 11IR14UN| 11IL14UN | .04 .04
13 11 1/4 11IR13UN| 11IL13UN | .03 .04
12 11 1/4 11IR12UN| 11IL12UN | .04 .04
11 11 1/4 11 IR 11 UN 11IL11 UN | .03 .04
80 16 3/8 16 ER 80 UN 16 EL 80 UN .03 .02 16IR80UN| 16IL80UN | .03 .02
72 16 3/8 16 ER 72 UN 16 EL 72 UN .03 .02 16IR72UN| 16IL72UN | .03 .01
64 16 3/8 16 ER 64 UN 16 EL 64 UN .03 .02 16IR64UN| 16IL64 UN | .03 .02
56 16 3/8 16 ER 56 UN 16 EL 56 UN .03 .02 16IR56 UN| 16IL56 UN | .03 .02
48 16 3/8 16 ER 48 UN 16 EL 48 UN .02 .02 16IR48UN| 16IL48 UN | .02 .02
44 16 3/8 16 ER 44 UN 16 EL 44 UN .02 .02 16IR44UN| 16IL44 UN | .02 .02
40 16 3/8 16 ER 40 UN 16 EL 40 UN .02 .02 16IR40UN| 16IL40UN | .02 .02
36 16 3/8 16 ER 36 UN 16 EL 36 UN .02 .02 16IR36 UN| 16IL36 UN | .02 .02

**To be used with Holder SIR 0009 K08 on page A02-10

—




Thread Turning Inserts

A®
@ C(ll” mex Precision Tools Ltd.

UN - Unified unc, UNE, UNEE, UNS

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
32 16 3/8 |16 ER32UN |16 EL 32 UN .02 .02 |16IR32UN 16 IL 32 UN .02 .02
28 16 3/8 16 ER 28 UN 16 EL 28 UN .02 .03 |16IR28 UN 16 IL 28 UN .02 .08
27 16 3/8 16 ER 27 UN 16 EL 27 UN .03 .03 |16IR 27 UN 16 IL 27 UN .03 .08
24 16 3/8 |16 ER24UN | 16 EL 24 UN .03 .03 |16IR24 UN 16 IL 24 UN .03 .03
20 16 3/8 |16 ER20UN | 16 EL 20 UN .03 .04 |16IR20 UN 16 IL 20 UN .03 .04
18 16 3/8 |16ER18UN |16 EL 18 UN .03 .04 |16IR18 UN 16 IL 18 UN .03 .04
16 16 3/8 |16 ER16 UN |16 EL 16 UN .04 .04 |16IR 16 UN 16 IL 16 UN .04 .04
14 16 3/8 |16ER14UN |16 EL 14 UN .04 .05 |16IR 14 UN 16 IL 14 UN .04 .05
13 16 3/8 16 ER 13 UN 16 EL 13 UN .04 05 |16IR13 UN 16 IL 13 UN .04 .05
12 16 3/8 16 ER 12 UN 16 EL 12 UN .04 .06 |16IR12UN 16 IL 12 UN .04 .06
11.5 16 3/8 |16ER11.5UN |16 EL11.5UN | .04 .06 |16IR11.5UN |[16IL11.5UN | .04 .06
11 16 3/8 |16 ER11UN |16 EL 11 UN .04 .06 |[16IR 11 UN 16 IL 11 UN .04 .06
10 16 3/8 |16ER10UN |16 EL 10 UN .04 .06 |16IR 10 UN 16 IL 10 UN .04 .06
9 16 3/8 |16ER 9UN |16 EL 9 UN .05 .07 |16IR 9UN 16IL 9 UN .05 .07
8 16 3/8 |16ER 8UN |16 EL 8 UN .05 .06 |16IR 8 UN 16 IL 8 UN .04 .06
7 22 1/2 22 ER 7 UN 22 EL 7 UN .06 .09 |22IR 7 UN 22I1L 7 UN .06 .09
6 22 1/2 22 ER 6 UN 22 EL 6 UN .06 .09 |22IR 6 UN 22IL 6 UN .06 .09
5 22 1/2 |22ER 5UN |22EL 5UN .07 .10 |22IR 5UN 22IL 5UN .06 .09
4.5 22U 1/2U 22U ER/L 4.5 UN .08 .43 22U IR/L 4.5 UN .09 43
4 22U 1/2U 22U ER/L4 UN .08 .43 22UIR/L4 UN .09 43
4.5 27 5/8 27ER45UN | 27 EL 4.5 UN .07 M 27 1R 4.5 UN 27 1L 4.5 UN .07 .09
4 27 5/8 |27ER4 UN |27EL4 UN .08 .12 |27IR4 UN |27IL4 UN 07 M
3 27U 5/8U 27U ER/L3 UN 10 .54 27UIR/L3 UN A1 54
2 33U 3/4U 33UER/L2 UN 11 65 33UIR/L2 UN 14 .67

Order example: 22ER 7 UN BMA
For small bore threading see page A06-13

For carbide grade and cutting speed see page A04-2 and 3




A®
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Thread Turning Inserts

UN - Unified

[ H H
Vertical <l
A
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y T
TPI mm Right Hand Left Hand Right Hand Left Hand
32 16 3/8 16V ER 32 UN | 16V EL 32 UN .04 .02 14
28 16 3/8 16V ER 28 UN | 16V EL 28 UN .04 .03 14
24 16 3/8 16V ER 24 UN | 16V EL 24 UN .04 .03 14
20 16 3/8 16V ER 20 UN | 16V EL 20 UN .04 .03 14
18 16 3/8 16V ER 18 UN | 16V EL 18 UN .04 .04 14
16 16 3/8 16VER 16 UN | 16V EL 16 UN .04 .04 14
14 16 3/8 16VER 14 UN | 16V EL 14 UN .04 .05 14
12 16 3/8 16VER 12 UN | 16V EL 12 UN .04 .05 14
10 16 3/8 16VER 10 UN | 16V EL 10 UN .04 .06 14
8 16 3/8 16VER 8UN | 16VEL 8 UN .04 .06 14
7 22 1/2 22VER 7UN | 22VEL 7 UN .05 .09 .19
*3 27 5/8 27VER 3UN | 27VEL 3 UN 27VIR 3 UN 27 IL3 UN .07 .20 A1
Order example: 22V ER 7UN MXC
* Minimum bore: 32.56
UN - Unified unc, unr, UNEF, uns XA A
Type B
Ground Profile with Sintered Chip-breaker
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
TPI mm Right Hand Right Hand
32 11 1/4 11 IR B 32 UN 02 .02
28 1 1/4 11 IR B 28 UN .02 .02
24 11 1/4 11 IR B 24 UN 02 .02
20 1 1/4 11 IR B 20 UN 03 .04
18 11 1/4 11 IR B 18 UN 03 .04
16 11 1/4 11IRB 16 UN 03 .04
14 11 1/4 11 IR B 14 UN 03 .04
12 11 1/4 11IRB 12 UN 03 .04
24 16 3/8 16 ER B 24 UN .03 .03 16 IR B 24 UN .03 .03
20 16 3/8 16 ER B 20 UN .03 .04 16 IR B 20 UN .03 .03
18 16 3/8 16 ER B 18 UN 03 .04 16 IR B 18 UN 03 .03
16 16 3/8 16 ER B 16 UN 04 04 16 IR B 16 UN 04 04
14 16 3/8 16 ER B 14 UN 04 .05 16 IR B 14 UN 04 .05
13 16 3/8 16 ER B 13 UN .04 .05
12 16 3/8 16 ER B 12 UN 04 .06 16 IR B 12 UN 04 .06
1 16 3/8 16 ER B 11 UN 04 .06
10 16 3/8 16 ER B 10 UN 04 .06 16 IR B 10 UN 04 .06
9 16 3/8 16 ERB 9 UN .05 .07
8 16 3/8 16 ERB 8 UN .05 .06 16IRB 8 UN .04 .06

Order example: 16 IRB 12 UN BMA




Th read Tu rn i ng I nserts @ Carmex Precision Tools Ltd.
Multitooth

R - EX-LH 5 ey
A Xr‘ﬁ e, ij A
L L
Y ‘/ AN Y
EXTERNAL INTERNAL
Pitch L I.C. Number Ordering Code Anvil Ordering Code Anvil X Y
TPI mm of Teeth
24 16 3/8 2 16 ER 24 UN 2M AE16M 16 IR 24 UN 2M Al16M .04 .07

20 16 3/8
18 16 3/8
16 16 3/8
14 16 3/8
12 16 3/8
16 22 1/2
13 22 1/2
12 22 1/2
12 22 1/2
8 27 5/8

Order example: 22 IR 16 UN 3M BMA
For recommended number of passes see page A04-4
For carbide grade and cutting speed see page A04-2 and 3

16 ER 20 UN 2M AE16M 16 IR 20 UN 2M Al16M .06 .08
16 ER 18 UN 2M AE16M 16 IR 18 UN 2M Al16M .06 .09
16 ER 16 UN 2M AE16M 16 IR 16 UN 2M Al16M .06 .09
16 ER 14 UN 2M AE16M 16 IR 14 UN 2M Al16M .07 M
16 ER 12 UN 2M AE16M 16 IR 12 UN 2M Al16M .08 .12
22 ER 16 UN 3M AE22M 22 IR 16 UN 3M Al22M .10 .16
22 ER 13 UN 3M AE22M - A2 19
22 ER 12 UN 2M AE22M 221R 12 UN 2M Al22M .09 .13
22 ER 12 UN 3M AE22M 221R 12 UN 3M Al22M A3 .21
27 ER 8 UN2M AE27M 271R 8 UN 2M Al27M A2 .19
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Thread Turning Inserts

Whitworth - 55° &sw,ssk ssp,sss

EX-RH IN-RH y
rB‘ka IN-LH EX-LH ﬂ -,
V%
g
Yy L . 2
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
26 6 5/32 06 IR 26 W 06 IL 26 W .03 .02
22 6 5/32 06 IR 22 W 06 IL 22 W .02 .02
20 6 5/32 ULTRA MINIATURE 06 IR 20 W 06 IL 20 W .02 .03
18 6 5/32 06IR18 W 06IL 18 W .02 .03
28 8 3/16 08 IR 28 W 08 IL 28 W .02 .02
24 8 3/16 08 IR 24 W 08IL24 W .02 .02
20 8 3/16 | MINIATURE > 08 IR20 W 08IL20 W .02 .03
19 8 3/16 08IR19 W 08IL19W .02 .03
18 8 3/16 08IR18 W 08IL18 W .02 .03
16 8 3/16 08IR16 W 08IL16 W .02 .03
14 8uU 3/16U 08U IR/L 14 W .04 16
12 8u 316U | “U"MINIATURE —> 08U IR/L 12 W .04 16
11 8uU 3/16U 08UIR/L 11 W .04 16
72 1 1/4 11 ER72 W 11 EL72 W 11IR72W 11IL72 W .03 .02
60 11 1/4 11 ER60 W 11 EL60 W 11IR60 W 11IL60 W .03 .02
56 11 1/4 11 ER56 W 11 EL 56 W 11 IR 56 W 11 IL56 W .03 .02
48 11 1/4 11 ER48 W 11 EL48 W 11IR48 W 111L48 W .02 .02
40 1 1/4 11 ER40 W 11 EL40 W 111IR40W 11IL40W .02 .02
36 11 1/4 11 ER36 W 11 EL 36 W 111IR36 W 11IL36 W .02 .02
32 11 1/4 11 ER32 W 11 EL32 W 11IR32W 11IL32 W .02 .02
28 11 1/4 11 ER28 W 11 EL28 W 111IR28 W 111L28 W .02 .03
26 1 1/4 11 ER26 W 11 EL 26 W 111IR26 W 11IL26 W .03 .03
24 11 1/4 11 ER24 W 11 EL 24 W 111IR24 W 11IL24 W .03 .03
22 11 1/4 11 ER22 W 11 EL 22 W 11IR22 W 111L22 W .03 .04
20 11 1/4 11 ER20W 11EL20 W 11IR20 W 11I1L20 W .03 .04
19 11 1/4 11 ER19W 11 EL19 W 11IR19 W 11IL19W .03 .04
18 11 1/4 11 ER18 W 11 EL 18 W 11IR18 W 11IL18 W .03 .04
16 11 1/4 11 ER16 W 11EL16 W 11IR16 W 11IL16 W .04 .04
14 11 1/4 11 ER14 W 11 EL14W 11IR14W 11IL14W .04 .04
12 11 1/4 11IR12W 11IL12W .04 .04
11 1 1/4 O11IR11W D11 IL 11 W .04 .05
72 16 3/8 16 ER72 W 16 EL72 W 16IR72 W 16IL72 W .03 .02
60 16 3/8 16 ER 60 W 16 EL60 W 16 IR 60 W 16 IL 60 W .03 .02
56 16 3/8 16 ER 56 W 16 EL 56 W 16 IR56 W 16 IL 56 W .03 .02
48 16 3/8 16 ER 48 W 16 EL 48 W 16 IR48 W 16 IL 48 W .02 .02
40 16 3/8 16 ER40 W 16 EL40 W 16 IR40 W 16 IL 40 W .02 .02
36 16 3/8 16 ER36 W 16 EL36 W 16 IR36 W 16 IL36 W .02 .02
32 16 3/8 16 ER32 W 16 EL 32 W 16 IR32 W 16 IL32 W .02 .02
28 16 3/8 16 ER 28 W 16 EL 28 W 16 IR28 W 16 IL 28 W .02 .03
26 16 3/8 16 ER 26 W 16 EL 26 W 16 IR26 W 16 IL 26 W .03 .03
24 16 3/8 16 ER24 W 16 EL24 W 16IR24 W 161IL24 W .03 .03

(1) Special holder is required or standard holder can be amended by customer.




Th read Tu rn i n g I n Serts @ C(lrmex Precision Tools Ltd.
Whitworth - 55° sw,esr sp,ess

@w

f i

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
22 16 3/8 16 ER22 W | 16 EL22 W 16IR22 W | 161IL22 W .03 .04
20 16 3/8 16 ER20 W | 16 EL20 W 16IR20 W | 161L20 W .03 .04
19 16 3/8 16 ER19 W | 16 EL19 W 16IR19 W | 16IL19 W .03 .04
18 16 3/8 16 ER18 W 16 EL18 W 16IR18 W 16I1L18 W .03 .04
16 16 3/8 16ER16 W 16 EL16 W 16IR16 W 16IL16 W .04 .04
14 16 3/8 16ER14 W 16 EL14 W 16IR14 W 16I1L14 W .04 .05
12 16 3/8 16 ER12 W | 16 EL12 W 16IR12 W | 16IL12 W .04 .06
11 16 3/8 16 ER11 W 16 EL11 W 16IR11 W | 16IL11 W .04 .06
10 16 3/8 16 ER10 W | 16 EL10 W 16IR10 W | 16IL10 W .04 .06
9 16 3/8 16ER 9 W | 16EL 9 W 16IR 9 W | 16IL 9 W .05 .07
8 16 3/8 16ER 8 W | 16 EL 8 W 16IR 8 W | 16IL 8 W .05 .06
7 22 1/2 22ER 7 W 22EL 7 W 22IR 7 W | 22I1L 7 W .06 .09
6 22 1/2 22ER 6 W | 22EL 6 W 22IR 6 W | 22IL 6 W .06 .09
5 22 1/2 22ER 5 W | 22EL 5 W 22IR 5 W | 22IL 5 W .07 .09
4.5 22U 1/2U 22U EVR/L 45 W .09 43
4 22U 1/2U 22UENR/L4 W .07 43
4.5 27 5/8 27ER 45W 27EL 45W 271IR 45W | 27IL 45W .07 .10
4 27 5/8 27ER 4 W 27EL 4 W 271IR 4 W | 27IL 4 W .08 A1
3.5 27U 5/8U 27UE/N/R/L35 W .08 .54
3.25 27U 5/8U 27U E//R/L3.25 W .08 .54
3 27U 5/8U 27U E//R/L 3 w .09 .54
2.75 27U 5/8U 27U EN/R/L2.75 W .09 .54
*2.625 27U 5/8U 27U E//R/L 2.625 W .10 .54
*2.5 27U 5/8U 27U E/NR/IL25 W A1 .54

Order example: 16 IR 18 W BMA

For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

Whitworth - 55° &sw,ssk ssp,sss

Type B

Ground Profile with Sintered Chip-breaker

EX-RH IN-RH
EXTERNAL INTERNAL

Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Right Hand

28 11 1/4 11IRB28 W .02 .02
24 11 1/4 11IRB24 W .02 .02
20 11 1/4 11IRB20W .03 .04
19 1 1/4 11IRB19W .03 .04
18 1 1/4 11IRB18W .03 .04
16 1 1/4 11IRB16 W .03 .04
14 11 1/4 11IRB14 W .03 .04
19 16 3/8 16 ERB19W 16IRB19W .03 .04
16 16 3/8 16 ERB16 W 16IRB16 W .04 .04
14 16 3/8 16 ERB14 W 16IRB14 W .04 .05
11 16 3/8 16 ERB11 W 16IRB11W .04 .06
10 16 3/8 16 ERB 10 W 16IRB10W .04 .06

Order example: 16 IRB 10 W BMA
[
Vertical
A
EXTERNAL EXTERNAL

Pitch L I.C. Ordering Code Ordering Code X Y T
TPI mm Right Hand Left Hand

20 16 3/8 16V ER 20 W 16V EL 20 W .04 .04 14
19 16 3/8 16VER 19 W 16VEL 19 W .04 .04 14
18 16 3/8 16V ER 18 W 16V EL 18 W .04 .04 14
16 16 3/8 16V ER 16 W 16V EL 16 W .04 .04 14
14 16 3/8 16VER 14 W 16VEL 14 W .04 .05 14
12 16 3/8 16VER 12 W 16VEL 12 W .04 .05 14
11 16 3/8 16VER 11 W 16VEL 11 W .04 .06 14

Order example: 16V ER 14 W MXC




Thread Turning Inserts

A®
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Multitooth

EX-RH
Y IN-LH

IN-RH
EX-LH Y

>

Y
Pitch L .C. Number | EXTERNAL Anvil INTERNAL Anvil X Y
TPI mm of Teeth Ordering Code Ordering Code
14 16 3/8 2 16 ER14W2M | AE16M 16 IR 14 W 2M AlteM | .07 .11
14 22 1/2 3 22ER14W3M | AE22M 22 IR 14 W 3M Al22M | 11 .18
11 22 1/2 2 22 ER 11 W 2M AE22M 22 IR 11 W 2M Al22M | .09 .13

Order example: 16 ER 14 W 2M MXC

For recommended number of passes see page A04-4

For carbide grade and cutting speed see page A04-2 and 3

A01-17




@ Cal’mex Precision Tools Ltd. Th read Tu rn i n g I n Se rts
NPT

EX-RH  IN-RH
»Y‘« IN-LH  EX-LH »‘Yﬁ
v

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
27 6 5/32 | ULTRAMINIATURE———— » | 06IR27 NPT | 06 IL27 NPT .02 .02
27 8 3/16 08IR 27 NPT | 08IL27 NPT .02 .02
18 8 3116 | MINIATURE > 08IR18 NPT | 081L18 NPT .02 .02
27 1 1/4 11 ER27 NPT | 11 EL27 NPT | 11 IR27 NPT | 11IL27 NPT .03 .03
18 1 1/4 11 ER18 NPT | 11EL18 NPT | 11 IR18 NPT | 11IL18 NPT .03 .04
14 1 1/4 11 ER14 NPT | 11EL14 NPT | 11 IR14 NPT | 11IL14 NPT .03 .04
27 16 3/8 16 ER27 NPT | 16 EL27 NPT | 16 IR27 NPT | 16IL27 NPT .03 .03
18 16 3/8 16 ER18 NPT | 16 EL18 NPT | 16 IR18 NPT | 16IL18 NPT .03 .04
14 16 3/8 16 ER14 NPT | 16 EL14 NPT | 16 IR14 NPT | 16IL14 NPT .04 .05
11.5 16 3/8 16 ER 11.5 NPT | 16 EL 11.5 NPT | 16 IR 11.5 NPT | 16 IL 11.5 NPT .04 .06
8 16 3/8 16 ER 8 NPT | 16 EL 8 NPT | 16 IR 8 NPT | 16IL 8 NPT .05 .07

Order example: 16 ER 14 NPT MXC
For small bore threading see page A06-16

Type B

Ground Profile with Sintered Chip-breaker

EX-RH IN-RH
EXTERNAL INTERNAL

Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Right Hand
18 1 1/4 11IRB 18 NPT .03 .04
18 16 3/8 16 ERB 18 NPT 16 IRB 18 NPT .03 .04
14 16 3/8 16 ERB 14 NPT 16 IRB 14 NPT .04 .05
11.5 16 3/8 16 ER B 11.5 NPT 16 IR B 11.5 NPT .04 .06

8 16 3/8 16 ERB 8 NPT 16 IRB 8 NPT .05 .07

Order example: 16 IRB 11.5 NPT BMA
For carbide grade and cutting speed see page A04-2 and 3




Th read Tu rn i n g I n Serts @ C(lrmex Precision Tools Ltd.

NPT
Multitooth

; i % EX- RH IN-RH »4‘7)( )

@

Pitch L 1.C. Number EXTERNAL Anvil INTERNAL Anvil X Y

TPI mm of Teeth Ordering Code Ordering Code

14 16 3/8 2 16 ER14 NPT 2M | AE16M 16 IR 14 NPT 2M Al16M 07 1

11.5 22 1/2 2 22 ER 11.5 NPT 2M AE22M 22 IR 11.5 NPT 2M Al22M .09 14

11.5 27 5/8 3 27 ER11.5 NPT3M | AE27M | 27 IR 11.5 NPT 3M Al27M 13 .22
8 27 5/8 2 27ER 8 NPT2M | AE27M | 27IR 8 NPT 2M Al27M 12 .20

Order example: 22 ER 11.5 NPT 2M MXC
For recommended number of passes see page A04-4

NPT
Vertical S<lEE

A
EXTERNAL EXTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y T
TPI mm Right Hand Left Hand
27 16 3/8 16V ER 27 NPT 16V EL 27 NPT .04 .03 14
18 16 3/8 16VER 18 NPT 16V EL 18 NPT .04 .04 14
14 16 3/8 16V ER 14 NPT 16V EL 14 NPT .04 .05 14
11.5 16 3/8 16V ER 11.5 NPT 16V EL 11.5 NPT .04 .06 14

Order example: 16V ER 14 NPT BMA
For carbide grade and cutting speed see page A04-2 and 3




K32 Carmex v Thread Turning Inserts
NPTF - Dryseal

EXTERNAL INTERNAL

Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
27 6 5/32 | ULTRA MINIATURE —> 06 IR27 NPTF | 06 IL 27 NPTF .03 .02
27 8 3/16 081IR 27 NPTF | 081IL 27 NPTF .02 .02
18 8 316 | MINIATURE > | 08I1R18 NPTF | 08I1L18 NPTF | .02 .02
27 11 1/4 11 ER27 NPTF | 11 EL27 NPTF | 111R27 NPTF | 111L27 NPTF .03 .03
18 11 1/4 11 ER18 NPTF | 11 EL18 NPTF | 11IR18 NPTF | 11IL18 NPTF .03 .04
14 11 1/4 11 ER14 NPTF | 11 EL14 NPTF | 11IR14 NPTF | 11IL14 NPTF .03 .04
27 16 3/8 16 ER27 NPTF | 16 EL27 NPTF | 16IR27 NPTF | 16 IL27 NPTF .03 .03
18 16 3/8 16 ER18 NPTF | 16 EL18 NPTF | 16IR18 NPTF | 16 IL 18 NPTF .03 .04
14 16 3/8 16 ER14 NPTF | 16 EL14 NPTF | 16IR14 NPTF | 16IL 14 NPTF .04 .05
11.5 16 3/8 16 ER 11.5 NPTF | 16 EL 11.5 NPTF | 16 IR 11.5 NPTF | 16 IL 11.5 NPTF .04 .06

8 16 3/8 16 ER 8 NPTF |16 EL 8 NPTF | 16IR 8 NPTF | 16IL 8 NPTF .05 .07

Order example: 11 ER 27 NPTF MXC

Type B

Ground Profile with Sintered Chip-breaker

INTERNAL IN-RH
Pitch L I.C. Ordering Code X Y
TPI mm Right Hand
18 11 1/4 11 IR B 18 NPTF .03 .04

Order example: 11 IR B 18 NPTF BMA

° v EX-RH IN-RH
Multitooth b e IN-LHOEXLH Viey
A x / X A
f e f
L
Y L \‘ Y
Pitch L I.C. | Number EXTERNAL Anvil INTERNAL Anvil X v
TPI mm of Teeth Ordering Code Ordering Code
11.5 22 1/2 2 22 ER 11.5 NPTF 2M AE22M 22 IR 11.5 NPTF 2M Al22M .09 0.14

Order example: 22 ER 11.5 NPTF 2M BMA
For carbide grade and cutting speed see page A04-2 and 3




Thread Turning Inserts

A®
@ C(ll” mex Precision Tools Ltd.

BSPT

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
28 6 5832 | ULTRA MINIATURE > 06 IR 28 BSPT | 06 IL 28 BSPT .03 .02
28 8 3/16 08 IR 28 BSPT | 08 IL 28 BSPT .02 .02
19 8 3116 | MINIATURE > | 08IR19BSPT | 08IL19BSPT | .02 02
28 1 1/4 111R28 BSPT | 11 IL 28 BSPT .02 .02
19 1 1/4 11IR19 BSPT | 11IL 19 BSPT .03 .04
14 11 1/4 11IR14 BSPT | 11IL 14 BSPT .04 .04
11 1 1/4 (M11 IR 11 BSPT | 11 IL 11 BSPT .04 .05
28 16 3/8 16 ER 28 BSPT | 16 EL 28 BSPT | 16 IR28 BSPT| 16 IL 28 BSPT .02 .03
19 16 3/8 16 ER 19 BSPT | 16 EL 19 BSPT | 16 IR 19 BSPT| 16 IL 19 BSPT .03 .04
14 16 3/8 16 ER 14 BSPT | 16 EL 14 BSPT | 16 IR 14 BSPT| 16 IL 14 BSPT .04 .05
11 16 3/8 16 ER 11 BSPT | 16 EL 11 BSPT | 16 IR11 BSPT | 16 IL 11 BSPT .04 .06
Order example: 11 IR 14 BSPT BMA
(1) Special holder is required or standard holder can be amended by customer.
TypeB
Ground Profile with Sintered Chip-breaker ExCRH IN.RH
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Right Hand
19 11 1/4 11 IR B 19 BSPT .03 .04
19 16 3/8 16 ER B 19 BSPT .04 .04
14 16 3/8 16 ER B 14 BSPT 16 IR B 14 BSPT .05 .04
11 16 3/8 16 ER B 11 BSPT 16 IR B 11 BSPT .06 .04

Order example: 16 ER B 11BSPT BMA

For carbide grade and cutting speed see page A04-2 and 3




A®
@ Cal" mex Precision Tools Ltd.

Thread Turning Inserts

BSPT

[
Vertical
A
EXTERNAL EXTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y T
TPI mm Right Hand Left Hand
28 16 3/8 16V ER 28 BSPT 16V EL 28 BSPT .04 .02 14
19 16 3/8 16V ER 19 BSPT 16V EL 19 BSPT .04 .04 14
14 16 3/8 16V ER 14 BSPT 16V EL 14 BSPT .04 .05 14
11 16 3/8 16V ER 11 BSPT 16V EL 11 BSPT .04 .06 14
Order example: 16V ER 19 BSPT BMA

0.137P P INTERNAL

90°

0.137PE /

THREAD AXIS )
EXTERNAL
EXTERNAL INTERNAL
Pitch L I.C. | Taper Ordering Code Ordering Code X Y Thread
TPI mm Ratio Right Hand Right Hand Designation
14 16 3/8 3/25 16 ER 14 DIN477 .04 .05 W19.8x1/14 keg(Ext.)
14 11 1/4 3/25 *11 IR 14 DIN477 .04 .04 W19.8x1/14 keg(Int.)
14 16 3/8 3/25 16 ER 14 DIN477 **16 IR 14 DIN477 .04 .05 W28.8x1/14 keg
14 16 3/8 3/25 16 ER 14 DIN477 ***16 IR 14 DIN477 .04 .05 W31.3x1/14 keg

* Holder to use: SIR0375H11/SIR0375K11
** Holder to use: SIR0O625H16
*** Holder to use: SIRO750P16
Order example: 16 IR 14 DIN477 BMA

For carbide grade and cutting speed see page A04-2 and 3




Th rea d Tu rn i n g I n Serts @ C(lrmex Precision Tools Ltd.

Acme
Semi full profile with breaking corners

EX-RH
ﬂY IN-LH
mw et
ai! L
\
Yy
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
16 8 3116 | MINIATURE > | **08IR 16 ACME | **08IL16 ACME | .02 .02
14 8u 3/16U 08U IR/L 14 ACME .03 .16
12 8U  3/16U | ‘U"MINIATURE > 08U IR/L 12 ACME 03 .16
10 8u 3/16U 08U IR/L 10 ACME .03 .16
16 1 1/4 11 ER 16 ACME 11 EL 16 ACME 11IR 16 ACME 11IL 16 ACME .04 .04
16 16 3/8 16 ER 16 ACME 16 EL 16 ACME 16 IR 16 ACME 16 IL16 ACME .04 .04
14 16 3/8 16 ER 14 ACME 16 EL 14 ACME 16 IR 14 ACME 16 IL 14 ACME .04 .05
12 16 3/8 16 ER 12 ACME 16 EL 12 ACME 16 IR 12 ACME 16 IL12 ACME .04 .05
10 16 3/8 16 ER 10 ACME 16 EL 10 ACME 16 IR 10 ACME 16 IL 10 ACME .05 .05
8 16 3/8 16 ER 8 ACME 16 EL 8 ACME 16 IR 8 ACME 16IL 8 ACME .06 .05
6 16 38 |"6ER 6 ACME ("16 EL 6 ACME |"16IR 6 ACME |"16IL 6 ACME .07 .07
6 22 1/2 22 ER 6 ACME 22 EL 6 ACME 22IR 6 ACME 22IL 6 ACME .07 .08
5 22 1/2 22 ER 5 ACME 22 EL 5 ACME 22IR 5 ACME 22IL 5 ACME .08 .09
4 22 1/2 |W22ER 4 ACME |"22EL 4 ACME |"W22IR 4 ACME |"22IL 4 ACME .08 .09
4 22U 1/2U 22U ER/L 4 ACME 22U IR/L 4 ACME .09 43
4 27 5/8 27ER 4 ACME ‘ 27 EL 4 ACME 271IR 4 ACME ‘ 271L 4 ACME .09 1
3 27U 5/8U 27U ER/L 3 ACME 27U IR/L 3 ACME 11 .54
2 33U 3/4U 33U ER/L 2 ACME 33U IR/L 2 ACME A7 .67

** One cutting edge
Order example: 16 ER 16 ACME MXC
(1) Special holder is required or standard holder can be amended by customer.

EX-RH
X IN-LH

Acme =T

Vertical

EXTERNAL INTERNAL
Pitch L IC. Ordering Code X Y T Ordering Code X Y T
TPl | mm Right Hand Left Hand Right Hand Left Hand
*3.5| 27 5/8 |27V ER 3.5 ACME — .07 20 .41 |27VIR 3.5 ACME — .07 .16 .41
**3 27 5/8 |27TVER3 ACME — .07 20 .41|27VIR3 ACME — .07 .18 .41
2 27 5/8 |27VER2 ACME |27V EL2ACME|.07 .20 .41|27VIR2 ACME | 27V IL 2 ACME | .07 .20 .41

* Minimum bore: @2.17  ** Minimum bore: 32.17 *** Minimum bore: @3
Order example: 27V ER 2 ACME BMA
For carbide grade and cutting speed see page A04-2 and 3
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Stub Acme

Thread Turning Inserts

Semi full profile with breaking corners

Y

EX-RH
IN-LH

A
<, L
a4
\ L
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
16 8 316 | MINIATURE 5 | *08IR 16 STACME | **08 IL 16 STACME | .02 .02
14 8U  3/16U 08U IR/L 14 STACME .03 .16
12 8U  3/16U | U MINIATURE > 08U IR/L 12 STACME 04 .16
10 8U  3/16U 08U IR/L 10 STACME 04 .16
16 11 1/4 | 11 ER 16 STACME | 11 EL 16 STACME .04 .04
16 16 3/8 | 16 ER 16 STACME | 16 EL 16 STACME | 16 IR 16 STACME | 16IL 16 STACME | .04 .04
14 16 3/8 | 16 ER 14 STACME | 16 EL 14 STACME | 16 IR 14 STACME | 16IL 14 STACME | .04 .04
12 16 3/8 | 16 ER 12 STACME | 16 EL 12 STACME | 16 IR 12 STACME | 16IL12 STACME | .05 .05
10 16 3/8 | 16 ER 10 STACME | 16 EL 10 STACME | 16 IR 10 STACME | 16IL 10 STACME | .05 .05
8 16 3/8 |16 ER 8 STACME | 16 EL 8 STACME | 16 IR 8 STACME | 16IL 8 STACME | .06 .06
6 16 3/8 |16 ER 6 STACME | 16 EL 6 STACME | 16 IR 6 STACME | 16IL 6 STACME | .07 .07
5 22 1/2 |22 ER 6 STACME | 22 EL 6 STACME | 22IR 6 STACME | 22IL 6 STACME | .07 .07
5 22 1/2 |22 ER 5STACME | 22 EL 5STACME | 22IR 5STACME | 22IL 5STACME |.08 .09
4 22 1/2 |22 ER 4 STACME | 22 EL 4 STACME | 22IR 4 STACME | 22IL 4 STACME |.09 .09
4 22U  1/2U 22U ER/L 4 STACME 22U IR/L 4 STACME 10 .43
3 22U  1/2U 22U ER/L 3 STACME 22U IR/L 3 STACME 13 .43
4 27 5/8 |27 ER 4 STACME | 27 EL 4 STACME | 27IR 4STACME | 27IL 4 STACME | .09 .09
3 27 5/8 |27 ER 3 STACME | 27 EL 3 STACME | 27IR 3 STACME | 27IL 3 STACME | .11 .11
2 33U  3/4U 33U ER/L 2 STACME 33U IR/L 2 STACME 20 .67

** One cutting edge
Order example: 22 IR 5 STACME MXC

For carbide grade and cutting speed see page A04-2 and 3




Th rea d Tu rn i n g I n Serts @ C(lrmex Precision Tools Ltd.

Trapez - DIN 103
Semi full profile with breaking corners

EX-RH  IN-RH
IN-LH  EX-LH

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
mm mm Right Hand ‘ Left Hand Right Hand Left Hand
1.5 8 3/16 | MINIATURE > **08IR1.5TR *08IL1.5TR .02 .02
2.0 8U 3/16U | “U” MINIATURE > 08U IR/L2TR .04 .16
1.5 16 3/8 16 ER1.5 TR 16 EL1.5TR .04 .04
2.0 16 3/8 16 ER2 TR 16 EL2 TR 16IR2 TR 16IL2 TR .04 .05
3.0 16 3/8 16 ER3 TR 16 EL3 TR 16IR3 TR 16IL3 TR .05 .06
4.0 16 3/8 W16 ER4 TR M6 EL4 TR M161IR4 TR M161L4 TR .05 .06
4.0 22 1/2 22ER4 TR 22EL4 TR 22IR4 TR 22I1L4 TR .07 .07
5.0 22 1/2 22ER5 TR 22EL5 TR 22IR5 TR 22IL5 TR .08 .09
6.0 22 1/2 W22 ER6 TR W22 EL6 TR M22IR6 TR M221L6 TR .08 .09
6.0 22U 1/2U 22UER/L 6 TR 22UIR/L 6 TR .08 43
7.0 22U 1/2U 22UER/L 7 TR 22UIRLL 7 TR .09 43
8.0 22U  1/2U 22UER/L 8 TR 22UIR/L 8 TR 10 43
6.0 27 5/8 27ER6 TR 27EL6 TR 271R6 TR 271L6 TR .09 M
7.0 27 5/8 27ER7 TR 27EL7 TR 271R7 TR 271L7 TR .09 .10
8.0 27U 5/8U 27UER/L 8 TR 27UIR/L 8 TR 10 .54
9.0 27U  5/8U 27UER/L 9 TR 27UIRL 9 TR 12 54
10.0 27U  5/8U **27U ER/L 10 TR *27UIR/L10 TR 13 .54
12.0 33U 3/4U 33UER/L 12 TR 33UIR/L12 TR 15 .67

Order example: 22 IR 5 TR MXC
** One cutting edge
(1) Special holder is required or standard holder can be amended by customer.

EX-RH IN-RH
X IN-LH EX-LH X

Y —>He

Trapez-DIN103 <
A

Vertical

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y T
mm mm Right Hand Left Hand Right Hand Left Hand

*9 27 5/8 27VER 9TR 27VEL 9TR 27VIR 9TR 27VIL 9TR .07 .21 A1

**10 27 5/8 27VER10 TR 27VEL10TR 27VIR10 TR 27VIL10 TR .07 .21 A1

12 27 5/8 27VER 12 TR 27VEL12TR 27VIR12 TR 27VIL12 TR .07 .21 41
Order example: 27V ER T0 TR BMA

* Minimum bore: @2.56 ** Minimum bore: @2.56  *** Minimum bore: 32.87

For carbide grade and cutting speed see page A04-2 and 3
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PG - DIN 40430

Thread Turning Inserts

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Standard Right Hand Standard
20 8 3/16 | MINIATURE >| 08 IR 20 PG (PG 7) .02 .03
18 11 1/4 11IR 18 PG (PG 9) .03 .04
20 16 3/8 16 ER 20 PG (PG 7) .03 .03
18 16 3/8 16 ER 18 PG (PG 9, 11,13.5, 16) 16 IR 18 PG (PG 11, 13.5, 16) .03 .04
16 16 3/8 16 ER 16 PG | (PG 21, 29, 36, 42, 48) 16 IR 16 PG (PG 21, 29, 36, 42, 48) | .03 .04
Order example: 16 ER 16 PG BMA
Sagengewinde-DIN 513
UTYPE
EX-RH or IN-LH
IMPORTANT NOTE: <~ ¥
In Carmex standard execution, the /N X
flank with the large angle is the SN A
leading edge. If otherwise required, Y ,A

please specify in your order.
L

(—
Work direction v

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
mm mm Right Hand Left Hand Right Hand Left Hand
2.0 16 3/8 |16 ER2SAGE | 16 EL2SAGE | .04 .06 |16 IR2SAGE | 16 IL2SAGE | .05 .07
**3.0 22 1/2 |22 ER3SAGE | 22 EL3SAGE | .06 .09 |22 IR3SAGE | 22 IL3SAGE | .07 .11
**4.0 22 1/2 |22 ER4SAGE | 22 EL4SAGE | .07 .12 |22 IR4SAGE | 22 IL4SAGE | .09 .14
*5.0 | 22U 1/2U | 22U ER 5 SAGE | 22U EL 5 SAGE | .05 .46 |22UIR5SAGE | 22U IL5SAGE | .07 .46
*6.0 | 22U 1/2U | 22U ER 6 SAGE | 22U EL 6 SAGE | .05 .46 |22UIR6 SAGE | 22U IL 6 SAGE | .08 .47

* Requires a special anvil AER 22U-1.5 SAGE 5/6, AEL 22U-1.5 SAGE 5/6, AIR 22U-1.5 SAGE 5/6, AIL 22U-1.5 SAGE 5/6

** Requires a special anvil AER 22-1.5 SAGE 3/4, AEL 22-1.5 SAGE 3/4, AIR 22-1.5 SAGE 3/4, AlL 22-1.5 SAGE 3/4

Order example: 22 IR 4 SAGE BMA

For carbide grade and cutting speed see page A04-2 and 3




Thread Turning Inserts &35 Carmex: nsmosia
Round - DIN 405

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
10 16 3/8 16 ER 10 RD 16 EL 10 RD .04 .05 16 IR 10 RD 16 IL 10 RD .04 .05
8 16 3/8 16 ER 8 RD 16 EL 8 RD .06 .05 16 IR 8 RD 16 IL 8 RD .06 .06
6 16 3/8 16 ER 6 RD 16 EL 6 RD .06 .07 16 IR 6 RD 16 IL 6 RD .06 .06
6 22 1/2 22ER 6 RD 22EL 6RD .06 .07 22IR 6 RD 22IL 6RD .06 .07
4 22 1/2 22ER 4RD 22EL 4RD .09 .09 22IR 4RD 22IL 4RD .09 .09
4 27 5/8 27ER 4RD 27EL 4RD .09 .09 271IR 4RD 271L 4RD .09 .09

Order example: 27 IL 4 RD BMA

Round - DIN 20400

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
mm mm Right Hand Right Hand
4.0 22 1/2 22 ER 4.0 RD 20400 22 IR 4.0 RD 20400 .06 .06
5.0 22 1/2 22 ER 5.0 RD 20400 22 IR 5.0 RD 20400 .07 .07
6.0 22 1/2 22 ER 6.0 RD 20400 22 IR 6.0 RD 20400 .07 .08
8.0 27U 5/8U *27U E/VR/L 8.0 RD 20400 12 .54
10.0 27U 5/8U *27U E//R/L 10.0 RD 20400 13 .54
12.0 33U 3/4U *33U E/I/R/L 12.0 RD 20400 A7 .67

* Same insert for Internal and External Right Hand Thread
Order example: 22 ER 4.0 RD 20400 MXC

For carbide grade and cutting speed see page A04-2 and 3

A01-27




@ Cal’mex Precision Tools Ltd. Th read Tu rn i n g I n Se rts

UNJ unic, unik, unes, unss

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand ‘ Left Hand Right Hand Left Hand
28 08 3/16 08 IR 28 UNJ 08 IL 28 UNJ .02 .02
24 08 3/16 R 08 IR 24 UNJ 08 IL 24 UNJ .02 .02
20 08 3/16 MINIATURE ~ 08 IR 20 UNJ 08 IL 20 UNJ .02 .03
18 08 3/16 08 IR 18 UNJ 08 IL 18 UNJ .02 .03
13 08U 3/16U | "U" MINIATURE ———> 08 UIR/L 13 UNJ .04 .16
48 11 1/4 11 ER 48 UNJ 11 EL 48 UNJ 11 IR 48 UNJ 11 IL 48 UNJ .02 .02
44 11 1/4 11 ER 44 UNJ 11 EL 44 UNJ 11 IR 44 UNJ 11 IL 44 UNJ .02 .02
40 11 1/4 11 ER 40 UNJ 11 EL 40 UNJ 11 IR 40 UNJ 11 IL 40 UNJ .02 .02
36 1 1/4 11 ER 36 UNJ 11 EL 36 UNJ 11 IR 36 UNJ 11 IL 36 UNJ .02 .02
32 11 1/4 11 ER 32 UNJ 11 EL 32 UNJ 11 IR 32 UNJ 11 IL 32 UNJ .02 .02
28 11 1/4 11 ER 28 UNJ 11 EL 28 UNJ 11 IR 28 UNJ 11 IL 28 UNJ .02 .02
24 11 1/4 11 ER 24 UNJ 11 EL 24 UNJ 11 IR 24 UNJ 11 IL 24 UNJ .03 .03
20 11 1/4 11 ER 20 UNJ 11 EL 20 UNJ 11 IR 20 UNJ 11 IL 20 UNJ .03 .04
18 11 1/4 11 ER 18 UNJ 11 EL 18 UNJ 11 1R 18 UNJ 11 IL 18 UNJ .03 .04
16 11 1/4 11 ER 16 UNJ 11 EL 16 UNJ 11 1R 16 UNJ 11 1L 16 UNJ .03 .04
14 11 1/4 11 ER 14 UNJ 11 EL 14 UNJ 11 1R 14 UNJ 11 1L 14 UNJ .04 .04
48 16 3/8 16 ER 48 UNJ 16 EL 48 UNJ 16 IR 48 UNJ 16 IL 48 UNJ .02 .02
44 16 3/8 16 ER 44 UNJ 16 EL 44 UNJ 16 IR 44 UNJ 16 IL 44 UNJ .02 .02
40 16 3/8 16 ER 40 UNJ 16 EL 40 UNJ 16 IR 40 UNJ 16 IL 40 UNJ .02 .02
36 16 3/8 16 ER 36 UNJ 16 EL 36 UNJ 16 IR 36 UNJ 16 IL 36 UNJ .02 .02
32 16 3/8 16 ER 32 UNJ 16 EL 32 UNJ 16 IR 32 UNJ 16 IL 32 UNJ .02 .02
28 16 3/8 16 ER 28 UNJ 16 EL 28 UNJ 16 IR 28 UNJ 16 IL 28 UNJ .02 .02
24 16 3/8 16 ER 24 UNJ 16 EL 24 UNJ 16 IR 24 UNJ 16 IL 24 UNJ .03 .03
20 16 3/8 16 ER 20 UNJ 16 EL 20 UNJ 16 IR 20 UNJ 16 IL 20 UNJ .03 .04
18 16 3/8 16 ER 18 UNJ 16 EL 18 UNJ 16 IR 18 UNJ 16 IL 18 UNJ .03 .04
16 16 3/8 16 ER 16 UNJ 16 EL 16 UNJ 16 IR 16 UNJ 16 IL 16 UNJ .03 .04
14 16 3/8 16 ER 14 UNJ 16 EL 14 UNJ 16 IR 14 UNJ 16 IL 14 UNJ .04 .05
13 16 3/8 16 ER 13 UNJ 16 EL 13 UNJ 16 IR 13 UNJ 16 IL 13 UNJ .04 .05
12 16 3/8 16 ER 12 UNJ 16 EL 12 UNJ 16 IR 12 UNJ 16 IL 12 UNJ .04 .06
11 16 3/8 16 ER 11 UNJ 16 EL 11 UNJ 16 IR 11 UNJ 16 IL 11 UNJ .04 .06
10 16 3/8 16 ER 10 UNJ 16 EL 10 UNJ 16 IR 10 UNJ 16 IL 10 UNJ .04 .06
9 16 3/8 16 ER 9 UNJ 16 EL 9 UNJ 16 IR 9 UNJ 16 IL 9 UNJ .05 .06
8 16 3/8 16 ER 8 UNJ 16 EL 8 UNJ 16 IR 8 UNJ 16 IL 8 UNJ .05 .06

Order example: 16 IR 16 UNJ MXC

For carbide grade and cutting speed see page A04-2 and 3

A01-28




Th read Tu rn i ng I nserts @ Carmex Precision Tools Ltd.

UNJ unic, unik, unes, unss

TypeB

Ground Profile with Sintered Chip-breaker

IN-RH
INTERNAL
Pitch L I.C. Ordering Code X Y
TPI mm Right Hand
32 1 1/4 11 IR B 32 UNJ .02 .02
28 11 1/4 11 IR B 28 UNJ .02 .02
24 11 1/4 11 IR B 24 UNJ .02 .02
20 11 1/4 11 IR B 20 UNJ .03 .04
18 1 1/4 11 IR B 18 UNJ .03 .04
16 11 1/4 11IR B 16 UNJ .03 .04
14 11 1/4 11IR B 14 UNJ .03 .04
Order example: 11 IR B 20 UNJ BMA
[
Multitooth
v EX-RH IN-RH v
| IN-LH EX-LH ey
A x = ‘¢ ﬂ 4¢ X A
f e f
L L
Y L~ \‘ Y
EXTERNAL INTERNAL
Pitch L I.C. Number Ordering Code Anvil Ordering Code Anvil X Y
TPI mm of Teeth
16 16 3/8 2 16 ER 16 UNJ 2M AE16M = - .06 .09
16 22 1/2 3 22 ER 16 UNJ 2M AE22M = - .09 .15

Order example: 22 ER 16 UNJ 2M BMA

For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

MJ - 150 5855

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
mm mm Right Hand Right Hand
0.5 11 1/4 111R0.5 MJ .02 .02
0.7 11 1/4 11R0.7 MJ .02 .02
0.75 11 1/4 111R 0.75 MJ .02 .02
0.8 11 1/4 111R0.8 MJ .02 .02
1.0 11 1/4 11 ER1.0 MJ 11I1IR1.0 MJ .03 .03
1.25 11 1/4 11 ER1.25 MJ 111R1.25 MJ .03 .04
1.5 11 1/4 11 ER1.5 MJ 11I1R1.5 MJ .03 .04
2.0 11 1/4 111R2.0 MJ .04 .04
0.5 16 3/8 16 ER0.5 MJ .02 .02
0.7 16 3/8 16 ER0.7 MJ .02 .02
0.75 16 3/8 16 ER 0.75 MJ 16 IR 0.75 MJ .02 .02
0.8 16 3/8 16 ER0.8 MJ 16I1R0.8 MJ .02 .02
1.0 16 3/8 16 ER1.0 MJ 16IR1.0 MJ .03 .03
1.25 16 3/8 16 ER 1.25 MJ 16 IR 1.25 MJ .03 .04
15 16 3/8 16 ER1.5 MJ 16IR1.5 MJ .03 .04
1.75 16 3/8 16 ER 1.75 MJ 16 IR 1.75 MJ .04 .04
2.0 16 3/8 16 ER2.0 MJ 161IR2.0 MJ .04 .05
3.0 16 3/8 16 ER3.0 MJ 16IR3.0 MJ .05 .06
Order example: 16 ER 1.5 MJ BMA
Type B
Ground Profile with Sintered Chip-breaker
IN-RH
INTERNAL
Pitch L I.C. Ordering Code X Y
mm mm Right Hand
1.0 11 1/4 11IRB1.0 MJ .02 .02
1.5 M1IRB1.5MJ .03 .04

Order example: 11 IRB 1.5 MJ BMA

For carbide grade and cutting speed see page A04-2 and 3




Thread Turning Inserts

&5 Carmex

Precision Tools Ltd.

American Buttress

IMPORTANT NOTE o e DA Y

: IN-LH EX-LH
In Carmex standard execution, the J"\ [« »‘ ’ei .
flank with the large angle is the —‘» I.C. ﬁf
leading edge. If otherwise required, ﬁ A et X ﬁ

please specify in your order.

Work direction

UTYPE
EX-RH or IN-LH
3

AN

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
20 11 1/4 11 ER 20 ABUT | 11 EL 20 ABUT 11 IR 20 ABUT 11 IL 20 ABUT .04 .05
16 1 1/4 11 ER16 ABUT | 11 EL 16 ABUT 11 IR 16 ABUT 11 IL16 ABUT .04 .06
20 16 3/8 16 ER 20 ABUT | 16 EL 20 ABUT 16 IR 20 ABUT 16 IL 20 ABUT .04 .05
16 16 3/8 16 ER 16 ABUT | 16 EL 16 ABUT 16 IR 16 ABUT 16 IL 16 ABUT .04 .06
12 16 3/8 16 ER12 ABUT | 16 EL 12 ABUT 16 IR 12 ABUT 16 IL 12 ABUT .06 .08
10 16 3/8 16 ER 10 ABUT | 16 EL 10 ABUT 16 IR 10 ABUT 16 IL 10 ABUT .06 .09
8 22 1/2 22 ER 8ABUT | 22 EL 8 ABUT 22 IR 8ABUT | 22 IL 8 ABUT .08 .13
6 22 1/2 22 ER 6ABUT | 22 EL 6 ABUT 22 IR 6 ABUT | 22 IL 6 ABUT .08 .13
M4 22U 12U | 22UER 4 ABUT | 22UEL 4 ABUT 22UIR 4 ABUT | 22UIL 4 ABUT .09 .37
@5 27 5/8 27 ER 5ABUT | 27 EL 5ABUT 27 IR 5ABUT 27 IL 5ABUT .1 .18
@3 27U 5/8U | 27UER 3 ABUT | 27UEL 3 ABUT 27UIR 3 ABUT | 27UIL 3 ABUT 12 .46
Order example: 16 IL 12 ABUT MXC
Most applications requires anvil change in toolholder see page A04-7
(1) Requires a special anvil AE 22U-1.5 ABUT4, Al22U-1.5 ABUT4
(2) Requires a special anvil AE 27U-1.5 ABUT3, Al27U-1.5 ABUT3
(3) Requires a special anvil AE 27-1.5 ABUT5, Al27-1.5 ABUT5
[ ]
Multitooth
v EX-RH IN-RH v
Ny ‘« IN-LH EX-LH ﬂ ly
A 7 A
Xﬁ - I.C. ﬁx
L L
\J L~ \‘ v
EXTERNAL INTERNAL
Pitch L I.C. Number Ordering Code Anvil Ordering Code Anvil X Y
TPI mm of Teeth
12 22 1/2 2 22 ER12 ABUT 2M | AE22M | 22 IR 16 ABUT 2M Al22M .10 .16

Order example: 22 IR 16 ABUT 2M BMA

For carbide grade and cutting speed see page A04-2 and 3




K. Carmex i Thread Turning Inserts
American Buttress

(]
Vertical
g [ T @
2 v \I.C.
g
EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code
TPI mm Right Hand X Y T Right Hand X Y T
*4 27 5/8 *27V ER 4 ABUT .07 .30 A1 27V IR 4 ABUT .07 .30 A1
3 27 5/8 *27V ER 3 ABUT .07 .30 41 27V IR 3 ABUT .07 .24 41

* For EXT. RH use only holders SER 1000M27V-ABUT 4/3-T10, SER1250P27V-ABUT 4/3-T10

* Minimum bore: @2.17
** Minimum bore: @2.76

For Carbide Grade and Cutting Speed see page A04 - 2-3
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Threading Tools for the Oil & Gas Industries
APl Round

2

EX-RH IN-RH
EX-LH Y

E‘Y‘e IN-LH

Y L

EXTERNAL INTERNAL
Pitch L I.C. Taper Ordering Code Ordering Code X Y
TPI mm IPF Right Hand Right Hand
10 16 3/8 .75 16 ER 10 API RD 16 IR 10 API RD .06 .06
8 16 3/8 .75 16 ER 8 APIRD 16 IR 8 APIRD .05 .06

Order example: 16 ER 10 API RD BMA

Multitooth

EX-RH

Y
= N e
\ X \uu\;\uu\m |

el .

Pitch L I.C. Number EXTERNAL Anvil INTERNAL Anvil X Y

TPI mm of Teeth Ordering Code Ordering Code

10 22 1/2 2 22 ER 10API RD 2M | AE22M 22 IR 10API RD 2M Al22M .09 .15
10 27 5/8 3 27 ER 10APIRD 3M | AE27M | 27 IR 10APIRD 3M | Al27M | .15 .24
8 27 5/8 2 27 ER 8APIRD 2M | AE27M | 27IR 8APIRD2M | AI27M | .12 .18

Order example: 27 IR 10 API RD 3M MXC
For recommended number of passes see page A04-4

For carbide grade and cutting speed see page A04-2 and 3
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Thread Turning Inserts

OIL Threads
£y

V-0.040

EXTERNAL
Pitch L I.C. | Taper Ordering Code
TPI mm IPF Right Hand

22 1/2 3

"V/-0.038R

22 ER 5 API 403

EXTERNAL
Pitch L I.C. | Taper Ordering Code
TPI mm IPF Right Hand
4 27 5/8 2 27 ER 4 API 382
4 27 5/8 3 27 ER 4 API 383
4 22 1/2 2 22 ER 4 API 382
4 22 1/2 3 22 ER 4 API 383

Order example: 27 ER 4 API 383 MXC

"\/-0.050

EXTERNAL
Pitch L I.C. | Taper Ordering Code
TPI mm IPF Right Hand
4 27 5/8 2 27 ER 4 API 502
4 27 5/8 3 27 ER 4 API 503
4 22 1/2 2 22 ER 4 API 502
4 22 1/2 3 22 ER 4 API 503

Order example: 22 ER 4 AP1 502 BMA

V-0.055

Macaroni Tubing (MT)
American Macaroni Tubing (AMT)
American Mining Macaroni Tubing (AMMT)

EXTERNAL
Pitch L I.C. | Taper Ordering Code
TPI mm IPF Right Hand
6 22 1/2 1.5 22 ER 6 API 551.5
6 16  3/8 1.5 -
6 22 1/2 1.5 -

* For NC10,NC12 use holder SIR062516CB

EX-RH

IN-RH

o

INTERNAL
Ordering Code X Y Connection
Right Hand No. or Size
22 IR 5 API1 403 .07 .10 | 23/18-412REG
INTERNAL
Ordering Code X Y Connection
Right Hand No. or Size
27 IR 4 API 382 .08 .08 NC23-NC50
27 IR 4 API 383 .08 .1 NC56-NC77
22 IR 4 API 382 .08 .10 NC23-NC50
22 IR 4 API 383 .08 .10 NC56-NC77
INTERNAL
Ordering Code X Y Connection
Right Hand No. or Size
27 IR 4 API 502 .08 12 65/8 REG
27 IR 4 API 503 .08 .12 | 51/2,75/8, 858 REG
22 IR 4 API 502 075 .1 65/8 REG
22 IR 4 API 503 075 .1 51/2, 75/8, 85/8 REG
INTERNAL
Ordering Code X Y Connection
Right Hand No. or Size
- .08 .07 | NC10,NC12,NC13,NC16
16 IR 6 API 551.5 .08 .07 NC10,NC12,NC13 *
22 IR 6 API 551.5 .08 .07 NC16 **

For NC13 use holders SIR0750P16/SIR0750P16B/SIR0750516CB

** For NC16 use holder SIRTO00R22

For Carbide Grade and Cutting Speed see page A04-2 and 3




Thread Turning Inserts
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OIL Threads

Extreme - Line Casing

=5 Il

TAPER- IPF L
190,

EXTERNAL INTERNAL
Pitch L I.C. | Taper Ordering Code Ordering Code X Y Connection
TPI mm IPF Right Hand Right Hand No. or Size
6 22 1/2 1.50 22 ER6 EL 1.5 22IR6EL1.5 .07 .07 5-75/8
5 22 1/2 1.25 22 ER5 EL 1.25 22IR5EL 1.25 .09 .09 85/8-103/4
°
Buttress Casing
EXTERNAL INTERNAL
Pitch L I.C. | Taper Ordering Code Ordering Code X Y Connection
TPI mm IPF Right Hand Right Hand No. or Size
5 22 1/2 .75 22 ER 5 BUT 0.75 22 IR 5 BUT 0.75 .09 .09 41/2-133/8
5 22 12 1.00 22 ER 5 BUT 1.0 22IR5BUT 1.0 .09 .09 16-20
Order example: 22 ER 5 BUT 0.75 MXC
IN-RH
VAM SR
.C.
\/ | ]
BER |
mPEZ?—IPFﬁoL - ‘ — L
—_— e
EXTERNAL INTERNAL
Pitch L IC.| Taper Ordering Code X Y Ordering Code X Y Connection
TPI mm IPF Right Hand Right Hand No. or Size
8 16 3/8 .75 16 ER 8 VAM .07 .07 16 IR 8 VAM .07 .07 23/8-27/8
6 22 1/2 .75 22 ER 6 VAM .09 .09 22 IR 6 VAM 10 .10 31/2-41/2
5 22 1/2 .75 22 ER 5 VAM .09 M 22 IR 5 VAM .09 .10 5-133/8

For carbide grade and cutting speed see page A04-2 and 3
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HUGHES

Thread Turning Inserts

A\ Y¢¢
Y EX-RH IN-RH |
1.C p p
INTERNAL p x\ I.C. j
o o #
¥ 45 4_#'3 ‘\900 1 L
THREAD AXIS =y
EXTERNAL A | ~ v
EXTERNAL INTERNAL
Pitch L I.C. | Taper Ordering Code Ordering Code X Y Connection
TPI mm IPF Right Hand Right Hand No. or Size
3.5 27 5/8 2 27 ER 3.5 H 902 27 IR 3.5 H 902 11 .15 31/2-65/8
3.5 27 5/8 3 27 ER 3.5 H 903 27 IR 3.5 H 903 .1 15 7-85/8
3 27 5/8 1.25 27 ER 3 SLH 90 271R 3 SLH 90 .13 .18 23/8-31/2

Order example: 27 ER 3.5 H-903 BMA

PAC

INTERNAL P

\\3‘0:2@/

N~
|
THREAD AXIS &L

EXTERNAL

EXTERNAL INTERNAL
Pitch L I.C. | Taper Ordering Code Ordering Code X Y Connection
TPI mm IPF Right Hand Right Hand No. or Size
4 22 1/2 1.5 22 ER4 PAC 221R 4 PAC .09 .09 21/2-27/8
4 27 5/8 1.5 27 ER 4 PAC 27 1R 4 PAC .09 .09 21/2-27/8

Order example: 22 ER 4 PAC MXC
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NPS

EX-RH IN-RH
Y IN-LH EX-LH Y

W acihe gl

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code Ordering Code X Y
TPI mm Right Hand Left Hand Right Hand Left Hand
18 16 3/8 16 ER18 NPS 16 EL 18 NPS 16 IR18 NPS 16IL18 NPS .03 .04
14 16 3/8 16 ER 14 NPS 16 EL14 NPS 16 IR 14 NPS 16 IL14 NPS .04 .05
11.5 16 3/8 16 ER 11.5 NPS 16 EL 11.5 NPS 16 IR 11.5 NPS 16 IL 11.5 NPS .04 .06
8 16 3/8 16 ER 8 NPS 16 EL 8 NPS 16IR 8 NPS 16IL 8 NPS .05 .07

Order example: 16 ER 18 NPS BMA

NPSM

EXTERNAL

0.541xP,
N —1.,0.108xP
2
k
oz
5
= o
=
=
—
-
0.649xP_1]

EXTERNAL INTERNAL
Pitch L I.C. Ordering Code X Y Ordering Code X Y
TPI mm Right Hand Right Hand
18 8 3/16 08 IR 18 NPSM .03 .03
18 11 1/4 11IR18 NPSM .03 .04
18 16 3/8 16 ER 18 NPSM .03 .04
14 16 3/8 16 ER 14 NPSM .04 .05 16 IR 14 NPSM .04 .05
1.5 16 3/8 16 ER 11.5 NPSM .05 .06 16 IR 11.5 NPSM .05 .06
8 16 3/8 16 ER 8 NPSM .05 .06 16IR 8 NPSM .05 .06

Order example: 16 IR 14 NPSM MXC

For Carbide Grade and Cutting Speed see page A04 - 2-3

A01-37
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Vertical
AP

/1

i ) % 4
S—7 7 N "i Z % Y
S A
VERTICAL EXTERNAL VERTICAL INTERNAL
Thread Pitch L LC Taper EXTERNAL v T Connection
Form TPI mm e IPF Ordering Code No. or Size
V-0.040 5 27 5/8 3 TNMB 54 ER 5 API 403 .10 .25 23/8-41/2 REG
V-0.038R 4 27 5/8 2 TNMC 55 ER 4 API 382 11 .31 NC23-NC50
V-0.038R 4 27 5/8 3 TNMC 55 ER 4 API 383 11 .31 NC56-NC77
V-0.050 4 27 5/8 2 TNMC 55 ER 4 API 502 12 .31 65/8 REG
V-0.050 4 27 5/8 3 TNMC 55 ER 4 API 503 12 .31 51/2,75/8, 85/8 REG

Vertical inserts to be used with compatible holders on the market
Order example: TNMC 55 ER 4 API 503 BMA

Thread Pitch L LC Taper INTERNAL v T Connection
Form TPI mm T IPF Ordering Code No. or Size
V-0.040 5 27 5/8 3 TNMB 54 IR 5 API 403 10 .25 23/8-41/2 REG
V-0.038R 4 27 5/8 2 TNMC 55 IR 4 API 382 1 .31 NC23-NC50
V-0.038R 4 27 5/8 3 TNMC 55 IR 4 API 383 .1 .31 NC56-NC77
V-0.050 4 27 5/8 2 TNMC 55 IR 4 API 502 12 .31 65/8 REG
V-0.050 4 27 5/8 3 TNMC 55 IR 4 API 503 12 .31 51/2,75/8, 85/8 REG

Vertical inserts to be used with compatible holders on the market
Order example: TNMC 55 IR 4 AP1 502 BMA

For carbide grade and cutting speed see page A04-2 and 3

AO01-38
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Vertical
API Buttress Casing

\ /
—

Pitch L LG Taper EXTERNAL
TPI mm o IPF Ordering Code
5 27 5/8 .75 TNMB 54 ER 5 BUT 0.75
5 27 5/8 1.00 TNMB 54 ER 5 BUT 1.0

Order example: TNMB 54 ER 5 BUT 1.0 BMA

Pitch L LC Taper INTERNAL

TPI mm e IPF Ordering Code
5 27 5/8 .75 TNMB 54 IR 5 BUT 0.75
5 27 5/8 1.00 TNMB 54 IR 5 BUT 1.0

Vertical inserts to be used with compatible holders on the market
Order example: TNMB 54 IR 5 BUT 0.75 BMA

For carbide grade and cutting speed see page A04-2 and 3

Y
/

/
- 7

VERTICAL EXTERNAL

Y T
9 .25
9 .25
Y T
.9 .25
9 .25

v

A

VERTICAL INTERNAL

A
S\

Connection
No. or Size

41/2-133/8
16-20

Connection
No. or Size

41/2 -133/8
16-20
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Vertical
API Round

/1

>
Z V Y V/ i
- K
VERTICAL EXTERNAL VERTICAL INTERNAL
Pitch L LC Taper EXTERNAL v T
TPI mm e IPF Ordering Code
10 22 1/2 .75 TNMB 43 ER 10 API RD .057 .19
8 22 1/2 .75 TNMB 43 ER 8 APIRD .065 19
Order example: TNMB 43 ER 10 API RD BMA
Pitch L LC. Taper INTERNAL v T
TPI mm IPF Ordering Code
10 22 1/2 .75 TNMB 43 IR 10 API RD .057 .19
8 22 1/2 .75 TNMB 43 IR 8 APIRD .065 .19

Vertical inserts to be used with compatible holders on the market
Order example: TNMB 43 IR 8 API RD BMA

For carbide grade and cutting speed see page A04-2 and 3

A01-40
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Chasers
APl Round

Pitch L Taper EXTERNAL X v T A No. of
TPI mm IPF Ordering Code st
10 15.75 .75 15.75 ER 10 API RD 3T .61 A7 .19 6° 3
8 15.75 .75 15.75 ER 8 APIRD 3T .62 A7 19 6° 3

Order example: 15.75 ER 10 API RD 3T BMA

Pitch L Taper INTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth
10 15.75 .75 15.75 IR 10 APIRD 4T .62 22 .19 10° 4
8 15.875 .75 15.875I1R 8 API RD 4T .62 .165 .19 10° 4

Chasers to be used with compatible holders on the market
Order example: 15.75 IR 10 API RD 4T BMA

For carbide grade see page A04-2




K32 Carmex v Thread Turning Inserts
Chasers

AP Buttress Casing
_ R

‘ Y
+ V> =
B Y
S— S S i B
ROUGH FINISH
Pitch L Taper EXTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth
5 20 .75 20 ER 5 BUT 0.75R .62 19 .19 6° 3
5 20 .75 20 ER 5 BUT 0.75F .625 .09 19 6° 4
Order example: 20 ER 5 BUT 0.75F BMA
[ ]
OTTM Buttress Casing
Pitch L Taper EXTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth
5 20 .75 20 ER 5 OTTM 0.75R .62 19 .19 6° 3
5 20 .75 20 ER 5 OTTM 0.75F .625 .09 .19 6° 4

Chasers to be used with compatible holders on the market
Order example: 20 ER 5 OTTM 0.75F BMA

For carbide grade see page A04-2
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Chasers
AP Buttress Casing

R =
»}i« >V
> >
' y
IR R v |4l
EXTERNAL INTERNAL

Pitch L Taper EXTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth

5 15.75 .75 15.75 ER 5 BUT 0.75 3T .625 .09 .19 10° 3
Pitch L Taper INTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth

5 15.875 .75 15.875 IR 5 BUT 0.75 3T .62 A 19 10° 3

Order example: 15.75 ER 5 BUT 0.75 3T BMA
[
OTTM Buttress Casing

Pitch L Taper EXTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth

5 15.75 .75 15.75 ER5 OTTM 0.75 3T .62 12 .19 6° 3
Pitch L Taper INTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth

5 15.875 .75 15.875 IR 5 OTTM 0.75 3T .625 .10 .19 10° 3

Chasers to be used with compatible holders on the market
Order example: 15.75 ER5 OTTM 0.75 3T BMA

For carbide grade see page A04-2




K32 Carmex v Thread Turning Inserts
Chasers

. APl Buttress Casing
INTERNAL PULLING

<>
Pitch L Taper INTERNAL X v T A No. of
TPI mm IPF Ordering Code (ot
5 25 .75 25 IRP 5 BUT 0.75 5T .62 .10 .20 10° 5
Order example: 25 IRP 5 BUT 0.75 5T BMA
(]
OTTM Buttress Casing
Pitch L Taper INTERNAL X v T A No. of
TPI mm IPF Ordering Code Teeth
5 25 .75 25IRP 5 OTTM 0.75 5T .62 .10 .20 10° 5

Chasers to be used with compatible holders on the market
Order example: 25 IRP 5 OTTM 0.75 5T BMA

For carbide grade see page A04-2
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Thread Turning Inserts &35 Carmex: nsmosia
Large Profile Inserts and Toolholders

® Wide range of pitches
® Rigid clamping

® Tailor made profiles according to customer’s
request are possible

External Internal

Large profile -Acme

1.54

O O

M
1.54

.39

Pitch | Ordering Code | Holder | Ordering Code | Holder | | Ordering Code | Holder | Ordering Code | Holder
TPI EX RH Code EX LH Code IN RH Code INLH No.

11/2 |40ER1.5ACME| AC1 [40EL1.5ACME| AC2
11/3 |40 ER 1.3 ACME| AC1 |40EL1.3ACME| AC2
1 |40ER1 ACME| AC3 |40EL1 ACME| AC4

40 IR 1.5 ACME | AC6,AC7 | 40IL 1.5 ACME | AC5,AC8
40 IR 1.3 ACME | AC6,AC7 | 40 IL 1.3 ACME | AC5,AC8
40IR1 ACME AC9 40IL1 ACME AC10

Carbide Grade: BMA or MXC
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Thread Turning Inserts

External Holders-Acme

Pitch Range (TPI) 1 1/3-11/2 B=H L
Ordering Code B
EX-RH SER 1250 P40 AC1 1.25 7
EX-LH SEL 1250 P40 AC2 1.25 7
Pitch Range (TPI) 1 _
Ordering Code =i L
EX-RH SER 1250 P40 AC3 1.25 7
EX-LH SEL 1250 P40 AC4 1.25 7
Pitch Range (TPI) 1 1/3-1 1/2 B L
Ordering Code B
EX-RH *SER 1000 M40 AC5 1.00 6
EX-LH *SEL 1000 M40 AC6 1.00 6

* toolholders to be used with toolbar provided by the customer

Insert

F Torx Screw | Holder No.
Screw
1.25 S40 K40 AC1
1.25 S40 K40 AC2
E Insert Side Torx Holder
Screw Screw Screw No.
1.25 S40 A27 K40 AC3
1.25 S40 A27 K40 AC4
F Insert Screw | Torx Screw | Holder No.
1.25 S40 K40 AC5
1.25 S40 K40 AC6
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Internal Holders-Acme

@ Min.Bore

Pitch Range (TPI) 1 1/2-11/3 D Min Bore L F Insert Torx Holder
Ordering Code Diam. Screw Screw No.
IN-RH SIR 2000 V40 AC7 2.00 2.56 16 1.44 S40 K40 AC7
IN-LH SIL 2000 V40 AC8 2.00 2.56 16 1.44 S40 K40 ACS8
Min

Pitch Range (TPI) 1 Insert Side Torx | Holder

Ordering Code o 8 L F Screw | Screw | Screw No.
Diam.
IN-RH SIR 2000 V40 AC9 2.00 2.75 16 1.58 S40 A27 K40 AC9
IN-LH SIL 2000 V40 AC10 2.00 2.75 16 1.58 S40 A27 K40 AC10

A01-47
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Thread Turning Inserts

Large profile- Stub Acme

Pitch
TPI

11/2
11/3

1.54

Ordering Code
EX RH

40 ER 1.5 STACME
40 ER 1.3 STACME
40ER1 STACME

Holder
Code

SA1
SA1
SA3

Ordering Code
EX LH

40 EL 1.5 STACME
40 EL 1.3 STACME
40EL1 STACME

.39

Holder
No.

SA2
SA2
SA4

Ordering Code
IN RH

40 IR 1.5 STACME
40 IR 1.3 STACME
40IR1 STACME

Holder
Code

SA6,SA7
SA6,SA7
SA9

Ordering Code
IN LH

40 IL 1.5 STACME
40 IL 1.3 STACME
40IL1 STACME

Holder
No.

SA5,SA8
SA5,SA8
SA10
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External Holders- Stub Acme

Pitch Range (TPI1) 1 1/3-11/2 Insert

Ordering Code B=H L F Screw Torx Screw | Holder No.
EX-RH SER 1250 P40 SA1 1.25 7 1.25 S40 K40 SA1
EX-LH SEL 1250 P40 SA2 1.25 7 1.25 S40 K40 SA2
Pitch Range (TPI) 1 pa ! F Insert Side Torx Holder
Ordering Code = Screw Screw Screw No.
EX-RH SER 1250 P40R SA3 1.25 7 1.25 S40 A27 K40 SA3
EX-LH SEL 1250 P40R SA4 1.25 7 1.25 S40 A27 K40 SA4

Pitch Range (TPI) 1 1/3-11/2

Ordering Code B=H L F Insert Screw | Torx Screw | Holder No.
EX-RH *SER 1000 M40 SA5 1.00 6 1.25 S40 K40 SA5
EX-LH *SEL 1000 M40 SA6 1.00 6 1.25 S40 K40 SA6

* toolholders to be used with toolbar provided by the customer

A01-49
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Thread Turning Inserts

Internal Holders- Stub Acme

Pitch Range (TPI) 1 1/3-1 1/2
Ordering Code

SIR 2000 V40 SA7
SIL 2000 V40 SA8

IN-RH
IN-LH

Pitch Range (TPI) 1
Ordering Code

SIL 2000 V40R SA10

IN-RH SIR 2000 V40R SA9
IN-LH

2.00
2.00

2.00
2.00

Min Bore L
Diam.

2.36 16
2.36 16

Min

Bore L
Diam.

2.44 16
2.44 16

1.34
1.34

1.26
1.26

Insert Torx Holder

Screw Screw No.
S40 K40 SA7
S40 K40 SA8

Insert
Screw

S40
S40

Side Torx Holder
Screw Screw No.

A27 K40 SA9
A27 K40 SA10
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Large profile -American Buttress

Pitch
TPI

2172

11/2
11/4

Ordering Code
EX RH

30 ER2.5 ABUT
40ER2 ABUT
40 ER1.5 ABUT
40 ER 1.25 ABUT

1.54

Holder
No.

AB1,AB3
AB5,AB7
AB9
AB9

Ordering Code
EX LH

30EL2.5 ABUT
40EL2 ABUT
40 EL 1.5 ABUT
40 EL 1.25 ABUT

Holder
Code

AB2,AB4
AB6,AB8
AB10
AB10

Ordering Code
IN RH

30IR2.5 ABUT
40IR2 ABUT
40IR1.5 ABUT
40 IR 1.25 ABUT

Holder No.

AB11
AB13, AB15
AB17, AB19
AB17,AB19

Ordering Code
IN LH

30IL2.5 ABUT
40IL2 ABUT
40IL1.5 ABUT
40 IL 1.25 ABUT

Holder No.

AB12
AB14, AB16
AB18, AB20
AB18, AB20
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External Holders- American Buttress

Pitch Range (TPI) 2 1/2 Insert
Ordering Code B=H L F Screw Torx Screw | Holder No.
EX-RH SER 1000 P30 AB1 1.00 6 1.00 S30 K30 AB1
EX-LH SEL 1000 P30 AB2 1.00 6 1.00 S30 K30 AB2
EX-RH SER 1250 P30 AB3 1.25 7 1.25 S30 K30 AB3
EX-LH SEL 1250 P30 AB4 1.25 7 1.25 S30 K30 AB4
Pitch Range (TPI) 2 Insert
Ordering Code B=H L F Screw Torx Screw | Holder No.
EX-RH SER 1000 M40 AB5 1.00 6 1.25 S40 K40 AB5
EX-LH SEL 1000 M40 AB6 1.00 6 1.25 S40 K40 AB6
EX-RH SER 1250 P40 AB7 1.25 7 1.25 S40 K40 AB7
EX-LH SEL 1250 P40 AB8 1.25 7 1.25 S40 K40 AB8
Pitch Range (TPI) 11/4 -1 1/2 B=H L E Insert Side Torx Holder
Ordering Code - Screw Screw Screw No.
EX-RH SER 1250 P40 AB9 1.25 7 1.25 S40 A27 K40 AB9

EX-LH SEL 1250 P40 AB10 1.25 7 1.25 S40 A27 K40 AB10
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Internal Holders- American Buttress

Pitch Range (TPI) 2 1/2 Min Insert | Torx | Holder
Ordering Code o i L L 7 Screw | Screw No.
Diam.
IN-RH SIR 1250 S30 AB11 1.25 1.57 10 472 24 S30 K30 AB11
IN-LH SIL 1250 S30 AB12 1.25 1.57 10 472 24 S30 K30 AB12
Pitch Range (TPI) 2 5 aon . - Inset | Torx | Holder
Ordering Code ore Screw Screw No.
Diam.
IN-RH SIR 1500 T40 AB13 1.5 1.97 12 1.1 S40 K40 AB13
IN-LH SIL 1500 T40 AB14 1.5 1.97 12 1.1 S40 K40 AB14
IN-RH SIR 2000 U40 AB15 2.0 2.56 14 1.38 S40 K40 AB15
IN-LH SIL 2000 U40 AB16 2.0 2.56 14 1.38 S40 K40 AB16
Pitch Range (TPI) 1.5-1.25 5 é\/l in ) F Insert Side Torx | Holder
Ordering Code ore Screw | Screw | Screw No.
Diam.
IN-RH SIR 2000 U40 AB17 2.0 2.76 14 1.5 S40 A27 K40 AB17
IN-LH SIL 2000 U40 AB18 2.0 2.76 14 1.5 S40 A27 K40 AB18
IN-RH SIR 2500 V40 AB19 2.5 3.23 16 1.77 S40 A27 K40 AB19
IN-LH SIL 2500 V40 AB20 2.5 3.23 16 1.77 S40 A27 K40 AB20
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&ia Carmex v Thread Turning Toolholders

Product Identification
Threading Toolholders Ordering Codes

NS E0EED
e v

Clamping Shank Cross Section: Length of Insert B - With coolant bore
MLithod External toolholders Toolholder: Pockgt Size CB - Carbide shank
D= Clamp square shank D=25 I.C.
S =Screw F =325 . g, V - Vertical (on edge)
v 0750=3/4 x 3/4 H=4 NS } O - Offset style
K=5
E = External ¢ L=55 L IC. D - Drop head
I = Internal M= 6 06  5/32 G - Gang tool
7 Internal toolholders B 08 3716 ||y _yTypE
o & boring bars R=38 08U 3/16U
R = Right Hand round shank S=10 11 1/4
L = Left Hand T=12 16 3/8
0750 = Diam. of 3/4 U= 14 22 1/2
V=16 22U  1/2U
O 27 58
27U 5/8U
33U 3/4U




Thread Turning Toolholders & Carmex rwmma
External Toolholders

UTYPE
H B H B
L
F B
F B
L
Ordering Code =) Anvil Torx RH LH
Right ?—land 1 L B=H L F Isr;?c:;tv Screw Key Anvil Anvil
mm
*SER 0310 H11 11 .31 4.00 .43 S11 - K11 - -
*SER 0375 H11 11 .38 4.00 .43 S11 - K11 - -
*SER 0375 M11 11 .38 6.00 .43 S11 - K11 - -
*SER 0500 K11 11 .50 5.00 .50 S11 - K11 - -
*SER 0500 M11 11 .50 6.00 .50 S - K11 - -
SER 0375 D16 16 .38 2.50 .63 S16 A16 K16 AE16 Al16
SER 0500 F16 16 .50 3.25 .63 S16 A16 K16 AE16 Al16
SER 0625 H16 16 .63 4.00 .63 S16 A16 K16 AE16 Al16
SER 0750 K16 16 .75 5.00 .75 S16 A16 K16 AE16 Al16
SER 1000 M16 16 1.00 6.00 1.00 S16 A16 K16 AE16 Al16
SER 1250 P16 16 1.25 7.00 1.25 S16 A16 K16 AE16 Al16
SER 1000 M22 22 1.00 6.00 1.00 S22 A22 K22 AE22 Al22
SER 1250 P22 22 1.25 7.00 1.25 S22 A22 K22 AE22 Al22
SER 1500 R22 22 1.50 8.00 1.50 S22 A22 K22 AE22 Al22
SER 1000 M22U 22U 1.00 6.00 1.10 S22 A22 K22 AE22U Al22U
SER 1250 P22U 22U 1.25 7.00 1.25 S22 A22 K22 AE22U Al22U
SER 1500 R22U 22U 1.50 8.00 1.50 S22 A22 K22 AE22U Al22U
SER 1000 M27 27 1.00 6.00 1.25 S27 A27 K27 AE27 Al27
SER 1250 P27 27 1.25 7.00 1.25 S27 A27 K27 AE27 Al27
SER 1500 R27 27 1.50 8.00 1.50 S27 A27 K27 AE27 Al27
SER 1000 M27U 27U 1.00 6.00 1.25 S27 A27 K27 AE27U Al27U
SER 1250 P27U 27U 1.25 7.00 1.25 S27 A27 K27 AE27U Al27U
SER 1500 R27U 27U 1.50 8.00 1.50 S27 A27 K27 AE27U Al27U
SER 1000 M33U 33U 1.00 6.00 1.45 S33 - K33 - -
SER 1250 P33U 33U 1.25 7.00 1.45 S33 - K33 - -

*Toolholders with no anvil
For LEFT HAND toolholders specify SEL instead of SER

Toolholders are made with a 1.5” Helix Angle. For other Helix Angles please see helix angle

chart (page A04-7) in the technical section of this catalog
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External toolholders with top clamp g
E B
L
Ordering Code 1 Ll e Insert Anvil | Torx RH LH
Right Hand @ B=H L F Screw Clamp Screw Key Anvil Anvil
mm

DER 0500 H16 16 50 | 40 | 63 | S16 | C16 | A16S | K16 | AE16 | Al6
DER 0625 H16 16 63 | 40 | 63 | S16 | Ci6 | A16S | Ki6 | AE16 | Al6
DER 0750 K16 16 75 | 50 | .75 | S16 | Ci16 | A16S | K16 | AE16 | Al6
DER 1000 M16 16 100 | 60 | 1.00 | S16 | Ci6 | A16S | K16 | AE16 | Al16
*DER 1000 M22 22 100 | 60 | 1.00 | S22 | C22 | A22 K22 | AE22 | AI22

For LEFT HAND toolholders specify DEL instead of DER

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please see helix angle chart in the technical section of this catalog.
Two clamping methods can be used: screw or top clamp.

*Use K21 torx key for C22 clamp

H B
[ ]
Vertical toolholders
F B
Ordering Code Y. Insert Torx
Right Hand L@ B=H L F Screw Key
mm
SER 0750 K16V 16 .75 5.0 .87 S16S K16
SER 1000 M16V 16 1.00 6.0 1.06 S16S K16
SER 1000 M22V 22 1.00 6.0 1.08 S228 K22
SER 1000 M27V-T10 27 1.00 6.0 1.42 S27 K27
SER 1000 M27V-ABUT 4/3-T10 27 1.00 6.0 1.42 S27 K27
SER 1250 P27V-T10 27 1.25 7.0 1.42 S27 K27
SER 1250 P27V-ABUT 4/3-T10 27 1.25 7.0 1.42 S27 K27
For LEFT HAND toolholders specify SEL instead of SER
L
[
Slim Throat toolholders . 6
. B
Ordering Code Y Insert Torx
Right Hand L@ el - F Screw Key
mm
SER 0625 H16VS 16 .63 4.0 .71 S16S K16
SER 0750 K16VS 16 .75 5.0 .87 S16S K16
SER 1000 M16VS 16 1.00 6.0 1.06 S16S K16
SER 1000 M22VS 22 1.00 6.0 1.06 S22S K22

For LEFT HAND toolholders specify SEL instead of SER




Thread Turning Toolholders & Carmex rwmma
Drophead Toolholders M A

c2

C1

Ordering Code Insert | Anvil | Torx | RH LH
Right Hand p/ 1 L) al © el F C2 | gerew | Screw Key | Anvil | Anvil
mm

SER 0750 K16D 16 .75 .75 5.0 .84 | 1.00 | 15 S16 A16 K16 | AE16 | Al16
SER 1000 M16D 16 1.00 | 1.00 6.0 84 | 125 | 15 S16 A16 K16 | AE16 | Al16
SER 1000 M22D 22 1.00 | 1.00 6.0 | 100 125 | 1.5 S22 A22 K22 | AE22 | Al22

For LEFT HAND toolholders specify SEL instead of SER

Gang Toolholders

Gang Toolholders are
External Holders, used in
small automatic machines
with a gangtool post.

r

)

=
>

RIGHT HAND SHOWN

r

=)
Y

)

Ordering Code I L B=H L F Insert Anvil Torx RH LH
Right Hand o mm Screw Screw Key Anvil Anvil
*SER 8 8 H11G 11 8 3.9 A7 S11 - K11 - -
*SER 10 10 H11G 11 10 3.9 .55 S11 = K11 = =
SER 16 16 K16G 16 16 4.9 .85 S16 A16 K16 AE16 Al16
SER 20 20 K16G 16 20 4.9 1.03 S16 A16 K16 AE16 Al16

*Toolholders with no anvil
For LEFT HAND toolholders specify SEL instead of SER
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X-tream Jet
External Toolholder with Internal Coolant

Carmex has developed a unique external thread turning holder with internal coolant to the
cutting edge.

The holder includes two connecting options through an elbow fitting and a top clamp
directing the coolant flow to the cutting edge.

The coolant flow provides:

® Better chip control, and chip flow

Longer tool life and high performance
Reduces the cutting edge temperature
Available RH and LH tool holders

Coated holders provide abrasive resistance

Coolant Head

e

Coolant Connector

L
Ordering Code L e | L £ | moon | Ami | ToX#+| RH | LH | Codant
mm Screw | Screw | KeY | Anvil | Anvil A
SER 0625 H16B 16 63 4.0 63 | S16P | A16P | K16P | AE16 | Al16 | @4/06
SER 0750 K16B 16 .75 5.0 .75 S16P | A16P | K16P | AE16 Al16 @4 | @6
SER 1000 M16B 16 1.00 6.0 1.00 S16P | A16P | K16P | AE16 Al16 @4 | @6
SER 1000 M22B 22 1.00 6.0 1.00 S22P | A22P | K22P | AE22 Al16 @4 | 6
SER 1000 M27B 27 1.00 6.0 1.25 S27P | A27P | K27P | AE27 Al27 @4 | 36
SER 1250 P16B 16 1.25 7.0 1.25 S16P | A16P | K16P | AE16 Al16 @4 | 36
SER 1250 P22B 22 125 | 70 | 125 | S22P | A22P | K22P | AE22 | Al22 | g4/@6
SER 1250 P27B 27 125 | 70 | 125 | S27P | A27P | K27P | AE27 | Al27 | g4/g6

For LEFT HAND toolholders specify SEL instead of SER

Toolholders made with 1.5° helix angle

Please consult the helix angle chart page A04-7 in the technical section of this catalog
* Standard packing with g6 mm
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Internal Toolholders

UTYPE Min. Bore D1 Min. Bore
F F L1
L D L D
Min. Bore
F
L D
Ordering Code @ Min Insert | Anvil | Torx | RH LH
Right Hand I L D | D1 | Bore | L L1 F | Sorew | Screw | Key | Anvil | Anvil
mm Diam.
*SIR 0205 H06 6 50 | 20 | 24 | 40 | 47 | 17 | SO06 - K06 - -
*SIR 0265 K08 8 62 | 26 | 31 | 50 | 70 | 21 | s08 - K08 - -
*SIR0310K08U | 8U | 62 | 29 | 35 | 50 | .83 | .26 | SO08 - Ko - -
*SIR 0375 H11 1 38 | 38 | .47 | 40 - 28 | S11 - K11 - -
*SIR 0375 K11 11 62 | 38 | 47 | 50 | 1.00 | .28 | SN - K11 - -
*SIR 0500 L11 11 62 | 50 | 58 | 55 | 125 | 34 | s - K11 - -
*SIR 0500 M16 16 | 62 | 50 | 64 | 60 | 125 | .39 | S16S | - K16 - -
*SIR 0625 P16 16 | 75 | 62 | 75 | 70 | 157 | 45 | S16S | - K16 : :
SIR 0750 P16 16 | 75 | 75 | 90 | 7.0 - 51 | S16 | A16 | K16 | Al16 | AE16
SIR 1000 R16 16 | 1.00 | 1.00 | 1.16 | 8.0 - 65 | S16 | A16 | K16 | Al16 | AE16
SIR 1250 S16 16 | 125 | 1.25 | 1.40 | 10.0 - 77 | S16 | A16 | K16 | Al16 | AE16
SIR 1500 T16 16 | 150 | 1.50 | 1.65 | 12.0 - 90 | S16 | A16 | K16 | Alt6 | AE16
SIR 2000 U16 16 | 2.00 | 2.00 | 2.30 | 14.0 - 120 | S16 | A16 | K16 | Al16 | AE16
*SIR 0750 P22 22 | 75 | 75 | 90 | 7.0 - 59 | s22s8 | - K22 ; :
SIR 1000 R22 22 | 1.00 | 1.00 | 116 | 8.0 - 71 | S22 | A22 | K22 | Al22 | AE22
SIR 1250 S22 22 | 125 | 125 | 150 | 10.0 2 85 | S22 | A22 | K22 | AI22 | AE22
SIR 1500 T22 22 | 150 | 150 | 1.75 | 120 - 98 | S22 | A22 | K22 | AI22 | AE22
SIR 2000 U22 22 | 2,00 | 200 | 225 | 140 - 125 | S22 | A22 | K22 | AI22 | AE22
SIR1250S22U | 22U | 1.25 | 125 | 1.50 | 10.0 - 95 | S22 | A22 | K22 | Al22U | AE22U
SIR1500T22U | 22U | 1.50 | 1.50 | 1.75 | 12.0 - 1.08 | S22 | A22 | K22 | Al22U | AE22U
SIR 1250 S27 27 | 125 | 125 | 156 | 10.0 - 88 | S27 | A27 | K27 | AI27 | AE27
SIR 1500 T27 27 | 150 | 150 | 1.80 | 12.0 - 1.00 | S27 | A27 | K27 | AI27 | AE27
SIR 2000 U27 27 | 2.00 | 200 | 230 @ 14.0 - 125 | S27 | A27 | K27 | Al27 | AE27
SIR 2500 V27 27 | 250 | 250 | 280 | 16.0 - 150 | S27 | A27 | K27 | Al27 | AE27
SIR1250S27U | 27U | 1.25 | 125 | 1.56 | 10.0 - 1.00 | S27 | A27 | K27 | Al27U | AE27U
SIR1500T27U | 27U | 1.50 | 1.50 | 1.80 | 12.0 - 113 | S27 | A27 | K27 | Al27U | AE27U
SIR2000 U27U | 27U | 2.00 | 2.00 | 2.30 | 14.0 - 137 | S27 | A27 | K27 | Al27U| AE27U
SIR2500 V27U | 27U | 250 | 250 | 2.80 | 16.0 - 161 | S27 | A27 | K27 | Al27U | AE27U
*SIR 2000 U33U | 33U | 2.00 | 2.00 | 250 | 14.0 - 150 | S33 - K33 - -

*Toolholders with no anvil
For LEFT HAND toolholders specify SIL instead of SIR

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please consult helix angle chart (page A04-7) in the technical section of this catalog.
For“U”" type inserts Tr,Acme,Stub Acme ,see our software or contact main office for holder use.

A02-7
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Internal toolholders with Coolant Bore

Min. Bore
D1
F
L1 L
D
Ordering Code | I WAl Insert | Anvil | Torx | RH | LH
. L
Right Hand 8C) D D1 Sore L L F | Screw | Screw Key | Anvil | Anvil
mm iam.

*SIR 0375 K11B 11 .62 .38 47 5.0 .98 .28 S11 - K11 - -

*SIR 0500 M16B 16 .62 .50 .64 6.0 1.26 .39 S16S - K16 - -

*SIR 0625 P16B 16 .75 .63 .75 7.0 1.57 .45 S16S - K16 - -
SIR 0750 P16B 16 .75 .75 .90 7.0 - .90 S16 A16 K16 Al16 AE16
SIR 1000 R16B 16 1.00 1.00 1.16 8.0 - .65 S16 A16 K16 Al16 AE16
SIR 1000 R22B 22 1.00 1.00 1.16 8.0 - 71 S22 A22 K22 Al22 AE22
SIR 1225 S16B 16 1.25 1.25 1.4 10.0 - 77 S16 A16 K16 Al16 AE16

*Toolholders with no anvil

For LEFT HAND toolholders specify SIL instead of SIR

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles please see helix angle chart
(page A04-7) in the technical section of this catalog.

Internal toolholders with Top Clamp

D1 Min. Bore
F A
L1
L D
Ordering Code I Min Insert Anvil | Torx | RH | LH
. L
Right Hand « o il ] e L S F | screw | ©2™P | screw Key | Anvil | Anvil
mm Diam.
DIR 0750 P16 16 .75 .75 .90 7.0 - .51 S16 C16 | A16S | K16 | Al16 | AE16
DIR 1000 R16 16 1.00 | 1.00 1.16 8.0 - .65 S16 C16 | A16S | K16 | Al16 | AE16
DIR 1250 S16 16 125 | 1.25 1.40 10.0 - 77 S16 C16 | A16S | K16 | Al16 | AE16
* DIR 1000 R22 22 1.00 | 1.00 | 1.16 8.0 - 71 S22 c22 A22 | K22 | AI22 | AE22
For LEFT HAND toolholders specify DIL instead of DIR
Two clamping methods can be used: screw or top clamp.
*Use K21 torx key for C22 clamp
o o o
Toolholders with 3.5 Helix Angle
Ordering Code | o Min Insert | Torx
Right Hand <t mm D Bore L L P sorew | Key
mm Diam.
SIR 0016 P16B-3.5 16 20 .630 .748 6.7 1.58 .540 S16S K16
SIR 0020 P22B-3.5 22 20 .787 .945 6.7 - .614 S22S K22

For LEFT HAND toolholders specify SIL instead of SIR

A02-8




Thread Turning Toolholders K51 Carmex suiaruna
Special Thread Turning Applications

D1 SIR 1000R22U-0.98A4-027/219 Min. Bore = 0.98"
¢ SIR 0354 K08
r o
F f F
L1
Feoehl It L
L D

*TO BE USED WITH CARMEX STANDARD 22UIRL4ACME

Min. Bore = 0.855"
SIR 1000R22U-.855A4/5-027/043

D1
F
L1 D
L
*TO BE USED WITH CARMEX SPECIAL INSERT 22UIRL4ACMESPEC-027/022MXC
& 22UIRLEACMESPEC-027/015MXC
Ordering Code I Insert | Torx
Right Hand Q D D1 L L F i Screw | Key
mm

*SIR 0354 K08 8 .63 .34 5.0 1.18 .25 1/2 - 13UNC S08 | K08
SIR 1000 R22U-0.98A4-027/219 22U 1.00 .79 8.0 2.75 .72 S22 | K22
SIR 1000 R22U-855A4/5-027/043 22U 1.00 .67 8.0 2.00 .70 e S22 | K22

For LH holders call Carmex
* Only right hand available




&8.Carmex s Thread Turning Toolholders
Carbide Shank Threading Bars

With coolant bore —

coolantbore |1

Carbide Shank Threading Bars

are used when Chatter and F

deflection are expected due L L D

to long overhang in deep

small bores.

Ordering Code = Min Inser i
Right Hand I" o e Ee B 3 Scsr:vt/ spér;;::/ Ig;/( AFr:'\-/'iI Al;llj/il
mm Diam.

SIR 0205 HO6CB 6 25 | 20 | 24 | 40 | 1.02 | 17 | SO06 - K06 - -
SIR 0265 K08CB 8 31 26 | 31 | 50 | 1.22 | .21 | S08 - K08 - -
SIR 0310K08UCB 8U 31 29 | 35 | 50 | 1.38 | .26 | S08 - K08 - -
SIR 0375 M11CB 11 38 | 38 | 47 | 6.0 - 28 | St11 - K11 - -
SIR 0500 P11CB 11 50 | 50 | 58 | 7.0 - 34 | St . K11 - -
SIR 0500 P16CB 16 50 | 50 | 64 | 7.0 - 40 | S16S - K16 - -
SIR 0625 R16CB 16 62 | 62 | 75 | 80 - 46 | S16S - K16 - -
*SIR 0750 S16CB 16 75 | 75 | 90 | 100 | - 54 | S16 | A16 | K16 | Al16 | AE16
*SIR 1000 S16CB 16 | 1.00 | 1.00 | 1.10 | 100 | - 64 | S16 | A16 | K16 | Al16 | AE16
SIR 0750 S22CB 22 75 | 76 | 95 |10.0| 400 | .61 | S22 - K22 - -

* Carbide shank Threading bars with anvil
** Helix angle: 3.5°
For LEFT HAND toolholders specify SIL instead of SIR

Vertical Toolholders
< >L‘r Min. Bore

%‘T‘e

: . * Min

=l T I - O I R
mm Diam.

SIR 1250 S27V-T10 27 1.25 1.65 10 .94 41 S27 K27

SIR 1500 T27V-T10 27 1.5 1.80 12 1.05 41 S27 K27

SIR 2000 U27V-T10 27 2.0 2.32 14 1.31 41 S27 K27

SIR 2500 V27V-T10 27 2.5 2.85 16 1.51 41 S27 K27

*To be compared with given minimum bore profile.
For LEFT HAND toolholders specify SIL instead of SIR




Thread Turning Toolholders

A®
@ Cal” mex Precision Tools Ltd.

Star Tolholders

SER0022H16
JN

L1
L
Ordering Code = D
Right Hand © I 3 L
SER 0022 H1i1 11 22 3.94
SER 0022 H16 16 22 3.94

L1

1.57
1.57

SER0022H11
mﬁ
—n0
L1
L
E Insert Anvil Torx RH

Screw Screw Key Anvil
.52 S11 K11
.52 S16 A16 K16 AE16

LH
Anvil

Al16
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High pressure coolant

The boring bars and the ML adaptors are design with internal coolant allowing a high pressure up to 120 Bar.

A high pressure coolant helps to reduce the cutting edge temperature, provides a better chip evacuation and
improves the insert tool life.

The tools can be used also with normal coolant pressure available on the customer machine.

Product Identification
Ordering Codes: ML Turning adaptors

B I B

¢ ¢ Adaptor Dia
Clamping R = Right Hand Insert Size 25= @25 mm
Method L = Left Hand 16 39= @32 mm
D= Clamp 27
S =Screw 22U 40= @40 mm
27
27U

Ordering Codes: Boring Bars

- i W

ModularLine Internal toolholder round Length of toolholder
Shank shank R=4
1000= @1 S=5
1250=@1.25 T=6
1500=@1.5
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ML Turning adaptors

f Min Insert Anvil

D OEZE?QH;S:(? G JLi1C. | Bore | L | F | Screw | Screw TE;);/+ Andl | Anvi
Diam. Torx+ Torx+

25 *MLR 16-25 16 3/8 1.14 1.2 .65 S16P K16P
25 *MLR 22-25 22 1/2 1.22 1.2 .71 S22P --- K22P --- ---
32 MLR 16-32 16 3/8 1.42 1.7 .78 | S16P A16P K16P Al16 AE16
32 MLR 22-32 22 1/2 1.50 1.7 .85 S22P A22P K22P Al22 AE22
32 MLR 22U-32 22U 12U | 1.62 1.7 .96 S22P A22P K22P Al22U | AE22U
40 MLR 16-40 16 3/8 1.73 1.7 .93 | S16P A16P K16P Al16 AE16
40 MLR 22-40 22 1/2 1.81 1.7 | 1.01 | S22P A22P K22P Al22 AE22
40 MLR 22U-40 22U | 1/2U | 1.81 1.7 | 1.12 | S22P A22P K22P Al22U | AE22U
40 MLR 27-40 27 5/8 1.90 1.7 1.05 | S27P A27P K27P Al27 AE27
40 MLR 27U-40 27U 5/8U | 1.90 1.7 1.16 | S27P A27P K27P Al27U | AE27U

*Toolholders with no anvil
For left hand specify MLL... instead of MLR...

Boring Bars

Internal
Coolant
C
D Ordering Code L H C Screw Key
1.00 MLS 1000 R 8.0 .905 1/4 - 18NPT S420, S435 K3
1.25 MLS 1250 S 10.0 1.12 3/8 - 18NPT S520, S550 K4

1.50 MLS 1500 T 12.0 1.34 1/2 - 14NPT S$520, S550 K4
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® Polygon shank
ISO standard (26623) compliant for toolholding systems

® Polygon taper ensures automatic radial centering and even pressure around
the coupling

® |SO standard coupling system with a 1.4 degree tapered polygon shank design
enables quick tool changes

® Interchangeable with leading manufacturers

External Toolholders
Internal Coolant Bore
D
F
L

Equivalent . D Insert Anvil Torx RH LH
to... Cireilie Ceee mm mm F L Screw | Screw key Anvil Anvil
C4 P40-SER 27050-16 16 40 1.06 2.0 S16 A16 K16 AE16 Al16
C5 P50-SER 35060-16 16 50 1.38 24 S16 A16 K16 AE16 Al16
Ccé P63-SER 45065-16 16 63 1.77 2.6 S16 A16 K16 AE16 Al16
C4 P40-SER 27050-22 22 40 1.06 2.0 S22 A22 K22 AE22 Al22
C5 P50-SER 35060-22 22 50 1.38 24 S22 A22 K22 AE22 Al22
Ccé P63-SER 45065-22 22 63 1.77 2.6 S22 A22 K22 AE22 Al22
(6f:] P80-SER 55080-16 16 80 2.17 3.1 S16 A16 K16 AE16 Al16
(6f:] P80-SER 55080-22 22 80 2.17 3.1 S22 A22 K22 AE22 Al22
Ccé P63-SER 45065-27 27 63 1.772 2.6 S27 A27 K27 AE27 Al27

For LEFT HAND toolholders specify SEL instead of SER




Thread Turning Toolholders & Carmex rwmma

Internal Toolholders
Internal Coolant Bore
Min. Bore
D
F
L2
L1
Equivalent . D Min. Insert | Anvil | Torx | RH | LH
Ordering Code F Bore | L1 L2 . .
to... . mm . Screw |Screw | key | Anvil | Anvil
mm Dia.
* P40-SIR 12060-16 16 40 .46 .79 2.36 1.46 S16 - K16 - -
P40-SIR 14060-16 16 40 b3 | 98 | 236 | 1.50 | S16 A16 | K16 | Al16 | AE16
C4 P40-SIR 17070-16 16 40 63 114 | 276 | 1.89 | S16 A16 | K16 | Al16 | AE16
P40-SIR 22090-16 16 40 77 | 1.42 | 354 | 272 | S16 A16 | K16 | Al16 | AE16
P40-SIR 27080-16 16 40 93 | 1.73 3.15 | 2.36 S16 A16 K16 | Al16 | AE16
* P50-SIR 12060-16 16 50 46 | 79 | 236 | 1.38 | S16 - K16 - -
P50-SIR 14060-16 16 50 .53 .98 2.36 1.42 S16 A16 K16 | Al16 | AE16
C5 P50-SIR 17070-16 16 50 63 [ 1.14 | 276 | 1.85 | S16 A16 | K16 | Al16 | AE16
P50-SIR 22090-16 16 50 77 | 142 | 354 | 268 | S16 A16 | K16 | Al16 | AE16
P50-SIR 27105-16 16 50 .93 | 1.73 | 4.13 | 3.31 S16 A16 | K16 | Al16 | AE16
P63-SIR 14070-16 16 63 .53 984| 276 | 1.65 | S16 A16 | K16 | Al16 | AE16
c6 P63-SIR 17075-16 16 63 .63 | 1.14 | 295 | 1.89 | S16 A16 | K16 | Al16 | AE16
P63-SIR 22090-16 16 63 .77 | 1.50 3.54 | 2.52 S16 A16 K16 | Al16 | AE16
P63-SIR 27105-16 16 63 .93 | 1.81 413 | 3.15 S16 A16 K16 | Al16 | AE16
* P40-SIR 15065-22 22 40 .61 .98 2.56 1.65 S22 - K22 - -
ca P40-SIR 19070-22 22 40 .70 [ 114 | 276 | 1.89 | S22 A22 | K22 | Al22 | AE22
P40-SIR 22090-22 22 40 .84 | 150 | 3.54 | 272 | S22 A22 | K22 | Al22 | AE22
P40-SIR 27080-22 22 40 1.00 | 1.81 3.15 | 2.36 | S22 A22 | K22 | Al22 | AE22
* P50-SIR 15065-22 22 50 .61 98 | 256 | 1.61 S22 - K22 - -
cs P50-SIR 19070-22 22 50 .70 [ 114 | 276 | 1.85 | S22 A22 | K22 | Al22 | AE22
P50-SIR 22090-22 22 50 .84 | 1.50 3.54 | 2.68 S22 A22 K22 | Al22 | AE22
P50-SIR 27105-22 22 50 1.00 | 1.81 4.13 | 3.31 S22 A22 K22 | Al22 | AE22
P63-SIR 19075-22 22 63 .70 | 1.14 2.95 1.89 S22 A22 K22 | Al22 | AE22
C6 P63-SIR 22090-22 22 63 .84 | 1.47 3.54 | 2.52 S22 A22 K22 | Al22 | AE22
P63-SIR 27105-22 63 63 1.00 | 1.81 413 | 3.15 | S22 A22 | K22 | Al22 | AE22

For LEFT HAND toolholders specify SIL instead of SIR
* Holders without anvil
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Thread Helix Angle

Thread Turning Toolholders

Pitch
™A 4 3 2 "
5 5
Tan B =
mwtx D
4 1 o 6
Simplified formula
3 Ij 8 p=20P/D
25 10
Example:
2 12 D =1.18
1.5 16 P = 16 TPI
1 24 0
— — 10
0.5 48 | P=iesrs !
mm 10 20 30 40 50 60 75 “Diameter
inch 3/8 3/4 125 15 2 25 3

Standard and Slanted Anvils

CARMEX Toolholder Pockets have a built in 1.5° helix angle. This angle may be
adjusted to better match the thread helix angle by simply changing the anvil.

Negative
Helix
Yy

B
[—

Toolholder Toolholder

Negative helix is usually used when threading RH thread with LH Holder or LH
thread with RH Holder.

L IC Pocket Angle Y——> 4.5° 3.5° 2.5° 1.5° 0.5° -0.5° -1.5°

mm Standard

16 3/8 EX-RHORIN-LH | AE16+4.5 | AE16+3.5 | AE16+2.5 AE16 | AE16+0.5 | AE16-0.5 |AE16-1.5
16 3/8 EX-LHORIN-RH | Al 16+4.5 |AlI16+3.5 |Al16+2.5 Al 16 | Al16+0.5 | Al16-0.5 Al 16-1.5
22 1/2 EX-RHOR IN-LH | AE22+4.5 | AE22+3.5 | AE22+2.5 AE22 | AE22+0.5 | AE22-0.5 | AE22-1.5
22 1/2 EX-LHORIN-RH | Al22+4.5 | Al22+43.5 |Al22+2.5 Al22 | Al22+0.5 | Al22-0.5 Al 22-1.5
22U 1/2U | EX-RH OR IN-LH | AE22U+4.5 | AE22U+3.5 | AE22U+2.5 AE22U | AE22U+0.5 | AE22U-0.5 | AE22U-1.5
22U 1/2U | EX-LHOR IN-RH | Al 22U+4.5 | Al 22U+3.5 | Al 22U+2.5 Al 22U | Al 22U+0.5 | Al 22U-0.5 | Al 22U-1.5
27 5/8 EX-RHOR IN-LH | AE27+4.5 | AE27+3.5 | AE27+2.5 AE27 | AE27+0.5 | AE27-0.5 | AE27-1.5
27 5/8 EX-LHORIN-RH | Al27+4.5 | Al27+3.5 | Al27+2.5 Al27 | Al27+0.5 | Al27-0.5 Al 27-1.5
27U 5/8U | EX-RH OR IN-LH | AE27U+4.5 | AE27U+3.5 | AE27U+2.5 AE27U | AE27U+0.5 | AE27U-0.5 | AE27U-1.5
27U 5/8U | EX-LHORIN-RH | Al 27U+4.5 | Al 27U+3.5 | Al 27U+2.5 Al 27U | Al 27U+0.5 | Al 27U-0.5 | Al 27U-1.5




Thread Turning Toolholders & Carmex rwmma
Anvil Kits

5 AE and 5 Al anvils with various helix angles

N

E (FOREX.RH. & IN.LH.) Al (FOR IN.RH. & EX.LH.)

Ordering Code Contents

KA16 AE16+4.5 AE16+3.5 AE16+2.5 AE16+0.5 AE16-1.5
Al 16+4.5 Al 16+3.5 Al 16+2.5 Al 16+0.5 Al 16-1.5

KA22 AE22+4.5 AE22+3.5 AE22+2.5 AE22+0.5 AE22-1.5
Al 22+4.5 Al 22+3.5 Al 22+2.5 Al 22+0.5 Al 22-1.5

KA22U AE22U+4.5 AE22U+3.5 AE22U+2.5 AE22U+0.5 AE22U-1.5
Al 22U+4.5 Al 22U+3.5 Al 22U+2.5 Al 22U+0.5 Al 22U-1.5

KA27 AE27+4.5 AE27+2.5 AE27-1.5
Al 27+4.5 Al 27+2.5 Al 27-1.5

KA27U AE27U+4.5 AE27U+2.5 AE27U-1.5
Al 27U+4.5 Al 27U+2.5 Al 27U-1.5

A02-17




A®
@ Car mex Precision Tools Ltd.

Thread Turning Toolholders

Standard Kits

Threading Kits are a versatile solution

for users that cut a variety of thread

types in limited quantity and do not want
to sacrifice thread quality.

External UN Kit

Ordering Code:KEU

INSERTS

16 ER  A60 P25C
16 ER G60 P25C
16 ER AG60 P25C
16 ER 8 UN P25C
16 ER 12 UN P25C
16 ER 14 UN P25C
16 ER 16 UN P25C
16 ER 18 UN P25C
16 ER 20 UN P25C
16 ER 24 UN P25C

TOOLHOLDERS
SER 0750 K16
KEY

K16
SCREW

S16

Internal UN Kit

Ordering Code:KIU

INSERTS

16 IR A60 P25C
16 IR G60 P25C
16 IR AG60 P25C
16 IR 8 UN P25C
16 IR 12 UN P25C
16 IR 14 UN P25C
16 IR 16 UN P25C
16 IR 18 UN P25C
16 IR 20 UN P25C
16 IR 24 UN P25C

TOOLHOLDERS
SIR 0750 P16
KEY

K16
SCREW

S16

If a larger toolholders with a 1.0 inch shank is required, add to the kit 1.0. For example: KIU - 1.0

Miniature & Ultra-miniature Kits

Ordering Code

KU60I - BXC
KM60I - BXC

Type

ULTRA
MINI

No. of
Inserts

10
10

Inserts

06 IR A60 BXC
08 IR A60 BXC

Contents
Boring Bar

SIR 0205 HO6
SIR 0265 K08

Key

K6
K8
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Inserts Kits

Type B Kits

Type B threading inserts.

A combination of ground profile and
sintered chip-breaker threading inserts.
BMA Grade: Sub-Micron carbide grade
with TiAIN multi-Layer Coating.

EXTERNAL UN KIT INTERNAL UN KIT
KEUB - BMA KIUB - BMA|
16 ERB A60 BMA-2 Pcs 16 IRB A60 BMA-2 Pcs
16 ERB G60 BMA-1 Pcs 16 IRB G60 BMA-1 Pcs
16 ERB AG60 BMA-2 Pcs EX-RH 16 IRBAG60 BMA-2 Pcs IN-RH
16 ER B 12 UN BMA-1 Pcs 16 IR B 12 UN BMA-1 Pcs
16 ER B 16 UN BMA-1 Pcs 16 IR B 16 UN BMA-1 Pcs
16 ER B 18 UN BMA-1 Pcs 16 IR B 18 UN BMA-1 Pcs
16 ER B 20 UN BMA-1 Pcs 16 IR B 20 UN BMA-1 Pcs
16 ER B 24 UN BMA-1 Pcs 16 IR B 24 UN BMA-1 Pcs
Standard Inserts Kits
EXTERNAL ISO KIT INTERNAL I1SO KIT
16 ER 1.0 ISO-2 Pcs 16 IR 1.0 ISO-2 Pcs
16 ER 1.25 1SO-2 Pcs 16 IR 1.25 ISO-2 Pcs
16 ER 1.5 ISO-2 Pcs 16 IR 1.5 ISO-2 Pcs
16 ER 1.75 1SO-2 Pcs 16 IR 1.75 I1SO-2 Pcs
16 ER 2.0 ISO-2 Pcs 16 IR 2.0 ISO-2 Pcs
Ordering Code: KEM Ordering Code: KIM
BMA BMA
BLU BLU
HBA HBA




&ix Carmex vuwe Thread Turning Toolholders
Threading & Boring Combination Kit

A practical and convenient combination
kit for Ultra Miniature Threading and
Boring. It enables Boring and Threading
of mini bores as small as @1/4

with just one deep reaching

CARBIDE shank ultra mini Boring Bar.

Ordering Cod Contents
raering Lode Threading Insert Turning Inserts Boring Bar Key
KC6TI 06 IR A60 BXC 06 IR TURN BMA SIR 0205 HO6CB K6
10Pcs 10Pcs

BMA - Coated carbide grade for medium to high cutting speeds
BXC - Coated carbide grade for low cutting speed - 130 to 300 ft/min
CB - Carbide shank boring bar with coolant bore




Double Sided Thread
Turning Inserts & Toolholders ‘ A03

Demonstration

A unique line of 2 sided inserts including 6 cutting edges, a cost saving tool.

Advantages of DSI-Thread Turning Inserts

e Increased productivity thanks to the six * Unique anti-vibration anvil designed for clamping
cutting edges. the insert and supporting the cutting edge.

* U-Style inserts for a wide range of full or * Simple insert’s mounting and cutting edge
partial profile standard threads. indexing.

e Same insert for right hand or left hand thread. * Heavy duty toolholders designed specially for
¢ Saving on tooling costs. this line.

Contents: : Contents:

Whitworth 55°

NPT

Heavy Duty Thread Turning Toolholders - External
Heavy Duty Thread Turning Toolholders - Internal

Product Identification
Partial Profile 60°
Partial Profile 55°

ISO

UN

A PpwWWN
[o) W@ NNV, [NV,




K32 Carmex v DSI Thread Turning Inserts

Product Identification
DSI Ordering Code

Gm & D6

R =Right Hand Pltch Inserts with 6
L = Left Hand cutting edges
1 5 5 0
inch -TPI:
16-5
Y Y
L ‘ 1, ‘ Full Profiles: Grade:
L iC. 150 MXC
16U 3.8U UN BMA
¥ WHIT
E=External AU
| = Internal Partial Profiles:
G60 G55
AG60  AG55
N60 N55

yph ol

Lol T

Clamping R=RightHand | Shank Cross Section: Length of B: with internal
Method L = Left Hand External toolholders Toolholders: coolant bore
S = Screw square shank K=5
v 0750=3/4 x 3/4 g/l = g
= V
E = External A R =8
| = Internal Y v 6-forDSI
v Thread Turning
Internal toolholders & ‘—" X Insert

boring bars round shank
0750 = Diam. of 3/4

8| -

16U 3.8"U




DSI Thread Turning Inserts K32 Carmex v

Partial Profile 60°

< x
T |.C.
/ -

feh | Pren | L ic. | EXTERNAL INTERNAL x v 1
mm TP mm Ordering Code Ordering Code
1.75-3.0 14-8 16U 3/8U 16U ER/L G60-6 16U IR/L G60-6 .06 .28 .18
0.5 -3.0 48-8 16U 3/8U 16U ER/L AG60-6 16U IR/L AG60-6 .06 .28 .18
35 -5.0 7-5 16U  3/8U 16U ER/L N60-6 16U IR/L N60-6 .05 .29 .18
Available coating grades: BMA or MXC
Order example: 16U ER/L G60-6 BMA
jal Profile 55°
Partial Profile 55 o
X
Yoe
e

leh | Peh | Lo | EXTERNAL INTERNAL | ,
mm TPI mm Ordering Code Ordering Code
1.75-3.0 14-8 16U  3/8U 16U ER/L G55-6 16U IR/L G55-6 .06 .28 .18
05 -3.0 48-8 16U 3/8U 16U ER/L AG55-6 16U IR/L AG55-6 .06 .28 .18
35 -50 7-5 16U 3/8U 16U ER/L N55-6 16U IR/L N55-6 .05 .29 .18

Available coating grades: BMA or MXC

For carbide grade and cutting speed see page A04-2 and 3




K32 Carmex v DSI Thread Turning Inserts

Y
ISO <
Y
/
SRR P
Pitch L I.C. EXTERNAL INTERNAL X v T
mm mm Ordering Code Ordering Code
1.5 16U 3/8U 16U ER/L 1.5 ISO-6 16U IR/L 1.5 ISO-6 .06 .27 .18
1.75 16U 3/8U 16U ER/L 1.75 ISO-6 16U IR/L 1.75 ISO-6 .06 .27 .18
2.0 16U 3/8U 16U ER/L 2.0 1SO-6 16U IR/L 2.0 1SO-6 .06 .27 .18
2.5 16U 3/8U 16U ER/L 2.5 1SO-6 16U IR/L 2.5 ISO-6 .06 .27 .18
3.0 16U 3/8U 16U ER/L 3.0 ISO-6 16U IR/L 3.0 ISO-6 .06 .27 .18
3.5 16U 3/8U 16U ER/L 3.5 1SO-6 16U IR/L 3.5 ISO-6 .06 .27 .18
4.0 16U 3/8U 16U ER/L 4.0 ISO-6 16U IR/L 4.0 ISO-6 .06 .27 .18
4.5 16U 3/8U 16U ER/L 4.5 ISO-6 16U IR/L 4.5 ISO-6 .06 .27 .18
5.0 16U 3/8U 16U ER/L 5.0 ISO-6 16U IR/L 5.0 ISO-6 .06 .27 .18
Available coating grades: BMA or MXC
Order example: 16U ER/L 1.75 1ISO-6 BMA
(L>
UN - Unified unc, unr, uner, uns =
/
SR PY
Pitch L 1.C. EXTERNAL INTERNAL X v T
TPI mm Ordering Code Ordering Code
16 16U 3/8U 16U ER/L 16 UN-6 16U IR/L16 UN-6 .06 .27 .18
14 16U 3/8U 16U ER/L 14 UN-6 16U IR/L 14 UN-6 .06 .27 .18
13 16U 3/8U 16U ER/L 13 UN-6 16U IR/L 13 UN-6 .06 .27 .18
12 16U 3/8U 16U ER/L 12 UN-6 16U IR/L 12 UN-6 .06 27 .18
11.5 16U 3/8U 16U ER/L 11.5 UN-6 16U IR/L 11.5 UN-6 .06 27 .18
11 16U 3/8U 16U ER/L 11 UN-6 16U IR/L11 UN-6 .06 .27 .18
10 16U 3/8U 16U ER/L 10 UN-6 16U IR/L10 UN-6 .06 .27 .18
9 16U 3/8U 16U ER/L 9 UN-6 16UIR/L 9 UN-6 .06 .27 .18
8 16U 3/8U 16U ER/L 8 UN-6 16UIR/L 8 UN-6 .06 .27 .18
7 16U 3/8U 16UER/L 7 UN-6 16UIR/L 7 UN-6 .06 .27 .18
6 16U 3/8U 16U ER/L 6 UN-6 16UIR/L 6 UN-6 .06 .27 .18
5 16U 3/8U 16UER/L 5 UN-6 16UIR/L 5 UN-6 .06 27 .18

Available coating grades: BMA or MXC
For carbide grade and cutting speed see page A04-2 and 3
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Whitworth 55° &sw,esr, ssp, Bse

Pitch L I.C.
TPI mm
16 16U 3/8U
14 16U 3/8U
12 16U 3/8U
11 16U 3/8U
10 16U 3/8U
9 16U 3/8U
8 16U 3/8U
7 16U 3/8U
6 16U 3/8U
5 16U 3/8U

EXTERNAL
Ordering Code

16U ER/L 16 W-6
16U ER/L 14 W-6
16U ER/L 12 W-6
16U ER/L 11 W-6
16U ER/L 10 W-6
16U ER/L 9 W-6
16U ER/L 8 W-6
16U ER/L 7 W-6
16U ER/L 6 W-6
16U ER/L 5 W-6

Available coating grades: BMA or MXC
Order example: 16U ER/L 9 W-6 BMA

NPT

Pitch L I.C.

TPI mm

14 16U 3/8U

11.5 16U 3/8U
8 16U 3/8U

EXTERNAL
Ordering Code

16U ER/L 14 NPT-6
16U ER/L 11.5 NPT-6
16U ER/L 8 NPT-6

Available coating grades: BMA or MXC

For carbide grade and cutting speed see page A04-2 and 3

INTERNAL
Ordering Code

16U IR/L 16 W-6
16U IR/L 14 W-6
16U IR/L 12 W-6
16U IR/L 11 W-6
16U IR/L 10 W-6
16U IR/L 9 W-6
16U IR/L 8 W-6
16U IR/L 7 W-6
16U IR/L 6 W-6
16U IR/L 5 W-6

INTERNAL
Ordering Code

16U IR/L 14 NPT-6
16U IR/L 11.5 NPT-6
16U IR/L 8 NPT-6

Y ‘ X
A 1.C.
o
S Y
X Y T
.06 .27 .18
.06 .27 .18
.06 .27 .18
.06 27 .18
.06 .27 .18
.06 .27 .18
.06 .27 .18
.06 .27 .18
.06 .27 .18
.06 .27 .18
Y ‘ X
A 1.C.
o

SRR
X Y T
.06 27 .18
.06 .27 .18
.06 27 .18
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Heavy Duty Thread Turning Toolholders

External
A A
H H
ANVIL v
< L >|
_
A
INSERT W|THS|X\F\\ B
CUTTING EDGES
_Y
Ordering Code H B L F Insert Anvil Torx RH LH
Right Hand Screw | Screw Key Anvil Anvil
SER 0750 K16U-6 .75 .75 5 .75 S16 A16 K16 AER 16U-6 AEL 16U-6
SER 1079 M16U-6 1.0 .79 6 .79 S16 A16 K16 AER 16U-6 AEL 16U-6
For LEFT HAND toolholders specify SEL instead of SER
[
Internal with Coolant Bore
MIN. BORE
L N DIA.
L Ji \
5 oD
F
INSERT WITH SIX /
CUTTING EDGES
ANVIL
Ordering Code 2D Min. L = Insert Anvil Torx RH LH
Right Hand bore dia. Screw | Screw Key Anvil Anvil
SIR 0750 P16UB-6 .75 .94 7 57 S16 A16 K16 AIR 16U-6 AIL 16U-6
SIR 1000 R16UB-6 1.0 1.14 8 .69 S16 A16 K16 AIR 16U-6 AIL 16U-6

For LEFT HAND toolholders specify SIL instead of SIR




Thread Turning
Technical Section

Contents:

Carbide Grade Selection

Type B inserts

Recommended cutting speed

Conversion of Cutting Speed to Rotational Speed
Number of passes and depth of cut per pass

for multitooth insert

Number of threading passes selection

for single point inserts

Contents:

Thread Turning Methods

Important Points about Carmex Threading Inserts
Flank Clearance Angle

Anvil Change Recommendation

Thread Turning - Step by Step

Troubleshooting

Threading Inserts Standards

A04
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Carbide Grade Selection

Choose the Carmex grade specifically formulated for your application from the following list:
Coated Grades

HBA

Extra-fine sub-micron grade with high toughness, for optimized performance on hardened steels

(H10-H25) and cast iron up to 62HRc, titanium alloys and super alloys (Hastelloy, Inconel and Nickel based
(S10-S25)  alloys).
BLU PVD triple layer coated sub-micron grade for stainless steels, cast iron, titanium, non ferrous
(M10-M20) metals and most of the high temperature alloys.
(K05-K20)
(N10-N20)
(S10-S20)
BMA PVD TiAIN coated sub-micrograin grade for stainless steels and exotic materials at medium to high
(P20-P40) cutting speeds.
(K20-K30)
P25C PVDTiN coated grade for treated and hard alloy steels (25 HRc & up) at medium to low cutting
(P15-P35)  speeds.
MXC PVDTiN coated micrograin for free cutting untreated alloy steels (below 30 HRc), for stainless
(K10-K20)  steels and cast iron.
(P10-P25)
BXC PVDTiN coated grade for low cutting speed.
(P30-P50)  Works well with wide range of stainless steels.
(K25-K40)
Uncoated Grades
P30* Carbide grade for carbon and cast steels, works well at medium to low cutting speeds.
(P20-P30)
K20* Carbide grade for non ferrous metals, aluminum and cast iron.
(K10-K30)

* Upon request

Note:

Due to our unique and specialized production techniques, Carmex coated inserts provide superior cutting
performance and exceptionally long tool life.

Grade availability per inserts size

Grade HBA BLU BMA P25C MXC BXC P30 K20

| e | E% e | ne L oos

25 o7 b 25 57 22,27, 22, 27, 06, 08 wy | 11,1622,

Insert : » £/, 33U 33U 27, 33U
sizes 33U,
Type-B Type-B
11,16 11, 16

Type B - Threading Inserts

A combination of ground profile, and sintered chip-breaker threading inserts.
Unlike most other manufacturers inserts, this combination ensures a consistent
high quality thread, with precise shape and dimensions.

Two different unique styles of chip-breaker were designed to suit the different
specific requirements of Internal threads and External threads.

All of Carmex Type B inserts are made of Sub-Micrograin grade.




Thread Turning Inserts Technical Section &5 Carmex uim v

Recommended cutting speed (ft/min) for thread turning inserts

1SO Carbide Grades
Standard Material Condition
HBA BLU BMA P25C MXC BXC K20 P30
<0.25%C| Annealed
O,
Non-Alloy Steel (=0-25%C, _Annedied
and Cast Steel, | 0.55%C) g Tempered 360-690 | 390-590 | 330-590 | 390-590 | 230-490 165-425
Steel 9 >0.55%C| Annealed
Quenched
& Tempered
Low Alloy Steel and Cast Annealed
Steel (less than 5% Quenched 295-460 |260-425 [ 230-394 | 230-390 | 195-295 165-260
alloying elements) & Tempered
] Annealed
High Alloy Steel, Cast Q
uenched 230-295 | 195-260 | 165-195| 180-230 | 165-195 130-165
Steel, and Tool Steel & Tempered
I\/lFetrritic.t/_
Stainless Steel artensitic
and Cast Steel Martensitic 360-525 |295-425 [ 195-295 | 195-295 | 165-260 | 165-260
Austenitic
Ferritic /
Cast Iron Nodular (GGG) Pearlitic 390-490 | 330-425 260-360 | 195-295
IT:earIitic
erritic
Grey Cast Iron (GG) IT:earIitic 460-490 | 395-425 395-330 | 215-280
erritic
Malleable Cast Iron Pearlitic 360-460 | 330-425 260-330 | 195-280
ot 2300
Aluminum-Wrought Alloy Cureable 3280 1970-2620 | 1480-1970|1970-2620 | 1150-1640
Cured
<=12%Si|  Gyreable
ﬁ:}g’;‘g&“m'cast Cured 920-2460 650-1800 | 490-1150 | 660-1800 | 360-985
: High
>12% Si Tempegrature
>1% Pb Cﬂﬁﬁg
Copper Alloys Brass 625-1150 490-820 | 360-590 | 490-820 | 295-490
Electrolytic
Coppeér
Non Metallic 'e'HarZS s 655-985 | 490-690 | 330-655 | 360-490
Rubber
Annealed
HighTemp.  |Febased ¢ og
Alloys, Super h Annealed 65-260 | 100-215 | 80-195
Alloys Nior Co Cured
S based Cast
Alpha
Titanium Alloys +Beta Alloys | 100-195 | 130-165 | 115-145 115-145
Cured
Hardened
45-50 HRc
Hardened Steel dlardened | 400.195 | 130-165 | 115145
Hardened
56-62 HRc
Chilled Cast Iron Cast 65-165 | 100-130 | 80-115
Cast Iron Hardened | 65-130 | 65-100 | 50-80
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Conversion of Cutting Speed to Rotational Speed

Conversion of a
selected cutting

speed to rotational T Example
N 5

speed is calculated

. ) Vx 12 400x12
by the following & N= = =1294 RPM
formula: JTxD 3.14x1.18

4

V=400 ft/min

Number of passes and depth of cut per pass for multitooth insert

Pitch Insert Size No. of Ordering Code No. of Depth of Cut per pass
mm / TPI L I.C. Teeth 9 Passes 1 > 3 4
1.00 16 3/8 3 16 ER 1.0 ISO 3M 2 015 | .010
1.50 16 3/8 2 16 ER 1.5 I1SO 2M 3 017 | .012 | .008
ISO 1.50 22 1/2 3 22 ER 1.5 ISO 3M 2 022 | .015
External 2.00 22 1/2 2 22 ER 2.0 ISO 2M 3 022 | 016 | .011
2.00 22 1/2 3 22 ER 2.0 ISO 3M 2 .030 | .019
3.00 27 5/8 2 27 ER 3.0 ISO 2M 4 023 | .020 | .017 | .013
1.00 16 3/8 3 16 IR 1.0 ISO 3M 2 013 | .010
1.50 16 3/8 2 16 IR 1.5 ISO 2M 3 015 | .011 | .008
ISO 1.50 22 1/2 3 22 IR 1.5 ISO 3M 2 .020 | .015
Internal 2.00 22 1/2 2 22 IR 2.0 ISO 2M 3 .020 | .014 | .010
2.00 22 1/2 3 22 IR 2.0 ISO 3M 2 028 | .018
3.00 27 5/8 2 27 IR 3.0 ISO 2M 4 023 | 018 | .015 | .012
16 16 3/8 2 16 ER 16 UN 2M 3 017 | .012 | .009
UN 16 22 1/2 3 22 ER 16 UN 3M 2 023 | .015
External 12 22 1/2 2 22 ER 12 UN 2M 3 023 | 017 | .012
12 22 1/2 3 22 ER 12 UN 3M 2 031 | .020
8 27 5/8 2 27ER 8 UN 2M 4 024 | 021 | .018 | .014
16 16 3/8 2 16 1R 16 UN 2M 3 017 | .011 | .009
UN 16 22 1/2 3 22 R 16 UN 3M 2 022 | 015
nternal 12 22 1/2 2 22 1R 12 UN 2M 3 021 | .015 | .012
12 22 1/2 3 22 1R 12 UN 3M 2 029 | .019
8 27 5/8 2 27IR 8 UN 2M 4 025 | .020 | .016 | .012
Whitworth 14 16 3/8 2 16ER 14 W 2M 3 020 | .015 | .011
55° 14 22 1/2 3 22ER 14 W 3M 2 .028 | .030
External 11 22 1/2 2 22ER 11 W 2M 3 026 | .019 | .013
Whitworth 14 16 3/8 2 161R 14 W 2M 3 020 | .015 | .011
55° 14 22 1/2 3 22|R 14 W 3M 2 028 | .018
Internal 11 22 1/2 2 2R 11 W 2M 2 026 | .019 | .013
14 16 3/8 2 16 ER 14 NPT 2M 3 021 | .018 | .017
NPT 1.5 22 1/2 2 22 ER 11.5 NPT 2M 4 019 | .019 | .017 | .013
External 1.5 27 5/8 3 27 ER 11.5 NPT 3M 4 020 | .019 | .017 | .012
8 27 5/8 2 27ER 8 NPT2M 4 029 | .026 | .024 | .021
14 16 3/8 2 16 IR 14 NPT 2M 3 021 | .018 | .017
NPT 11.5 22 1/2 2 22|R 11.5 NPT 2M 4 019 | .019 | .017 | .013
internal 1.5 27 5/8 3 27 IR 11.5 NPT 3M 4 020 | .019 | .017 | .012
8 27 5/8 2 27IR 8 NPT 2M 4 029 | .026 | .024 | .021
oI R 10 22 1/2 2 22 ER10APIRD 2M 3 024 | 020 | .012
AExte:’::ld 10 27 5/8 3 27ER10APIRD 3M 2 039 | .016
8 27 5/8 2 27ER 8APIRD 2M 3 031 | .024 | .016
PiRound | 10 22 1/2 2 22 |R 10APIRD 2M 3 024 | 020 | .012
Alnter‘;‘;'l’ 10 27 5/8 3 27 IR 10APIRD 3M 2 039 | .016
8 27 5/8 2 27IR 8APIRD 2M 3 031 | .024 | .016

A04-4




Thread Turning Inserts Technical Section &5 Carmex uim v

Number of threading passes selection for single point inserts

Pitch: mm | 05 | 08 10 | 125 | 15 | 175 | 20 25 | 30 4.0 6.0
- TPI | 48 32 24 20 16 14 12 10 8 6 4
',;‘;g‘sgzr @ 3-6 4-7 49 | 610 | 511 | 912 | 613 | 7-15 | 817 | 10-20 | 11-22

NOTES:

1. For most standard applications the middle of the range is a good starting point.

2. For most materials, the tougher the material, the higher the number of cutting passes you should select.
3. As a general rule of thumb, Fewer passes are better than more speed.

Thread Turning Methods
EX-RH EX-LH

Thread Thread
EX-LH EX-LH
Change to - Toolholder
Negagve Toolholder & Insert
Anvil & Insert )

+—X

5
=

i

[ Changeto
<—— | Negative
Anvil
> —»
If you want to turn an EX-RH
fpivnd EX-LH Thread and Tooholder
(2) you only have EX-RH (nzs)er
Insert & Toolholder.
IN'RH If you want to turn an IN-RH IN' LH
Thread but you prefer to pull the
Th read metal chips while Thread Turning T h read
outwards, you should use an
Change to IN-LH Insert & Toolholder.
Negative
Anvil
IN-LH N-LH
Toolholder Tcg(ollggled:r

& Insert

IN-RH IN-RH

Toolholder Toolholder
& Insert & Insert
Change to
Negative

Anvil
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Important Points about Carmex
Threading Inserts

1. In most thread forms
internal and external
threads have different
depth and radii, thus
tools are not
interchangeable

2. The Insert relief
angle of a standard
Carmex external
toolholder is 10°; for an
internal toolholder it is 15°.
This 5° difference is
to provide additional
necessary radial clearance.

4. Profiles of Carmex
internal & external
threading inserts
are precision ground
to ensure accurate
thread geometry
when used in their
corresponding
toolholders.

Using internal inserts
with an external holder
will result in distortion
of angle and insert
geometry.

3. Our built-in relief angles
ensure automatic insert
flank angle clearance.

5. Insert and toolholder
should always match.
An IN-RH insert must be
used with an IN-RH
toolholder.

No mismatch is allowed.

o\
100 124

w=ArcTan (Tan o. x Tan ¢)

58 05  ¢=10° for External toolholders

08 ¢=15" for Internal toolholders

L

ISO, UN TRAPEZ AMERICAN SAGE
PARTIAL 60 ACME BUTTRESS (DIN 513)
NPT STACME

A04-6
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Anvil Change Recommendation

PN A" As can be seen from the chart, some Pitch to Diameter combinations require an anvil change. If change is

L2 mm required, use AE anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
25( 10
s [ — Ik ACME
eclal
O | holder ¥/ STUB ACME
N P B R CLC ) R 4 TRAPEZ (DIN 103)
YN Ay ROUND (DIN 405)
35| 7 & (00
[ KX
4 6 / Standard anvil
/ (supplied with
5| 5 / toolholder)
/
6| 4 / —
35| L/
8| 3 / —
10| 25 4/ —
12| 2 — | Change to anvil AE or Al+0.5° | —
16| 1.5 ‘ ‘ ‘ ‘ ‘
[ | [ >
mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 0.75 1 125 150 2 2.50 3 4 5 Diameter

Pitth A As can be seen from the chart, most applications do not require an anvil change. If change is required, use AE

TPL ™M1 anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
25 10 ‘ ‘ PARTIAL PROFILE 60°
9 [Special PARTIAL PROFILE 55°
holdc_er ISO
3 | 8 Hrequired [
; UN
& WHIT,
418 NPT
5| 5 standard anvil BSPT
(supplied with
6| 4 toolholder)
35
8| 3 /
10| 25 AL
12] 2
161 15

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140

Inch: 025 050 075 1 125 150 2 250 3 4 5 Diameter
Pitch s . . . .
. mmA As can be seen from the chart, most applications require an anvil change. In most cases a negative anvil is
— | required. Use AE anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
2.5| 10 ‘ Standlgrg ar)t\{]il
9 [ Special foohiaen AMERICAN
hoider | /1/%27 BUTTRESS
3 | 8 |[—lrequired j// ¥ SAGENGEWINDE
35| 7 A (DIN 513)
' [\
4| 6
. " ° Before Anvil change
5 5 Change to negative anvil AE or Al-1.5 -
Replacing the standard anvil with
an anvil with negative angle,
6 | 4 will eliminate side rubbing
35
8| 3
10| 25
12| 2
16| 1.5
Correct

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 075 1 125 150 2 2.50 3 4 5 Diameter After Anvil Change

A04-7
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Thread Turning - Step by Step

Step 1: Choose Thread Turning Method
Step 2: Choose Insert

Step 3: Choose Toolholder

Step 4: Choose Insert Grade

Step 5: Choose Thread Turning Speed

Step 6: Choose Number of Threading Passes

In most cases the above mentioned 6 steps would be the steps needed to ensure a good thread. When cutting more
complicated threads such as TRAPEZ, ACME, BUTTRESS or SAGE, it is advisable to check the effect of the thread
“HELIX ANGLE" B on the “RESULTANT FLANK CLEARANCE" ¢. If € is smaller than 2° an anvil change is required.

Step 7 : Find Thread Helix Angle
Step 8: Choose Correct Anvil

EXAMPLES:
Example No. 1:

Step 1: Choose Thread Turning Method
from page A04-5, we chose EX - RH Insert & Toolholder

Step 2: Choose Insert from page A01-11: 16 ER 16 UN
Step 3: Choose Toolholder from page A02-3: SER 0750 K16

Step 4: Choose Insert Grade from selection on page A04-2
Our choice for Alloy Steel is Grade P25C

Step 5: Choose Thread Turning Speed from chart on page A04-3,
we chose 330 ft/min

. . 330x12
Rotational Speed calculation: | N=-—===-2--=1008 rpm

Step 6: Choose Number of Threading passes
from table on page A04-5, we chose 8 passes

Example No. 2:

Step 1: Choose Thread Turning Method from page A04-5
Usually, an IN-RH Toolholder and Insert will be chosen,
however, in this particular case we prefer to pull the metal
chips while thread turning outward, thus we chose to work
with IN-LH Insert & Toolholder

Step 2: Choose Insert from page A01-11:16 IL 12 UN

Step 3: Choose Toolholder from page A02-7: SIL 1000 R16
Note: since we thread cut IN-RH thread outward with an
IN-LH tool, do not forget to replace the standard anvil
(supplied with the holder) with a negative anvil AE16-1.5

Step 4: Choose Insert Grade from selection on page A04-2
Our choice for Brass is Grade K20

Step 5: Choose Thread Turning Speed from chart on page A04-3,
we chose 450 ft/min

450 X 12
JTx 1.5
Step 6: Choose Number of Threading passes from table

on page A04-5, we chose 9 passes

Rotational Speed calculation: [N = = 1146 RPM

Bl || p=15
i Change ANVIL

External Right Hand
UN Thread

Alloy Steel
<K

IN-RH 12 UN
Thread
IN-LH
Toolholder
& Insert

to Negative
Brass Anvil

A04-8
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Example No. 3:

Step 1: Choose Thread Turning Method from page A04-5
We chose EX-RH Insert & Toolholder.
Step 2: Choose Insert from page A01-31: 16 ER 12 ABUT
Step 3: Choose Toolholder from page A02-3: SER 1000 M16
Step 4: Choose Insert Grade from selection on page A04-2
Our choice for Stainless Steel is Grade BMA
Step 5: Choose Thread Turning Speed from chart on page A04-4
We chose 360 ft/min. —
Rotational Speed calculation: |N= J'[X_X1 = 917 RPM
Step 6: Choose Number of Threading passes
from table on page A04-5. We chose 13 passes
Step 7: Find Thread Helix Angle: on page A02-16
for Pitch of 12 TPI and 1.5 Diameter
Helix Angle as shown in the chart is 1°
Step 8: Choose correct Anvil: As can be seen

from the chart on page A04-7, for AMERICAN

BUTTRESS Thread, for 12 TPl and 1.5 Diameter
a negative anvil AE16-1.5 should replace the

standard anvil supplied with the toolholder

Troubleshooting

EX-RH. AMERICAN BUTTRESS
12 TPl on 1.5 diameter.

Stainless Steel 304

e

Replacing the standard anvil
with an anvil with negative
angle, will eliminate side rubbing

Correct

negative anvil

Anvil chosen:
AE16-1.5

Chipping

i
_af

1. Use a tougher carbide grade

2. Eliminate tool overhang

3. Check if insert is correctly
clamped

4. Eliminate vibration

Thermal Cracking

oS

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a tougher carbide grade

Crater Wear
.

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a harder carbide grade

Deformation

1. Use a harder carbide grade
2. Reduce cutting speed

3. Reduce depth of cut

4. Apply coolant fluid

Build-up Edge

=

ey
&

1. Increase cutting speed
2. Use a tougher carbide grade

Fracture

1. Use a tougher carbide grade

2. Reduce depth of cut

3.Index insert sooner

4. Check machine and tool stability

A04-9
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Threading Inserts Standards

Thread Profile Standard Thread Class

ISO DIN 13 6g / 6H
UN ANSI B1.1-1989 2A /2B
WHITWORTH B.S. 84: 1956 Medium Class
NPT ANSI B1.20.1-1983 -
NPTF ANSI B1.20.3-1976 -
NPS ANSI B1.20.1-1983 -
NPSM ANSI B1.20.1-1983 -
BSPT B.S. 21: 1957 -
DIN 477 DIN 477 -
ACME ANSI B1.5-1988 3G (EXT), 3G / 2G (INT)
STUB ACME ANSI B1.8-1988 2G
TRAPEZ DIN 103 7e/7H
ROUND DIN 405 Class 7
UNJ MIL-S-8879C 3A/3B
MJ ISO 5855 4h/6h, 4H/5H
AMERICAN BUTTRESS ANSI B1.9-1973 Class 2
SAGENGEWINDE DIN 513 -
PG DIN 40430 -
V-0.040 API Spec7 -
V-0.038R API Spec7 -
V-0.050 API Spec7 -
V-0.055 API| Spec7 -
APl ROUND API Spec Standard 5B -
EXTREME — LINE CASING API Spec Standard 5B -
BUTTRESS CASING API Spec Standard 5B -
VAM VAM -
HUGHES HUGHES -
PAC PAC -

DIN: Deutsches Institut fiir Normung

ANSI:  American National Standards Institute

API: American Petroleum Institute

B.S.: British Standards

ISO: International Organisation for Standardization

MIL-S: Military Specification

NPT: American National Standard Taper Pipe Thread
NPTF: National Standard Taper Fuel:Dryseal USA
PAC: Pacific Asia Connection

NPS:  Straight thread,same as NPT without taper
NPSM: Free-Fitting Mechanical Joints

A04-10




Grooving Tools ‘ AQO5

A combination of ground profile and sintered chip - breaker

Advantages:
e Same Toolholder for Grooving and Threading
® Minimum Investment in Tooling
® Three Cutting Edges
e Precision Ground

Contents: Page: Contents:
Grooving Inserts 2 Grooving Kits 3
Grooving Inserts for Snap Ring 2 Technical Section 4

Product identification 3
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Grooving Inserts

ke

External & Internal
ER/IL IR/EL

Same insert can be used Same insert can be used
for EX.RH and for IN.LH.  for IN.RH and for EX.LH.

-

.020 | .055 | 1/4 11 11 ER/IL .020 - 11 IR/EL .020 -
.024 | .055 | 1/4 11 11 ER/IL .024 - 11 IR/EL .024 -
.028 | .055 | 1/4 11 11 ER/IL .028 - 11 IR/EL .028 -
.031 | .055 | 1/4 11 11 ER/IL .031 = 11 IR/EL .031 =
.039 | .051 | 1/4 11 11 ER/IL .039 - 11 IR/EL .039 -
.031 | .055 | 3/8 16 16 ER/IL .031 AE 16-0 16 IR/EL .031 Al 16-0
.039 | .055 | 3/8 16 16 ER/IL .039 AE 16-0 16 IR/EL .039 Al 16-0
.047 | .063 | 3/8 16 16 ER/IL .047 AE 16-0 16 IR/EL .047 Al 16-0
.055 | .071 | 3/8 16 16 ER/IL .055 AE 16-0 16 IR/EL .055 Al 16-0
.062 | .075 | 3/8 16 16 ER/IL .062 AE 16-0 16 IR/EL .062 Al 16-0
.067 | .079 | 3/8 16 16 ER/IL .067 AE 16-0 16 IR/EL .067 Al 16-0
.077 | .079 | 3/8 16 16 ER/IL .077 AE 16-0 16 IR/EL .077 Al 16-0
.089 | .089 | 3/8 16 16 ER/IL .089 AE 16-0 16 IR/EL .089 Al 16-0
.094 | .089 | 3/8 16 16 ER/IL .094 AE 16-0 16 IR/EL .094 Al 16-0

Order example: 16 ER/IL 1.20 BXC

*The inserts should be used with our standard threading toolholders
*The anvil must be changed to AE 16-0 or Al 16-0 before using size 16 mm (3/8) inserts

* Size 16 internal holders without anvil can’t be used

Grooving Inserts for Snap Ring

Carbide Grade: BXC R R
r i
¥ External & Internal \ )
L
/ ER/IL IR/EL
Same insert can be used Same insert can be used
y > for EX.RH and for IN.LH. for IN.RH and for EX.LH. N

.020 | .055 | 3/8 16 16 ER/IL R.020 AE16-0 16 IR/EL R.020 Al16-0
.024 | .063 | 3/8 16 16 ER/IL R.024 AE 16 -0 16 IR/EL R.024 Al16-0
.035 | .079 | 3/8 16 16 ER/IL R.035 AE16-0 16 IR/EL R.035 Al16-0
.039 | .079 | 3/8 16 16 ER/IL R.039 AE 16 -0 16 IR/EL R.039 Al16-0
.043 | .087 | 3/8 16 16 ER/IL R.043 AE16-0 16 IR/EL R.043 Al16-0
.047 | .089 | 3/8 16 16 ER/IL R.047 AE 16-0 16 IR/EL R.047 Al16-0

Order example: 16ER/IL R1.20 BXC

*The inserts should be used with our standard threading toolholders
*The anvil must be changed to AE 16-0 or Al 16-0 before using size 16 mm (3/8) inserts

* Size 16 internal holders without anvil can’t be used
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Product Identification
Grooving Inserts Ordering Codes

ER L O f 0] BMA
! I

E = External R = Radi Width Carbide
S | =Internal =hadius 1 950-2.25 mm Grade:
&= or BXC
L .020-.094 mm BMA
R = Right Hand
- L = Left Hand
Lmm IC
11 1/4
16 3/8

Grooving Kits

ER/IL INSERT IR/ EL INSERT
KGROI - EXTERNAL KGROI - INTERNAL

16 ER/IL .031 BXC 1 unit 16 IR/EL .031 BXC 1 unit
16 ER/IL .039 BXC 1 unit 16 IR/EL .039 BXC 1 unit
16 ER/IL .047 BXC 1 unit 16 IR/EL .047 BXC 1 unit
16 ER/IL .062 BXC 1 unit 16 IR/EL .062 BXC 1 unit
16 ER/IL .077 BXC 1 unit 16 IR/EL .077 BXC 1 unit
16 ER/IL .094 BXC 1 unit 16 IR/EL .094 BXC 1 unit

ANVIL AE16-0 1 unit ANVIL Al16-0 1 unit
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Technical Section
Cutting Speeds for Grooving Tools

Carbide Grades:

BXC (P30 - P50, K25 - K40)

PVDTiN coated grade for low cutting speed. Works well with a wide range of
stainless steels.

BMA (P20 - P40, K20 - K30)

PVD TiAIN coated sub-micrograin grade for stainless steels and exotic
materials at medium to high cutting speeds.

LA,
1 -III
b

, [—
|§?i};_

Stalﬁc?ard Materials Cumfrt]/?nisnpeed
Low & Medium Carbon Steel 65-330
High Carbon Steel 100-260
Alloy Steels and Treated Steels 130-300
Stainless Steels 100-260
Cast Steels 100-300
Cast Iron 100-300
Non-Ferrous & Aluminum 65-660

For grooving small bores see pages A06-22- to 30




Tiny Tools

Solid Carbide tools for working in small bores

Demonstration

These tools are made for the high-tech, medical and small component industry. All tools include
through coolant enabling the cooling fluid to reach the cutting edge efficiently, for easy chip
removal and smooth cutting operations.

Contents:

Contents:

Tiny Bars

Product Identification

MTR Boring Bars

CBR Profiling and Boring Bars

CMR Multi-Task Tiny Bars

MXR Back Turning Bars

MPR Profiling and Boring Bars

MUR Profiling, 90° Face Cutting Bars
MQR Profiling and Boring Bars

MIR Threading Bars

MDR Thread Relief, Chamfering and Grooving Bars
MCR Chamfering and Boring Bars
MWR Chamfering and Profiling Bars
MGR Grooving Bars

MKR Full Radius Grooving Bars

MFR Face Grooving Bars

12-18

22-23
24
25

MFR Face Grooving Bars with Chip Former
MFL Face Grooving Bars

MVR Deep Face Grooving Bars

MZR Face Grooving Bars

MZL Face Grooving Bars

HK Broaching Tools

Tiny Toolholders

Product Identification

Tiny Toolholders

Metric Shank Version

Tiny Toolholders for Star Swiss machines
CIM Clamping System

Tiny Toolholders Square Shank

Tiny Tools Kits

Technical Section

26
27
28
29
30
31
32-41
32
32-33
34
35
35-38
39-42
43
44-48
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Product Identification
Tiny Bars Ordering Codes

0 G G

‘ Neck Length
W =Tiny Bars 1= Right Hand L5=5mm=.20
B L10=10 mm =.39
\4 L15=15mm =.59
Bar Diameter L22 =22 mm=.87
3= 3.0mm L35=35mm=1.38
4= 40mm
5= 5.0mm .
6= 6.0mm Chip Former
7= 7.0mm
Y 8= 8.0mm
T = Barig 10=10.0 mm Y
P = Profiling & Boring K20
Q = Profiling & Boring Y BXC
| = Threading Boring *BT'\ll\ll})<(
E = Z:rea(: Relief R0.2 = Nose Radius 0.2 mm
G _ G am‘erlng Threading
- ’°°"'"9 . Partial Profile: A60, A55, TR
K = Full Radius Grooving Full Profile: 1SO, UN, NPT, ACME
F = Face Grooving .
. Grooving
£ = e Greaving B1.0=1.0 mm = 040
X = Back Turning B1.5=1.5 mm =.060
U = Profiling B2.0 =2.0 mm =.080
W = Chamfering & Profiling
V = Deep Face Grooving
M = Multi task tool
B = Chip Breaker

* Available only for CBR bars
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MTR Bars Boring

gade | P [ m KN s | H
K20 (o] (o] o O
BXC [ ] [ ] [ ] (@] o o
BMK [ ] [ ] [ ] (@] o o
o Ordering Code L L1 R F bl Holder
mm Dia.
MTR1 RO L6 15 24 0 02 04
3.0 MTR1 RO0.05 L4 15 16 002 02 04 SIM ... H3
MTR1 RO0.05 L6 15 24 .002 02 04
MTR1.2R0 L7 15 28 0 02 05
3.0 MTR1.2R0 L9 15 35 0 02 .05 SIM ... H3
MTR15R0 L6 15 24 0 03 06
3.0 MTR 1.5 R0.1 L6 15 24 004 03 .06 SIM.... H3
MTR2 RO L10 15 39 0 03 08
MTR2 R0.05L5 15 20 .002 .03 08
MTR2 RO0.05L10 15 39 .002 03 08
3.0 MTR2 RO.1 L10 15 39 004 03 08 SIM ... H3
MTR2 R0.1 L15 15 59 004 03 08
MTR2 R0.15L5 15 20 .006 03 08
MTR2 RO0.15L10 15 39 .006 .03 .08
MTR25R0 L10 2.0 39 0 04 10
4.0 MTR 2.5 R0.1 L10 2.0 39 004 04 10 SIM ... H4
MTR 2.5 R0.1 L15 2.0 59 004 04 10
MTR3 RO0.05L10 15 39 002 .05 12
MTR3 RO0.05L15 15 59 002 .05 12
MTR3 RO.1 L10 15 39 004 05 12
3.0 MTR3 RO0.1 L15 15 59 .004 .05 12 SIM... H3
MTR3 RO0.2 L10 15 39 .008 .05 12
MTR3 RO0.2 L15 15 59 .008 .05 12
MTR4 RO0.05L15 2.0 59 002 07 16
MTR4 R0.05L22 2.0 87 002 07 16
MTR4 RO.1 L10 2.0 39 .004 07 16
MTR4 RO.1 L15 2.0 59 004 07 16
4.0 MTR4 RO.1 L22 2.0 87 004 07 16 SIM ... H4
MTR4 R0.2 L10 2.0 39 .008 07 16
MTR4 R0.2 L15 2.0 59 .008 .07 16
MTR4 R0.2 L22 2.0 87 .008 07 16
MTR4 R0.2 L30 2.4 1.18 .008 07 16

For additional holders see page A06-32 to 41 @ First choice O Alternative
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MTR Bars Boring

D Ordering Code L L1 R F L Holder
mm Dia.
MTR 5 R0.05L15 2.0 59 002 .08 20
MTR 5R0.1 L15 2.0 59 004 .08 20
MTR 5R0.1 L22 2.0 87 004 .08 20
MTR 5R0.1 L30 3.0 1.18 004 .08 20
5.0 MTR 5R0.2 L10 2.0 39 008 .08 20 SV HS
MTR 5R0.2 L15 2.0 59 008 .08 20
MTR 5R0.2 L22 2.0 87 008 .08 20
MTR 5R0.2 L30 3.0 1.18 .008 .08 20
MTR 5R0.2 L40 3.0 1.57 008 08 20
MTR 6 R0.05 L15 2.0 59 .002 A1 24
MTR 6 R0.05 L22 2.0 87 .002 A1 24
MTR 6R0.1 L15 2.0 59 .004 A1 24
MTR 6R0.1 L22 2.0 87 .004 A1 24
6.0 MTR 6R0.2 L15 2.0 59 .008 A1 24 SIM ... H6
MTR 6R0.2 L22 2.0 87 .008 A1 24
MTR 6R0.2 L30 2.3 1.18 .008 A1 24
MTR 6R0.2 L35 3.0 1.38 .008 A1 24
MTR 6R0.2 L40 3.0 1.57 .008 A1 24
MTR 7R0.2 L22 2.4 87 .008 13 28
7.0 MTR 7R0.2 L30 2.4 1.18 .008 13 28 SIM ... H7
MTR 8R0.2 L15 25 59 .008 15 32
8.0 MTR 8R0.2 L22 25 87 .008 15 32 SIM ... H8
MTR 8R0.2 L35 3.0 1.38 .008 15 32
10.0 MTR 10 R0.2 L35 2.9 1.38 .008 19 40 SIM ... H10

Order example: MTR 6 R0.2 L22 BXC
For L.H. bars specify MTL instead of MTR
For additional holders see page A06-32 to 41

A06-4




Ti ny Too I S @ C(ll” mex Precision Tools Ltd.

CBR Bars Pprofiling and Boring

With advanced Chip Breaker

Chip evacuation is obtained thanks to advanced Chip
Breaker and the internal coolant through the tool,
pushing the chips out of the hole.

Excellent solution for machining stainless steels,

super alloys and other “difficult” materials that

create curly chips around the tool and the application.

Can be used also as general purpose for a wide range of materials.

Min.Dia.

Grade P M S H
TNX [ ) ) [ ) [ ) )

mDm Ordering Code L L1 R H F 'g:; Holder
*0 | ceremosits | 20 | a9 | oo | 02 | or | 16 SIM...Ha
50 | cemsmoztzz | 20 | & | oo | 0o | oo | 20 S . Hs
° |  conerosizs | 50 | s | ooe | o4 | m | 2 SIM... He

Order example: CBR 5 R0.2 L15 TNX
For L.H. bars specify CBL instead of CBR
For additional holders see page A06-32 to 41
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Tiny Tools

CMR Multi-Task Tiny Bars

Multi-Task Tiny Tool CMR for Boring, Turning, Facing and Chamfering with a single tool

Grade P | M H S | H
BMK ° o ° o o °
mDm Ordering Code L L1 R F C Hole Dia.* Holder
CMR 4 R0.1 L10 2.0 .39 .004 .07 .04 .16
0 CMR 4 R0.1L15 2.0 59 .004 .07 .04 16 SIM...H4
MR 5 R0.2 L10 2.0 39 .008 .09 .05 20
>0 gMR 2 Rg.z L15 2.0 59 .008 .09 .05 20 SIM...H5
60 | cumeroatis | 2a | 71| o | i1 | s | as | SM.He

Order example: CMR 6 R0.2 L12 BMK

For L.H. bars specify CML instead of CMR

*The minimum diameter the tool can produce from a full material
For additional holders see page A06-32 to 41

Demonstration

@ First choice

O Alternative

A06-6
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MXR Bars Back Turning

Ggade [P [ m KN s | H
K20 o o ° o
BXC e | e @ O | o o
BMK ° ° ° o ° °
D Ordering Code L L1 B R H F M.' - Holder
mm Dia.
4.0 MXR 4 R0.1 L10 2.0 .39 .05 .004 .02 .05 12 SIM ... H4
40 MXR 4 R0.15 L10 2.0 .39 .05 .006 .03 .07 16 SIM .. Ha
MXR 4 R0.15 L15 2.0 .59 .05 .006 .03 .07 16
5.0 MXR 5 R0.2 L15 2.0 .59 .06 .008 .04 .09 .20 SIM __ H5
MXR 5 R0.2 L22 2.0 .87 .06 .008 .04 .09 .20
MXR 6 R0.2 L15 2.0 .59 .06 .008 .07 A1 .24
6.0 MXR 6 R0.2 L22 2.0 .87 .06 .008 .07 A1 24 SIM... H6
Order example: MXR 4 R0.15 L15 BXC @ First choice O Alternative

For L.H. bars specify MXL instead of MXR
For additional holders see page A06-32 to 41

A06-7




@ Car mex Precision Tools Ltd. Ti ny Too I S

MPR Bars Pprofiling and Boring

gade [P [ v KN s | H
K20 o o ° o
BXC ° o o o | e °
BMK ® o ° o ° °
D Ordering Code L L1 R H F Min. Holder
mm Dia.
MPR1 RO0.05L4 1.5 .16 .002 .01 .02 .04
3.0 MPR1 RO0.05L8 1.5 .31 .002 .01 .02 .04 SIM... H3
MPR 1.2 R0.1 L5 1.5 .20 .004 .01 .02 .05
8.0 MPR 1.2 R0.1 L9 1.5 .35 .004 .01 .02 .05 SIM ... H3
MPR 1.5 R0.05 L10 1.5 .39 .002 .01 .03 .06
3.0 MPR 1.5 R0.1 L6 1.5 .24 .004 .01 .03 .06 SIM ... H3
MPR 1.5 R0.1 L10 1.5 .39 .004 .01 .03 .06
MPR2 RO0.05L10 1.5 .39 .002 .02 .03 .08
3.0 MPR2 RO0.1 L10 15 .39 .004 .02 .03 .08
’ MPR2 RO0.15L5 1.5 .20 .006 .02 .03 .08 SIM ... H3
MPR2 RO0.15L10 1.5 .39 .006 .02 .03 .08
MPR2 RO0.15L15 1.5 .59 .006 .02 .03 .08
MPR 2.5 R0.1 L10 2.0 .39 .004 .02 .04 .10
4.0 MPR 2.5 R0.1 L15 2.0 .59 .004 .02 .04 .10 SIM... H4
MPR3 RO0.05L10 1.5 .39 .002 .03 .05 12
MPR3 RO0.05L15 1.5 .59 .002 .03 .05 12
MPR3 RO0.1 L10 15 .39 .004 .03 .05 12
MPR3 RO0.1 Li15 1.5 .59 .004 .03 .05 12
3.0 MPR3 RO0.1 L22 1.9 .87 .004 .03 .05 12 SIM ... H3
MPR3 RO0.2 L10 1.5 .39 .008 .03 .05 12
MPR3 RO0.2 L15 1.5 .59 .008 .03 .05 A2
MPR3 RO0.2 L22 1.9 .87 .008 .03 .05 12
MPR4 RO0.1 L10 2.0 .39 .004 .03 .07 .16
MPR4 RO0.1 L15 2.0 .59 .004 .03 .07 .16
MPR4 RO0.1 L22 2.0 .87 .004 .03 .07 .16
4.0 MPR4 RO0.2 L10 2.0 .39 .008 .03 .07 .16 SIM ... H4
MPR4 RO0.2 L15 2.0 .59 .008 .03 .07 .16
MPR4 RO0.2 L22 2.0 .87 .008 .03 .07 .16
MPR4 RO0.2 L30 2.4 1.18 .008 .03 .07 .16
For additional holders see page A06-32 to 41 @ First choice O Alternative

A06-8




Ti ny Too I S @ C(ll” mex Precision Tools Ltd.

MPR Bars Pprofiling and Boring

mDm Ordering Code L L1 R H F Min. Dia. Holder
MPR 5 R0.1L22 2.0 .87 | .004 .05 .08 .20
MPR 5 R0.1L30 3.0 1.18 .004 .05 .08 .20
MPR 5R0.2L10 2.0 .39 | .008 .05 .08 .20

5.0 MPR 5R0.2L15 2.0 .59 .008 .05 .08 .20 SIM ... H5
MPR 5 R0.2L22 2.0 .87 | .008 .05 .08 .20
MPR 5 R0.2L30 3.0 1.18 | .008 .05 .08 .20
MPR 5 R0.2 L40 3.0 1.57 | .008 .04 .08 .20
MPR 6 R0.2L10 2.0 .39 | .008 .06 11 .24
MPR 6 R0.2L15 2.0 .59 .008 .06 11 .24

6.0 MPR 6 R0.2L22 2.0 .87 .008 .06 1 .24 SIM ... H6
MPR 6 R0.2L30 3.0 1.18 .008 .06 11 .24
MPR 6 R0.2 L40 3.0 1.57 | .008 .04 11 .24
MPR 7 R0.2L22 24 .87 | .008 .06 13 .28

7.0 MPR 7 R0.2L30 2.4 1.18 | .008 .06 13 .28 SIM ... H7
MPR 7 R0.2L35 2.4 1.38 | .008 .06 13 .28
MPR 8 R0.2L15 25 .59 | .008 .06 15 .32

8.0 MPR 8 R0.2L22 2.5 .87 .008 .06 15 .32 SIM ... H8
MPR 8 R0.2 L35 3.0 1.38 | .008 .06 15 .32

10.0 MPR 10 R0.2 L35 2.9 1.38 .008 .08 19 40 SIM ... H10

Order example: MPR 4 R0.2 L15 BXC
For L.H. Bars specify MPL instead of MPR
For additional holders see page A06-32 to 41

A06-9




@ Car mex Precision Tools Ltd. Ti ny Too I S

MUR Bars Pprofiling, 90° Face Cutting

grade [P | M I s | H
K20 o o ° o
BXC ® ° ° o o °
BMK ° [ ° o o °
D Ordering Code L L1 R H F Min. Holder
mm Dia.
MUR 3 R0.05 L10 1.5 .39 .002 .016 .05 A2
3.0 MUR 3 R0.05 L15 1.5 .59 .002 .016 .05 12 SIM ... H3
MUR 4 R0.1 L10 2.0 .39 .004 .020 .07 16
4.0 MUR 4 R0.1 L15 2.0 .59 .004 .020 .07 .16 SIM ... H4
50 MUR 5 R0.15 L15 2.0 .59 .006 .030 .08 .20 SIM _ H5
MUR 5 R0.15 L22 2.0 .87 .006 .030 .08 .20
MUR 6 R0.15 L15 2.0 .59 .006 | .035 A1 24
6.0 MUR 6 R0.15 L22 2.0 .87 .006 .035 11 .24 SIM... H6
8.0 MUR 8 R0.2 L22 2.5 .87 .008 | .043 15 .32 SIM ... H8
Order example: MUR 5 R0.15 L15 BXC @ First choice O Alternative

For L.H. bars specify MUL instead of MUR
For additional holders see page A06-32 to 41

A06-10




Ti ny Too I S @ C(ll” mex Precision Tools Ltd.

MQR Bars Pprofiling and Boring

gade [P [ v KN s | H
K20 o o ° o
BXC ° ° ° ¢} ° °
BMK ° o ° o o °
D Ordering Code L L1 R H F M.'n' Holder
mm Dia.
MQR 3 R0.1 L10 1.5 .39 .004 .02 .05 12
8.0 MQR 3 R0.1 L15 1.5 .59 .004 .02 .05 12 SIM ... H3
MQR 4 R0.1 L22 2.0 .87 .004 .03 .07 .16
MQR 4 R0.2 L10 2.0 .39 .008 .03 .07 .16
4. IM ... H4
0 MQR 4 R0.2 L15 2.0 .59 .008 .03 .07 .16 S
MQR 4 R0.2 L22 2.0 .87 .008 .03 .07 .16
MQR 5 R0.2 L15 2.0 .59 .008 .04 .09 .20
50 MQR 5 R0.2 L22 2.0 .87 .008 .04 .09 .20 SIM ... H5
MQR 6 R0.2 L15 2.0 .59 .008 .06 1 .24
6.0 MQR 6 R0.2 L22 2.0 .87 .008 .06 11 .24 SIM ... H6
MQR 6 R0.2 L30 2.3 1.18 .008 .06 11 .24
MQR 8 R0.2 L22 2.5 .87 .008 .06 .15 .32
8.0 MQR 8 R0.2 L27 25 1.06 .008 .08 15 .32 SIM ... H8
Order example: MQR 5 R0.2 L15 BXC @ First choice O Alternative

For L.H. bars specify MQL instead of MQR
For additional holders see page A06-32 to 41




@ Car mex Precision Tools Ltd. Ti ny Too I S

MIR Bars Threading

gade [P [ v KN s | H
K20 o o ° o
BXC ° ° ° ¢} ° °
o L °
Partial Profile 55 BMK e e e o ]e]e
D . Pitch Range Min.
mm Ordering Code mm TPI L L1 a F Dia. Holder
3.0 MIR 3 L15 A55 05-1.0 48 - 24 1.5 .59 55 .06 .13 SIM ... H3
4.0 MIR 4 L15 A55 05-1.0 48 - 24 2.0 .59 55 .07 .16 SIM ... H4
50 MIR 5 L15 A55 05-125| 48-20 2.0 .59 55 .09 .20 SIM . H5
' MIR 5 L22 A55 05-1.25| 48-20 2.0 .87 55 .09 .20
6.0 MIR 6 L15 A55 05-1.5 48 - 16 2.0 .59 55 .10 .24 SIM . H6
MIR 6 L22 A55 0.5-1.5 48 - 16 2.0 .87 55 .10 .24
Order example: MIR5L15 A55 BXC
o L o
Partial Profile 60
D . Pitch Range Min.
mm Ordering Code mm TPI L L1 a F Dia. Holder
3.0 MIR1 L5 A60 |0.25-0.35| 100-72 1.5 19 60 .02 .05 SIM .. H3
' MIR1.5L6 A60 |0.35-0.45 72 - 56 1.5 .25 60 .03 .06
3.0 MIR2 L8 A60 |0.45-0.7 56 - 32 1.5 .31 60 .04 .08 SIM ... H3
3.0 MIR3 L15A60 |0.7 -1.0 32-24 1.5 .59 60 .06 13 SIM ... H3
40 MIR4 L17A60 |0.35-0.45 72 - 56 2.0 .67 60 .07 .16 SIM .. H4
MIR4 L15A60 |08 -1.0 32-24 2.0 .59 60 .07 .16
50 MIR5 L15A60 |1.0 -1.25 24-20 2.0 .59 60 .09 .20 SIM . H5
' MIR5 L22A60 |1.0 -1.25 24 -20 2.0 .87 60 .09 .20
6.0 MIR6 L15A60 1.0 -1.5 24 -16 2.0 .59 60 .10 .24 SIM .. H6
MIR6 L22 A60 1.0 -1.5 24 -16 2.0 .87 60 .10 .24
8.0 MIR8 L22 A60 1.0 -2.0 24 -13 2.5 .87 60 15 31 SIM ... H8

Order example: MIR5L15 A60 BXC
For L.H. bars specify MIL instead of MIR
For additional holders see page A06-32 to 41 @ First choice O Alternative




Ti ny Too I S @ Cal’ mex Precision Tools Ltd.

MIR Bars Threading

gade [P [ v KN s | H
K20 o o ° o
BXC ° ° ° o ° °
. o
Full Profile-1SO 60 BUK |e|e[e]ofe]e
D Ordering Code e M M L L1 a F M.' n: Holder
mm mm Coarse Fine Dia.
3.0 MIR3L100.5 ISO 0.5 M3 M3.5 1.5 .39 60 .04 .09 SIM ... H3
MIR3 L150.5 ISO 0.5 M4 1.5 .59 60 .06 13
3.0 MIR3L150.7 ISO 0.7 M4 1.5 .59 60 .06 .13 SIM ... H3
MIR 3 L150.75 ISO 0.75 M4.5 1.5 .59 60 .06 13
MIR4 L150.5 ISO 0.5 M5 2.0 .59 60 .07 .16
4.0 MIR 4 L15 0.75 ISO 0.75 M5 2.0 .59 60 .07 .16 SIM ... H4
MIR4L150.8 ISO 0.8 M5 2.0 .59 60 .07 .16
5.0 MIR5L151.0 ISO 1.0 M6, M7 M8 2.0 .59 60 .09 .19 SIM ... H5
6.0 MIR 6 L22 1.25 ISO 1.25 M8, M9 M10 2.0 .87 60 A1 .24 SIM . H6
) MIR6L221.5 ISO 1.5 M10, M11 2.0 .87 60 A1 .24
Order example: MIR5L15 1.0 ISO BXC
. o
Full Profile - UN 60
D Ordering Code | M |uNc|UNFIUNEF|UNS | L | L1 | a | F [ M Hoder
mm TPI Dia.
3.0 MIR 3 L10 32 UN 32 6 1.5 .39 60 .04 A1 SIM...H3
MIR 3 L15 32 UN 32 8 10 1.5 .59 60 .06 13
3.0 MIR 3 L15 36 UN 36 8 10 1.5 .59 60 .06 13 SIM...H3
MIR 4 L15 36 UN 36 12 2.0 .59 60 .07 .16
4.0 MIR 4 L15 32 UN 32 12 2.0 .59 60 .07 .16 SIM...H4
MIR 5 L15 28 UN 28 1/4 2.0 .59 60 .09 .19
5.0 MIR 5 L18 20 UN 20 1/4 2.0 .71 60 .09 .20 SIM...H5
6.0 MIR 6 L18 24 UN 24 5/16 2.0 .71 60 .1 .26 SIM.._H6
MIR6L18 18 UN 18 5/6 3/8 2.0 71 60 .1 .24

Order example: MIR 4 L15 36 UN BXC

For L.H. bars specify MIL instead of MIR
For additional holders see page A06-32 to 41 @ First choice O Alternative




A®
@ Car mex Precision Tools Ltd.

Tiny Tools

MIR Bars Threading

K20 o o ° o
. o BXC e | e @ O | e o
Full Profile - MJ 60 BMK | e e | e o e e
D Ordering Code Thfead L L1 a F Min. Dia. Holder
mm Size
3.0 MIR3 L150.7 MJ MJ4x0.7 1.5 .59 60 .06 13 SIM ... H3
4.0 MIR 4 L15 0.8 MJ MJ5x0.8 2.0 .59 60 .07 .16 SIM ... H4
5.0 MIR5L151.0 MJ MJ6x1.0 2.0 .59 60 .09 .19 SIM ... H5
Order example: MIR 4 L15 0.8 MJ BXC
. o
Full Profile - UNJ 60
o Ordering Code ITEEE L L1 a F | Min. Dia. Holder
mm Size
3.0 MIR 3 L15 32 UNJ 8-32 UNJC 1.5 .59 60 .06 13 SIM...H3
50 MIR 5 L15 28 UNJ 1/4-28 UNJF 2.0 .59 60 .09 .19 SIM...H5
' MIR 5 L18 20 UNJ 1/4-20 UNJC 2.0 .71 60 .09 .20 SIM...H5

Order example: MIR 3 L15 32 UNJ BXC
For L.H. bars specify MIL instead of MIR

For additional holders see page A06-32 to 41

@ First choice

O Alternative

A06-14




Ti ny Too I S @ Cal” mex Precision Tools Ltd.

MIR Bars Threading

gade [P [ m KN s | H
K20 o o ) le)
BXC o ° o o} ° °
Full Profile - G 55° BSP BMK e o o O|e o
D Ordering Code Thfead L L1 a F Mjn. Holder
mm Size Dia.
MIR 6 L1728 W 1/16-28 BSP 2.0 .67 55 11 .26
6.0 MIR6 L17 19 W 1/4 -19 BSP 2.0 .67 55 11 .28 SIM.... H6
Full Profile - Whitworth 55° BSW
mDm Ordering Code ng:d L L1 a I\[/)I:g Holder
5.0 MIR5 L1720 W 1/4-20 BSW 2.0 .67 55 .08 .19 SIM ... H5

Order example: MIR 6 L17 28 W BMK
For L.H. bars specify MIL instead of MIR
For additional holders see page A06-32 to 41

@ First choice O Alternative




@ Cal" mex Precision Tools Ltd. Ti ny Too I S

MIR Bars Threading

Ggade [P | v KN s | H
K20 ¢} o ° e}
BXC ° o ° ¢} o °
H o
Full Profile - NPT 60 BMK | e[ e e ofe e
D . Pitch Thread Min.
mm Ordering Code TPl Size L L1 a F Dia. Holder
116 x 27 NPT
6.0 MIR 6 L15 27 NPT 27 1/8 x 27 NPT 2.0 .59 60 1 .23 SIM ... H6
Order example: MIR6 L1527 NPT BXC
Acme
D . Pitch Thread Min.

mm Ordering Code TPl Size L L1 a F Dia. Holder
4.0 MIR 4 L1516 ACME 16 1/4 x16 2.0 .59 29 .07 .18 SIM ... H4
6.0 MIR 6 L2014 ACME 14 5/16 x 14 2.0 79 | 29 .1 .24 SIM ... H6

3/8 x12
7.0 MIR 7 L2212 ACME 12 7/16x 12 2.4 .87 29 13 .28 SIM ... H7
8.0 MIR 8 L3010 ACME 10 1/2 x10 3.0 1.18 29 .15 .39 SIM ... H8

10.0 MIR 10 L35 8 ACME 8 5/8 x 8 2.9 1.38 29 19 49 SIM ... H10

10.0 | MIR10L45 6ACME 6 T 41 | 177 | 29 | 19 57 | SIM..H10

10.0 MIR 10 L52 5 ACME 5 1 X 5 41 205 | 29 19 .79 SIM ... H10

Order example: MIR 6 L 20 14 ACME BXC
For L.H. bars specify MIL instead of MIR
For additional holders see page A06-32 to 41 @ First choice O Alternative

A06-16




Ti ny Too I S @ C(ll” mex Precision Tools Ltd.

MIR Bars Threading

Gade | P [ m [JKIINN s | H

K20 o o ) le)

BXC ° ° ° o ° °
Stub Acme BMK e o/ e [0| e e

D . Pitch Thread Min.

mm Ordering Code TPI Size L L1 a F Dia. Holder
40 | MIR 4L1516 STACME 16 14 x16 2.0 59 | 29 | .07 20 | SIM..H4
6.0 | MIR 6L2014 STACME 14 5116 x 14 2.0 79 | 20 | 11| 26 | SIM..H6
70 | MIR 7L2212 STACME 12 3/8 x12 2.4 87 | 29 | 13| 32 | SIM..H7

: 7116 x 12 : : : :

8.0 | MIR 8L3010 STACME 10 12 x10 30 | 118 | 29 | 15| .43 | SIM..Hs
10.0 | MIR10L35 8 STACME 8 58 x 8 29 | 138 | 29 |.19| 54 | SIM..H10
10.0 | MIR10L45 6 STACME 6 3% X8 | a1 | 177 | 20 19| 64 |SIM..HI0

Order example: MIR 7 L22 12 STACME K20 @ First choice O Alternative

For additional holders see page A06-32 to 41

A06-17




@ Cal" mex Precision Tools Ltd. Ti ny Too I S

MIR Bars Threading

Grade P v BRI s | H
K20 ¢} o ° o
BXC ° ° ° ¢} o °
Trapez - DIN 103 BUK | e e o]0 e e
2 Ordering Code Hich Th|:ead L L1 a F M.' - Holder
mm mm Size Dia.
TR 8x1.5
6.0 MIR 6L221.5TR 1.5 TR 9x1.5 2.0 .87 30 .1 .25 SIM ... H6
TR10x 1.5
TR 9x2
TR10x 2
7.0 MIR 7L252 TR 2 TR11 x 2 2.4 .98 30 .13 .27 SIM ... H7
TR12x 2
TR14 x 2
TR16 x 2
10.0 MIR10L352 TR 2 TR18 x 2 2.9 1.38 30 19 43 SIM ... H10
TR20 x 2
TR11x 3
7.0 MIR 7L353 TR 3 TR12 x 3 2.4 1.38 30 .13 .30 SIM ... H7
TR14 x 3
TR22 x 3
10.0 MIR10L353 TR 3 TR24 x 3 2.9 1.38 30 .19 41 SIM ... H10
TR26 x 3
TR28 x 3
TR16 x 4
10.0 MIR10L454 TR 4 TR18 x 4 41 1.77 30 19 .45 SIM ... H10
TR20 x 4
TR22 x 5
10.0 MIR10L555 TR 5 TR24 x 5 41 217 30 .19 43 SIM ... H10
TR28 x 5
Order example: MIR 10 L35 3 TR BXC @ First choice O Alternative

For L.H. bars specify MIL instead of MIR
For additional holders see page A06-32 to 41

A06-18




Ti ny Too I S @ Cal” mex Precision Tools Ltd.

MDR Bars Thread Relief, Chamfering and Grooving

gade [P [ v KN s | H
K20 o o ° o
BXC ° ° ° ¢} ° °
BMK ° o ° o o °
D . Min.
mm Ordering Code L L1 B R H F Dia. Holder
4.0 MDR 4 R0.5L18 2.0 .71 .06 .02 .03 .07 .16 SIM ... H4
5.0 MDR 5 R0.5 L24 2.0 .94 .06 .02 .05 .09 .20 SIM ... H5
6.0 MDR 6 R0.5 L27 2.3 1.06 .06 .02 .06 11 .24 SIM ... H6
Order example: MDR 5 R0.5 L24 BXC @ First choice O Alternative

For L.H. bars specify MDL instead of MDR
For additional holders see page A06-32 to 41

A06-19




@ Car mex Precision Tools Ltd. Ti ny Too I S

MCR Bars Chamfering and Boring

gade [P [ v KN s | H

K20 o o ° le)

BXC ° ° o o ° °

BMK ° ) ° o ) )
mDm Ordering Code L L1 R H H1 F '\é':;‘ Holder
3.0 MCR 3 R0.2L10 1.5 .39 .008 .03 .01 .05 12 SIM ... H3
4.0 MCR 4 R0.2 L15 2.0 .59 .008 .03 .02 .07 .16 SIM ... H4
5.0 MCR 5 R0.2 L15 2.0 .59 .008 .05 .03 .08 .20 SIM ... H5
6.0 MCR 6 R0.2 L15 2.0 .59 .008 .06 .03 .1 .24 SIM ... H6
7.0 MCR 7 R0.2 L20 2.4 .79 .008 .06 .03 13 .28 SIM ... H7

Order example: MCR 4 R0.2 L15 BXC @ First choice O Alternative

For L.H. bars specify MCL instead of MCR
For additional holders see page A06-32 to 41

A06-20




Ti ny TOO I S @ Carmex vrisin o 1a
MWR Bars Chamfering and Profiling

gade [P [ m KN s | H
K20 o) [e) ) le)
BXC ) ) ) o) ° )
BMK [ ) ) ) o) ) )
o Ordering Code L L1 R a B F M.'n' Holder
mm Dia.
MWR 6 R0.2 A90 2.0 .59 .008 45° 45° .09 .04
6.0 MWR 6 R0.2 A60 2.0 .59 .008 60 30 .09 .04 SIM .. H6
* MWR 6 R0.4 A90 2.0 .87 .016 45° 45° .09 .24
* MWR 6 R0.4 A60 2.0 .87 .016 60° 30° .09 .24
Order example: MWR 6 R0.2 A90 BXC @ First choice O Alternative

For L.H. bars specify MWL instead of MWR
*Can be used also for boring
For additional holders see page A06-32 to 41




@ Car mex Precision Tools Ltd. Ti ny Too I S

MGR Bars Grooving

Ggade | P [ m KN s | H
K20 o o ) o)
BXC ° ° ° o ° °
BMK ° ) ) o ) )
mDm Ordering Code L L1 B _ H F 'gi'g_' Holder
mm in
4.0 MGR 2B0.5 L10 2.0 .39 0.5 .020 .02 .04 .08 SIM ... H4
3.0 MGR 3 B0.5 L10 1.5 .39 0.5 .020 .02 .05 12 SIM .. H3
MGR 3 B0.7 L10 1.5 .39 0.7 .028 .02 .05 12
MGR 4 B0.5 L10 2.0 .39 0.5 .020 .02 .07 .16
MGR 4 B0.5 L15 2.0 .59 0.5 .028 .02 .07 .16
MGR 4 B0.7 L10 2.0 .39 0.7 .028 .02 .07 .16
MGR 4 B0.79 L15 2.0 .59 0.79 .031 .04 .07 .16
MGR 4 B0.79 L22 2.0 .87 0.79 .031 .04 .07 .16
4.0 MGR 4B1.0 L10 2.0 .39 1.0 .039 .04 .07 .16 SIM ... H4
MGR 4 B1.0 L15 2.0 .59 1.0 .039 .04 .07 .16
MGR 4 B1.0 L22 2.0 .87 1.0 .039 .04 .07 .16
MGR 4B1.5 L10 2.0 .39 1.5 .059 .04 .07 .16
MGR 4 B1.5 L15 2.0 .59 1.5 .059 .04 .07 .16
MGR 4 B1.5 L22 2.0 .87 1.5 .059 .04 .07 .16
MGR 5 B0.79 L15 2.0 .59 0.79 .031 .04 .09 .20
MGR 5 B0.79 L22 2.0 .87 0.79 .031 .04 .09 .20
MGR5B1.0 L15 2.0 .59 1.0 .039 .05 .09 .20
MGR5B1.0 L22 2.0 .87 1.0 .039 .05 .09 .20
MGR 5 B1.19 L15 2.0 .59 1.19 .047 .05 .09 .20
MGR 5 B1.19 L22 2.0 .87 1.19 .047 .05 .09 .20
5.0 MGR5B1.5 L15 2.0 .59 1.5 .059 .05 .09 .20 SIM ... H5
MGR5B1.5 L22 2.0 .87 1.5 .059 .05 .09 .20
MGR 5 B1.59 L15 2.0 .59 1.59 .063 .05 .09 .20
MGR 5 B1.59 L22 2.0 .87 1.59 .063 .05 .09 .20
MGR5B2.0 L10 2.0 .39 2.0 .079 .05 .09 .20
MGR 5 B2.0 L15 2.0 .59 2.0 .079 .05 .09 .20
MGR 5 B2.0 L22 2.0 .87 2.0 .079 .05 .09 .20
@ First choice O Alternative

For additional holders see page A06-32 to 41




Tiny Tools

A®
@ C(ll” mex Precision Tools Ltd.

MGR Bars Grooving

mDm Ordering Code L L1 _ H F “E/)I:Q Holder
mm in
MGR 6 B1.0 L15 2.0 .59 1.0 .039 .06 .1 .24
MGR 6 B1.0 L22 2.0 .87 1.0 .039 .06 .1 .24
MGR 6 B1.5 L15 2.0 .59 1.5 .059 .06 .1 .24
6.0 MGR 6 B1.5 L22 2.0 .87 1.5 .059 .06 A1 .24 SIM... H6
MGR 6 B2.0 L15 2.0 .59 2.0 .079 .06 A1 .24
MGR 6 B2.0 L22 2.0 .87 2.0 .079 .06 A1 .24
MGR 6 B0.79 L17 2.0 .67 0.79 .031 .07 A1 .24
MGR 6 B0.79 L23 2.0 91 0.79 .031 .07 .1 .24
MGR 6 B1.0 L17 2.0 .67 1.0 .039 .07 11 .24
MGR 6 B1.19 L17 2.0 .67 1.19 .047 .07 A1 24
MGR 6 B1.19 L23 2.0 91 1.19 .047 .07 11 .24
6.0 MGR 6 B1.5 L17 2.0 .67 1.5 .059 .07 A1 .24 SIM ... H6
MGR 6 B1.5 L23 2.0 .91 1.5 .059 .07 A1 .24
MGR 6 B1.59 L17 2.0 .67 1.59 .063 .07 11 .24
MGR 6 B1.59 L23 2.0 91 1.59 .063 .07 1 24
MGR 6 B2.0 L17 2.0 .67 2.0 .079 .07 11 .24
MGR 6 B2.0 L23 2.0 91 2.0 .079 .07 1 24
MGR 7 B1.0 L15 24 .59 1.0 .039 .10 13 .28
MGR 7 B1.0 L22 24 .87 1.0 .039 .10 13 .28
MGR 7 B1.0 L30 24 18 1.0 .039 .10 13 .28
MGR 7 B1.19 L22 24 .87 1.19 .047 10 13 .28
MGR 7 B1.19 L30 24 18 1.19 .047 10 13 .28
MGR 7 B1.5 L15 2.4 .59 1.5 .059 .10 13 .28
7.0 MGR 7 B1.5 L22 24 .87 1.5 .059 .10 .13 .28 SIM ... H7
MGR 7B1.5 L30 2.4 .18 1.5 .059 .10 13 .28
MGR 7 B1.59 L22 24 .87 1.59 .063 10 13 .28
MGR 7 B1.59 L30 24 .18 1.59 .063 10 13 .28
MGR 7 B2.0 L15 24 .59 2.0 .079 10 13 .28
MGR 7 B2.0 L22 2.4 .87 2.0 .079 .10 .13 .28
MGR 7 B2.0 L30 2.4 .18 2.0 .079 .10 .13 .28
MGR 8 B1.0 L22 2.5 .87 1.0 .039 .07 .15 .32
MGR 8 B1.5 L22 25 .87 1.5 .059 .07 15 .32
8.0 MGR 8 B2.0 L15 25 .59 2.0 .079 .10 15 .32 SIM . H8
MGR 8 B2.0 L22 25 .87 2.0 .079 10 15 .32
MGR 8 B2.38 L15 25 .59 2.38 .094 10 15 .32
MGR 8 B2.38 L22 2.5 .87 2.38 .094 10 15 .32

Tolerance: B£0.025 mm/.001

Order example: MGR 5 B1.5 L15 BXC
For L.H. bars specify MGL instead of MGR

For additional holders see page A06-32 to 41
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MKR Bars Full Radius Grooving

Ggade | P [ m [JKIINN s | H
K20 o o ) o)
BXC ° ° ° o ° °
BMK ° ) ) o ) )
2 | Ordering Code L L1 R W H F “E’)'I'g Holder
MKR 4 R0.5 L10 2.0 .39 .020 .04 .04 .07 .16
4.0 MKR 4 R0.5 L15 2.0 .59 .020 .04 .04 .07 .16 SIM ... H4
MKR 4 R0.75 L10 2.0 .39 .030 .06 .04 .07 .16
MKR 5 R0.5 L15 2.0 .59 .020 .04 .05 .09 .20
50 MKR 5 R0.75 L15 2.0 .59 .030 .06 .05 .09 .20 SIM _ H5
MKR 5 R1.0 L15 2.0 .59 .039 .08 .05 .09 .20
MKR 5 R1.0 L22 2.0 .87 .039 .08 .05 .09 .20
MKR 6 R0.5 L15 2.0 .59 .020 .04 .06 .11 .24
MKR 6 R0.75 L15 2.0 .59 .030 .06 .06 .1 .24
6.0 MKR 6 R1.0 L15 2.0 .59 .039 .08 .06 1 .24 SIM.... H6
MKR 6 R1.0 L23 2.0 91 .039 .08 .07 1 .24
MKR 7 R0.5 L22 2.4 .87 .020 .04 .10 13 .28
7.0 MKR 7 R0.75 L22 2.4 .87 .030 .06 .10 13 .28 SIM ... H7
MKR 7 R1.0 L22 2.4 .87 .039 .08 .10 13 .28
Tolerance: R+.001 @ First choice O Alternative

Order example: MKR 5 R1.0 L15 BXC
For L.H. bars specify MKL instead of MKR
For additional holders see page A06-32 to 41
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MFR Bars Face Grooving

gade | P [ M KN s | H
K20 o o ° o
BXC ° ° ° ¢} ° °
BMK ° ° ° o ° °
D Ordering Code L L1 R B T F Min. Holder
mm Dia.
MFR 4 B0.5 L15 2.0 .59 .002 .02 .05 .08 .20
MFR 4 B0.75 L15 2.0 .59 .004 .03 .05 .08 .20
MFR 4 B1.0 L15 2.0 .59 .004 .04 .06 .08 .20
4.0 MFR 4 B1.5 L15 2.0 .59 .004 .06 .11 .08 .20 SIM... H4
MFR4B1.5 L17 2.0 .67 .004 .06 14 .08 .20
MFR 4 B2.0 L17 2.0 .67 .004 .08 .20 .08 .20
MFR 5 B0.5 L22 2.0 .87 .002 .02 .05 .10 .24
MFR 5 B0.75 L22 2.0 .87 .004 .03 .05 .10 .24
MFR 5 B1.0 L22 2.0 .87 .004 .04 .06 .10 .24
MFR 5 B1.0 L23 2.0 91 .004 .04 .10 .10 .24
5.0 MFR 5B1.5 L22 2.0 .87 .004 .06 .10 .10 .24 SIM ... H5
MFR5B1.5 L23 2.0 91 .004 .06 14 .10 .24
MFR 5 B2.0 L22 2.0 .87 .004 .08 15 .10 .24
MFR 5 B2.0 L23 2.0 91 .004 .08 .20 .10 .24
MFR 6 B1.0 L22 2.0 .87 .004 .04 .06 12 .31
MFR 6 B1.5 L22 2.0 .87 .004 .06 .10 12 .31
6.0 MFR 6 B2.0 L22 2.0 .87 .004 .08 12 12 .31 SIM ... H6
MFR 6 B2.5 L22 2.0 .87 .004 .10 .19 12 .31
MFR 6 B3.0 L30 2.3 1.18 .004 12 .24 12 .31
8.0 MFR 8 B2.5 L22 2.5 .87 .004 .10 14 .16 .39 SIM ... H8
Order example: MFR 5 B1.0 L22 BXC @® First choice O Alternative

For additional holders see page A06-32 to 41
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MFR Bars Face Grooving with Chip Former

gade | P [ M KN s | H
K20 o o ° o
BXC ° ° ° ¢} ° °
BMK ° ° ° ¢} ° °
D Ordering Code L L1 R B T F Min. Holder
mm Dia.
4.0 MFR 4 B1.5 L15-C 2.0 .59 .004 .06 1 .08 .20 SIM ... H4
5.0 MFR 5 B1.5 L22-C 2.0 .87 .004 .06 .10 .10 .24 SIM . H5
MFR 5 B2.0 L22-C 2.0 .87 .004 .08 .15 .10 .24
MFR 6 B1.5 L22-C 2.0 .87 .004 .06 .10 12 .31
6.0 MFR 6 B2.0 L22-C 2.0 .87 .004 .08 12 12 31 SIM ... H6
MFR 6 B3.0 L22-C 2.0 .87 .004 12 .24 12 .31
Order example: MFR 5 B2.0 L22-C BXC @ First choice O Alternative

For L.H. bars specify MFL instead of MFR
For additional holders see page A06-32 to 41
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MFL Bars Face Grooving

Gade | P [ M [JKIINN s | H
K20 ¢} o ° o
BXC ° o ° o ° °
BMK ° [ ° o o °
D Ordering Code L L1 R B T F M_|n. Holder
mm Dia.
MFL 4 B0.5 L15 2.0 .59 .002 .02 .05 .07 .20
MFL 4 B0.75 L15 2.0 .59 .004 .03 .05 .07 .20
MFL 4 B1.0 L15 2.0 .59 .004 .04 .06 .07 .20
4.0 MFL 4 B1.5 L15 2.0 .59 .004 .06 11 .07 .20 SIM ... H4
MFL 4 B1.5 L17 2.0 .67 .004 .06 14 .07 .20
MFL 4 B2.0 L17 2.0 .67 .004 .08 .20 .07 .20
MFL 5 B0.5 L22 2.0 .87 .002 .02 .05 .09 .24
MFL 5 B0.75 L22 2.0 .87 .004 .03 .05 .09 .24
MFL 5B1.0 L22 2.0 .87 .004 .04 .06 .09 .24
MFL 5 B1.0 L23 2.0 91 .004 .04 .10 .09 .24
5.0 MFL 5B1.5 L22 2.0 .87 .004 .06 .10 .09 .24 SIM ... H5
MFL 5 B1.5 L23 2.0 91 .004 .06 14 .09 .24
MFL 5 B2.0 L22 2.0 .87 .004 .08 15 .09 .24
MFL 5 B2.0 L23 2.0 91 .004 .08 .20 .09 .24
MFL 6 B1.0 L22 2.0 .87 .004 .04 .06 1 .31
MFL 6 B1.5 L22 2.0 .87 .004 .06 .10 11 .31
6.0 MFL 6 B2.0 L22 2.0 .87 .004 .08 12 1 .31 SIM ... H6
MFL 6 B2.5 L22 2.0 .87 .004 .10 .19 11 .31
MFL 6 B3.0 L30 2.3 1.18 .004 A2 .24 1 .31
8.0 MFL 8 B2.5 L22 2.5 .87 .004 .10 14 .15 .39 SIM ... H8
Order example: MFL 4 B2.0 L17 BMK @ First choice O Alternative

For additional holders see page A06-32 to 41
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MVR Bars Deep Face Grooving - with 2 coolant bores

gade | P [m [JKIINN s | H
K20 o o ° o
BXC ® o ° ¢} o °
BMK ° o ° ¢} o °
D Ordering Code L L1 B F M'|n. Holder
mm Dia.
MVR 6 B2.0 L10 25 .39 .08 .04 .39
MVR 6 B2.0 L15 2.5 .59 .08 .04 A7
MVR 6 B2.0 L22 25 .87 .08 .04 A7
6.0 MVR 6 B2.5 L15 25 .59 .10 .06 .39 SIM.... He
MVR 6 B2.5 L22 25 .87 10 .06 A7
MVR 6 B3.0 L22 25 .87 12 .06 .39
MVR 8 B3.0 L27 2.5 1.06 A2 .06 .59
8.0 MVR 8 B3.0 L43 3.1 1.69 12 .06 .59 SIM ... Hg
8.0 MVR 8 B4.0 L43 3.1 1.69 .16 .08 .79 SIM ... H8
Order example: MVR 6 B2.0 L22 BXC @ First choice O Alternative

For L.H. bars specify MVL instead of MVR
For additional holders see page A06-32 to 41
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MZR Bars Face Grooving

Ggade | P [ m [JKIINN s | H
K20 o o ° o
BXC ° o ° ¢} o °
BMK ° ) ° o ) )
et Ordering Code L L1 R w T F '\5':2 Holder
40 MZR 4 R0.5 L15 2.0 59 .020 .04 .05 .08 20 SIM . Ha
MZR 4 R0.75 L15 2.0 59 .030 .06 .06 .08 20
MZR 5 R0.5 L22 2.0 87 .020 .04 .05 10 24
5.0 MZR 5 R0.75 L22 2.0 87 .030 .06 .06 10 24 SIM ... H5
MZR 5 R1.0 L22 2.0 87 .039 .08 10 10 24
MZR 6 R0.5 L22 2.0 87 .020 .04 .05 12 31
6.0 MZR 6 R0.75 L22 2.0 87 .030 .06 .06 12 31 SIM ... H6
MZR 6 R1.0 L22 2.0 87 .039 .08 10 12 31
Order example: MZR 5 R0.5 L22 BXC @ First choice O Alternative

For additional holders see page A06-32 to 41
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Tiny Tools

MZL Bars Face Grooving

Grade v KN s | H
K20 o o
BXC ) ° °
BMK ) ° °
D Ordering Code L L1 R w T F Min. Holder
mm Dia.
a0 MZL 4 R0.5 L15 2.0 59 | 020 | .04 05 07 20 SIM . ha
MZL 4 R0.75 L15 2.0 59 | 030 | .06 06 07 20
MZL 5 R0.5 L22 2.0 87 | 020 | .04 05 09 24
5.0 MZL 5 R0.75 L22 2.0 87 | 030 | .06 06 09 24 SIM ... H5
MZL5R1.0 L22 2.0 87 | 039 | .08 10 09 24
MZL 6 R0.5 L22 2.0 87 | 020 | .04 05 A1 31
6.0 MZL 6 R0.75 L22 2.0 87 | 030 | .06 06 A1 31 SIM ... H6
MZL 6 R1.0 L22 2.0 87 | 039 | .08 10 A1 31

Order example: MZL 5 R0.5 L22 BXC
For additional holders see page A06-32 to 41

A06-30

@ First choice

O Alternative




Ti ny Too I S @ Cal’ mex Precision Tools Ltd.

HK Broaching Tools for Hexagon Keys
Product Identification - Ordering Codes

Hexagon Socket Size Grade
Keys $12=1.2-1.6mm
S16=1.6-23 mm Maximum
Min. Bore Dia. $23=23-29mm Cutting depth
S30=3.0-4.0 mm
1=.05-.06 _ L2=.09-.10
2= 09 S40=4.0-5.0 mm 4= 16
o S50=5.0-8.0 mm -
3=.11 L5=.22
4=15 L6=.26
: 5=.19 L9=.37
Demonstration
Grade P M S H
BMK ° ) ) ) )
D S . Ordering Code L L1 R F M_in. Holder
mm mm in Dia.
40 1.2-1.6 |.050-.063 HK 1 S12L2 2.0 .09 .002 .004 .05 SIM.. H4
’ 1.6-2.3 | .063-.090 HK 1 S16 L2 2.0 .10 .002 .004 .06
2.3-2.9 |.090-.114 HK 2 S23 L4 2.0 .16 .002 .053 .09
5.0 3.0-4.0 |.118-.157 HK 3 S30 L5 2.0 .22 .002 .053 .1 SIM...H5
4.0-5.0 |.157-.197 HK 4 S40 L6 2.0 .26 .004 .053 .15
7.0 5.0-8.0 |.197-.315 HK 5 S50 L9 2.4 .37 .004 .053 .19 SIM...H7

S =Socket Size
Order example: HK 1 S12 L2 BMK
For additional holders see page A06-32 to 41
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Tiny Tools Toolholders
Product Identification - Ordering Codes

pf s iy i

Clamping | = Internal M =Tiny Bars Shank Cross Section Bar Diameter S= Swiss Type
Method Metric Total length

S =Screw 0012=12mm 3= 3.0mm K= 120 mm (4.7)
0016 =16 mm 4= 40mm M= 150 mm (5.7)
0020 =20 mm = 50mm
0022 =22 mm 6= 60mm
0025 =25 mm = 70mm
Inch = 8.0mm
1000 =1

Clamping screws

Adjusting screw

Internal Coolant

Metric Shank Version

on Ordering Code o d L. Key Clamping Screw Adjusting Screw

mm mm mm/in mm/in
SIM 0010 H3 10 12/.47 65/2.6 K16 S24 S28M
SIM 0012 H3 12 12/ .47 88/3.5 K16,K25 S24 S35
SIM 0016 H3S 16 20/.79 75/3.0 K25 S25 S35S

3.0 SIM 0016 H3 16 20/.79 88/3.5 K25 S25 S35

' SIM 0020 H3 20 20/.79 88/3.5 K25 S25 S35

SIM 0022 H3 22 22 /.87 88/3.5 K25 S25 S35
SIM 0022 H3K 22 22 /.87 120/4.7 K25 S25 S55
SIM 0025 H3M 25 25/.98 150/5.9 K25 S25
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D1 . Clampin Adjustin
o Ordering Code mDm mr?] /in mrh/in Key Scrgwg s]crewg
SIM 0010 H4 10 12/ .47 65/2.6 K16 S24 S28M
SIM 0012 H4 12 12/ .47 88/3.5 K16, K25 S24 S35
SIM 0016 H4S 16 20/.79 75/3.0 K25 S25 S35S8
SIM 0016 H4 16 20/.79 88/3.5 K25 S25 S35
4.0 SIM 0020 H4 20 20/.79 88/3.5 K25 S25 S35
SIM 0022 H4 22 22 /.87 88/3.5 K25 S25 S35
SIM 0022 H4K 22 22 /.87 120/4.7 K25 S25 S55
SIM 0025 H4M 25 25 /.98 150/5.9 K25 S25 ---
SIM 0010 H5 10 12/ .47 65/2.6 K16 S24 S28M
SIM 0012 H5 12 12/.47 88/3.5 K16, K25 S24 S35
SIM 0016 H5S 16 20/.79 75/3.0 K25 S25 S35S
5.0 SIM 0016 H5 16 20/.79 88/3.5 K25 S25 S35
’ SIM 0020 H5 20 20/.79 88/3.5 K25 S25 S35
SIM 0022 H5 22 22 /.87 88/3.5 K25 S25 S35
SIM 0022 H5K 22 22 /.87 120/4.7 K25 S25 S55
SIM 0025 H5M 25 25/.98 150/5.9 K25 S25 ---
SIM 0012 H6 12 14 /.55 88/3.5 K16, K25 S24 S35
SIM 0016 H6S 16 20/.79 75/3.0 K25 S25 S35S
SIM 0016 H6 16 20/.79 88/3.5 K25 S25 S35
6.0 SIM 0020 H6 20 20/.79 88/3.5 K25 S25 S35
SIM 0022 H6 22 22 /.87 88/3.5 K25 S25 S35
SIM 0022 H6K 22 22 /.87 120/4.7 K25 S25 S55
SIM 0025 H6M 25 25/.98 150/5.9 K25 S25 ---
SIM 0016 H7 16 20/.79 88/3.5 K25 S25 S35
7.0 SIM 0020 H7 20 20/.79 88/3.5 K25 S25 S35
SIM 0022 H7 22 22 /.79 88/3.5 K25 S25 S35
SIM 0016 H8 16 20/.79 88/3.5 K25 S25 S35
8.0 SIM 0020 H8 20 20/.79 88/3.5 K25 S25 S35
SIM 0022 H8 22 22 /.79 88/3.5 K25 S25 S35
SIM 0016 H10 16 20/.79 88/3.5 K25 S25S S35
10.0 SIM 0020 H10 20 20/.79 88/3.5 K25 S25S S35
SIM 0022 H10 22 22 /.87 88 /3.5 K25 S25 S35
Inch Shank Version
D1 . Clamping Adjusting
mm Ordering Code D d L Key Screw Screw
SIM 0750 H3 3/4 .75 3.5 K25 S25 S35
3.0 SIM 0750 H3K 3/4 .75 4.7 K25 S25 S35
SIM 1000 H3 1 1.00 3.5 K25 S25 S35
SIM 0750 H4 3/4 .75 3.5 K25 S25 S35
4.0 SIM 0750 H4K 3/4 .75 4.7 K25 S25 S35
SIM 1000 H4 1 1.00 3.5 K25 S25 S35
5.0 SIM 0750 H5 3/4 .75 3.5 K25 S25 S35
’ SIM 1000 H5 1 1.00 3.5 K25 S25 S35
SIM 0750 H6 3/4 .75 3.5 K25 S25 S35
6.0 SIM 0750 H6K 3/4 .75 4.7 K25 S25 S35
SIM 1000 H6 1 1.00 3.5 K25 S25 S35
70 SIM 0750 H7 3/4 .75 3.5 K25 S25 S35
) SIM 1000 H7 1 1.00 3.5 K25 S25 S35
8.0 SIM 0750 H8 3/4 .75 3.5 K25 S25 S35
) SIM 1000 H8 1 1.00 3.5 K25 S25 S35
10.0 SIM 0750 H10 3/4 .75 3.5 K25 S25 S35
) SIM 1000 H10 1 1.00 3.5 K25 S25 S35
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Metric Shank Version

Adjusting screw

Clamping screws Internal Coolant

Y —

d| D1y D

Yy T T—l

\ L >|

D1 . D d L Clamping Adjusting
mm Ordering Code mm e a3 Key Screw Screw
3.0 SIM 0025 H3 25 10.8/ .43 62/2.4 K25 S25 S35M
4.0 SIM 0025 H4 25 10.8/.43 62/2.4 K25 S25 S35M
5.0 SIM 0025 H5 25 10.8/.43 62/2.4 K25 S25 S35M
6.0 SIM 0025 H6 25 10.8 /.43 62/2.4 K25 S25 S35M
7.0 SIM 0025 H7 25 10.8/.43 62/2.4 K25 S25 S35M
8.0 SIM 0025 H8 25 10.8/.43 62/2.4 K25 S25 S35M
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Tiny Tools Toolholders for Star Swiss machines

Carmex has developed a unique external turning holder for the sub-spindle on CNC
Swiss type lathes.

nl?:n Ordering Code mDm mrg/in mrln_/in m||'_n1/in mlr_nz/in n?rrrjl key CISa(r:r:g‘;r/l °
SIM 225 H3 oo | oo | 63 | 40 \omo| 18 | mo| 25 | mo | 46 | Kie, K25 S24P
30 | gim 228 Ha-L oo | oo | 63| 50 |omo| 28 |omo| 25 | mo | 46 | Kie, k25 S24P
SIM 22S H4 o0 | oo | .63 | 40 |omo| 18 | mO| 25 | mO | 46 | K16, K25 S24P
40 | gim 228 Ha-L oo | oo | .63 | 50 |omn| 28 |omo| 25 | mo | 4/6 | K16, K25 S24pP
SIM 225 H5 o0 | oo | 63 | 40 |omo| 18 | mO| 25 | mO | 46 | K16, K25 S24M
50 | gim 228 H5-L oo | oo | 63| 50 |omo| 28 |omo| 25 | mo | 46 | Kie, k25 S24M
SIM 225 H6 o0 | 00 | 63 | 40 |omo| 18 | mO| 25 | mo | 46 | K16, K25 S24M
6.0 | gim 228 He-L oo | oo | 63| 50 |omo| 28 |omo| 25 | mo | 46 | Kie, ko5 S24M
7.0 | SIM22S H7 00 | o0 | .79 | 40 |omo| 18 | mn| 25 | mn | 4/ K25 S25
SIM 22S H8 o0 | oo | 79 | 40 |omo| 18 | mo| 25 | mo | 4/6 K25 S25
8.0 | oM 228 Hs-L oo | oo | 79| 50 |omo| 28 |omo| 25 | mo | 46 K25 S25
SIM 225 H10 oo | oo | 79 | 40 |omo| 18 | mo| 25 | mo | 46 K25 S258
10.0 | sma2sHio-L | oo | oo | 79 | 50 |omo| 28 |omd| 25 | mo | 46 K25 S258

* Coolant pipe diameter. Standard packing with @4 mm

TheTiny tool can be gripped
in two directions, allows a
turning operation on XandY
axis.
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CIM-Fast Clamping System

The new innovative C/M clamping system provides high precision and repeatability of the Tiny Tools
cutting edge, as well as fast and easy tool exchange without removing the holder.

The CIM system includes an internal tool indexing mechanism which index the tool in the correct
orientation, as well as strong and rigid collet clamping for high stability.

® No screws required

® Enable fast and accurate exchange of the Tiny Tool inside the machine without removing
the C/IM holder from the machine, or additional tool setup.

® Holders with three clamping flats on the shank for maximum flexibility.
® Fits standard and special Carmex Tiny Tools

® |Internal coolant through the C/M holder and the Tiny Tool pointing to the cutting edge.

Product Identification - Ordering Codes
CIM - Toolholder

***
PATENT
PENDING

Clamping Shank Cross Section Tiny Tools, e
System Bar Diameter
C=Collet Metric Versi
1?_";)12”“0“ 4=40mm
- mm 5=50mm
20 =220 mm SR .
Inch Version
0625 =@5/8
0750 =@3/4
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Adjusting Screw

Metric Version
2l Ordering Code D L L1 L2 B H
mm mm
40 CIM 0016 H4 16 3.5 .87 2.3 .87 1.4
' CIM 0020 H4 20 3.5 .87 2.3 .87 1.4
5.0 CIM 0016 H5 16 3.5 .87 2.3 .87 1.4
' CIM 0020 H5 20 3.5 .87 2.3 .87 1.4
6.0 CIM 0016 H6 16 3.5 .87 2.3 .87 1.4
' CIM 0020 H6 20 3.5 .87 2.3 .87 1.4
Inch Version
D1 .
Ordering Code D L L1 L2 B H
mm
40 CIM 0625 H4 5/8 3.5 .87 2.3 .87 1.4
' CIM 0750 H4 3/4 3.5 .87 2.3 .87 1.4
5.0 CIM 0625 H5 5/8 3.5 .87 2.3 .87 1.4
' CIM 0750 H5 3/4 3.5 .87 2.3 .87 1.4
6.0 CIM 0625 H6 5/8 3.5 .87 2.3 .87 1.4
' CIM 0750 H6 3/4 3.5 .87 2.3 .87 1.4
Spare parts
. S A Coolant supply
Clamping nut Wrench key Adjusting screw Adjusting screw key connector
CN19 WK19 S35 K25 P-M6-4*

* P-M6-6 also available
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CIM - clamping system details

Wrench key

=

Coolant connector

\

Tiny Tool N\ Tool Holder
AN N\ Indexing Mechanism

Build in Collet

Clamping Nut

General instructions for use

The CIM toolholder system is designed for a fast and simple way of achieving correct indexing of Tiny Tools inside
the machine.

Following is a recommended procedure for the first use:

1.

4.

Adjust the rear stopper screw according the tool required over-hang.
Insert the Tiny Tool into the collet and push it gently until it passes the internal indexing mechanism.
Adjust the rear stopper screw according the required overhang (do not set the final tool orientation).
That procedure should be done only once and outside the machine.

Remove the Tiny Tool from the CIM toolholder and mount the holder on the machine.
Clamp it well and it is ready to use. At that point the clamping nut should be screwed on the toolholder collet
by hand and remain open.

Insert the Tiny Tool into the CIM collet and push it inside gently until you will hear a click.
Rotate the tool by hand clock wise and counter clock wise until you hear a click and the indexing mechanism
set the tool to center.

Close the nut by the wrench key.

In that point the tool is ready to use.

For a tool replacement, open the collet with the wrench key, replace the tool, close the collet and continue
working.
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Tiny Tools Toolholders - Square Shank

for internal machining

Product Identification - Ordering Codes

199

Clamping E = External M =Tiny Vertical Shank Cross Section Bar Diameter
Method Square 1010 =10x10 mm

S =Screw Shank 1212 =12x12 mm H3 =3.0 mm

H4 =4.0 mm

H5=5.0 mm

H6 = 6.0 mm

Metric Holders

D1 Ordering Code H=B L1. L ' Hc. Bc. H1' Key Clamping
mm mm mm/in mm/in mm/in mm/in mm/in Screw
SEMV 1010 H3 10 24 94| 110 | 43 | 10 | .39 5 .20 | 14.7| .58 | K16 S24
3.0 SEMV 1212 H3 12 24 94| 110 | 43 | 12 | 47 6 .24 | 16.7| .66 | K16 S24
SEMV 1010 H4 10 36 (142|110 | 43 | 10 | .39 5 .20 | 15.2| .60 | K16 S24
4.0 SEMV 1212 H4 12 36 (142 | 110 | 43 | 12 | .47 6 24 |17.2| 68 | K16 S24
SEMV 1010 H5 10 36 [ 1.42 | 110 | 4.3 10 .39 5 .20 |15.7 | .62 | K16 S24
5.0 SEMV 1212 H5 12 36 | 142 | 110 | 43 | 12 | .47 6 .24 | 17.7 | .70 | K16 S24
SEMV 1010 H6 10 33 |1.30| 110 | 43 | 10 | .39 5 .20 | 16.2 | .64 | K16 S24
6.0 SEMV 1212 H6 12 33 |1.30| 110 | 43 | 12 | 47 | 6 24 | 18.2| .72 | K16 S24
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Product Identification - Ordering Codes

pufey i iy

Clamping E = External M =Tiny Right Hand Shank Cross Section Bar Diameter

Method Square Bars / Tools 1212=12x12 mm

S =Screw Shank 1616 = 16x16 mm 3=3.0mm
4=40mm
5=50mm
6=6.0mm

Right hand version

Metric Holders

ol Ordering Code bl
mm

B B1 L L1 Hc LC H1 Clamping
mm mm/in mm/in mm/in mm/in mm/in mm/in Gy Screw
SEMR1212H3| 12 | 20 | .79 | 88 | 35 | 16 | .63 | 12 | .47 28 | 20 | .79 | K25 S25
SEMR 1616 H3| 16 | 24 | .94 | 120 | 4.7 | 16 | .63 | 16 | .63 28 | 24 | .94 | K25 S25
SEMR1212H4| 12 | 20 | .79 | 88 | 35 | 16 | .63 | 12 | .47 28 | 20 | .79 | K25 S25
SEMR1616 H4| 16 | 24 | 94 | 120 | 4.7 | 16 | .63 | 16 | .63 28 | 24 | 94 | K25 S25
SEMR1212H5| 12 | 20 | .79 | 88 | 3.5 16 .63 12 47 28 | 20 .79 | K25 S25
SEMR1616 H5| 16 | 24 | 94 | 120 | 4.7 | 16 | .63 | 16 | .63 28 | 24 | .94 | K25 S25
SEMR1212H6| 12 | 20 | .79 | 88 | 3.5 | 16 | .63 | 12 | .47 28 | 20 | .79 | K25 S25S
SEMR 1616 H6| 16 | 24 | .94 | 120 | 4.7 | 16 | .63 | 16 | .63 28 | 24 | .94 | K25 S25S

3.0

4.0

5.0

6.0

NN NN N N NN
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Product Identification - Ordering Codes

s ol lils -

Square Shank with Bar Diameter
. Knee 3=3.0mm
Clamping Method 4=240mm
S = Screw 5=50mm
17 Shank Cross Section 6=6.0mm
E = External Inch \
Y 0375=3/8 A
M =Tiny Bars 0500=1/2 Swiss Type
Metric
0816= 8x 16 mm
1016 =10x 16 mm
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Connecting thread M6

Clamping screws

Metric Holders

D1 . B h L L1 L2 H h1 dmax. | *dp
Ordering Code : : : . . -

mm mm | mm mm/in | mm/in | mm/in | mm/in | mm/in | mm/in | mm

SEMK 0816 H3S 16 8 100/3.9| 17/.67 | 25/.98 |46/1.81 | 16/.63 |26/1.02| 4/6 K25

3.0 SEMK 1016 H3S 16 10 [100/3.9| 17/.67 | 25/.98 |46/1.81 | 18/.71 |26/1.02| 4/6 K25 S25

SEMK 1216 H3S 16 12 |100/3.9| 17/.67 | 25/.98 |46/1.81 | 20/.79 |26/1.02| 4/6 K25

Clamping

e Screw

SEMK 0816 H4S | 16 8 100/3.9| 17/.67 | 25/.98 | 46/1.81 | 16/.63 |26/1.02| 4/6 | K25
4.0 SEMK 1016 H4S | 16 10 [100/3.9| 17/.67 | 25/.98 |46/1.81 | 18/.71 |26/1.02| 4/6 | K25 S25
SEMK 1216 H4S | 16 12 |100/3.9| 17/.67 | 25/.98 | 46/1.81 | 20/.79 |26/1.02| 4/6 | K25
SEMK 0816 H5S | 16 8 100/3.9| 17/.67 | 25/.98 |46/1.81 | 16/.63 |26/1.02| 4/6 | K25
5.0 SEMK 1016 H5S | 16 10 |100/3.9| 17/.67 | 25/.98 |46/1.81 | 18/.71 |26/1.02| 4/6 | K25 S25
SEMK 1216 H5S | 16 12 |100/3.9| 17/.67 | 25/.98 | 46/1.81 | 20/.79 |26/1.02| 4/6 | K25
SEMK 0816 H6S | 16 8 100/3.9| 17/.67 | 25/.98 |46/1.81 | 16/.63 |26/1.02| 4/6 | K25
6.0 SEMK 1016 H6S | 16 10 [100/3.9| 17/.67 | 25/.98 |46/1.81 | 18/.71 |26/1.02| 4/6 | K25 S25
SEMK 1216 H6S | 16 12 |100/3.9| 17/.67 | 25/.98 | 46/1.81 | 20/.79 |26/1.02| 4/6 | K25

Inch Holders

o Ordering Code B h L L1 L2 H h |dmax.| 9P ey | SEMETE
mm mm Screw
30 SEMK 0375 H3S 3/8 3/8 3.9 .67 .98 1.81 .69 1.02 4/6 K25 925

SEMK 0500 H3S 1/2 1/2 3.9 .67 .98 | 1.81 .81 1.02 4/6 K25

40 SMEK 0375 H4S 3/8 3/8 3.9 .67 98 | 228 | .69 1.02 4/6 K25 S5
' SEMK 0500 H4S 1/2 1/2 3.9 .67 98 | 2.28 | .81 1.02 4/6 K25

50 SMEK 0375 H5S 3/8 3/8 3.9 .67 98 | 228 | .69 | 1.02 4/6 K25 S5
' SEMK 0500 H5S 1/2 1/2 3.9 .67 98 | 2.28 | .81 1.02 4/6 K25

6.0 SMEK 0375 H6S 3/8 3/8 3.9 .67 98 | 228 | .69 1.02 4/6 K25 S5
' SEMK 0500 H6S 1/2 1/2 3.9 .67 98 | 2.28 | .81 1.02 4/6 K25

* Optional
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Tiny Tools Kits

Boring

Profiling & Boring

Threading
KT4-0750 KT5-0750
MTR 4 R0.2L10 MTR 5 R0.2 L15 Boring
MPR4R0.2L10 MPR5R0.2 L15 Profiling
MIR 4 L15 A60 MIR5L15 A60 Threading
Chamfering & Boring MCR4 R0.2 L15 MCR5R0.2 L15 Chamfering
MGR 4 B1.5L10 MGR 5 B1.5L15 Grooving
MFR4B1.0L15 MFR 5 B1.0 L22 Face Grooving
SIM 0750 H4 SIM 0750 H5 Holder
K25 K25 Key
Grooving

Order example: KT4-0750
Also available kits with

metric shank diameter bar holder.
Order example: KT4-16

Face Grooving
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Technical Section

Carbide Grades:

BXC (P30 - P50, K25 - K40)
PVD TiN coated grade for low cutting speed.
Works well with a wide range of stainless steels.

BMK (K10 - K20)

Sub-micron grade with advanced PVD triple coating. Extremely high

heat resistant and smooth cutting operation, for high performance, and normal machining conditions.
General purpose for all materials.

K20 (K10 - K30) — —

Uncoated Carbide grade for non ferrous metals, aluminum and cast iron.

TNX

New advanced carbide grade TNX for higher feeds and high performance, at medium to high cutting
speed. Extra fine grain size with high hardness and toughness combined with triple layer reddish coating,
provides high edge stability and better chip flow.

Cutting speed for Tiny Tools
Cutting Speed

ISO ] -
Material Condition min
Standard BXC K20 X
<0.25%C Annealed
Non-Alloy steel and =0.25%C Annealed
cast steel, free <0.55%C Quenched and tempered 82-230 98-262 118-262
cutting steel 20.55%C Annealed
Quenched and tempered

Low alloy steel and cast steel (less Annealed
than 5%yalloying elements) ( Quenched and tempered 66-131 82-164 98-164

High alloy steel, cast steel, and tool Annealed i 5 )
sicel Quenched and tempered Sl el 98-164
Ferritic/martensitic
Stainless steel and cast steel Martensitic 82-131 98-197 118-197
Austenitic
Ferritic/pearlitic
Pearlitic
Ferritic
Pearlitic
Ferritic
Pearlitic
Aluminum-wrought alloy Not cureable 164-328 | 197-394 | 98-164 | 236-394
<=12% Si Not cureable
alloyed . . Cured 131-262 | 164-295 | 66-131 197-295
>12% Si High temperature
>1% Pb Free cutting
Copper alloys Brass 98-197 98-230 | 66-131 118-230
Electrolytic copper
Duroplastics, fiber plastics
Hard rubber
Annealed
Cured

High temp.
. Annealed 49-98 49-131 59-131
S alloys, Super alloys Ni or Co T

based Cast

Titanium alloys Alpha+beta alloys cured 33-98 33-98 39-98
Hardened 45-50 HRc
Hardened steel Hardened 51-55 HRc 33-98 49-131 59-131
Hardened 56-62 HRc
Chilled cast iron Cast 33-98 33-98 39-98

Cast iron Hardened 33-66 33-66 39-66

Recommended Feed Rate: .0005 - .001 inch/rev

A06-44

Cast iron nodular (GGG) 82-197 98-262 118-262

Grey cast iron (GG) 98-230 98-262 118-262

Malleable cast iron 66-131 66-164 79-164

Aluminum-cast,

Non metalic 131-262 66-131

Fe based
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[
Threading Passes
Pitch: mm 0.5 0.7 0.8 1.0 1.25 15 2-5
: TPI 48 36 32 24 20 16 14-5
Number of Passes 6-12 7-14 7-16 18 8-20 10-22 20 - 38

CMR Carmex Multi-Task Tiny Tools

® Carmex is introducing a new and innovative Multi-Task Tiny Tool CMR for Boring, Turning, Facing
and Chamfering with a single tool.

® The unique design enables machining of the material without the need for a pilot hole.

® The new tool shortens the machining cycle time and the number of tools required - providing
High Productivity.

® Effective through coolant hole with a spiral flute, evacuates the chips out of the hole
uninterruptedly.

® Unique chip breaker and flute design.

To use with standard SIM toolholders on Swiss Type or CNC lathe machines.
® Available in BMK Grade only.

Working Method

® Thetool penetrates the work piece and produces the hole compliant with the minimum diameter
the tool allows.

® The tool can penetrate the material in one pass or several passes depending
on the work piece material, coolant pressure, machine power etc.

® The hole can be enlarged by multi radial passes.

[y

Rear view of the
\ cutting chamfer
\\/

Turning, Facing, Profiling |

Chamfering

The tool is equipped with an additional cutting edge, which is located across the main
front edge. This allows production of an additional 45° chamfer on the work piece without the need to stop the
spindle or processing operation.
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Tiny Tools

CMR General Recommendations

Coolant fluid

Dry machining should not be performed under any circumstances.

It is necessary to use an internal coolant in all applications.

QOil or Emulsion lubricants are recommended for best performance.

In the event of low coolant pressure, adding an external coolant can improve the tool

operation.

The cooling stream is designed to provide three benefits:
1. Cooling the cutting edge of the tool, and the contact area.
2. Pushing the chip away from the tool quickly, thereby reducing wear of the edge.

3. Helping to break the chip into smaller pieces and evacuating them from the cutting area.

Cutting Data

Stalﬁc?ar d Material Cutting Speed ft/min
Low and Medium Carbon Steels <0.55%C 65-245
P High Carbon Steels 20.55%C 65-245
Alloy Steels, Treated Steels 65-200
Stainless Steels - Free Cutting 65-200
M Stainless Steels - Austenitic 65-230
Cast Steels 65-230
Cast Iron 65-330
Aluminum <12%Si, Copper 130-490
Aluminum >12% Si 65-330
Synthetics, Duroplastics, Thermoplastics 130-490
Nickel Alloys, Titanium Alloys 50-200

Hardened Steels

Recommended Feed Rate: .0005 -.001 inch/rev
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HK Broaching Tools for Hexagon Keys

The HK broaching system have been developed to machine internal keyways inside blind or
through holes, using CNC machines.

Working Demo

® To use with Carmex standard SIM Bar Holders

® The holder can be located directly in the turret or
the machine spindle

® Holder with rear clamping screw for full support
during operation

@ Available in BMK Grade only.

Cutting Data

Material Tensile Strength (Ibs/in?) Feed rate (in/min) In-feed per stroke (inch)

58.000-94.000 276-354 .0024-.0035
101.000-123.000 197-256 .0016-.0028
130.500-145.000 157-217 .0012-.0022
160.500-174.000 118-177 .0008-.0016

The cutting data above is an initial recommendation and depends on the machine condition, workpiece
profile and the application clamping

® Arelief groove is highly recommended, if not possible a gradual volume decrease
should be made at the end of the broaching groove

® The HK tool must be positioned outside of the hole/groove before each stroke

® After setup and first stroke, we recommend to observe the tool and the application to
make sure no collision occurred
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Mini Tools ‘ AO7

Vertical Inserts and Toolholders for threading, chamfering, grooving and turning

Carbide grade: BLU-Sub-Micron grade with advanced PVD triple layer coating delivering high heat
resistance and smooth cutting operation.

® Carbide shank toolholder provides excellent ® Through coolant.
vibration resistance. e For threading, grooving, boring and chamfering.
® Long reach. e Quick indexing.

Typical Applications:

® | ong threads or applications requiring over-hang.
e Enables production of threads with large pitch/profile.

e Threading, grooving, boring, profiling and chamfering - It’s
possible to offer most of the Tiny Tools profiles on the insert.

Contents: Page:  Contents:

Product Identification 2 Full Radius Grooving 9
Partial Profile 60° 3 Back Turning 9
Partial Profile 55° 3 Boring and Profiling 10
Full Profile - ISO 4 Boring, Profiling and Facing 10
Full Profile - UN 4 Face grooving 11
Acme 5 Face grooving, Full radius 12
Trapez - DIN 103 5 Carbide Shank Toolholders 13
Chamfering 6 Steel Toolholders 14
Grooving 7 Technical Section 15
Grooving, Circlip Ring Grooves DIN 471/472 8
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Product Identification
Mini Tools Ordering Code

Inserts
Insert Size Thread Profile .
T8 Partial 60° & 55° Carbide Grade
T10 ISO UN
v W10 = Groove Width
| = Internal Threading R06 = Nose radius
C= Chamfer
G = Grooving Y
K= Full Radius Grooving H14 = Groove Depth
X = Back Turning Teeth Depth
Fl= Face grooving Internal A22 = Profile angle 22°
FE= Face grooving External A47 = Profile angle 47°
Zl= Face grooving (Full radius)
Internal
ZE=Face grooving (Full radius)
External
PR = Boring and Profiling 22° R.H.
QR = Boring and Profiling 47° R.H.
Toolholders
Clamping Shank Length of Length of Insert Size C=
Method Diameter Neck Toolholder 08=T8 carbide
S=Screw 0375=3/8 08=.79 E=28 10=T10 shank
0500=1/2 15=1.57 G =35
0008=8mm 20=20mm H=3.9
0012=12mm 40=40mm ] =43
0016=16mm £ =ad
M=5.9
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Partial Profile 60°

Same insert for internal and external thread

Int0.5 -0.75 56-32
T8 A60 Ex 04 078 o430 31 15 02
T8
Int1.0 -1.25 28-20
T8 G60 Eefpips 5598 33 16 03
Int 0.5 -0.8 56-28
T10 A60 Ex 04 0.8 Py 46 25 02
Int1.0 -2.0 28-13
T10 T10 G60 Ex 08 175 g 48 28 .05
Int2.0 -3.0 13- 8
T10 D60 Ex 17525 1510 52 31 .06

Order exaple: T8 G60 BLU

Partial Profile 55°

Same insert for internal and external thread

T8 G55 1.25-1.5 19-18 .36 19 .04
T8 U55 1.75-2.0 16-14 .34 A7 .05

T8

T10 T10 G55 1.25-2.0 19-14 .49 .28 .05
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Full Profile

ISO

Inserts for internal thread

T8 10.5 ISO 0.5 M8.5 .31 14 .02
T8 10.751S0O 0.75 M9 .32 .15 .02
T8 11.0 ISO 1.0 M9 .31 .15 .03
T8 T8 11.251S0O 1.25 M10 .32 .15 .03
T8 11.5 ISO 1.5 M10 M12 .33 .16 .04
T8 11.751S0O 1.75 M12 = .34 A7 .04
T8 12.0 ISO 2.0 M14 M17 .35 .18 .05
T1010.5 ISO 0.5 M12 .44 .24 .02
T1010.751SO 0.75 M12 .44 .24 .02
T1011.0 ISO 1.0 M13 .46 .26 .03
T10 T1011.5 ISO 1.5 M14 .46 .26 .04
T1012.0 ISO 2.0 M16 M17 A7 .27 .05
T1012.5 1SO 25 M18, M20 - .50 .29 .06
T1013.0 ISO 3.0 M24 M28 .50 .29 .06

UN

Inserts for internal thread

T8 132UN 32 716, 1/2 3/8 .33 .16 .02
T8 128UN 28 3/8 716, 1/2 .33 .16 .03
T8 124UN 24 3/8 .33 .16 .03
T8 T8 120UN 20 3/8 7/16, 1/2 .32 15 .04
T8 116UN 16 7/16, 1/2 .34 A7 .04
T8 114UN 14 7/16 .35 .18 .05
T8 113UN 13 1/2 .35 .18 .05
T10 1 20UN 20 9/16, 5/8, 11/16 3/4 47 .27 .04
T101 18UN 18 9/16, 5/8 47 .27 .04
T101 16UN 16 9/16, 5/8, 11/16 3/4 A7 .27 .04
T10 T101 14UN 14 7/8 .48 .27 .05
T10112UN 12 5/8, 11/16, 3/4 9/16 .48 27 .06
T10111UN 11 5/8 .49 .29 .06
T10110UN 10 3/4 .50 .29 .06
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Acme

Inserts for internal thread

D min.

T8 T8 110 ACME 10 1/2-10 .40 .22 .05
T10 T101 8 ACME 8 5/8-8 .50 .29 .06
T101 6 ACME 6 3/4-6 .58 .31 .08

Order example: T8 1 10 ACME BLU

Trapez-DIN103

Inserts for internal thread

D min.

T8 T8 12TR 2 Tr12x2, Tr14x2 .39 19 .04
T8 13TR 3 Tr14x3 .43 .23 .06

T1012TR 2 Tr16x2, Tr18x2, Tr20x2 .55 .28 .04

T10 T1013TR 3 Tr22x3 .75 .31 .06
*T1014TR 4 Tr16x4, Tr18x4 A7 .26 .08

*To use with T10 toolholders version B
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Chamfering

T8 T8 C90 008 06 90° 35 18
T10 | T10 C90 | o8 | w07 | 9 | 50 | .30

Same insert for right and left hand cutting
Order exmaple: T8 C90 BLU
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Grooving

D min. R

T8 G W08 H20 0.79 .031 .004 .08 .37 .20
T8 G W10 H20 1.0 .039 .004 .08 .37 .20
T8 G W12 H20 1.19 .047 .004 .08 .37 .20
T8 G W15 H20 1.5 .059 .004 .08 .37 .20
T8 T8 G W16 H20 1.59 .063 .004 .08 37 .20
T8 G W20 H20 2.0 .079 .004 .08 .37 .20
T8 G W24 H20 2.38 .094 .004 .08 .37 .20
T8 G W25 H20 2.5 .098 .004 .08 .37 .20
T8 G W30 H20 3.0 118 .004 .08 .37 .20
T10 G W08 H28 0.79 .031 .004 11 .53 31
T10 G W10 H14 1.0 .039 .004 .06 .48 .28
T10 G W10 H23 1.0 .039 .004 .09 .52 31
T10 G W12 H28 1.19 .047 .004 11 .53 31
T10 G W15 H14 1.5 .059 .004 .06 .48 .28
T10 G W15 H23 1.5 .059 .004 .09 .52 .31
*T10 G W15 H40 1.5 .059 .004 .16 .53 .31
T10 T10 G W16 H28 1.59 .063 .004 11 .53 .31
T10 G W20 H14 2.0 .079 .004 .06 .48 .28
T10 G W20 H23 2.0 .079 .004 .09 .52 31
*T10 G W20 H40 2.0 .079 .004 .16 .53 .31
T10 G W24 H28 2.38 .094 .004 11 .53 31
T10 G W25 H23 2.5 .098 .004 .09 .52 .31
*T10 G W25 H40 25 .098 .004 16 .53 31
T10 G W30 H23 3.0 118 .004 .09 .52 .31
*T10 G W30 H40 3.0 118 .004 .16 .53 .31

*To use with T10 toolholders version B

Tolerance: W+0.02 mm/.001"
Order exmaple: T10 G W08 H28 BLU
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Grooving, Circlip Ring Grooves
DIN 471/472 ... Yo

T
[T
TD8 G W07 H12 0.7 | .028 .029 0 .05 .35 A7
TD8 G W08 H13 0.8 | .031 .033 0 .05 .35 A7
T8 TD8 G W09 H18 0.9 | .035 .037 0 .07 .37 19
TD8 G W12 H18 1.1 .043 .047 0 .07 .37 19
TD8 G W14 H18 1.3 | .051 .055 0 .07 .37 19
TD8 G W17 H18 1.6 | .063 .067 0 .07 .37 19
TD10 G W07 H12 0.7 | .028 .029 0 .05 A7 .25
TD10 G W08 H13 0.8 | .031 .033 0 .05 47 .26
T10 TD10 G W09 H15 0.9 | .035 .037 0 .06 .48 .26
TD10 G W12 H28 1.1 .043 .047 0 11 .53 31
TD10 G W14 H28 1.3 | .051 .055 0 11 .53 31
TD10 G W17 H28 1.6 | .063 .067 0 11 .53 31

Order example: TD10 G W17 H28 BLU
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Mini Tools K52 Carmex: reain v
Full Radius Grooving

T8 K R04 H10 0.8 .031 0.4 .016 .04 .33 .16

T8 T8 KRO06 H10 1.2 .047 0.6 .024 .04 .33 .16
T8 K RO09 H10 1.8 .071 0.9 .035 .04 .33 .16

T10 K R04 H22 0.8 .031 0.4 .016 .09 .52 31

*T10 K R04 H40 0.8 .031 0.4 .016 .16 .53 .31

T10 K R06 H22 1.2 .047 0.6 .024 .09 .52 31

*T10 K R06 H40 1.2 .047 0.6 .024 .16 .53 31

10 T10 K R09 H22 1.8 .071 0.9 .035 .09 .52 31
*T10 K R09 H40 1.8 .071 0.9 .035 .16 .53 31

T10 K R10 H22 2.0 .079 1.0 .039 .09 .52 .31

*T10 K R10 H40 2.0 .079 1.0 .039 .16 .53 31

*To use with T10 toolholders version B
Tolerance: W+0.02 mm/.0008"

Back Turning

T8 T8 X R02 H20 .008 .08 .37 .20
T10 X R02 H23 .008 .09 .52 .31
T10 *T10 X R02 H35 .008 14 .53 31
T10 X R04 H23 .016 .09 .52 .31

*To use with T10 toolholders version B
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Boring and Profiling

T8 PR R01 A22 22° .004 .039 .36 .20
T8 T8 PR R02 A22 22° .008 .039 .36 .20
T8 QR R01 A47 47" .004 .075 .36 .20
T8 QR R02 A47 47" .008 .075 .36 .20

Order exmaple: T8 PRRO1 A22 BLU

Boring, Profiling and Facing

T10 PR RO1 A22 22° 8’ .004 .075 .04 .51 .30
T10 PR R02 A22 22° 8’ .008 .075 .04 .51 .30
To T10 QR RO1 A47 47 3 .004 .102 .02 .51 .30
T10 QR R02 A47 47 3 .008 .102 .02 .51 .30
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Face Grooving

Dmin.
Internal
H
[T
=
R.008
T10 FI W10 H15 .039 .06
T10 FI W15 H25 .059 .10
T10 FI W20 H30 .079 12
T10 FI W20 H50 .079 .20
T10 55 .31
T10 FI W25 H30 .098 12
T10 Fl W25 H50 .098 .20
T10 FI W30 H30 118 12
T10 FI W30 H50 118 .20
Dmin.
External
H
L
=
R.008
T10 FE W10 H15 .039 .06
T10 FE W15 H25 .059 .10
T10 FE W20 H30 .079 12
T10 FE W20 H50 .079 .20
47 .31
T10 T10 FE W25 H30 .098 12 3

T10 FE W25 H50 .098 .20
T10 FE W30 H30 118 12
T10 FE W30 H50 118 .20

Order exmaple: T10 FE W20 H30 BLU
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Face Grooving, Full Radius
Internal

Dmin.

T10 ZI RO5 H15 .039 .020 .06
T10 ZI RO8 H25 .063 .031 .10
T10 T10ZI R10 H30 .079 .039 A2 .55 .31
T10 ZI R125 H30 .098 .049 A2
T10 ZI R15 H30 118 .059 A2

Order example: T10 ZI R15 H30 BLU

External

Dmin.

T10 ZE RO5 H15 .039 .020 .06
T10 ZE R08 H25 .063 .031 .10
T10 T10 ZE R10 H30 .079 .039 A2 47 .31
T10 ZE R125 H30 .098 .049 12
T10 ZE R15 H30 118 .059 A2
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Carbide Shank Toolholders

With through coolant

Inch Holders

ST 0312 L08 FOSC 5/16 .28 79 3.1 S5 K5
T8 ST 0312 L11 GO8C 5/16 .28 1.18 3.7 S5 K5
ST 0312 L15 HO8C 5/16 .28 1.57 4.1 S5 K5
Metric Holders
ST 0008 L20 FO8C 8 .28 79 3.1 S5 K5
T8 ST 0008 L30 G0O8SC 8 .28 1.18 3.7 S5 K5
ST 0008 L40 HO8C 8 .28 1.57 41 S5 K5
— k]
Inch Holders

ST 0375 M10C 3/8 .38 - 5.9 S11 K11 A
T10 ST 0500 L16 J10C 1/2 .40 1.6 4.3 S11 K11 A
ST 0500 L22 K10C 1/2 .40 2.2 4.9 S11 K11 A
Metric Holders
ST 0010 L29 H10C 10 .35 11 3.9 S11 K11 B
T10 ST 0010 L40 J10C 10 .35 1.6 4.3 S11 K11 B
ST 0010 M10C 10 .39 -- 5.9 S11 K11 A
ST 0012 L37 J10C 12 .35 1.5 4.3 S11 K11 B
ST 0012 L40 J10C 12 .39 1.6 4.3 S11 K11 A
ST 0012 L50 K10C 12 .35 2.0 4.9 S11 K11 B
ST 0012 L55 K10C 12 .39 2.2 49 S11 K11 A
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Steel Toolholders

With through coolant

Version A

Inch Holders

ST 0500 L10 E10 1/2 40 1.0 2.8 S11 K11
T10 ST 0625 L10 G10 5/8 .40 1.0 3.5 S11 K11
ST 0625 L14 H10 5/8 40 1.4 3.9 S11 K11

Metric Holders

ST 0012 L25 E10 12 .40 1.0 2.8 S11 K11
T10 ST 0016 L25 G10 16 .40 1.0 3.5 S11 K11
ST 0016 L35 H10 16 .40 1.4 3.9 S11 K11

Order example: ST 0625 L14 H10
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Technical Section
Cutting Data

. Cutting Speed Recommended feed
50 T ft/min rate inch/rev

Low and Medium Carbon Steels <0.55%C 80-230

High Carbon Steels =0.55%C 65-165

Alloy Steels, Treated Steels 50-100

Stainless Steels - Free Cutting 80-230

Stainless Steels - Austenitic 65-130
Grooving: .0004 - .001

Cast Steels 100-230 Back turning: .001 - .004

Cast Iron 50-100 Face grooving: .0004 - .003
Chamfering: .001 -.003

Aluminum <12%Si, Copper 100-300

Aluminum >12% Si 65-230

Synthetics, Duroplastics, Thermoplastics 65-230

Nickel Alloys, Titanium Alloys 65-165

Hardened Steel 45 - 50HRc 30-130

Threading Passes
Pitch: mm 0.5 0.7 0.8 1.0 1.25 1.5 2-5
’ TPI 48 36 32 24 20 16 14-5
Number of Passes 6-12 7-14 7-16 8-18 8-20 10-22 20-38
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Swiss-Line

AO8

Introduction

Polygon Inserts and Toolholders
Product Identification - Inserts
Grooving and Turning

Grooving, Circlip Ring Grooves
Grooving and Profiling (full radius)
Parting Off and Grooving
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Threading - Partial Profile 55°
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Threading - UN unified 60° Full Profile
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Swiss-Line

® Swiss style lathes are becoming a popular alternative to large lathes and machining
centers in many companies.

® Carmex is introducing a new line of inserts and toolholders, developed for automatic
and Swiss style lathes.

® Designed for economic production of parting, grooving, profiling threading and
chamfering.

Polygon Swiss Line

Carmex extends the Swiss Line range by offering a new type of polygon inserts
and tool holders for external turning, grooving, parting and threading on
Swiss-Type machines. Specially designed for small parts machining.

Features
® High precision ground inserts.
® Allinserts can be used with same tool holders.

® A combination of the latest carbide and coating technologies
guarantees maximum tool life and improved productivity.

® Compatible with a wide range of materials.
® Coated holders provide abrasive resistance.

Carbide grades: BLU, GX7, K20
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Product Identification
Polygon Inserts

G W J25s @ R Qwor @125 ) BLU.
' ' ! '

G = Swiss Groove Insert Size Width Carbide Grade:
L=25,40 mm W05 =.020 BLU = PVD triple coating
W07 =.030 GX7 = New generation
. of grade and coating
Radius
Y e K20 = Uncoated
R = Full Radius RO5 = .020
P = Parting A30 =30°
B = Back Turning A60 = 60° thread
F = Front Turning A55 = 55° thread
T = Threading
Y Y
R =Right Hand Cutting Depth
L = Left Hand Cutting T15=.059
RR = Right Hand Cutting T25 = .098
Right version T27 =.106
RL = Right Hand Cutting T30=.118
Left version T38 =.150
LR = Left Hand Cutting T40=.157
Right version T43 = .169
LL = Left Hand Cutting T58 = 228
Left version
RN = Right Hand Cutting
Neutral version
LN = Left Hand Cutting
Neutral version
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Swiss-Line

Grooving and Turning

>

«<

L
Right hand cutting Right Version
Insert Size | 5 4ering Code W=.001 | Tmax R Feed
L mm 9 = inch/rev
G25 R W05 T15 .020 059 0 .0004-.002
G25 R W07 T25 .030 098 0 .0008-.003
G25 R W10 T27 039 106 002 .0008-.004
25 G25 R W12 T30 047 118 002 .0008-.004
G25 R W15 T38 059 150 002 .0008-.005
G25 R W20 T38 079 150 002 .0008-.005
G25 R W25 T38 .098 150 002 .0008-.006
40 G40 R W30 T80 118 315 002 .0008-.006
G40 R W40 T80 157 315 002 .0008-.006

For L.H, specify G25 L instead of G25 R
* Available for insert size G25... only

K20 | BLU GX7*
[ ] [ ]
[ ] [ ] [ ]
[ ] (@] (@]
[ ]
(@] (@] [ ]
<45 HRc|<58 HRc

® First choice

O Alternative
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Grooving, Circlip Ring Grooves
DIN 471/472

R
A
T )
L
Right Version
Right hand cutting
: Nom® K20 | BLU GX7
Insert Size . Feed

L mm Ordering Code gvrv(i)c?t\;le W-.002 | T max R ey ° °
GD25 R W05 T16 .020 .022 .063 0 .0004-.002 o d d
GD25 R W06 T17 .024 .026 .067 0 .0004-.002 e o o
GD25 R W07 T19 .028 .030 .075 0 .0008-.003 o
GD25 R W08 T22 .031 .034 .087 0 .0008-.004 o o ®
GD25 R W09 T24 .035 .038 .094 0 .0008-.004 <45 HRc|<58 HRc

25 GD25 R W12 T31 .043 .049 122 .002 .0008-.004

GD25 R W14 T33 .051 .057 .130 .002 .0008-.005
GD25 R W17 T33 .063 .069 .130 .002 .0008-.005
GD25 R W19 T39 .073 .078 154 .002 .0008-.005
GD25 R W22 T45 .085 .090 77 .002 .0008-.006
GD25 R W27 T55 .104 110 217 .002 .0008-.006

For L.H, specify GD25 L instead of GD25 R
Nom'= nominal

® First choice O Alternative
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Grooving and Profiling (full radius)

T

Right Version
Right hand cutting
Insert Size . Feed K20| BLU | GX7
L mm Ordering Code R+.001 T max ey ° °
GR25 R R02 T15 .010 .059 .0004-.002 d ot d
o5 GR25 R R04 T25 .016 .098 .0008-.003 ot o o
GR25 R R05 T27 .020 .106 .0008-.004 d
GR25 R R07 T27 .028 .106 .0008-.004 o o o
For L.H, specify GR25 L instead of GR25 R =45 HRc|<56 HRc

® First choice O Alternative
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Parting Off and Grooving

L
RR RL RN
. . Right Version
Right hand cutting
Insf ':]i'ze Ordering Code w a° T max inlzﬁ(/ergv K20 B:U G:q

GP25 RR W05 T30 .020 15 118 .0008-.002 bt bt t
GP25 RL W05 T30 .020 15 .118 .0008-.002 bt o ©
GP25 RN W05 T30 .020 0 .118 .0008-.002 e
GP25 RR W07 T43 .028 15 .169 .0008-.005 o o bt
GP25 RL W07 T43 .028 15 .169 .0008-.005 <45 HRc|<58 HRc
GP25 RN W07 T43 .028 0 .169 .0008-.005
GP25 RR W08 T50 .031 15 197 .0008-.005
GP25 RL W08 T50 .031 15 197 .0008-.005
GP25 RN W08 T50 .031 0 197 .0008-.005
GP25 RR W10 T58 .039 15 .228 .0008-.005
GP25 RL W10 T58 .039 15 .228 .0008-.005
GP25 RN W10 T58 .039 0 .228 .0008-.005
GP25 RR W12 T58 .047 15 .228 .0008-.005
GP25 RL W12 T58 .047 15 .228 .0008-.005
GP25 RN W12 T58 .047 0 .228 .0008-.005

25 GP25 RR W15 T58 .059 15 .228 .0008-.005
GP25 RL W15 T58 .059 15 .228 .0008-.005
GP25 RN W15 T58 .059 0 .228 .0008-.005
GP25 RR W18 T58 .071 15 .228 .0008-.005
GP25 RL W18 T58 .071 15 .228 .0008-.005
GP25 RN W18 T58 .071 0 .228 .0008-.005
GP25 RR W20 T58 .079 15 .228 .0008-.005
GP25 RL W20 T58 .079 15 .228 .0008-.005
GP25 RN W20 T58 .079 0 .228 .0008-.005
GP25 RR W20 T75 .079 15 .295 .0008-.005
GP25 RL W20 T75 .079 15 .295 .0008-.005
GP25 RN W20 T75 .079 0 .295 .0008-.005
GP25 RR W25 T58 .098 15 .228 .002 -.005
GP25 RL W25 T58 .098 15 .228 .002 -.005
GP25 RN W25 T58 .098 0 .228 .002 -.005

For L.H, specify GP25 LR instead of GP25 RR
GP25 LL instead of GP25 RL
GP25 LN instead of GP25 RN

® First choice O Alternative
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Parting Off and Grooving

W W W
¥ N
a a 1
o =T
L
RR RL RN
Right Version
Right hand cutting
Insert Size . Feed K20 BLU

L mm Ordering Code w a’® T max ey °
GP40 RR W15 T80 .059 15 315 .001-.003 d hd
GP40 RL W15 T80 .059 15 315 .001-.003 o o
GP40 RN W15 T80 .059 0 315 .001-.003 o
GP40 RR W18 T95 .071 15 374 .001-.003 d hd
GP40 RL W18 T95 .071 15 374 .001-.003 <45 HRc
GP40 RN W18 T95 .071 0 374 .001-.003
GP40 RR W20 T110 .079 15 433 .001-.003

40 GP40 RL W20 T110 .079 15 433 .001-.003

GP40 RN W20 T110 .079 0 433 .001-.003
GP40 RR W25 T130 .098 15 512 .001-.003
GP40 RL W25 T130 .098 15 512 .001-.003
GP40 RN W25 T130 .098 0 512 .001-.003
GP40 RR W30 T130 118 15 512 .001-.003
GP40 RL W30 T130 118 15 512 .001-.003
GP40 RN W30 T130 118 0 512 .001-.003

For L.H, specify GP40 LR instead of GP40 RR
GP40 LL instead of GP40 RL
GP40 LN instead of GP40 RN

® First choice O Alternative
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Back Turning

Tl ﬂ DETAILA

L
Right Version
Right hand cutting
Insert Feed K20 BLU
Sizel | OrderingCode | o | B | R | W | T | B | 1 |  Feed S
AL ° °
GB25 R A30 R03 30 15 | .001 | .118 | .157 | .020 | .315 | .002-.005 ° o
25 GB25 R A30 R10 30 15 | .004 | .118 | .157 | .020 | .315 | .002-.005 ™
GB25 RA30R20 | 30 | 15 | .008 | .118 | .157 | .020 | .315 | .002-.005 ° °
=45 HRc
For L.H, specify GB25 L instead of GB25 R
Front Turning
R
N
T
v
L
. . Right Version
Right hand cutting
Insert T Feed K20 BLU
: , ee
Size L Ordering Code . R T °
mm ° °
GF25 R T40 157 .002 .002-.005 ° o
25 GF25 R T40 R10 157 .004 .002-.005 o
GF25 RT70 .276 .002 .002-.003 ) °
<45 HRc

For L.H, specify GF25 L instead of GF25 R

® First choice O Alternative
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Swiss-Line

Threading - Partial Profile 60°

Tir
L
.321
Right Version
Right hand cutting
Insert Size L Ordering Code Pitch Range
mm mm TPI
o5 GT25 R A60 0.25-0.8 100-32
GT25 R G60 1.0 -3.0 24- 8

For L.H, specify GT25 L instead of GT25 R

Threading - Partial Profile 55°

Right hand cutting
Insert Size L Ordering Code Pitch Range
mm mm TPI
o5 GT25 R A55 05 -1.5 48-16
GT25 R G55 1.75-3.0 14- 8

For L.H, specify GT25 L instead of GT25 R

.028
.063

.039
.063

K20 BLU

<45 HRc

K20 BLU

<45 HRc

® First choice O Alternative
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Threading - 1SO metric 60° Full Profile

External thread _{
L
32
Right Version
Right hand cutting
. K20 BLU
Inserrtnrsnlze L Ordering Code Pitch mm Y °
° °
GT25 R 0.5I1SO 0.5 .024 PY o)
GT25 R 0.61SO 0.6 .024 d
GT25 R 0.7ISO 07 028 hd he
<45 HRc
o5 GT25 R 0.751SO 0.75 .028
GT25 R 0.8I1SO 0.8 .028
GT25 R 1.01SO 1.0 .031
GT25 R 1.25I1SO 1.25 .039
GT25 R 1.51SO 1.5 .043
For L.H, specify GT25 L instead of GT25 R
Threading - UN unified 60° Full Profile
External thread
Right hand cutting
. K20 | BLU
Inserrtnriuze L Ordering Code Pitch TPI Y °
° °
GT25 R 56UN 56 .024 PY fo)
GT25 R 40UN 40 .028 ot
25 ) [
GT25 R 32UN 32 .028
<45 HRc
GT25 R 24UN 24 .031

For L.H, specify GT25 L instead of GT25 R

® First choice O Alternative
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External Toolholders

Product Identification - Polygon Toolholders

PGRMEQE R W5 o0l K
I ! i l

PG = Polygon Swiss | E=External R = Right Hand . Length of
Toolholder L = Left Hand Shank Cross Section Toolholders
K=49
B=Internal
Coolant
0375=.375
1010=10x 10 mm
L
F1 r-’ B
Right Version
Right hand cutting Inch holders
. Insert

InsLe it £ Ordering Code B H L1 L F F1 Screw TKey
mm Tork+ orx+
PGER 0315 K 315 315 .31 4.9 375 375 S26PD K11P
PGER 0375 K .375 .375 .31 4.9 .375 .375 S26PD K11P
25 PGER 0500 K .500 .500 .31 4.9 .500 .500 S26PD K11P
PGER 0625 K .625 .625 31 4.9 .625 .625 S26PD K11P
PGER 0750 K .750 .750 .31 4.9 .750 .750 S26PD K11P
PGER 0375 K40 375 375 .51 4.9 375 .375 S26PD K11P
40 PGER 0500 K40 .500 .500 .51 4.9 .500 .500 S26PD K11P
PGER 0625 K40 .625 .625 .51 4.9 .625 .625 S26PD K11P
PGER 0750 K40 .750 .750 .51 4.9 .750 .750 S26PD K11P
PGER 1000 K40 1 1 51 5.9 1 1 S26PD K11P

For L.H, specify PGE L instead of PGE R
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Right hand cutting Metric holders

InsLe i 9123 Ordering Code B mm H mm L1 L F F1 ISr::Srgztv TKey
mm T orx+
PGER 0808 K 8 8 .31 4.9 .394 .394 S26PD K11P

PGER 1010 K 10 10 .31 4.9 .394 .394 S26PD K11P

25 PGER 1212 K 12 12 .31 4.9 472 472 S26PD K11P
PGER 1616 K 16 16 .31 4.9 .630 .630 S26PD K11P

PGER 2020 K 20 20 .31 4.9 .787 .787 S26PD K11P

PGER 1010 K40 10 10 .51 4.9 .394 .394 S26PD K11P

40 PGER 1212 K40 12 12 .51 4.9 472 472 S26PD K11P
PGER 1616 K40 16 16 .51 4.9 .630 .630 S26PD K11P

PGER 2020 K40 20 20 .51 4.9 .787 .787 S26PD K11P

PGER 2525 K40 25 25 .51 5.9 .984 .984 S26PD K11P

For L.H, specify PGE L instead of PGE R
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External Toolholders
with internal coolant

Right Version

Right hand cutting Inch holders

PGERB 0375 K 375 | .375 | .31 118 | 49 | .375 | .375 | S26PD K11P D4/06
25 PGERB 0500 K .500 | .500 | .31 118 | 49 | .500 | .500 | S26PD K11P D4/06
PGERB 0625 K .625 | 625 | .31 1.18 | 49 | .625 | .625 | S26PD K11P @4/06

Right hand cutting Metric holders

PGERB 1010 K 10 10 31 1.18 | 49 | .394 | .394 | S26PD K11P J4/06
25 PGERB 1212 K 12 12 .31 1.18 | 4.9 | 472 | 472 | S26PD K11P D4/06
PGERB 1616 K 16 16 .31 1.18 | 49 | .630 | .630 | S26PD K11P J4/06

For L.H, specify PGE L B instead of PGER B

* Coolant pipe diameter

® First choice O Alternative
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External Toolholders
Slim

F{‘—‘IT
e

- L

Left Version

Left hand cutting Inch holders

PGELS 0375 K 375 .375 31 4.9 375 .276 .94 S26PS K11P
PGELS 0500 K .500 .500 .31 4.9 .500 .276 1.18 S26PS K11P

25

Left hand cutting Metric holders

PGELS 1010 K 10 10 31 4.9 .394 .276 .94 S26PS K11P
PGELS 1212 K 12 12 .31 4.9 472 .276 1.18 S26PS K11P

25

Available only in L.H.
Coated holders provides a high abrasive resistance
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Working Method

Threading Grooving

(full radius)

* Parting off with
laydown insert

Parting off N\

Back Turning

* Available upon request (grooving, parting, threading)
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Polygon Swiss Line

Carbide Grades
BLU

PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard materials.

GX7

New generation of PVD triple layer coated Sub-Micron grade for wide range of materials as:

Steel, Stainless Steels, Titanium and hard materials up to 58 HRc.

With high toughness for optimized performance.

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and

Titanium.

Cutting Data

ISO

Cutting Speed ft/min

Standard Materials 50 =R =

Low & Medium Carbon Steels <0.55%C 260-490 230-530
High Carbon Steels =0.55%C 230-395 200-430
Alloy Steels, Treated Steels 130-260 130-330
Stainless Steel-Free Cutting 100-260 200-395 200-460

M Stainless Steel-Austenitic 65-230 100-295 100-390
Cast Steels 100-260 165-395 165-460
Cast Iron 165-395 200-490 200-460
Aluminum <12%Si, Copper 395-820 === ===
Aluminum >12%Si 295-656
Synthetics, Duroplastics, Thermoplastics 230-490
Nickel Alloys, Titanium Alloys 65-165 100-230 100-460
Hardened Steel, 45-50HRc 65-165 65-230
Hardened Steel, 50-58HRc 65-200

* Available for grooving and parting off, with G25 insert size
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3 Cutting Edges Swiss Line
Inserts and Toolholders

® Swiss style lathes are becoming a popular alternative to large lathes and
machining centers in many companies

® Carmex offers a large and versatile product line of inserts and toolholders,
developed for automatic and Swiss style lathes

® Designed for economic production of parting, grooving, profiling and chamfering

Advantages

Advanced sub-micron grade (K10-K30) - a combination of strength,
toughness, wear resistance and edge sharpness

e Grounded cutting edges

® Advanced and unique PVD triple coating, for high wear
and heat resistance

® For most types of material, including Stainless Steels,
Titanium and Super Alloys

® Three cutting edges
® The insert can be indexed directly on the machine
® [nternal coolant to the cutting edge
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Product Identification

Inserts
G = Swiss Groove Insert Size Width Carbide Grade:
GT= Swiss Threading L=16/19/20 mm W05 = .0020 K20 = Uncoated
W06 =.0024 BLU = PVD triple coating
Radius GX7= New generation
A7 ROA= 0016 of grade and coating
R = Full Radius RO5 =.0020
P = Parting A30 =30°
B = BackTurning A60 = 60° thread
F = Front Turning A55 = 55° thread
Y \]
R = Right Hand Cutting
L = Left Hand Cutting _||?1espih059
RR = nght Hand Cutting T16 = 063
Right version T54= 213
RL = Right Hand Cutting T64 = 252
Left version ’

LR = Left Hand Cutting
Right version

LL = Left Hand Cutting
Left version

RN =Right Hand Cutting
Neutral version

LN = Left Hand Cutting
Neutral version
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Swiss-Line

16 mm Inserts and Toolholders

Grooving

Right hand cutting
IS?:ee I'It_ Ordering Code

16

G16 R W05 T12
G16 R W10 T20
G16 R W15 T25
G16 R W20 T25
G16 R W25 T25

R W
I
[

W £.001| T max
.020 .05
.039 .08
.059 10
.079 10
.098 10

For L.H, specify G16 L instead of G16 R

Grooving, Circlip Ring Grooves
DIN 471/472

Right hand cutting
ér;:grlt_ Ordering Code

16

G16 R W07 T20
G16 R W08 T20
G16 R W09 T25
G16 R W12 T25
G16 R W14 T25
G16 R W17 T25

Nom®
groove
width

.028
.031
.035
.043
.051

.063

W-.002

.030
.034
.038
.049
.057
.069

For L.H, specify G16 L instead of G16 R

Nom™ = nominal

A08-20

Right Version
Feed inch/rev K20 GX7
R °
Radial Axial . o
.002 .0004-.0024 | .0008-.0031 ° P
.002 .0008-.0028 | .0008-.0039 °
.004 .0012-.0031 .0008-.0039 ° °
.006 .0020-.0039 | .0008-.0039 <58 HRC
.008 .0020-.0039 | .0008-.0059
Feed inch/rev K20 GX7
T max R °
Radial Axial “ ° °
.08 0 .0004-.0024 | .0008-.0031 ° °
.08 0 .0004-.0024 | .0008-.0031 °
.10 0 .0008-.0028 | .0008-.0039 ° °
.10 .002 [.0008-.0028 |.0008-.0039 <58 HRG
.10 .002 |[.0012-.0031|.0008-.0039
.10 .002 [.0012-.0031 |.0008-.0039

® First choice

O Alternative
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External Toolholders

L2

Right Version

Right hand cutting Inch holders

VGER 0315 K .375 .315 .102 .67 4.9 .315 .375 .51 S16PS K16P
VGER 0375 K .375 .375 .102 .67 4.9 .375 .375 .51 S16PS K16P
VGER 0500 K .500 .500 .102 .67 4.9 .500 .500 .51 S16P K16P
VGER 0625 K .625 .625 .102 .67 4.9 .625 .625 .63 S16P K16P

For L.H, specify VGE L instead of VGE R

Right hand cutting Inch holders

VGER 0810 K 10 8 .102 .67 4.9 315 .394 .51 S16PS K16P
VGER 1010 K 10 10 .102 .67 4.9 .394 .394 .51 S16PS K16P
VGER 1212 K 12 12 .102 .67 4.9 472 472 .51 S16P K16P
VGER 1616 K 16 16 .102 .67 4.9 .630 .630 .63 S16P K16P

For L.H, specify VGE L instead of VGE R
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3 Cutting Edges Swiss Line Inserts (16 mm)

Carbide Grades

GX7

New generation of PVD triple layer coated Sub-Micron grade for wide range of materials as:
Steel, Stainless Steels, Titanium and hard materials up to 58 HRc.

With high toughness for optimized performance.

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and
Titanium.

Cutting Data

ISO . Cutting Speed ft/min
Standard Materials 20 o7

Low & Medium Carbon Steels <0.55%C 265-495
High Carbon Steels =0.55%C 230-395
Alloy Steels, Treated Steels 130-265
Stainless Steel-Free Cutting 100-260 200-400

IM | stainless steel-austenitic 65-230 100-300
Cast Steels 100-260 165-400
Cast Iron 165-395 165-395
Aluminum =12%Si, Copper 395-820
Aluminum >12%Si 295-650 ==
Synthetics, Duroplastics, Thermoplastics 230-490
Nickel Alloys, Titanium Alloys 65-165 100-230
Hardened Steel, 45-58HRc 65-165
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Grooving and Turning

> W< R
A
T
\ B
N
< L >
Right Version
Right hand cutting
Insert Feed inch/rev K20 BLU
Size L | Ordering Code W +.001 T max R °
mm Radial Axial . o
G19 R W05 T15 .020 .059 0 .0004-.0024 | .001-.004 ° °
G19 R W06 T16 .024 .063 0 .0004-.0024 | .001-.004 °
G19 R W07 T17 .030 .067 0 .0004-.0024 | .001-.004 ° °
G19 R W08 T18 .031 .079 .002 .0004-.0024 | .001-.004 <45 HRG
19 G19 R W10 T22 .040 .098 .002 .001 -.003 .001-.004
G19 R W12 T24 .047 118 .002 .001 -.003 .001-.004
G19 R W14 T28 .055 118 .002 .001 -.003 .001-.004
G19 R W15 T30 .059 .118 .002 .001 -.003 .001-.004
G19 R W17 T34 .067 157 .002 .0016-.0035 | .001-.008
G20 R W20 T40 .079 157 .004 .002 -.004 .001-.008
20 G20 R W22 T45 .089 197 .004 .002 -.004 .001-.008
G20 R W25 T50 .098 .236 .004 .002 -.004 .001-.008
G20 R W30 T60 118 .236 .004 .002 -.004 .001-.008

For left hand insert specify G19L... or G20 L...

® First choice O Alternative
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Grooving and Profiling (full radius)

R
—F
T
Yy
N
<« —>
Right Version
Right hand cutting
Insert Feed mm/rev K20 BLU
Size L Ordering Code R +.0012 T max °
mm Radial Axial . o
GR19 R R02 T15 .010 .059 .0004-.0030 | .001-.004 ° o
GR19 R R04 T18 .016 .079 .0004-.0030 .001-.004 °
19 GR19 R R05 T22 .020 .098 .0010-.0030 .001-.004 Py °
GR19 R R06 T26 .024 .118 .0010-.0030 .001-.004 245 HRc
GR19 R R08 T33 .031 .138 .0016-.0035 .001-.008 -
GR19 R R10 T40 .040 .158 .0020-.0040 .001-.008
20 GR20 R R12 T50 .050 .236 .0020-.0040 .001-.008
GR20 R R15 T60 .059 .236 .0020-.0040 | .001-.008

For left hand insert specify G19L... or G20 L...

® First choice O Alternative
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Parting Off

W W
3 W‘ c ¥ ﬂ_ﬁ ~ RN
rooa — 4 A E<°
T L T T A
.y v ¥
«—L— >
RN RR RL RR. AL
Right Version
Right hand cutting
Insliart Size Ordering Code W o T max Feed mc.:h/reV K20 BLU

mm Radial °
GP19 RR W10 T54 .039 15 213 Y °
GP19 RL W10 T54 .039 15 .213 .0010-.0035 ° °

19 GP19 RN W10 T54 .039 0 .213
GP19 RR W12 T54 .047 15 .213 bt
GP19 RL W12 T54 .047 15 .213 .0010-.0035 ° [
GP19 RN W12 T54 047 0 213 <45 HRo
GP20 RR W15 T64 .059 15 .252
GP20 RL W15 T64 .059 15 .252 .0016-.0040
GP20 RN W15 T64 .059 0 .252
GP20 RR W18 T64 .071 15 .252
GP20 RL W18 T64 .071 15 .252 .0016-.0040
GP20 RN W18 T64 .071 0 .252
GP20 RR W20 T64 .079 15 .252

20 GP20 RL W20 T64 .079 15 .252 .0020-.0047
GP20 RN W20 T64 .079 0 .252
GP20 RR W25 T64 .098 15 .252
GP20 RL W25 T64 .098 15 .252 .0020-.0047
GP20 RN W25 T64 .098 0 .252
GP20 RR W30 T64 .118 15 .252
GP20 RL W30 T64 118 15 .252 .0020-.0047
GP20 RN W30 T64 118 0 .252

For left hand insert specify GP19 LR... or G20 LR...

® First choice O Alternative
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Back Turning

W -
H i
T %
| i $ . — DETAILA
Right Version

Right hand cutting

K20 | BLU
[ ]
[ ] [ ]
19 | GB19RA30 | 30 | 12 | .004 | .134 | .169 | .002 | .213 | .002-.006 o o
20 | GB20RA30 | 30 | 12 | .004 | .134 | .169 | .002 | .252 | .002-.006 o
A . [ ] [ J
For left hand insert specify GB19L ... or GB20 L ... 15 HRG
° RO0.1
Front Turning e
F
v
L——>
Right Version

Right hand cutting

K20 | BLU
[ J
[ ] [ ]
19 GF19 R T54 213 .002-.006 o °
20 | GF20 R T64 | 252 .002-.006 o
For left hand insert specify GF19 L... or GF20 L... d °
<45 HRc

® First choice O Alternative
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Threading - Partial Profile 60°
External Thread Tr qf

. Lg

. . Right Version
Right hand cutting
Insert Pitch Range K20 BLU
Size L Ordering Code X Y °
° °
0.5 -1.5 48-16 GT19 R A60 11 .043 ° °
19 1.75-3.0 14- 8 GT19 R G60 11 .067 °
0.5 -3.0 48- 8 GT19 R AG60 11 .067 ° °
For left hand insert specify GT19 L <45 HRc
Threading - Partial Profile 55°
External Thread Tﬁ qf
- L
]
Right Version
Right hand cutting
Insert Pitch Range K20 BLU
Size L Ordering Code X Y °
mm mm TPI ° °
0.5- 1.5 48-16 GT19 R A55 11 .039 ° o
19 1.75-3.0 14- 8 GT19 R G55 1 .067 °
0.5- 3.0 48- 8 GT19 R AG55 11 .067 ° °
For left hand insert specify GT19 L <45 HRc

® First choice O Alternative
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Swiss-Line

Threading - ISO metric 60°Full Profile

External Thread
Right hand cutting
Insert .
Size L e Ordering Code
mm mm
0.5 GT19R 0.5 ISO
0.7 GT19R 0.7 ISO
0.75 GT19 R0.751SO
19 0.8 GT19R 0.8 ISO
1.0 GT19R 1.0 ISO
1.25 GT19R 1.25 I1SO
1.5 GT19R 1.5 ISO
1.75 GT19R 1.75I1SO

For left hand insert specify GT19 L

Threading - UN unified 60° Full Profile

External Thread
Right hand cutting
Insert .
Szfn L T&h Ordering Code
72 GT19 R 72UN
56 GT19 R 56UN
19 40 GT19 R 40UN
32 GT19 R 32UN
24 GT19 R 24UN
14 GT19 R 20UN
14 GT19 R 14UN

For left hand insert specify GT19 L

.1
11
11
11
11
11
11
11

.1
11
11
11
11
1
11

full profile

A

b
—
DETAILL A v

Right Version

.024
.028
.028
.028
.032
.039
.043
.051

"
full profile
79
DETAIL A v
Right Version
Y
.016
.024
.028
.028
.032
.032
.047

K20

BLU

<45 HRc

T

K20

BLU

<45 HRc

® First choice O Alternative
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External Toolholders
Product Identification - Ordering Codes

G MERRES
¢ ¢ ¢ !

G = Swiss Vertical R = Right Hand Shank Cross Section Length of Toolholder
L = Left Hand K=50

E = External Slim

A
Y

0375=.375

® Coolant through toolholders, for external turning in Swiss type lathes machines.

® The high pressure coolant is directed towards the insert cutting edge, in order to
evacuate the chips created and avoid build up edge.

® Includes a coolant connector for fast attachment on the machine.

Coolant Connector
<~

Right Version

Right hand cutting Metric holders

Ordering Code I L L F F1 Hi | Beert Tg;,‘ cgﬁfre?t'gr

*GER 0816 K 16 8 | 67 | 49 | 315 | 630 | 31 | S21 | Ko
GER 1016 K 16 10 | 67 | 49 | 394 | 630 | 24 | s21 | K2t | ©4/@6
GER 1216 K 16 12 | 67 | 49 | .472 | 630 | .16 | S21 | K21 | ©4/@6
GER 1616 K 16 16 | -— | 49 | 630 | 630 | 0 s21 | K21 | ©4/06
GER 2020 K 20 20 | - | 49 | 787 | 787 | 0 s21 | K21 | ©4/06
GER 2525 M 25 25 | - | 59 | 984 | 984 | 0 s21 | K21 | ©4/06

For left hand Toolholder specify GE L
* Coolant pipe diameter
** Without coolant
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Right hand cutting Inch holders

GER 0315 K .625 315 .67 4.9 315 .625 .32 S21 K21 @4 | 26
GER 0375 K .625 .375 .67 4.9 .394 .625 .24 S21 K21 @4 | 96
GER 0500 K .625 .500 .67 4.9 472 .625 .16 S21 K21 @4 | 26
GER 0625 K .625 .625 e 4.9 .625 .625 0 S21 K21 @4 | 06
GER 0750 K .750 .750 == 4.9 .750 .750 0 S21 K21 41 26
GER 1000 M 1 1 = 5.9 1 1 0 S21 K21 @4/ 26
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Slim Holders

Coolant Connector

Right Version

Right hand cutting Metric holders

GERS 1010 K 10 .67 .43 4.9 394 | .394 | .394 .24 S§218 K21 @4/ 26
GERS 1212 K 12 .67 .43 4.9 470 | 470 | .375 .16 S218 K21 @4 | 96
GERS 1616 K 16 ---- .43 4.9 .630 | .630 | .375 0 S218 K21 @4 | 26
GERS 2020 K 20 o .43 4.9 .787 | .787 | .375 0 S218 K21 @4 | 26

For L.H, specify GELS instead of GERS

Right hand cutting Inch holders

GERS 0375 K .375 .67 .43 4.9 375 | 375 | .375 .24 S218 K21 @4 1 26
GERS 0500 K .500 .67 .43 4.9 .500 | .500 | .374 .16 S218 K21 4 | 06
GERS 0625 K .625 o .43 4.9 .625 | 625 | .374 0 S218 K21 4 /1 06
GERS 0750 K .750 = .43 4.9 .750 | .750 | .374 0 S21S8 K21 @4/ 26

For L.H, specify GELS instead of GERS
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Swiss-Line

Working Method
Grooving - Parting Off - Turning - Profiling - Threading

Threading

Parting Off

Grooving

Back Turning

Front Turning
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3 Cutting Edges Swiss Line Inserts (19,20 mm)

Carbide Grades

BLU

PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard
materials.

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and
Titanium.

Cutting Data

ISO . Cutting Speed ft/min
Standard Materials 50 o
Low & Medium Carbon Steels <0.55%C 262-492
High Carbon Steels =0.55%C 230-394
Alloy Steels, Treated Steels 131-262
Stainless Steel-Free Cutting 98-262 197-394
M Stainless Steel-Austenitic 66-230 98-295
Cast Steels 98-262 164-394
Cast Iron 164-394
Aluminum <12%Si, Copper 394-820 ---
Aluminum >12%Si 295-656 ===
Synthetics, Duroplastics, Thermoplastics 230-492
Nickel Alloys, Titanium Alloys 66-164 98-230
Hardened Steel, 45-50HRc 66-164
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4 Cutting Edges G4 Turning Inserts
and Toolholders
For grooving, parting-off and threading applications

Benefits

e High productivity and cost efficient due to four cutting edges
e High precision thanks to the fully ground profile

Features

Strong and stable clamping due to the unique insert shape and the holder pocket.
High repeatability.

Maximum versatility- a single holder for large range of inserts.

Can be used with high machining parameters, and provides high surface finish.
Internal coolant provides the coolant liquid towards the cutting edge.

Application

e Multi-function inserts for grooving, parting, turning and threading.
e Fits to a large range of diameters, from very small applications with a thin wall
up to 100 mm diameter.

Carbide grades: BLU, K20

A08-34




SWi S S- Li n e @ Cal’ mex Precision Tools Ltd.

Product Identification - Ordering Codes
G4 Inserts

G+ R W wos QT4 BLU
! ' '

Swiss Groove with 4 Width Carbide Grade:
cutting edge BLU = PVD triple coating
Inserts Type: G4, TG4 LS K20 = Uncoated
W06 =.0024
Radius
Y R04 =.0016
R = Grooving and Profiling R05 =.0020
I(DFEI:’:E:’:?:\ZS)and Grooving A0 = 60" thread
TR ending A55 = 55° thread

Y Y
R =Right Hand Cutting Depth
L = Left Hand Cutting T45=.177
T65 =.256
RR = Right Hand Cutting

Right version

RL = Right Hand Cutting
Left version

LR = Left Hand Cutting
Right version

LL = Left Hand Cutting
Left version

RN =Right Hand Cutting
Neutral version

LN = Left Hand Cutting
Neutral version
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Grooving

R.H VERSION
K20 BLU
I_?;ggt Ordering Code W.001 T max R I:I)\fAAé Feed inch/rev °
° °
G4 R W05 T16 .020 .063 0 3.94 .0004-.0024 ° o
G4 R W06 T16 .024 .063 0 3.94 .0004-.0024 °
G4 G4 R W07 T18 .028 .071 0 3.94 .0004-.0024 ° °
G4 R W08 T20 .031 .079 0 3.94 .0008-.0028 15 HRG
G4 R W10 T25 .039 .098 .002 3.94 .0008-.0035
G4 R W12 T30 .047 118 .002 3.94 .0008-.0035
G4 RW14 T30 .055 118 .002 3.94 .0008-.0047
G4 R W15 T30 .059 118 .002 3.94 .0008-.0047
G4 R W16 T35 .063 138 .002 3.94 .0008-.0047
G4 R W17 T40 .067 157 .002 3.94 .0008-.0047
G4 R W20 T40 .079 157 .002 3.94 .0008-.0051
TG4 R W22 T50 .089 197 .002 3.94 .0008-.0055
TG4 R W25 T50 .098 197 .002 3.94 .0008-.0055
TG4 TG4 R W27 T55 .108 217 .002 3.94 .0008-.0047
TG4 R W30 T65 118 .256 .004 3.94 .0008-.0047
TG4 R W32 T65 125 .256 .004 3.94 .0008-.0047
TG4 R W35 T65 .138 .256 .004 3.94 .0008-.0047

For L.H, specify G4 L instead of G4 R

® First choice O Alternative
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Grooving and Profiling (full radius)

R

R.H VERSION
K20 BLU
Insert : MAX :
Type Ordering Code R+.0012 W T max DIAM. Feed inch/rev °
° °
G4R R R02 T15 .010 .020 .059 3.94 .0004-.0024 ° °
G4R R R04 T20 .016 .031 .079 3.94 .0004-.0024 °
G4 G4R R R05 T25 .020 .039 .098 3.94 .0008-.0035 ° °
G4R R R07 T38 .030 .059 150 3.94 .0008-.0035 5 HR
<
G4R R R10 T45 .039 .079 A77 3.94 .0008-.0051 - ¢
TG4 TG4R R R12 T50 .049 .098 197 3.94 .0008-.0051
TG4R R R15 T65 .059 118 .256 3.94 .0008-.0047

For L.H, specify TG4R L instead of TG4R R

® First choice O Alternative
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Parting off and Groovh%
o o | —

R.H VERSION
Q RL V ‘ RR V RN
W w w
o . _1 .I.
J @
I?;gg Ordering Code W a T max er%ﬁw?glﬁ)l\flrl M(?r)c()oDvliﬁgn' Feed inch/rev
G4P RR W05 T30 .020 15 118 .24 3.94 .0008-.0024
G4P RL W05 T30 .020 15 118 .24 3.94 .0008-.0024
G4 G4P RN W05 T30 .020 0 118 .24 3.94 .0008-.0024
G4P RR W07 T43 .028 15 169 .32 3.94 .0008-.0035
G4P RL W07 T43 .028 15 169 .32 3.94 .0008-.0035
G4P RN W07 T43 .028 0 169 .32 3.94 .0008-.0035
G4P RR W08 T45 .031 15 77 .35 3.94 .0008-.0035
G4P RL W08 T45 .031 15 A77 .35 3.94 .0008-.0035
G4P RN W08 T45 .031 0 A77 .35 3.94 .0008-.0035
TG4 TG4P RR W10 T58 .039 15 .228 .46 3.94 .0008-.0035
TG4P RL W10 T58 .039 15 .228 .46 3.94 .0008-.0035
TG4P RN W10 T58 .039 0 .228 .46 3.94 .0008-.0035
TG4P RR W15 T65 .059 15 .256 .51 3.94 .0008-.0051
TG4P RL W15 T65 .059 15 .256 .51 3.94 .0008-.0051
TG4P RN W15 T65 .059 0 .256 .51 3.94 .0008-.0051
TG4P RR W20 T65 .079 15 .256 .51 3.94 .0008-.0051
TG4P RL W20 T65 .079 15 .256 .51 3.94 .0008-.0051
TG4P RN W20 T65 .079 0 .256 .51 3.94 .0008-.0051
TG4P RR W25 T65 .098 15 .256 .51 3.94 .0008-.0051
TG4P RL W25 T65 .098 15 .256 .51 3.94 .0008-.0051
TG4P RN W25 T65 .098 0 .256 .51 3.94 .0008-.0051

For L.H, specify G4P LR instead of G4P RR
For L.H, specify G4P LL instead of G4P RL
For L.H, specify G4P LN instead of G4P RN
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Threading-Partial profile 60°

Y

r

R.H VERSION

K20 BLU
°
GA4T R AF60 0.25-0.8 100-32 028 he e
[ ] (e]
G4 GA4T R A60 0.5 -1.5 46-16 .043 °
GA4T R G60 1.75-3.0 14- 8 .055 ° .
GAT R AG60 0.5 -3.0 48- 8 .055
<45 HRc
For L.H, specify G4AT L instead of G4T R
Threading-Partial profile 55°
K20 BLU
°
° °
G4T R A55 05 -1.5 46-16 .043
° o
G4 GAT R G55 1.75-3.0 14- 8 .055 °
GA4T R AG55 0.5 -3.0 48- 8 .055 o P
For L.H, specify G4T L instead of GAT R =45 HRc

® First choice O Alternative
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Threading-ISO metric 60° Full Profile

v
R.H VERSION
K20 | BLU
T
[ ) [ ]
G4T R 0.51SO 0.5 024 . S
G4T R 0.61SO 0.6 024 .
o G4T R 0.71SO 0.7 028 . .
G4T R 0.75ISO 0.75 028
G4T R 0.81SO 0.8 028 =45 HRc
G4T R 1.0ISO 10 031
G4T R 1.25ISO 125 039
G4T R 1.51S0 15 043
TGA4T R 1.751S0 175 047
TG4 TG4T R 2.01SO 2.0 051
TGA4T R 3.01SO 3.0 067

For L.H, specify GAT L instead of G4T R

® First choice O Alternative
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Swiss-Line & Carmex s
Threading-UN unified 60° Full Profile

A &
R.H VERSION
K20 | BLU
[ ]
[ ] [ ]
G4T R 72UN 72 012 o 5
GAT R 64UN 64 016 o
GAT R 56UN 56 024 o .
G4 GAT R 40UN 40 028
G4T R 32UN 32 028 =45 HRc
G4T R 28UN 28 031
G4T R 24UN 24 031
GAT R 20UN 20 035
GAT R 18UN 18 039
TG4T R 16UN 16 043
.y TG4T R 14UN 14 047
TG4T R 13UN 13 051
TG4T R 12UN 12 055

For L.H, specify GAT L instead of G4T R

® First choice O Alternative
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External Toolholders
Coated holders provide high abrasive resistance

L

L3

H1

Fi
‘ [
t___
-
L8 |

Inch holders
Insert *k
Insert ' Screw Key Coolant
Type Ordering Code B H L1 | L2 | L3 L F F1 | H1 | H2 Torx+ | Torx+ | connector
mm
*G4ER 0500 K 500 |.500 | 177 | .71 | .71 | 49 |.500|.500| .16 |.16| S16P IP10 -
G4 G4ER 0625 K 625 | .625 | 177 | .71 -—- | 49 | .625|.625| --- |.16 S16P IP10 Q4/06
G4ER 0750 K .750 | .750 | 177 | .71 - 149 |.750|.750| --- |.16 S16P IP10 Q4/06
G4ER 1000 M 1 1 A77 | .71 --- | 5.9 1 1 --- |.16| S16P IP10 Q4/06
TG4ER 0625 K | .625 | .625 | .256 | 1.02 | 1.02 | 49 | .625| .625| .16 |.24| S22P IP20 Q4/06
TG4 TG4ER 0750 K | .750 | .750 | .256 | 1.02 | --- | 49 |.750|.750 | --- |.24| S22P 1P20 Q4/06
TG4ER 1000 M 1 1 2561102 --- | 59 1 1 - .24 S22P IP20 Q4/06
Metric holders
Insert *
Insert ] B H Screw Key Coolant
Type Ordering Code mm | mm | L1 | 2| L3 L F F1 | H1 |H2 Torx+ | Tork+ | connector
mm
*G4ER 1212 K 12 12 | 477 | .71 71 | 49 | 472 | 63 | .16 | .16 S16P IP10 -
G4 G4ER 1616 K 16 16 |.177 | .71 --- | 49 |.630| 63 | - |.16| S16P IP10 Q4/26
G4ER 2020 K 20 20 | 177 | .71 - | 49 |.787| .79 | - |.16| S16P IP10 Q4/06
G4ER 2525 M 25 25 | 177 | .71 -- | 59 984 98 | --- |.16| S16P IP10 Q4/06
TG4ER 1616 K 16 16 | .256|1.02|1.02| 49 |.630| .63 | .16 | .24 S22P IP20 Q4/06
TG4 TG4ER 2020 K 20 20 |.256(1.02| --- | 49 |.787| .79 | - | .24 S22P IP20 Q4/06
TG4ER 2525 M | 25 25 | .2561.02| --- | 5.9 |.984 | .98 - .24 S22P IP20 Q4/06

* Without internal coolant

** Diameter of coolant pipe

For Left Hand:

specify G4EL... instead of G4ER...
specify TG4EL... instead of TG4ER...
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Carbide Grades

BLU

PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Super alloys and hard materials up to
45 HRc.

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and
Titanium.

Cutting Data

ISO . Cutting Speed ft/min
Standard Materials K20 BLU
Low & Medium Carbon Steels <0.55%C 260-490
High Carbon Steels =0.55%C 230-390
Alloy Steels, Treated Steels 130-260
Stainless Steel-Free Cutting 100-260 200-390
M Stainless Steel-Austenitic 65-230 100-300
Cast Steels 100-260 165-390
Cast Iron 160-390 200-430
Aluminium =12%Si, Copper 390-820
Aluminium >12%Si 300-660
Synthetics, Duroplastics, Thermoplastics 230-490
Nickel alloys, Titanium alloys 65-165 100-230
Hardened Steel, <45 HRc 65-165
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6 Cutting Edges G6 Turning Inserts
and Toolholders
For grooving, parting-off and threading

Benefits

e High productivity and cost efficient due to G6 six cutting edges
e One holder for all inserts type- Maximum versatility
e High precision thanks to the fully ground profile

Features

e Strong and stable clamping due to the unique insert shape
e Can be used with high machining parameters, and provides high surface finish
e Internal coolant provides the cool liquid towards the cutting edge

Application

e Multi-function inserts for threading, grooving, parting and turning
e Fitto a large range of diameters, from very small applications with a thin wall up to
diameter of 60 mm.

Carbide grades: BLU, K20
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Product Identification - Ordering Codes
G6 Inserts

Go R W wos T4 BLU
! ! !

G6 = Swiss Groove Width Carbide Grade:
with 6 cutting edge W06 =.024 BLU = PVD triple coating
TG6= T type for wider W08 = .031 K20 = Uncoated
grooves Radius
RO5 =.020
A R08 =.031
R = Full Radius
P = Parting A30=30°
B = Back Turning Threading
F = Front Turning A60 = 60° thread
T = Threading A55 = 55° thread
Y Y
R =Right Hand Cutting Depth
L = Left Hand Cutting T11=.043
T14 =.055
RR = Right Hand Cutting T18=.071
Right version T25=.098
RL = Right Hand Cutting T30=.118
Left version T33=.130
LR = Left Hand Cutting T38=.150
Right version

LL = Left Hand Cutting
Left version

RN =Right Hand Cutting
Neutral version

LN = Left Hand Cutting
Neutral version
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Grooving

Right Version
Right hand cutting
Insert K20 BLU
?;ge Ordering Code W=.001 T max R Feed inch/rev °
° °
G6 R W06 T11 .024 .043 0 .0004-.002 ° o
G6 R W08 T14 .031 .055 0 .0008-.003 °
a6 G6 RW10T18 .039 .071 .002 .0008-.004 ° °
G6 R W15 T33 .059 .130 .002 .0008-.005 <45 HRG
G6 R W20 T38 .079 .150 .004 .0008-.005
G6 R W25 T38 .098 .150 .004 .0008-.006
TG6 G6 R W30 T38 118 .150 .004 .0008-.005
G6 R W40 T38 157 .150 .004 .0008-.005

For L.H, specify G6 L instead of G6 R

® First choice O Alternative
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Grooving, Circlip Ring Grooves
DIN 471/472

Right Version
Right hand cutting
Nom™ K20 BLU
Insert : Feed
Type Ordering Code g\;l?g%e W-.002 T max R ey °
° °
G6D R W12 T31 .043 .049 122 .0020 .001-.004 ° °
G6 G6D R W14 T33 .051 .057 .130 .0020 .001-.005 °
G6D R W17 T33 .063 .069 .130 .0020 .001-.005 ° °
For L.H, specify G6D L instead of G6D R =45 HRc
Nom'= nominal
Grooving and Profiling (full radius)
Right Version
Right hand cutting
Insert Feed K20 BLU
Type Ordering Code R+.001 W T max iy °
° °
G6R R R05 T25 .020 .039 .098 .0008-.004 ° o
G6 G6R R R08 T30 .031 .063 118 .0008-.004 °
G6R R R10 T38 .039 .079 .150 .0008-.005 ° °
G6R R R12 T38 .049 .098 .150 .0008-.006 <15 HRG
TG6 TG6R R R15 T38 .059 118 .150 .0008-.005
TG6R R R20 T38 .079 157 .150 .0008-.005

® First choice

O Alternative
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Parting Off and Grooving

Right Version RR,RL
Right hand cutting
I%fgg Ordering Code w a° T max inltzzﬁﬁ%v K20 B:U
G6P RR W08 T38 .039 15 .150 .0008-.004 d d
G6P RL W08 T38 .039 15 .150 .0008-.004 ot o
G6P RN W08 T38 .039 0 .150 .0008-.004 A
G6P RR W10 T38 .059 15 .150 .0008-.005 L d
G6P RL W10 T38 .059 15 .150 .0008-.005 <45 HRc
G6 G6P RN W10 T38 .059 0 .150 .0008-.005
G6P RR W15 T38 .079 15 .150 .0008-.005
G6P RL W15 T38 .079 15 .150 .0008-.005
G6P RN W15 T38 .079 0 .150 .0008-.005
G6P RR W20 T38 .039 15 .150 .0008-.005
G6P RL W20 T38 .039 15 .150 .0008-.005
G6P RN W20 T38 .039 0 .150 .0008-.005

For L.H, specify G6P LR instead of G6P RR
G6P LL instead of G6P RL
G6P LN instead of G6P RN

® First choice O Alternative
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Back Turning

Right Version
Right hand cutting
K20 BLU
°
° °
G6 G6B R A30 30 12 .004 | 102 | .150 | .02 .150 | .002-.005 ° o
For L.H, specify G6B L instead of G6B R : o
<45 HRc
Front Turning
Right Version
Right hand cutting
K20 BLU
[ ]
° °
G6 G6F R T38 .15 .004 .002-.005 ° o
°
For L.H, specify G6F L instead of G6F R ° °
<45 HRc
® First choice O Alternative
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Threading - Partial Profile 60°

Right Version
Right hand cutting
Insert 3 Pitch Range K20 BLU
Type Ordering Code mm TPI Y °
G6T R A60 05 -1.5 48-16 .031 hd hd
G6 G6T R G60 1.75-3.0 14- 8 .059 hd °
G6T R AG60 0.5 -3.0 48- 8 .059 : .
For L.H, specify G6T L instead of G6T R <45 HRc
Threading - Partial Profile 55°
Right Version
Right hand cutting
Insert ' Pitch Range K20 BLU
Type Ordering Code mm TPI Y °
G6T R A55 05 -1.5 48-16 .031 hd hd
G6 G6T R G55 1.75-3.0 14- 8 .059 e °
G6T R AG55 0.5 -3.0 48- 8 .059 : .
For L.H, specify G6T L instead of G6T R <45 HRc

® First choice O Alternative
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Threading - 1SO metric 60° Full Profile

External thread
. . Right Versi
Right hand cutting o
I-?igg Ordering Code Pm'tfnh Y K20 BEU
G6T R 1.01SO 1.0 .028 ° L
G6 G6T R 1.5ISO 1.5 .039 hd ©
G6T R 2.01SO 2.0 .051 hd
o [ ]
For L.H, specify G6T L instead of G6T R <45 HRc
[) [} o
Threading - UN unified 60° Full Profile
External thread
. . Right Versi
Right hand cutting o
I-?;gg Ordering Code El'-tglh Y K20 BEU
G6T R 56UN 56 .024 b hd
G6T R 40UN 40 016 hd °
G6 °
G6T R 32UN 32 .028
G6T R 24UN 24 .028 hd hd
<45 HRc

® First choice O Alternative
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External Toolholders - For G6 Inserts

Coolant through toolholders, for external turning in Swiss type lathes machines.
The high pressure coolant is directed towards the insert cutting edge in order to
evacuate the chips created and avoid build up edge.

Includes a coolant connector for fast attachment on the machine.

Product Identification - Ordering Codes

B B 3 23
l ! l

T=Type E = External R = Right Hand Shank Cross Section Length of Toolholders
L = Left Hand K=49
G6 = Swiss toolholder
[ M=5.9
> K=125mm
0500 =.500 M= 150 mm
1212=12x12 mm
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L1
I
H1
. K

f

Coolant Connector
-

‘ L
B1 B
15
Right Version

Right hand cutting Inch Holders

'?;gg OrderingCode | B | H L1 L H1 F | B | Soow E‘;‘;’,‘ T e
Torx + (mm)
*GGER 0500 K | .500 | .500 | .8 49 | 9 | 500 | 63 | S16LP | K16P | @4/06
e | GOERO625K | 625 | 625 | .8 49 | 11 | 625 | 63 | S16LP | K16P | @4/06
G6ERO750K | .750 | .750 | .8 49 | 12 | 750 | .75 | S16LP | K16P | @4/06
G6ER 1000 M 1 1 8 59 | 14 | 1 1 | S16LP | KI6P | ©4/06
*TG6ER 0500 K | 500 | .500 | .8 49 | 9 | 500 | .71 | S16LP | K16P | ©4/06
Ge | TGGERO0625K | 625 | 625 | .8 49 | 11 | 625 | 71 | S16LP | K16P | @4/06
TG6ER 0750 K | .750 | .750 | .8 49 | 12 | 750 | .75 | S16LP | K16P | ©4/06
TG6ER 1000 M | 1 1 8 59 | 14 | 1 1 | S16LP | KI6P | ©4/@6

* Without internal coolant ** Coolant pipe diameter, standard packing with @4 mm
For L.H, specify G6EL instead of G6ER
Coated holders provide high abrasive resistance

Right hand cutting Metric Holders

Msert | Ordering Code | > i L1 L H1 F | B1 | Seow | Torx+ co%gglcatgtr

ype mm | mm Torx + Key (mm)
*GER 1212K | 12 | 12 8 4.9 9 | 472 | 63 | S16LP | K16P

e | GGER1616K 16 | 16 8 49 | 11 | 630 | 63 | S16LP | K16P | ©4/06

G6ER2020K | 20 | 20 8 49 | 12 | 787 | 79 | S16LP | Ki6P | ©4/06
G6ER2525M | 25 | 25 8 59 | 14 | 984 | 98 | S16LP | Ki6P | ©4/06
*TG6ER 1212K | 12 | 12 8 4.9 9 | 472 | 71 | S16LP | Ki6P

tge | TGGER1616K | 16 | 16 8 49 | 11 | 630 | 71 | S16LP | Ki6P | ©4/06
TG6ER2020K | 20 | 20 8 49 | 12 | 787 | 79 | S16LP | Ki6P | ©4/06
TG6ER2525M | 25 | 25 8 59 | 14 | 984 | 98 | S16LP | Ki6P | ©4/06

* Without internal coolant  ** Coolant pipe diameter, standard packing with @4 mm
For L.H, specify G6EL instead of G6ER
Coated holders provide high abrasive resistance
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G6 Inserts

Carbide Grades

BLU PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard
materials.

K20 Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless
Steels and Titanium.

Cutting Data

Cutting Speed
Stalﬁc(j)ar q Material ft/min
K20 BLU
Low and Medium Carbon Steels <0.55%C = 260-490
High Carbon Steels =0.55%C - 230-395
Alloy Steels,Treated Steels - 130-260
Stainless Steel-Free Cutting 100-260 200-395
Stainless Steel-Austenitic 65-230 100-295
Cast Steels 100-260 165-395
Cast Iron 165-395 200-490
Aluminum <12%Si, Copper 395-820 =
Aluminum >12%Si 295-656 -
Synthetics, Duroplastics, Thermoplastics 230-490 -
Nickel Alloys, Titanium Alloys. 65-165 100-230
Hardened Steel, <45 HRc - 65-165
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Carbide Shank Turning
Toolholders and Inserts ‘Aog

Toolholders Specifications

High performance Carbide Shank turning toolholders for internal machining from 6 mm (.236") minimum
diameter and larger.

® Unique Carbide type for high rigidity ® Screw clamping design

® Cylindrical shank ® (Can be used also for standard ISO turn inserts

e Internal coolant supply to the cutting edge

Boring bar, SWUBR/L type Lead angle k= 3" and Inserts 2 Boring bar, SDUCR/L type Lead angle k= 3° 4
Boring bar, SCLCR/L type Lead angle k= 5° 3 Boring bar, STFPR/L type Lead angle k=1°

(9]
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Boring bar, SWUBRY/L type lead angle k=3"

Metric Holders
q R. Hand d Min Insert | Torx
Ordsting|Code L.Hand | mm |Bore Dia| ' i k| screw | Key lnsoxt
EO6H SWUBR-06 .

*(SIR 0006 HO6CT) R 6 .256 3.9 .126 3 S06 K06 WBMT 06 01 02L
EO6H SWUBL-06 L 6 .256 3.9 .126 3° S06 K06 WBMT 06 01 02R
E08K SWUBR-06 .

*(SIR 0008 KO6CT) R 8 .339 4.9 .165 3 S06 K06 WBMT 06 01 02L
E08K SWUBL-06 L 8 .339 4.9 .165 3° S06 K06 WBMT 06 01 02R
E10M SWUBR-06 .

*(SIR 0010 MO6CT) R 10 433 5.9 .217 3 S06 K06 WBMT 06 01 02L
E10M SWUBL-06 L 10 433 5.9 217 3° S06 K06 WBMT 06 01 02R

*Old item description

** Insert nose radius R=0.2 mm/.008

Inch Holders
Ordering code | BoHEd | g MRy |y et Tom
E-SWUBR 4-5 R 1/4 276 4 134 | 3 S06 K06 WBMT 06 01 02L
E-SWUBR 5-5 R 5/16 .331 5 .165 3° S06 K06 WBMT 06 01 02L
E-SWUBR 6-5 R 3/8 413 6 .210 3° S06 K06 WBMT 06 01 02L
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Boring bar, SCLCR/L type Lead angle k= 5"

Metric Holders
Ordering Code E H:Rg mdm BolyleinDia I f k IS'::erﬁ .Ir(oer\)/( Insert*
E08K SCLCR-06 R 8 .394 4.9 .193 5° S09 K07 CC..06 02 ..
EO08K SCLCL-06 L 8 .394 4.9 .193 5° S09 K07 CC..06 02 ..
E10M SCLCR-06 R 10 .551 5.9 272 5° S09 K07 CC..0602 ..
E10M SCLCL-06 L 10 .551 5.9 272 5° S09 K07 CC..06 02 ..
E12P SCLCR-06 R 12 .630 6.7 .350 5° S09 K07 CC..06 02 ..
E12P SCLCL-06 L 12 .630 6.7 .350 5° S09 K07 CC..06 02 ..
E16R SCLCR-06 R 16 .787 7.9 429 5° S09 K07 CC..0602 ..
E16R SCLCL-06 L 16 .787 7.9 429 5° S09 K07 CC..06 02 ..
E16R SCLCR-09 R 16 .787 7.9 429 5° S20 K22 CC..09T3..
E16R SCLCL-09 L 16 787 7.9 429 5° S20 K22 CC..09T3 ..
Inch Holders
Ordering Code E ngng d Bolrleir;)i al | f k g:;eeﬁ -:g;( Insert
E-SCLCR 5-2 R 5/16 .394 5 .193 5° S09 K07 CC...06 02...
E-SCLCR 6-2 R 3/8 461 6 .250 5° S09 K07 CC...06 02...
E-SCLCR 8-2 R 1/2 .622 7 .353 5° S09 K07 CC...06 02...
E-SCLCR 10-3 R 5/8 .787 8 429 5° S20 K22 CC...09 TS...
E-SCLCR 12-3 R 3/4 .985 10 .500 5° S20 K22 CC...09TS...
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Boring bar, SDUCR/L type Lead angle k= 3"

Metric Holders
Ordering Code E H::g mdm Mirbzore I f k ISr::sree;\tl E’er;( Insert*
E10M SDUCR-07 R 10 551 59 | 311 | 3 | S09 | Ko7 DC..07 02 ..
E10M SDUCL-07 L 10 551 59 | 311 | 3 | S09 | Ko7 DC..07 02 ..
E12P SDUCR-07 R 12 630 67 | 350 | 3 | S09 | KO7 DC..07 02 ..
E12P SDUCL-07 L 12 630 67 | 350 | 3 | S09 | KO7 DC.. 0702 ..
E16R SDUCR-07 R 16 787 79 | 4290 | 3 | S09 | Ko7 DC.. 0702 ..
E16R SDUCL-07 L 16 787 79 | 429 | 3 | S09 | Ko7 DC..07 02 ..
Inch Holders
Ordering Code | -Hand | 4 | Mn_ | f k asert 'l"(";;‘ Insert*
E-SDUCR 6-2 R 38 | 563 6 | .353 3° S09 | Ko7 DC...07 02....
E-SDUCR 8-2 R 12 | 630 7 | 353 3° S09 | Ko7 DC...07 02....
E-SDUCR 10-2 R 58 | 787 8 | 431 3° S09 | Ko7 DC...07 02....
E-SDUCR 12-3 R 34 | 985 | 10 | .500 3° S20 | K22 DC...11 T3....

A09-4
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Boring bar, STFPR/L type Lead angle k=1

Metric Holders
A R. Hand Min Insert | Torx
Ordering Code L. Hand d Bore Dia | f k Screw | Key Insert*
E10M STFPR-11 R 10 .433 5.9 .232 1° S18 Ko7 TPGB 11 03 04
E10M STFPL-11 L 10 .433 5.9 .232 1° S18 Ko7 TPGB 11 03 04
E12P STFPR-11 R 12 .551 6.7 272 1° S18 K07 TPGB 11 03 04
E12P STFPL-11 L 12 .551 6.7 272 1° S18 K07 TPGB 11 03 04
Inch Holders
A R. Hand Min Insert | Torx
Ordering Code L. Hand d Bore Dia I f k Screw | Key Insert*
E-STFPR 6-2 R 3/8 .449 6 217 1° S18 K07 TPGB 11 03 04
E-STFPR 8-2 R 1/2 .555 7 .285 1° S18 K07 TPGB 11 03 04
E-STFPR 10-2 R 5/8 .689 8 .343 1° S18 K07 TPGB 11 03 04
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Demonstration

For Perfect Long Threads on Swiss Type Machines

Single pass working ability reduces
machining time and increases
productivity

A high accuracy Holder-Insert system
along with special cutting edge
geometry leads to a high quality
surface finish

Multi-Insert holders reduce cycle time
and increase tool life

Contents: Page:
Thread Whirling Advantages 2
Applications 2
Product Identification 3

Whirling toolholders consist of 6 to 8
inserts

Whirling inserts consist of three
cutting edges with high indexability

Whirling inserts can produce single or
double start threads in one pass

Contents: Page:
Case Study 4
Specials 4

A10-1
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Thread Whirling is a fast and an accurate way to thread long, small diameter parts
in exotic materials such as titanium, stainless steel and inconel.

Cutting is the result of the whirling ring rotating eccentrically at high speed about the
slowly rotating workpiece. The advancement of the workpiece rotationally and the
advancement of the tool head longitudinally correspond to the thread pitch required.

Advantages

Thread Whirling offers several advantages over single point threading:
Enables production of small diameter long threads when used on Swiss type machines. The thread whirling
spindle works close to the guide bushing for increased support and rigidity.

Increased Productivity

Thread Whirling is performed in a single pass, resulting in a shorter machining time.

This eliminates multiple passes required for a single point threading.

Thread whirling allows working at high feed rates and consequently results in short cycle times.

Very high surface quality and accurate geometry

The use of 6 to 8 cutting edges, higher concentricity, special cutting edge geometry and ideal chip removal,
enable top quality surfaces to be produced without burrs.

Long tool life

Whirling inserts have a stronger cutting edge than single point tools, since cutter side clearance is achieved
by rotating the whirling spindle, not by relieving material under the cutting edge.

Faster Setup

Thread whirling eliminates special support devices and

expensive startup development costs.

Compensation of large helix angles

Large helix angles can be compensated by adjusting

the whirling unit.

Short Delivery Time

Up to 3 weeks.

Applications

Carmex supports and offers high quality Thread Whirling tools for a wide range of
applications, such as: Bone screws, Dental implants, Orthopedic screws, automotive
parts, semiconductor small parts, etc.

Carmex holds in stock thread whirling holders that are compatible with all

Swiss Type machines such as STAR, Citizen, Tornos, Hanwha, Tsugami, Nexturn, and
Whirling units as PCM, WTO, H&F, MADAULA, etc.
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Machine details and Whirling unit details are needed in order to offer a suitable toolholder.

; Machine N irli
i Whirling Holder 7 D d1 Insert

\m& Model Ordering Code Size
SRW4012 730 - 6 6 18W
SR20 / ECAS20 Star 12 40
Star SRW4012 425 - 8 8 11w
SRW4295 557 - 6 6 9.5 42 18W
SR20 / ECAS20 WTO
SRW4212 717 - 8 8 12 42 11w
SRW4512 719 - 6 6 18W
Citizen M20 / M32 PCM 12 45
SRW4512 427 - 8 8 11w
* The above table serves as an example.
Product Identification - Ordering Codes
Toolholders
a
Clamping Whirling Clamping Cutting Serial No. No. of
Method Diameter Diameter Inserts
Inserts
i
v v v
E = External Pitch Serial no.

Insert R = Right Hand Standard Carbide
size L = Left Hand ISO Grade:
1MW UN K20
18W SP BMA
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( Case Study )
(Machine: STAR SR20 b
Whirling unit: STAR

Application: Dental Implant
Material: Ti-6Al-4V ELI

Carmex holder: SRW4012 730-6

Vc [m/min]: 65

Tooth load [mm/tooth]: | 0.03

\No. of parts: 25,000 + )

ARE OUR SPECIALTY

Carmex produce special tools in accordance with the customer's requirements
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Milling Tools
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CONTENTS:
Page:
BO1 | Mill-Thread Inserts and Kits 1-12
B02 | Mill-Thread Toolholders 1-6
B03 | SlimMT 1-10
B04 | Spiral Mill-Thread 1-12
BO5 | D-Thread 1-4
B06 | Deep Reach Mill-Thread 1-4
BO7 | CMT 1-32 ‘
B08 | Mill-Thread Solid Carbide 1-28
B09 | Mini Mill-Thread 1-18
B10 | Multi- Function Thread Mills 3 in 1 Operations 1-9
B11| HARDZ %7 1-8
B12 | Mill-Thread Technical Section 1-24
B13 | Solid Carbide Grooving Tools 1-6
B14 | Supercut Solid Carbide Mills 1-65
B15 | Mini Chamfer and Countersink 1-12
B16 | Gear Milling 1-4




Mill - Thread Inserts and Kits ‘ BO1

Mill-Thread tools for threading on CNC milling machines
by using helical interpolation programs Demonstration

Advantages of Mill-Thread Tools

® Same toolholder and insert can produce both ® Improved productivity thanks to increased cutting
right-hand and left-hand threads. speeds and multitooth type carbide inserts.

® Asingle insert & toolholder can produce agiven  ® Threading to one pitch of a shoulder in a blind hole.
thread on many diameters (External & Internal).

® Prismatic shape of insert's tail ensures exact and
reliable clamping in the toolholder.

® Most inserts are double sided, having two
cutting edges.

® Longer tool life thanks to a special multilayer coating
process.

® Lower tooling costs, considerably less expensive than
using taps and dies.

® Thread is produced in one tool pass. ® Since lower machine power is required, a smaller
machine can produce larger threads in a single

® MT tools can produce tapered threads. operation with less idle time and tool changes.
Contents: Contents:
Product Identification 2 NPSM 8
ISO 3 PG - DIN 40430 8
UN 4 UNJ 9
WHIT 5 American Buttress 9
BSPT 5 ACME 10
NPT 6 APIRD 10
NPTF 6 Internal UN Kits 1
NPS 7 Special Tools 12
NPSF 7
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Product Identification
Mill-Thread Inserts Ordering Codes

Ty
oW




Mill - Thread Inserts
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ISO

Pitch

mm

0.5 Ext.
0.5 Int.
0.75 Ext.
0.75 Int.
1.0 Ext.
1.0 Int.
1.25 Ext.
1.25 Int.
1.5 Ext.
1.5 Int.
1.75 Ext.
1.75 Int.
2.0 Ext.
2.0 Int.
2.5 Ext.
2.5 Int.
3.0 Ext.
3.0 Int.
3.5 Ext.
3.5 Int.
4.0 Ext.
4.0 Int.
4.5 Ext.
4.5 Int.
5.0 Ext.
5.0 Int.
55 Ext.
55 Int.
6.0 Ext.
6.0 Int.

* One cutting edge

12 mm
472

*1210.5 1SO

*1210.751SO

*1211.0 1SO

*1211.251SO

*1211.5 1SO

Order example: 141 1.5 1ISO MT7

14 mm
.551

141 0.5 1SO
14 E 0.75 1SO
141 0.75 1SO
14E1.0 1SO
141 1.0 ISO
14 E1.25 ISO
141 1.251SO
14E15 ISO
141 1.5 ISO
14 E1.75 ISO
141 1.75 ISO
14E2.0 ISO
141 2.0 1SO
14E25 ISO
141 25 1SO

Insert Size = A

21
21
21
21
21
21
21
21
21
21
21
21
21
21

21

21 mm
.827
E1.0 1ISO
1 1.0 ISO
E 1.251S0O
11.25 ISO
E1.5 ISO
1 1.5 ISO
E1.751SO
11.75 I1SO
E2.0 ISO
1 20 ISO
E25 1ISO
I 25 ISO
E3.0 ISO
| 3.0 ISO
|1 3.5 ISO

INYVVINN

R ——

30 mm
1.181

30E1.51SO
301 1.51SO

30 E 2.01SO
301 2.01SO

30 E 3.01SO
301 3.01SO
30 E3.51SO
301 3.51SO
30 E 4.01SO
301 4.01SO

301 45ISO

301 5.01SO

301 55180

40 mm
1.575

40E1.51S0O
401 1.51S0O

40E2.01SO
401 2.01SO

40 E3.01SO
401 3.01SO

401 3.51S0
40E 4.01SO
401 4.01SO

401 4.51SO
40 E5.01SO
401 5.01SO

401 5.51S0
40 E 6.0 1SO
401 6.01SO
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UN unc, UNF, UNEF, UNS

JNYVVVNN
__

A
Pitch Insert Size = A
TPI 12 mm 14 mm 21 mm 30 mm 40 mm
472 .551 .827 1.181 1.575
32 Ext. 14 E 32 UN
32 Int. *12132 UN 141 32 UN
28 Ext. 14 E 28 UN
28 Int. *12128 UN 141 28 UN
27 Ext.
27 Int. 141 27 UN
24 Ext. 14 E 24 UN 21 E 24 UN
24 Int. *12124 UN 141 24 UN 211 24 UN
20 Ext. 14 E20 UN 21 E20 UN 30 E 20 UN
20 Int. *12120 UN 141 20 UN 211 20 UN 301 20 UN
18 Ext. 14 E 18 UN 21 E 18 UN 30 E 18 UN
18 Int. *12118 UN 141 18 UN 211 18 UN 301 18 UN
16 Ext. 14 E 16 UN 21 E16 UN 30 E 16 UN 40E 16 UN
16 Int. *12116 UN 141 16 UN 211 16 UN 301 16 UN 401 16 UN
14 Ext. 14 E 14 UN 21 E 14 UN 30 E 14 UN 40 E14 UN
14 Int. 141 14 UN 211 14 UN 301 14 UN 401 14 UN
13 Ext. 14 E13 UN
12 Ext. 14 E 12 UN 21 E 12 UN 30 E 12 UN 40E 12 UN
12 Int. 141 12 UN 211 12UN 301 12 UN 401 12 UN
11 Ext. 14 E 11 UN 21 E 11 UN
11 Int. 141 11 UN
10 Ext. *14 E 10 UN 21 E10 UN 30 E 10 UN 40E 10 UN
10 Int. 141 10 UN 211 10 UN 301 10 UN 401 10 UN
9 Ext.
9 Int. «x141 9 UN
8 Ext. 30 E 8 UN 40E 8 UN
8 Int. 211 8UN 30 | 8UN 401 8 UN
7 Ext.
7 Int. 211 7UN
6 Ext. 30E 6 UN 40E 6 UN
6 Int. 301 6UN 401 6 UN
5 Ext.
5 Int. 301 5UN
4.5 Ext
4.5 Int. 401 4.5UN
4 Ext 40E 4 UN
4 Int. 401 4 UN

* One cutting edge
** Cannot be used with carbide shank Toolholders.

Order example: 21 118 UN MT7

B01-4
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WHIT &sw,ssF, ssp

24 14-24 W

20 14-20 W 21-20 W

19 *12-19W 14-19 W 21-19 W

18 14-18 W

16 14-16 W 21-16 W 30-16 W

14 14-14 W 21-14 W 30-14 W

12 14-12 W 21-12wW

11 *14-11 W 21-11 W 30-11 W 40-11 W
10 21-10 W

8 40- 8 W

* One cutting edge
Order example: 21-11 W MT7

19 12-19 BSPT 14-19 BSPT
14 14-14 BSPT 21-14 BSPT
1 21-11 BSPT 30-11 BSPT 40-11 BSPT

Order example: 14-19 BSPT MT7
For conical preparation end mills see page B08-23
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NPT

18 12-18 NPT 14-18 NPT

14 14-14 NPT 21-14 NPT

11.5 21-11.5 NPT 30-11.5 NPT 40-11.5 NPT
8 30- 8 NPT 40- 8 NPT

Order example: 30-11.5 NPT MT7

18 12-18 NPTF 14-18 NPTF
14 14-14 NPTF 21-14 NPTF

1.5 21-11.5 NPTF 30-11.5 NPTF 40-11.5 NPTF
8 30- 8 NPTF 40- 8 NPTF

Order example: 21-14 NPTF MT7
For conical preparation end mills see page B08-23

B0O1-6
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NPS

18 *12-18 NPS 14-18 NPS

14 14-14 NPS 21-14 NPS

11.5 21-11.5 NPS 30-11.5 NPS 40-11.5 NPS
8 30- 8 NPS 40- 8 NPS

Order example: 16 ER 14 NPS MXC

NPSF

18 *12-18 NPSF 14-18 NPSF

14 14-14 NPSF 21-14 NPSF

11.5 21-11.5 NPSF 30-11.5 NPSF 40-11.5 NPSF
8 30- 8 NPSF 40- 8 NPSF

Order example: 21-14 NPSF MT7
* One cutting edge

BO1-7




@ Carmex Precision Tools Ltd. Mi" = Th read Inserts

NPSM

18 Ext. 14 E 18 NPSM

18 Int. 12118 NPSM 141 18 NPSM

14 Ext. 21 E14 NPSM

14 Int. 141 14 NPSM 211 14 NPSM

11.5 Ext. 21 E11.5NPSM | 30E 11.5 NPSM | 40 E 11.5 NPSM
11.5 Int. 211 11.5NPSM | 301 11.5NPSM | 401 11.5 NPSM
8 Ext. 30E 8 NPSM | 40E 8 NPSM
8 Int. 301 8 NPSM | 401 8 NPSM

Order example: 21 111.5 NPSM MT7

PG - DIN 40430

5 14-18 PG 21-18 PG
(PG 9, 11, 13.5, 16) (PG 16)
5 21-16 PG 30-16 PG
(PG 21, 29, 36, 42, 48) (PG 36, 42, 48)

Order example: 21-18 PG MT7

B0O1-8




Mill - Thread Inserts

@ Camex Precision Tools Ltd.

UNJ

24
24
20
20
18
18
16
16
14
14
12
12

Ext.

Int.

Ext.

Int.

Ext.

Int.

Ext.

Int.

Ext.

Int.

Ext.

Int.

Order example: 21E 16 UNJ MT7

14 E 24 UNJ
141 24 UNJ
14 E 20 UNJ
141 20 UNJ
14 E 18 UNJ
141 18 UNJ
14 E 16 UNJ
141 16 UNJ
14 E 14 UNJ
141 14 UNJ
14 E 12 UNJ
141 12 UNJ

American Buttress

21 -16 ABUT
21 -12 ABUT
21 -10 ABUT
21 - 8 ABUT

Order example: 30 - 6 ABUT MT7
* Inserts to be used only on Multi-Insert toolholders see page B02-5

30 - 16 ABUT
30 - 12 ABUT
30 - 10 ABUT
30- 8 ABUT
30- 6ABUT

*30- 4ABUT

INYVVINN

__

21 E24 UNJ
211 24 UNJ
21 E20 UNJ
211 20 UNJ
21 E18 UNJ
211 18 UNJ
21 E16 UNJ
211 16 UNJ
21 E14 UNJ
211 14 UNJ
21 E12 UNJ
211 12 UNJ

40 - 4 ABUT

B01-9




@ Carmex Precision Tools Ltd. Mi" = Th read Inserts

12 Int. 21112 ACME 30112 ACME

10 Int. 21110 ACME 30110 ACME
8 Int. 211 8 ACME 301 8 ACME
6 Int. 301 6 ACME
5 Int. 301 5ACME
4 Int. *301 4ACME 4014 ACME
3.5 Int. 4013.5 ACME
3 Int. «+40 13 ACME

Order example: 21 | 8 ACME MT7
* Inserts to be used only on Multi-Insert toolholders see page B02-5
** One cutting edge

10 21-10API RD 30-10APIRD
8 30- 8APIRD 40 - 8 API RD
Order example: 30 - 8 API RD MT7

B0O1-10
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Internal UN Kits .

TOOLHOLD
SR 0670

Order example : MTK 14 1 UN




@ Carmex Precision Tools Ltd. Mi" = Th read Inserts

Special Tools

In addition to standard products,
Carmex manufactures special tools and inserts
according to customers’ requests.

Special tools are supplied in short delivery times.




Mill-Thread Toolholders ‘ B0O2
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Demonstration

Contents: Contents:

Product Identification 2 External Multi Insert Toolholder 5
Single Insert Toolholders 3 Long Carbide Shank Toolholders 6
Long Shank Toolholders 4 Carbide Shank Toolholders

Twin Insert Toolholders 4 for Single Point Threading 6
Multi Insert Toolholders 5




@ Carmex Precision Tools Ltd. Mi" = Th read TOOI hOIders

Product Identification
Mill-Thread Toolholders Ordering Codes

OGO sEaE.
I B

Clamping LE = External Cutting Diameter Length of Insert Carbide Nur(r)\fber

Method ;
Toolhol Pocket Size Shank
S=Screw 0820 = .82 celiel A Inserts

12
14
21
30
40




Mill - Thread Toolholders &5, Carmex vns e
Single Insert Toolholders

Internal I
Coolant
- o)
L
Ordering Code A D D1 D2 L L1 gfrﬁ;f/ TK‘Z;‘
mm
SR0375H12 12 .37 .75 .30 3.35 .51 S12 K12
* SR0390H12 12 .39 .75 .30 3.35 .51 S12 K12
SR0500F14 14 .50 .75 .37 2.95 .70 S14 K14
SR0540F14 14 .54 .75 .38 2.98 77 S14 K14
SR0570H14 14 .57 .75 41 3.20 1.00 S14 K14
SR0670H14 14 .67 .75 .53 3.35 1.18 S14 K14
SR0790H21 21 .79 .75 .61 3.70 1.57 S21 K21
SR0790K21 21 .79 .75 .61 5.00 2.25 S21 K21
SR1140J30 30 1.14 1.00 .88 4.27 1.85 S30 K30
SR1500P40 40 1.50 1.25 1.13 7.00 4.25 S40 K40
SR1500R40 40 1.50 1.25 1.13 8.00 5.25 S40 K40
SR1730M40 40 1.73 1.50 1.38 6.02 3.19 S40 K40

Order example: SRO790H21
* For conical inserts: 12-18 NPT, 12-18 NPTF, 12-19 BSPT




5. Carmex v Mill - Thread Toolholders
Long Shank Toolholders

Internal

Coolant
@ N e
A
L

Ordering Code A D D1 L Lt LTS
mm Screw Key

SR0940K21 21 94 75 5.00 s21 K21
SR1240M30 30 1.24 1.00 6.00 S30 K30
SR1500M30 30 1.50 1.25 6.00 S30 K30

Order example: SR1240M30

For holders with long overhang reduce the cutting speed and feed rate
between 20% to 40% (depends on workpiece material, pitch and overhang)

Twin Insert Toolholders

Internal

Coolant a
S ——-— - 5
® I T,
VVYVVVYVYY
A
L1
L
Ordering Code A D D1 D2 L L1 Nev@i | MEEr ) 1R
e Inserts Screw Key

SR0790H14-2 14 .79 .75 .63 3.66 1.54 2 S14 K14
SR1180J21-2 21 1.18 1.00 .95 4.25 1.97 2 S21 K21
SR1580L30-2 30 1.57 1.25 1.18 5.12 2.80 2 S30 K30
SR1970M40-2 40 1.97 1.50 1.49 6.02 3.35 2 S40 K40

Order example: SR1580L30-2

B02-4




Mill - Thread Toolholders

A®
@ C(ll” mex Precision Tools Ltd.

Multi Insert Toolholders

Ordering Code

SR2480C21-5
SR2480C30-4
SR3150D30-4
SR3940D30-4
SR3940D30-8
SR3150D40-4
SR3940E40-4
SR3940E40-6

A
mm

21
30
30
30
30
40
40
40

Order example: SR3940D30-4

2.48
2.48
3.15
3.94
3.94
3.15
3.94
3.94

D1

.75

.75
1.00
1.25
1.25
1.00
1.25
1.25

o)

; = :)‘
(T

1.97
1.97
2.16
2.36
2.36
2.56
2.76
2.76

No. of
Inserts

External Multi Insert Toolholder

® Reduced machining time

® Optimal coolant supply

Ordering Code

SLE0790D21-3
SLE1180D21-3
SLE1770E21-4

A
mm

21

21
21

Order example: SLE1180D21-3

.79
1.18
1.77

D1

.75
.75
1.00

L

5

O DO PSP D

- 1 .
© |
. . [ =
o |5 °
I N
&) -
D2 L L1
2.28 2.56 .95
2.68 2.56 .95
3.27 2.76 .95

S >
/// \\\
i / \
5 |
) \\ //ﬁ
\ /
\ ) /
//
Insert Torx
Screw Key
S21 K21
S30 K30
S30 K30
S30 K30
S30 K30
S40 K40
S40 K40
S40 K40
Internal
Coolant
D
4
/
No. of Insert Torx
Inserts Screw Key
3 S21 K21
3 S21 K21
4 S21 K21




A®
@ Cal" mex Precision Tools Ltd.

Mill - Thread Toolholders

Long Carbide Shank Toolholders

Internal N
Coolant o
N I R I
A
L
Ordering Code A D D1 D2 L [nSE
mm Screw
SR0390K12C 12 .39 312 312 5.0 S12
SR0500J14C 14 .50 375 375 6.0 S14
SR0620K14C 14 .62 .500 .500 7.0 S14
SR0820M21C 21 .82 .625 .625 8.0 S21
SR1020S30C 30 1.02 .750 .750 10.5 S30
Order example: SR0620 K14C
For holders with long overhang reduce the cutting speed and feed rate between 20%
to 40% (depends on workpiece material, pitch and overhang)
Carbide Shank Toolholders
for Single Point Threading
Internal
Coolant
L
=y Pitch Range
Ordering Code L I D D1 L ISnsert
mm mm TPI crew
*SR0250H08C 08 0.5-1.75 48-14 .35 .25 4.0 S08
*SR0375M11C 11 0.5-2.00 48-11 .50 .38 6.0 S11

For Inserts see the Thread Turning Tools section of this catalog.
For an internal application use an internal R.H. insert.
* For an external application use an external L.H. insert.

D

Torx
Key

K12
K14
K14
K21
K30

Torx
Key

K08
K11

B02-6




Slim MT

Contents: Contents:

Introduction 2 BSPT 7
Product Identification 3 Toolholders 8-9
ISO 4 Standard Toolholders 8
UN 5 Toolholders for Conical Threads 9
WHIT BSW, BSF, BSP 6 Carbide Shank Toolholders 9
NPT 6 Multi-Insert Toolholders 10
NPTF 7




@ Car TNECX Pprecision Tools Ltd SI i m MT

Slim MT

High productivity, Slim cost.

A new product line of indexable Mill-Thread inserts and tool holders
including multiple straight flutes for machining long threads from small to
large diameters.

° Advanced carbide and coating combination for extended tool life and
improved productivity.

Most inserts are double sided.

Nickel coated holders for high wear resistance.

Unique clamping mechanism.

Large variety of holders & inserts in accordance to international
standards.




S I i m MT @ Car’nex Precision Tools Ltd.

Product Identification

Inserts

mOGomm

\4

Y Y

RRRS RN
=




@ Car TECXC precision Tools L. S I i m MT

ISO

0.5 In SL261 0.5 ISO
0.75 In SL26 | 0.75 SO
1.0 In SL261 1.0 ISO
1.0 Ex SL26 E 1.0 ISO
15 In SL261 1.5 ISO
SL 26 15 Ex SL26E1.5 15O SR....-SL26- ...
2.0 In SL261 2.0 ISO
2.0 Ex SL26 E2.0 ISO
25 In SL261 2.5 I1SO
25 Ex SL26 E2.5 ISO
3.0 In *SL261 3.0 1SO
3.0 Ex *SL26 E3.0 ISO
15 In SL401 1.5 ISO
SL 40 20 n SL4ol 20150 SR....-SL40- ...
25 In SL401 2.5 1SO
3.0 In SL401 3.0 ISO

* Cannot be used with toolholder SR067- ... -SL26-2

For tool holders see pages A01-6-8.
For carbide grade and cutting speed see page A01-9.

B03-4
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20 In SL26 1 20 UN
20 Ex SL26 E 20 UN
18 In SL261 18 UN
18 Ex SL26 E 18 UN
16 In SL261 16 UN
16 Ex SL26 E 16 UN
SL 26 14 In SL261 14 UN SR.... -SL26 - ...
14 Ex SL26 E 14 UN
12 In SL261 12 UN
12 Ex SL26 E 12 UN
10 In SL261 10 UN
10 Ex SL26 E 10 UN
9 In *SL261 9 UN
8 In *SL261 8 UN
16 In SL401 16 UN
SL 40 1 n SLA0T 14 UN SR..... -SL40- ...
12 In SL401 12 UN
10 In SL401 10 UN
8 In SL4018 UN

* Cannot be used with toolholder SR067- ... -SL26-2

For tool holders see pages A01-6 - AO1-8.
For carbide grade and cutting speed see page A01-9.




@ Car TECXC precision Tools L. SI i m MT

WHIT Bsw;, BSF, Bsp

Same insert for External and Internal thread

14
11

14 SL40-14W
SL 40 SR..... -SL40- ...
11 SL40-11W

SL 26

For tool holders see pages A01-6 - A01-8.
For carbide grade and cutting speed see page A01-9.

Conical pipe thread inserts are one-sided

and may be used for both External and
Internal threading

14 SL26-14 NPT
SL 26 SRT.....-SL26- ...
1.5 *SL 26 - 11.5 NPT

* Cannot be used with toolholder SRT067-...-SL26-2
For tool holders see pages A01-7.
For carbide grade and cutting speed see page A01-9.

B03-6
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NPTF

Conical pipe thread inserts are one-sided
and may be used for both External and
Internal threading

SL26-14 NPTF
*SL 26 - 11.5 NPTF

SL 26

* Cannot be used with toolholder SRT067-...-SL26-2

For tool holders see pages A01-7.
For carbide grade and cutting speed see page A01-9.

Conical pipe thread inserts are one-sided
and may be used for both External and
Internal threading

14 SL 26 - 14 BSPT
SL 26 SRT .....-SL26 - ...
11 *SL 26 - 11 BSPT

* Cannot be used with toolholder SRT067-...-SL26-2
For tool holders see pages A01-7.
For carbide grade and cutting speed see page A01-9.

B03-7




@ Carmex pueson o 1 S I i m MT
Toolholders

with internal coolant bore

D1

*SR 067-075-106-SL26-2 .67 .75 3.75 1.06 2 S4P K08P
*SR 067-075-142-SL26-2 .67 .75 4.15 1.42 2 S4P K08P
SR 067-106-SL26-2 .67 1 3.75 1.06 2 S4P K08P
SR 067-142-SL26-2 .67 1 4.15 1.42 2 S4P K08P
SR 075-106-SL26-2 .75 1 3.75 1.06 2 S4P K08P
SR 075-157-SL26-2 .75 1 4.35 1.57 2 S4P K08P
SR 081-106-SL26-3 SL 26 .81 1 3.75 1.06 3 S4P K08P
SR 081-157-SL26-3 .81 1 4.35 1.57 3 S4P K08P
SR 081-225-SL.26-2 .81 1 5.00 2.25 2 S4P K08P
SR 087-110-SL26-3 .87 1 3.75 1.10 3 S4P K08P
SR 087-165-SL26-3 .87 1 4.35 1.65 3 S4P K08P
SR 087-225-SL26-2 .87 1 5.00 2.25 2 S4P K08P
SR 118-315-SL26-3 1.18 1 5.90 3.15 3 S4P K08P
SR 087-165-SL40-3 .87 1 4.35 1.65 3 S4P K08P
SR 087-250-SL40-2 SL 40 .87 1 5.25 2.50 2 S4P K08P
SR 118-165-SL40-4 1.18 1.25 4.95 1.65 4 S4P K08P
SR 118-315-SL40-3 1.18 1.25 5.90 3.15 3 S4P K08P

* Straight shank Toolholder

B03-8




SI i m MT @ Camex Precision Tools Ltd.
Toolholders for conical Threads

with internal coolant bore

<
D1

1°47'

T —— |

<
<

Y

*SR T 067-075-106-SL26-2 .67 .75 3.75 1.06 2 S4P K08P
SR T 067-106-SL26-2 SL 26 .67 1 3.75 1.06 2 S4P K08P
SR T 087-106-SL26-3 .87 1 3.75 1.06 3 S4P K08P
SR T 106-106-SL26-4 1.06 1 3.75 1.06 4 S4P K08P

* Straight shank Toolholder
Carbide Shank Toolholders
with internal coolant bore
D
D1
<A—J
< > -
SR 075-440-SL26-2 C .75 .625 7.00 4.40 2 S4P K08P
SR 081-540-SL26-3 C .81 .625 8.00 5.40 3 S4P KO8P
SR 100-740-SL26-3 C SL 26 1.00 .750 10.00 7.40 3 S4P KO8P
SR 075-275-SL26-2 C .75 .625 5.3 2.75 2 S4P K08P
SR 081-275-SL26-2 C .81 .625 53 2.75 3 S4pP K08P

B03-9
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Multi-Insert Toolholders

with internal coolant bore D

SR 150-050-SL26-5 SL 26 1.50 .50 1.97 5 S4pP K08P
SR 175-075-SL26-6 1.75 .75 1.97 6 S4P K08P

SR 175-075-SL40-6 SL 40 1.75 .75 2.56 6 S4P K08P




Spiral Mill-Thread ‘ B04

Demonstration

Advantages of Spiral Mill-Thread Tools

® The spiral designed tools enable a smooth
cutting operation at a high feed rate and reduced
machining time.

® The tools suit a wide range of applications, from
machining small components in small machining
centers to heavy-duty applications in high power
milling machines.

e Spiral fluted toolholders hold 1to 9 insertsin a
comparatively small cutting diameter.

Contents:

e The unique clamping method enables optimal
indexability.

® Spiral tools reduce vibration and chatter.

e High grade finish is achieved in all apglications:
threading, end milling roughing and finishing.

® |nserts are available in MT7 Sub-Micron Grade with
Titanium Aluminum Nitride multi-layer coating
(ISO K10 - K20). This is a general purpose grade,
which can be used with all materials.

Product Identification

ISO

UN 4-
Whitworth

BSPT

NPT

oAU T WN

Contents:

NPTF 7
NPS 7
Spiral Finishing Inserts 8
Toolholders 9-10
Special Tools 11
Case Studies 12

B04-1




@Carmex Precision Tools Ltd. Spiral Mi" = Th read Inserts

Product Identification - ordering Codes
Spiral Mill - Thread Inserts

.

s
R l
[? -

Toolholders

T
B




Spiral Mill - Thread Inserts 2. Carmex v

0] @
1.0 Int. > 15 H131 1.0 1SO
H13 1 15 Int. 16 H131 1.51SO SRO510H13...
20 Int. | M16 > 17 H131 2.0 ISO
1.0 Int. 217 H151 1.01SO
15 Int. > 18 H151 1.5ISO
H15 1 20 Int. 19 H151 2.01SO SRO590H15...
25 Int. | M18 > 20 H151 2.5ISO
1.0 Int. > 19 H171 1.01SO
15 Int. > 20 H171 1.5I1SO
H17 1 20 Int. > 21 H171 2.01SO SRO670H17...
25 Int. | M20,M22 | =22 H171 2.5ISO
15 Int. > 22 H191 1.51SO
H19 1 20 Int. >3 H191 2.0 ISO SRO750H19...
3.0 Int. | M24,M27 | =25 H191 3.01SO
H21 i 3.0 Int. | M27 > 25 H211 3.0 1SO SRO83H21...
1.0 Ext. H23 E 1.0 1ISO
1.0 Int. > 25 H231 1.0 ISO
15 Ext. H23 E 1.5 ISO
15 Int. > 26 H23 1 1.51S0
20 Ext. H23 E 2.0 ISO
RO91H23...
H23 2 2.0 Int. >27 H231 2.0 1SO SR091H23
3.0 Ext. H23 E 3.0 ISO
3.0 Int. >29 H23 1 3.0 ISO
35 Int. | M30,M33 | =30 H231 3.51S0
40 Int. | M36 > 31 231 40150
3.0 Int. S32 H271 3.01
H27 2 4.0 Int. | M36, M39 | =40 H27 | 4.0 1SO SR106H27...
H28 5 40 Int. | M36.M39 | =40 H28 | 4.01SO SR110H28...
1.0 Int. >34 H321 1.0 ISO
15 Ext. H32 E 1.5 ISO
15 Int. > 35 H321 1.5ISO
20 Ext. H32 E 2.0 ISO
20 Int. > 36 H321 2.0 1SO
30 Ext. H32 E 3.0 ISO
H32 2 3.0 Int. >38 H321 3.0 ISO SR126H32...
35 Int. >39 H321 3.51S0
40 Ext. H32 E 4.0 ISO
40 nt. | M39 > 40 H321 4.0ISO
45 Int. | M42, M45 | =41 H321 4.5I1SO
50 Int. | M48 S a2 H321 5.0 ISO
15 Ext. H45 E 1.5 1ISO
15 Int. > 48 H451 1.5I1SO
20 Ext. H45 E 2.0 ISO
20 Int. > 49 H451 2.0 ISO
30 Int. > 51 H451 3.0 ISO
H45 2 35 Int. S 52 H451 3.5I1SO SR177H45...
40 Int. > 53 H45 1 4.0 ISO
45 Int. > 54 H451 4.5I1SO
50 Int. | M52 > 55 H451 5.0 ISO
55 Int. | M56,M60 | =56 H451 5.51SO
6.0 Int. | MB4 MB8 | =57 H451 6.0 ISO
15 Int. > 66 H63 1 1.51S0
20 Int. > 67 H63 1 2.0 ISO
He63 2 30 Int. > 69 H631 3.0 ISO SR248H63...
40 Int. 71 H63 | 4.0 ISO
6.0 Int. ~75 H63 1 6.0 ISO
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K32 Carmex resmion Spiral Mill - Thread Inserts

0 @
. 5/8, 11/16 H131 16 UN
H13 | 1 14 Int, 58 | H131 14 UN | SRO510H13...
12 Int, 11116 H131 12 UN
16 Int. 374 H151 16 UN
14 Int. 3/4 | H151 14 UN
H15 ) 1 12 Int. 3/4, 13/16 H151 12 UN | SRO590H15..
10 Int. 3/4 7/8 1| H151 10 UN
20 Int 11/16,11/8 13/16 - 1 H17120 UN
16 Int. 13/16 - 1 H171 16 UN
H17 | 1 14 Int. 7/8 . 1 H171 14 UN | SRO670H17..
12 Int. 7/8 H171 12 UN
9 Int. 7/8 H171 9 UN
12 Int, 15/16 1 H191 12 UN
H19 | 1 8 Int. 11/16,11/8 1 H191 8 UN | SRO750H19...
21 | 1 8 Int. 11/16.11/8 1 H211 8 UN | SROB3H21...
32 Int. 1 1-11/4] H231 32 UN
24 Int. H231 24 UN
20 Ext. H23E20 UN
20 Int. | 11/16-15/16 H231 20 UN
18 Ext. H23E 18 UN
18 Int. 1 H231 18 UN
16 Ext. H23E16 UN
16 Int. | 11/16-15/16 H231 16 UN
14 Ext. H23E14 UN
H23 | 2 14 Int. >11/8 | H231 14 UN | SRO9THZ3..
12 Ext. H23E12 UN
12 Int. | 11/16-13/16 11/8 H231 12 UN
10 Ext. H23E10 UN
10 Int. ~11/8 | H231 10 UN
8 Ext. H23E 8 UN
8 Int. | 13/16-15/16 H231 8 UN
7 Ext. H23E 7 UN
7 Int, 11/4 H231 7 UN
12 Int. | 15/16,17/16 11/4,13/8 H271 12 UN
He7 | 2 8 Int. |15/16,13/8,17/16 H271 8 UN | SR106H27...
7 Int, 11/4 H271 7 UN
12 Int. 15/16 11/4,13/8 H281 12 UN
Hos | 2 8 Int, 13/8-17/16 H281 8 UN | SR110H28...
6 Int. | 17/16,19/16 |13/8.11/2 H281 6 UN
24 Ext. >13/8 | H32E24 UN
20 Ext. H32E20 UN
20 Int. >13/8 H321 20 UN
18 Ext. H32E 18 UN
18 Int. >13/4 | H321 18 UN
16 Ext. H32E16 UN
16 Int. 13/8-17/8 H321 16 UN
Ha2 |2 | 19 - a2 1o N | sRiz6Ha2...
12 Int. 1716-17/8 1172 H321 12 UN
8 Ext. H32E 8 UN
8 Int. 112-2 H321 8 UN
6 Ext. H32E 6 UN
6 Int. 15/8-17/8 H321 6 UN
5 Int, 13/4 H321 5 UN
6 Int. 115/16, 2 H401 6 UN
Ha0 | 2 | 45 Int. 2 Haol 45UN | SR157H40..
*Only UNEF
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Spiral Mill - Thread Inserts A Carmex i

. 115/16-21/2
12 Int. 115/16 -2 5/8 H451 12 UN
8 Int. 2 1/8-2 5/8 H451 8 UN
H45 2 6 Int. | 21/8-23/4 Ha51 6 UN | SR177H45..
45 Int. 21/4 H451 4.5UN
4 Int. 21/2-2 3/4 H451 4 UN
16 Int. >2 5/8 H631 16 UN
12 Int. >2 3/4 H631 12 UN
H63 2 8 Int. =2 3/4 H631 8 UN SR248H63...
6 Int. >27/8 H631 6 UN
4 Int. >3 H631 4 UN
Whitworth
Same insert for internal and external thread
® @
H13 1 19 H13-19 W G 3/8 SR0510H13...
H15 1 14 H15-14 W G l/2 SR0590H15...
14 H17-14 W G 1/2-5/8
H17 1 1 H17-11 W G=1" SR0670H17...
14 H19-14 W G 3/4-7/8
H19 1 11 H19-11 W G=1" SR0750H19...
Int. G7/8"
H23 2 14 H23-14 W Ext. =G 1/2” SR091H23...
11 H23-11 W =G1"
H27 2 11 H27- 11 W =>G1" SR106H27...
14 H32-14 W Ext. =G 12"
H32 2 Int. =G 11/8” SR126H32...
11 H32-11 W Ext.>G1”
Int. =G 15/8”
H45 2 11 H45-11 W Ext. =G 1" SR177H45...
Int. =G 28/g”
H63 2 11 H63-11 W Ext. =G 1” SR248H63...
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Spiral Mill - Thread Inserts

BSPT

Same insert for internal and external thread

®

H13 1 19 H13-19 BSPT 38 SR0510H13...
H15 1 14 H15-14 BSPT 12-3/4 SRO590H15...
H17 1 14 H17-14 BSPT 1/2-3/4 SRO670H17...
H23 ) 11 H23-11 BSPT >1" SR091H23...
1 "
H32 2 11 H32-11 BSPT Int. =11/8 SR126H32...
Ext.= 1
3 n
H45 2 1 H45-11 BSPT i 2 SR177H45...
Ext.= 1
Int. = 21/2"
H63 2 11 H63-11 BSPT ; SR248H63...
Ext.= 1

NPT

Same insert for internal and external thread

@

H13 1 18 H13-18 NPT 3/g SR0510H13...
H15 1 14 H15-14 NPT 1/2-3/4 SR0590H15...
H17 1 14 H17-14 NPT 1/2-3/4 SR0670H17...
H23 2 11.5 H23-11.5 NPT g SR091H23...
H27 2 11.5 H27- 11.5 NPT {2 SR106H27...
14 H32-14 NPT Ext. 1/2" - 3/4"
1 Il_ 1"
H32 2 15 H32-11.5 NPT Int. 1 {|4 2 SR126H32...
Ext. 1"-2
Int. =2"
H45 2 RS =l Ext. > 1" SR177H45...
8 H45-8 NPT >21/"
11.5 H63-11.5 NPT Ext. 1-2"
H63 2 8 H63-8 NPT S 3 SR248H63...
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Spiral Mill - Thread Inserts

@ Car mex Precision Tools Ltd.

NPTF

Same insert for internal and external thread

H13 18 H13-18 NPTF 3 SR0510H13...

H15 14 H15-14 NPTF 1/2-3/4 SR0590H15...

H17 14 H17-14 NPTF 1/2-3/4 SRO670H17...

H23 2 1.5 H23-11.5 NPTF 1m0 SRO91H23...
1/ 0n

H32 2 1.5 H32-11.5 NPTF 'gg 1/,,“_2% SR126H32...

NPS

Same insert for internal and external thread

H13 18 38 H13-18 NPS SRO510H13...
H15 14 1/2-3/4 H15-14 NPS SRO590H15...
H17 14 1/2-3/a H17-14 NPS SRO0670H17...
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@ Carmex Precision Tools Ltd. S pi ral M i I I = Th read I n Se rts
Spiral Finishing Inserts

0.2 H23 F R 0.2

H23 0.5 H23 F R 0.5 SR091H23...
1.0 H23FR 1.0
0.2 H32 FR 0.2

H32 0.5 H32 F R 0.5 SR126H32...
1.0 H32FR 1.0
0.2 H45 F R 0.2
0.5 H45 F R 0.5

H45 1.0 H45FR 1.0 SR177H45...
1.5 H45FR 1.5
2.0 H45 F R 2.0
0.2 H63 F R 0.2
0.5 H63 F R 0.5

H63 1.0 H63 FR 1.0 SR248H63...
1.5 H63FR 1.5
2.0 H63 F R 2.0




Spiral Mill-Thread Toolholders & Carmex s
Toolholders

with internal
coolant bore D
A
a
A ‘ \
>
L1
- L >
SR0510H13S-1 H13 1.06 .51 .75 3.15 1.04 1 S13 K16
SR0510H13 -1 H13 1.06 .51 .75 3.54 1.38 1 S13 K16
SR0590H15 -1 H15 1.06 .59 .75 3.74 1.57 1 S15 K16
*SR0670H17 -2 H17 1.06 .67 .75 3.35 1.18 2 S17 K16
*SR0670H17J-2 H17 1.06 .67 .75 3.94 1.77 2 S17 K16
** SR0670H17-NPT H17 1.06 .67 1.0 3.35 77 2 S17 K16
SR0750H19 -2 H19 1.06 .75 .75 3.35 1.18 2 S19 K16
SR0750H19J-2 H19 1.06 .75 .75 4.33 2.16 2 S19 K16
SR083H21-3 H21 1.06 .83 .75 4.33 2.15 3 S19 K16
*When using NPT, NPTF, BSPT inserts the cutting diameter D =.71"
** Holder to be used only with H17-14 NPT inserts for 1/2 & 3/4 NPT threads
with internal
coolant bore
D
A
a
~ Y
A
L1
a L >
SR091H23 -2 H23 1.06 0.91 1.0 4.5 2.00 2 S23 K21
SR091H23M-2 H23 1.06 0.91 1.0 6.0 3.07 2 S23 K21
* SR106H27-4 H27 1.06 1.06 1.0 5.0 2.36 4 S23 K21
SR110H28 -3 H28 1.26 1.10 1.25 6.0 3.0 3 S32S K22
SR126H32 -5 H32 1.26 1.26 1.25 5.0 2.36 5 S32 K22
SR126H32P-5 H32 1.26 1.26 1.25 7.0 3.58 5 S32 K22

*When using H27 | 7 UN insert the cutting diameter D = 1.04
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&z Carmex vwnare— Spiral Mill-Thread Toolholders

with internal
coolant bore

SR157H40-4 H40 1.46 1.57 1.25 7.5 4 S45S K40
SR177H45-6 H45 1.46 1.77 1.25 5.0 6 S45 K40
with internal

coolant bore

SR126H32-5M H32 1.26 1.26 0.50 2.05 5 S32S8 K22
SR177H45-6M H45 1.46 1.77 0.50 1.91 6 S45S8 K40
SR248H63-9 H63 1.5 2.48 0.75 2.00 9 S63 K40

B04-10




Spiral Mill-Thread Toolholders & Carmex s

Special Tools

In addition to standard products, Carmex manufactures
special tools and inserts according to customers'
requests. The toolholders are multi-purpose, making
them suitable for both roughing and finishing inserts.
Special tools are supplied in short delivery times.
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Case Studies

Case Study no. 1




D-Thread

Demonstration

Mill-Thread Inserts and Toolholders for machining deep threads

e Improved productivity due to ® Low cutting resistance due to the
multi-insert toolholders. single point inserts.
e Partial Profile, standard or U-Type inserts for ® Holder allows for a long overhang and
a wide range of threads. includes internal coolant.
e Inserts with three cutting edges, e Same insert and toolholder for both
reduces tooling costs. external and internal thread.
Contents: Page:
Standard Toolholders and Inserts 2

U-Type Toolholders and Inserts 3-4
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D-Thread

D-Thr ea d Mill-Thread Inserts & Toolholders for machining deep threads

Insert Size
Ordering Code L Y
T I.C
SR0925Q11 11 1/4 .04
. o .
Partial 60° Size 11
Pitch Range
Ordering Code
mm TPI

INT. 1.0-20 | 24-12
EX. 0.75-1.5| 32-14

Coated Grade: BMA

11 60D

L1 @D

A
v

CUTTING
4 /" DIA.
5
Sy /
No. of Insert Torx
D D1 - Inserts Screw Key
925 .75 7.5 3 SE11 K11
Y
. o . |
Partial 55° Size 11 S
Pitch \

Ordering Code

TPI \ )
11 55D INT/EX. | 24-14

L1 ‘ @D

>

Sl

Insert Size
Ordering Code L Y

L .C
SR1220R16 16 3/8 07

Partial 60° Size 16

Pitch Range

mm TPI

INT. 25-35 10-7
EX. 20-3.0 12-8

Coated Grade: BMA

Ordering Code

16 60D

¥ CUTTING

,/ DIA.
a
G ’

No. of Insert Torx

o o) Ll Inserts Screw Key

1.22 1 8.86 3 SE16 K16

Partial 55° Size 16 ~1=

1.C.

. Pitch \
Ordering Code TPI \ .
16 55D INT/EX. | 12-8




D -Th rea d @ Cal” TRECX Pprecision Tools Lt

D-Thr ea d Mill-Thread Inserts & Toolholders for machining deep threads

L1

>»| @D
L2 |
- b g
oy
Q
Sl -/
Insert Size
Ordering Code . Y D D1 L1 L | M mEE 1T
mm I.C Inserts Screw Key
* SR0580M11U 11U 1/4U .20 .580 .625 5.9 2.16 1 SE11 K11
* SRO810M11U 11U 1/4U .20 .810 1 5.9 2.56 2 SE11 K11
SR0905M11U 11U 1/4U .20 .905 1 5.9 3.46 3 SE11 K11
* Pitch limitations: for partial 60° - INT. - 10-9 TPI, EX. -12 - T0 TPI; for partial 55°- 12 -9 TPI
** Pitch limitations: for partial 60° - INT. - 10-8 TPI, EX.-12 - 9 TPI; for partial 55°- 12 -9 TPI
. o . . o . Y
Partial 60° Size 11U Partial 55° Size 11U ~
Pitch Range ;
Ordering Code Ordering Code PT'tl.flh
mm TPI
INT. 25-4.0 10-6 11U 55D INT./EX. 12-7 IC.
11U 60D EX. 2.0-3.0 12-8 L
<>
INT. 1.5-2.0 18-12
11U 60D-18-12 EX. |1.25-1.75| 20-14

Coated Grade: BMA




@ Cal’ TNECX Pprecision Tools Ltd D 'Th rea d

D 'Th rea d Mill-Thread Inserts & Toolholders for machining deep threads

< L1 >
| @D

L2 > /CUTTING DIA.

Y e
: Insert Size No. of Insert Torx
Ordering Code mLm ic Y D D1 L1 L2 Inserts Screw Key
SR1400R16U 16U 3/8U .30 1.40 1.25 8.66 6.1 4 SE16 K16
Insert Size
Ordering Code . Y D | DI | D2 T e A I
mm I.C Inserts Screw Key
SR1710B16U - 5 16U 3/8U .30 1.71 0.5 1.39 1.5 5 SE16 K16
. o . ] o . ‘ !
Partial 60° Size 16U Partial 55° Size 16U
Pitch Range Pitch
Ordering Code Ordering Code TPl
mm TPI
INT. 40-6.0 6-4 16U 55D INT/EX. | 6-4.5 1.C.
16U 60D EX. 3.0-5.0 8-5 « L R
INT. 1.5-3.0 16-8
16U60D-16-8 | £y | 15.25 | 18-10

Coated Grade: BMA
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Deep Reach Mill-Thread ‘ B0O6

5

EIE

Demonstration

A Modular Line of Mill-Thread Toolholders

Toolholders 2-4
B06-1

Extensions 4




@Carmex Precision Tools Ltd. Deep ReaCh MiII'Th read

Carmex presents a modular line
of Mill-Thread toolholders

® Carmex modular holders are ideal for deep reach applications.

® Unique clamping method enables optimal strength and indexability.

® (Cost saving - Same shank can hold different heads.

® Toolholders with internal coolant bore.

® Screw connection allows long overhang.

® Carmex standard thread milling inserts fit these toolholders.

® Different steel extensions are available.

® Toolholders are compatible with common toolholding systems.

Toolholders uith el )
| y o

[

Di
A FT

> [a)

%

L

<
< =

. Insert Insert No. of
Ordering Code Type size A D D1 Ds L1 L Inserts Screw Key
SR075H19-3 S H19 1.06 .75 .59 M8 1.67 2.36 3 S19 K16
with internal
coolant bore D
[y ¥
mI
o
A
4#»
< L -
) Insert Insert No. of
. D D1 Ds L1 L Screw Ke
‘ Ordering Code Type size A Inserts Y
SR091H23-2S H23 1.06 91 71 M10 1.67 2.46 2 S23 K16

B06-2




Dee p Rea c h M i I I'Th rea d @ Camex Precision Tools Ltd.

with internal
coolant bore D

Ds J

SR110H28 -3 S H28 1.26 1.10 .83 M12 1.97 2.83 3 S28 K16
with internal
coolant bore
D
v 4
A
2]
o
y
A ET f

A

SR126H32-3 S H32 1.26 1.26 1.02 M12 1.97 2.83 3 S32S K16
with internal
coolant bore b
v v

Ds‘
<o

SR0790C14-2 S MT14 .55 .79 .63 M8 1.20 1.89 2 S14 K14




@ Carmex Precision Tools Ltd. Deep ReaCh M i I I-Th read
To OIh OIderS with internal

coolant bore D
v y
A
(2]
a
4
%‘ ET f

SR0980D21-1S MT21 .826 .98 .78 M10 1.57 2.36 1 S21 K21
with internal D
coolant bore y
\
A
on
a
\

SR1300D16U-3S| 16U 16U 3/8U .30 1.30 .94 M12 157 | 244 3 S16S | K16

>
V‘

Extensions it ntoma
e

D1
D.
D

E.625 M08 L3.15| .625 .59 MO8 3.15 1.18
E.75 M10 L3.15 .75 71 M10 3.15 1.18
E.75 M10 L5.0 .75 71 M10 5.0 3.15
E1 M12 L4.0 1.0 .83 M12 4.0 2.0
E1 M12 L6.0 1.0 .83 M12 6.0 4.0
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CMT Vertical Milling

Demonstration

Vertical milling indexable inserts and toolholders to perform a wide
variety of threads, grooves, chamfers and more.

Advantages of CMT - Vertical Milling

e Ground profile inserts for high precision and ® Same insert for right-hand or left-hand threads.
excellent performance.

® Toolholders include weldon shank and coolant
® Working at high machining parameters, with high bore.

surface quality. ) )
e Chamfer inserts are also available.

e Solid and accurate clamping method enables full
repeatability.

Contents: Page:  Contents:

Introduction: CMT Vertical Milling 2| CornerRounding 20
Product Identification 3-4 | Frontand Back Corner Rounding 21
Inserts 5-21 | Toolholders 22-23
Partial Profile 60° - SO, UN 5-6 | Steel Toolholders 22
Partial Profile 60" - NPT 6 | Carbide Shank Toolholders 23
Partial Profile 55° - BSP(G), BSF, BSW 7 | Modular holders 24-25
Full Profile - 1SO 8-9 | CMT Multi Insert Milling Cutters 26
Full Profile - UN 10-11 | Product Identification 27
G 55° BSW, BSF, BSP 12 | Groove Milling 28-29
Trapez - DIN 103 12 | Chamfering 29
Acme 13 | Partial Profile 60° - ISO, UN 30
Round - DIN 405 13 | Toolholders 31-32
Chamfering and Grooving 14 | Milling Cutter - Arbor 31
Chamfering, Grooving and Boring 14| Milling Cutter - Shell Mill 31
Dovetail 45° 15| Milling Cutter - Weldon Shank 32
Groove Milling 15-19 | Milling Cutter - Disc Milling 32
Face Milling and Finishing 19




@ Car mex Precision Tools Ltd. C MT Ve rt i ca I M i I I i n g

CMT
Vertical Milling

Advantages

Ground profile inserts for high precision and excellent performance.
Working at high machining parameters, with high surface quality.
Solid and accurate clamping method enables full repeatability.
Same insert and holder for right-hand or left-hand threads.
Toolholders include weldon shank and coolant bore.

CMT Straight Flute Inserts

Carbide Grade: MT7

Inserts are available in MT7 Sub-Micron Grade with Titanium Aluminum
Nitride multi-layer coating (ISO K10 - K20). This is a general purpose grade,
covering a very wide range of materials.

CMT Spiral Multi Flute Inserts

e Multi flute: 4-8 cutting edges
® Spiral flute for smooth cutting

The new cutters are designed for large range of materials
including hardened steel up to 62 HRc.

Advantages

- Longer tool life

- High material removal and higher feeds results increased productivity
- Excellent surface finish

- Reduced cycle time

- Low cutting forces due to the spiral multi flutes

Carbide Grade: MT8

Sub Micron grade with advanced PVD triple coating (ISO K10-K20).

Extréamely high heat resistant and smooth cutting operation, high performance, for all machining
conditions.

B07-2
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CMT Vertical Milling
Product Identification - ordering Codes

1o 2 c18 25
3 FLUTES 4 FLUTES
CMT Line Cutting Diameter [ = Internal AT’ hé?%?',&'gt Thg%%%Psrts)ﬁ = Carbide Grade
10=10.0 mm Partial Profile ISO
12=120mm — UN
18=17.8mm G P ering Whitworth
25=25.0mm rapez
CR = Corner
Rounding Acme
F = Face Milling Chamfering
and Finishing
W = Grooving

CMT Spiral Multi Flute Inserts

m O

Spiral CMT line Number Thread Pitch Carbide
Multi flute of Flutes G N= Grade
Partial Profile
Y EEE;' H = Chamfering,
Cutting Diameter F=6 Grooving and Boring Thread Profile
178 =@17.8 mm RIS W = Grooving Partial 60° & 55°
189 =@18.9 mm R= Rad!u§ Groove S0
200 = @20.0 mm Milling
350 =@35.0 mm CR = Corner Rounding UN
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Product Identification - ordering Codes
CMT Toolholders

0o .o

Clamping Method Shank Diameter Neck Length Length of Insert Type
L17=1.77 Toolholders 10=C10
5= Screw L18=1.90 12=C12,517
L33=3.36 18 =C18, 520
C = Carbide shank 25=C25
35=535




CMT Vertical Milling K52 Carmex: nussmrna
Partial Profile 60" - 1SO, UN

Same insert for internal and external thread

Int. 0.5 -0.8 56 - 28

C10 A60 .39 J=.43 D= .47 H1,1.1,2,15,16, 17
Ex.0.4 -0.8 64 - 32

Int. 1.0 -2.0 28-13
C10 G60 .39 d=.47 @ = .55 H1,2, 15,17
Ex. 0.8 -1.75 32-15

Int. 0.5 -0.8 56 - 28
C12 A60 A7 d= .51 @ = .55 H3, 3.1, 4,5, 18,19, 20
Ex. 0.4 -0.8 64 - 32

Int. 1.0 -2.0 28-13
C12 C12 G60 .49 J= .55 J=.63 H3, 4, 5, 18, 19, 20
Ex. 0.8 -1.75 32-15

Int. 1.5 -25 18- 11
C12 AG60 .49 J=.59 J=.67 H3, 4, 5, 18, 20
Ex. 1.25 - 2.0 24-13

Int. 0.5 -0.8 56 - 28

C10

C18 AG0 70 | @275 | @275
Ex.04 -08 | 64-32
Int. 1.0 -1.75| 28-14
Cis | C18G60 70 | @279 | @=83 | 0192678920121,
Ex.08 -15 | 32-16 22,23
It.20 -30 | 13- 8
C18 D60 70 | 028 | 0=

Ex.1.75 -25 15-10
Int. 1.5 -25 16-10

C25 G60 98 | 02110 @ ©=118
Ex.1.0 -20 | 28-13
H10, 11, 24, 25, 31
Int. 3.0 -5.0 8- 5
C25 C25 N60 98 | 02118 @ O=134
Ex.25 -45 | 10- 6
C25 Q60 Int. 5.0 -6.0 5- 4 8 | 02134 | 0=142 H10, 11, 24, 25
. . =1.
Ex.45 -50 6- 5 = 1

Order example: C18 D60 MT7

* For complete toolholder description see pages B07-22 and 23
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&5 Carmex v CMT Vertical Milling
Partial Profile 60° - ISO, UN

Same insert for internal and external thread
Multi Flute O

o

Int. 1.0-3.5 28-7
S17 S160 F AG60 .63 6 Q=71 J=.87 H3, 3.1, 4,5, 18,19, 20
Ex. 0.8-3.0 32- 85
Int. 1.5-2.5 16-10 H5.1,52.6,7.8, 9
S200 F G60 .79 6 J=.91 J=.98 A s A
Ex. 1.0-2.0 28-13 20.1,21,22,23
S20
Int. 3.0-5.0 8- 5
S$200 D N60 .79 4 J=.98 g=1.14 H5.1, 5.2, 20.1, 21
Ex. 2.5-4.5 10- 6
Int. 3.0-5.0 8- 5
S350 F N60 1.38 6 Jd=1.57 3=1.73 H12, 13, 14, 26, 32
Ex. 2.5-4.5 10- 6
S35
Int. 5.0-6.0 5- 4
S350 F Q60 1.38 6 =173 0=1.81 H12, 13, 14, 26, 32
Ex. 4.5-5.0 6- 5

Order example: 5200 D N60 MT8

Partial Profile 60° - NPT

Same insert for internal and external thread

C10 C1018 NPT 18 1/4 - 3/8 .39 H1,1.1,2, 15,17

c18 C1814 NPT 14 1/2-3/4 .62 H5.1, 5.2, 20.1, 21
C25 11.5NPT 11.5 1-2 .98

C25 H10, 11, 24, 25, 31
C25 8 NPT 8 >21/2 .98

* For complete toolholder description see pages B07-22 and 23

B07-6




CMT Vertical Milling K52 Carmex: nussmrna
Partial Profile 55° - BSP(G), BSF, BSW

Same insert for internal and external thread

C10 C10 G55 19-14 .39 @ = .51 H1, 2, 15,17
Cio C12 G55 28-19 47 @ = .55 H3, 4, 5, 18, 19, 20
C12 N55 14 -11 .48 @ =.63 H3, 4, 5, 18, 20
c18 C18 G55 14- 8 .71 Q=91 H5.1,5.2, 20.1, 21
C25 C25 N55 7- 5 .98 0=1.34 H10, 11, 24, 25

Order example: C18 G55 MT7

Partial Profile 55° - BSP(G), BSF, BSW

Same insert for internal and external thread
Multi Flute

S17 S170 F G55 11-8 .67 6 J=.83 H3, 3.1, 4, 5,18, 19, 20
S$195 F G55 14 77 6 9=.91 H5.1.5.2. 6. 7. 8. 9. 20.1

820 b ’ I ’ ’ 3 I
S$200 D N55 8-6 .79 4 @=.98 21,22,23

Order example: S200 D N55 MT8

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling

Full Profile - ISO

Inserts for internal thread

C1010.5 1SO 0.5 M10, M12 6 .35
C1010.75 1SO 0.75 M12 4 .39
H1,1.1,2, 15,16, 17
c10 C1011.0 1SO 1.0 M12, M13 3 .39
C1011.5 1SO 1.5 M13, M14 2 .39
C1011.751S0 1.75 M12 1 .38
C1012.0 1SO 2.0 M14 M18 1 .39 H1,2,15,17
C1210.5 1SO 0.5 M13-M18 6 47
C1210.75 1SO 0.75 M13-M18 4 A7
C1211.0 1SO 1.0 M14-M19 3 47 H3, 3.1, 4, 5, 18, 19, 20
C12 | c1211.5 ISO 1.5 M15-M19 2 A7
C1212.0 1SO 2.0 M16 M18, M20 1 49
c12125 1ISO 2.5 M18, M20 1 A7
C1213.0 ISO 3.0 M24 1 49 H3, 4, 8, 18, 20
Cc1810.5 1ISO 0.5 M19-M60 9 .70
C1810.751SO 0.75 M19-M60 6 .70
Cc1811.0 1SO 1.0 M20-M60 5 .70
C1811.251S0O 1.25 4 .70
Cis | C18115 I1SO | 15 M20-M60 3 70 H5'1'5';6’2;’3559’ 2041,
C1812.0 ISO | 20 M21-M60 2 70 T
ci812.5 1ISO 25 M22 2 .70
C1813.0 ISO 3.0 M24, M27 M28-M60 1 .70
C1813.5 ISO 3.5 M30, M33 1 .70
C2513.0 1SO 3.0 M32, M33 M30-M80 2 .98
C2513.5 ISO 3.5 M33 1 .98
C2514.0 1SO 4.0 M36, M39 M48-M80 1 .98
C25 | C2514.5 ISO 45 M42, M45 1 .98 H10, 11, 24, 25, 31
C2515.0 1SO 5.0 M48, M52 1 .98
C2515.5 1SO 55 M56, M60 1 .98
C2516.0 1SO 6.0 M64, M68 M70-M80 1 .98

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling

@ Cal" mex Precision Tools Ltd.

Full Profile - 1SO

Inserts for internal thread

Multi Flute

S17 S166 F 2.0 ISO 2.0 M20-M30 1 .65 6 H3, 3.1, 4, 5, 18,
S160 F 2.5 I1SO 25 M20 1 .63 6 19,20
S163 H1.0ISO 1.0 M18-M60 5 .64 8
S175 H 1.5 1SO 1.5 M20-M60 3 .69 8
S186 F 2.0 ISO 2.0 M22-M60 2 .73 6
S178 F 2.5 ISO 2.5 M22 2 .70 6
S20 S189 F 3.0 ISO 3.0 M24, M27 M28-M60 1 74 6 HE;(1)15§1 62; 239
S$200 F 3.5 1SO 3.5 M30, M33 1 .79 6
S200 F 4.0 1SO 4.0 M36, M39 M40-M60 1 .79 6
S200 E 4.51SO 4.5 M42 1 .79 5
$200 D 5.0 ISO 5.0 M48, M52 1 .79 4
S350 F 4.5 1SO 4.5 M45 M54 1 1.38 6
S35 S350 F 6.0 ISO 6.0 M64, M68 1 1.38 6 H12, 13, 14, 26, 32
S350 F 8.0 ISO 8.0 M130-M200 1 1.38 6

Order example: S350 F 6.0 ISO MT8

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling

Full Profile - UN

Inserts for internal thread

C10120 UN 20 172 2 .39 H1,1.1,2, 15, 16,
10 C10118 UN 18 916 2 39 17

C10113 UN 13 12 1 .39

H1,2,15,17

C10112UN 12 5/8,11/16, 3/4 916 1 .39

C12132UN 32 916, 5/8 3 47

C12128 UN 28 | 916,58, 11/16 3 A7

C12124 UN 24 % }?}fé& 2 47

H3, 3.1, 4, 5, 18,

C12120UN | 20 | 916,58,11/16 3/4 2 47 19, 20
C12 | c12118UN 18 5/8 2 47

C12116 UN 16 5/8, 11116 34 1 47

C12112UN 12 5/8 1 49

C12111 UN 11 5/8 1 47

H3, 4, 5, 18, 20

C12110UN 10 3/4 1 47

C18132UN 32 3/4,13/16,7/8 6 .70

C18128 UN 28 3/4,13/16, 7/8 5 .70

C18124 UN 24 4 70

C18120UN | 20 | 11716118 13415?'1;/8’ 3 | 70

C18118UN | 18 3 70 |H51,52,6,7,8,9,
c18 20.1, 21,22, 23

C18116 UN 16 7/8,1 3 .70

C18114 UN 14 7/8 2 70

C18112UN 12 718 1,11/8 2 .70

C18111 UN 11 2 70

Cc181 9UN 9 7/8 1 .70

C181 8UN 8 1 1 70

C251 8 UN 8 |13/16,11/4, 15116 2 .98

C251 7UN 7 11/4 1 .98 H10. 11. 24. 25. 31
c25 | C251 6UN 6 17/16,1916 | 13/8,11/2 1 .98 e

C251 5UN 5 13/4 1 98

C251 4 UN 4 21/2, 23/4 1 .98 H10, 11, 24, 25

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling K52 Carmex: nusmrna
Full Profile - UN

Inserts for internal thread

Multi Flute

S17 | S150F10UN | 10 3/4 1 59| & | M SLA> 18
S160H24UN | 24 /16 4 63| 8
3/4,
13116,
S169H20UN | 20 7/8, 4 67| 8
15/16,
1
S164F16UN | 16 |7/8,15/16, 1 3/4 3 65| 6 |p51526789
S20 | S191F14UN | 14 78 2 75| 6 | 201,21,2223
S186 F12UN | 12 | 7/8,15/16 1 2 73| 6
S178 F 9 UN 9 7/8 1 70| 6
S200 F 8 UN 8 11/8 1 1 79| 6
S200 F 7 UN 7 11/8,11/4 1 79| 6
S200E 6 UN 6 17116 13/8,11/2 1 79| 5
S200D 5UN 5 13/4 1 79| 4
S350 F 8 UN 8 |195/8,13/4 2 138| 6
S35 S350 F 4 UN . 21 /2,32 3/a, ] 138 & H12, 13, 14, 26, 32

Order example: 5200 F 8 UN MT8

* For complete toolholder description see pages B07-22 and 23
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G 55° Bsw, BSF, BsP

Same insert for internal and external thread

C10 C10 19 W 19 Gl/4 2 .39 H1,1.1,2,15, 16,17

Cc12 C1219 W 19 G3/8 2 47 H3, 3.1, 4, 5, 18, 19, 20
ci8 14w 14 G12-7/8 2 70 |H5.1.52.6.7.8.9 20.1

C18 ’ il ’ ’ ’ ’ I
C18 11 W 11 G=1 2 70 21,22,23

C25 C25 11 W 11 G=1 2 98 H10, 11, 24, 25, 31

Trapez - DIN 103

Inserts for internal thread

C10 Ci1012TR 2.0 Tr16x2, Tr18x2 .39 H1,2, 15,17
C12 C1212 TR 2.0 Tr20x2 A7 H3, 4, 5, 18, 20
C1813 TR 3.0 Tr24x3, Tr26x3 .70 H5.1,5.2,6,7,8,9,20.1, 21,22, 23
C18 Ci1814 TR 4.0 Tr26x4 .70 H5.1,5.2,20.1, 21
C1815TR 5.0 Tr28x5 .70 H5.1,5.2,20.1
C25 C2516 TR 6.0 Tr36x6 .98 H10, 11, 24, 25

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling 52 Carmex v
Acme

Inserts for internal thread

Cc18 C1815 ACME 5 11/8,11/4 71 H5.1, 5.2, 20.1

C25 C2514 ACME

I

11/2,13/4, 2 .98 H10, 11, 24, 25

Round-DIN 405

Inserts for internal thread

ci8 C18 1/8 RD 8 1/8RD .70 H5.1,5.2,6,7,8,9,20.1, 21,22, 23
C18 1/6 RD 6 1/6RD .70 H5.1,5.2, 20.1, 21
C25 C25 1/4 RD 4 1/4RD .98 H10, 11, 24, 25, 31

* For complete toolholder description see pages B07-22 and 23
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Chamfering and Grooving

x&*
K T
S
< Oy —fH

c10 C10 C90 39 051 016 90° H1, 2,15, 17

ci2 C12 C90 47 053 012 90" H3, 4, 5, 18, 20

ci8 C18 C90 70 077 043 90" | 151,52,6,7,8,09,201,21,
22,23

c25 C25 C90 98 098 039 90" H10, 11, 24, 25, 31

Chamfering, Grooving and Boring
Multi Flute

S17 SC160 E H14 .63 .053 .008 90° 5 H3, 3.1, 4, 5,18,19, 20
SC170 E H14 .67 .053 .008 90° 5 H6,7,8,9, 21, 22, 23

S20 SC200 F H14 .79 .053 .008 90° 6 H5.1,5.2, 6,7, 8,9, 20.1,
SC200 F H24 .79 .093 .008 90° 6 21,22,23

S35 SC350 F H42 1.38 .165 .008 90° 6 H12, 13, 14, 26, 32
SC200 F H20 .79 .077 .039 90° 6

S20 SC200 F H17 .79 .067 .059 90° 6 H5.1,5.2, 6,7, 8,9, 20.1,
SC200 F H15 .79 .059 .079 90° 6 21,22,23
SC200 F H12 .79 .047 .098 90° 6

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling G2 Carmex sinona
Dovetail 45°

Multi Flute

H max a

S17 SC170 F A45 .67 .10 .004 45° 6 H3,3.1,4,5,18,19, 20
. H5.1,5.2,6,7, 8,9,
S20 SC200 F A45 .79 A2 .004 45 6 201,21, 22,23
W
R
Groove Milling
Detail A

C10 W08 .39 .031 .03 .004 0>.39
C10 W09 .39 .035 .04 .004 @>.39 H1,1.1,2, 15,16, 17
Cc10 ciowio .39 .039 .04 .004 @>.39
c10 w15 .39 .059 .05 .004 @ >.39
H1,2, 15,17
c10 w20 .39 .079 .05 .004 @ >.39
C12 W08 47 .031 .03 .004 Q> .47 H3, 3.1, 4, 5, 18, 19,
C12 w10 47 .039 .04 .004 Q> .47 20
c12 C12 W10T 48 .039 .06 .008 0> .48
C12 W15 .49 .059 .06 .004 0> .49
H3, 4, 5, 18, 20
C12 W20 49 .079 .06 .004 Q> .49
C12 W25 .49 .098 .06 .004 0> .49
c18 W10 .70 .039 .06 .004 @>.70
ci8 w12 .70 .047 .06 .004 ©>.70 H5.1,5.2,6,7,8, 9,
c18 C18 W15 .70 .059 .08 .004 @>.70 20.1,21,22,23
C18 W16 .70 .063 .08 .004 @>.70
C18 W20 .70 .079 A1 .004 @>.70 H5.1, 5.2, 20.1
C25 W20 .98 .079 12 .008 0>.98
C25 W25 .98 .098 12 .008 0> .98
o5 C25 W30 .98 118 12 .008 0>.98 H10, 11, 24, 25, 31
C25 W35 .98 .138 14 .008 0> .98
C25 W40 .98 157 14 .008 0> .98
C25 W50 .98 197 14 .008 0> .98

* For complete toolholder description see pages B07-22 and 23
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K5h Carmex CMT Vertical Milling
Groove Milling

DIN 471/472 w

Detail A

C10 wos7 .39 .031 .034 .051 0 @>.39
C10 W097 .39 .035 .038 .051 0 @>.39

C10 Cc10 w121 .39 .043 .048 .051 0 J>.39 H1,2, 15,17
C10 w141 .39 .051 .056 .051 .004 > .39
Cc10 w171 .39 .063 .067 .051 .004 J>.39
C12 w121 .49 .043 .048 .067 0 > .49

C12 C12 w141 .49 .051 .056 .067 .004 J>.49 H3, 4, 5, 18, 20
C12 w171 .49 .063 .067 .067 .004 J>.49
C18 w121 .70 .043 .048 114 .004 g>.70

C1s C18 W141 .70 .051 .056 114 .004 @>.70 H5.1, 5.2, 20.1
C18 W171 .70 .063 .067 114 .004 g>.70
C18 W196 .70 .073 .077 114 .006 @>.70

Order example: C12 W141 MT7

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling G Carmex sinona
Groove Milling

Multi Flute

W
‘ ‘ R
¢ V

T

—>|

SG170 F W15 67 .059 11 |.008| @>.67 6

$17 SG170 F W20 67 079 41 | .o08| ©>.67 6 H3, 31, S 1819,
SG170 F W25 67 .098 11 | .008| @>.67 6
SG200 F W15 .79 .059 A1 | .008| @>.79 6
SG200 F W20 79 .079 11 |.008| ©>.79 6

S0 SG200 F W25 .79 .098 A1 | .008| @>.79 6 H5.1,5.2,6,7,8,9,
SG200 F W30 .79 118 A1 | .008| @>.79 6 20.1,21,22,23
SG200 F W40 79 157 11 | .008, @>.79 6
SG200 F W49 79 193 11 |.008| ©>.79 6
SG200 E W20T 79 .079 15 |.008| ©@>.79 5

S20 SG200 E W25T .79 .098 15 |.008| @>.79 5 H5.1, 5.2, 20.1
SG200 E W30T 79 118 15 |.008| ©@>.79 5
SG350 F W30T 1.38 118 26 |.008| @>1.38 6
SG350 F W40T 1.38 157 26 |.008| ©@>1.38 6

S35 SG350 F W50T 1.38 197 26 |.008| @>1.38 6 H12, 13, 14, 26, 32
SG350 F W60T 1.38 .236 26 |.008| @>1.38 6
SG350 F W80T 1.38 315 26 |.008| @>1.38 6

* For complete toolholder description see pages B07-22 and 23
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Groove Milling
Multi Flute
DIN 471/472

S$G200 F W121 .79 .043 .048 .16 0 J>.79 6
520 SG200 F W141 .79 .051 .055 .16 | .004 a>.79 6 H5.1. 5.2. 20.1
SG200 F W171 .79 .063 .067 .16 | .004 J>.79 6 e
SG200 F W196 .79 .073 .077 .16 | .004 a>.79 6
Full Radius Groove Milling
A w
R
T
Detail A

c12 C12 R11 .49 .043 .087 .07 J>.49 H3, 4, 5, 18, 20
C18 R08 .70 .031 .063 11 @ >.70

c18 H5.1, 5.2, 20.1
C18 R11 .70 .043 .087 11 @>.70

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling K52 Carmex: nussmrna
Full Radius Groove Milling

Multi Flute

5t
IR W<
) (\QO v R
XN V=
o T

SG200 F R10 79 039 079 11 Q>.79 6
SG200 F R12 79 047 .094 A1 9>.79 6 H5.1, 5.2, 6,

$20 7,8,9,20.1,
SG200 F R15 79 059 118 A1 Q>.79 6 21 22, 23
SG200 F R20 79 079 157 A1 0>.79 6

Order example: SG200 F R15 MT8

Face Milling and Finishing

C10 C10 F RO.1 .39 a2 .004 H1,1.1,2,15,16,17

C12 C12 F RO.1 A7 12 .004 H3, 3.1, 4,5, 18, 19, 20

C18 C18 F RO.1 .70 .20 .004 H5.1,5.2,6,7,8,9,20.1, 21, 22, 23
C25 C25 F R0O.2 .98 .24 .008 H10, 11, 24, 25, 31

* For complete toolholder description see pages B07-22 and 23

B07-19




@ Carmex Precision Tools Ltd. CMT Ve rtica I M i I I i ng

Corner Rounding

C10 CRO5 39 31 020 04
10 H1,1.1,2, 15,16, 17
C10 CR10 39 27 039 06
C18 CR13 70 56 049 07
c18 C18 CR15 70 54 059 08 H5.1,5.2, 6’2;’ 2’39' 201,21,
C18 CR20 70 50 079 10 ’
Cc25 C25 CR30 98 70 118 14 H10, 11, 24, 25

Corner Rounding
Multi Flute

S$170 E CR10 .67 .55 .039 .06 5
S17 S$170 E CR13 .67 .53 .049 .07 5 H3,3.1,4,5,18,19, 20
S§170 E CR15 .67 .51 .059 .08 5

Order example: $170 E CR13 MT8

* For complete toolholder description see pages B07-22 and 23
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CMT Vertical Milling K52 Carmex: nusmrna
Front and Back Corner Rounding

004 o
.004

Do

Detail A

Cc10 C10 CRDO8 .39 32 .031 .05 .035 H1,1.1,2, 15,16, 17
H5.1,5.2,6,7,8,9, 20.1,

Cc18 C18 CRD15 .70 .57 .059 .07 .063 21,22 23

C25 C25 CRD20 .98 .81 .079 .08 .083 H10, 11, 24, 25, 31

Front and Back Corner Rounding
Multi Flute

.004 R

.004

Do
Detail A

S17 S$170 F CRDO8 .67 .60 .031 .05 .035 6 H3, 3.3, 4,5, 18, 19, 20
H5.1,5.2,6,7,8,9, 20.1,
S20 $200 F CRD15 .79 .66 .059 .07 .063 6 01,22, 23

Order example: S200 F CRD15 MT8

* For complete toolholder description see pages B07-22 and 23
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K51 Carmex s CMT Vertical Milling
Steel Toolholders

With internal coolant

Version A

Version B

H1 SRC 0500 E10 1/2 .29 .74 2.8 S5 K5 A
H1.1 SRC 0500 F10 c10 1/2 .31 .98 3.1 S5 K5 A
H2 SRC 0625 G10 5/8 .29 .74 3.5 S5 K5 A
H3 SRC 0500 E12 1/2 .35 .98 28 S10 K10 A
H3.1 SRC 0500 G12 c12, S17 172 .39 1.57 3.5 S10 K10 A
H4 SRC 0625 G12 5/8 .35 .98 3.5 S10 K10 A
H5 SRC 0625 H12 5/8 .35 1.37 4.0 S10 K10 A
H5.1 SRC 0625 F18 5/8 A7 .98 3.1 S16 K16 A
H5.2 SRC 0625 G18 5/8 47 1.57 35 S16 K16 A
H6 SRC 0625 H18 18, S20 5/8 .54 1.90 4.0 S16 K16 A
H7 SRC 0750 H18 3/4 .54 1.27 4.0 S16 K16 A
H8 SRC 0750 J18 3/4 .54 1.90 4.5 S16 K16 A
H9 SRC 0750 L18 3/4 .54 2,92 55 S16 K16 A
H10 SRC 1000 J25 co5 1 .69 1.91 4.5 S27 K27 A
H11 SRC 1000 M25 1 .69 3.28 59 S27 K27 A
H12 SRC 0750 P35 3/4 .87 4.41 6.7 S33 K33 B
H13 SRC 1000 H35 S35 1 .87 1.55 3.9 S33 K33 A
H14 SRC 1000 K35 1 .87 2.34 5.1 S33 K33 A

Order example: SRC 0625 H18
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CMT Vertical Milling K52 Carmex: nusmrna
Carbide Shank Toolholders

With internal coolant

Version A

Version B

H15 CRC 0312 L13 K10 5/16 .29 1.37 5.0 S5 K5 A
H16 CRC 0312 K10 C10 5/16 312 -—- 5.0 S5 K5 A
H17 CRC 0375 L17 M10 3/8 .29 1.77 5.9 S5 K5 A
H18 CRC 0375 L15 M12 3/8 .35 1.65 6.0 S10 K10 A
H19 CRC 0375 M12 C12, 817 3/8 .375 --- 6.0 S10 K10 A
H20 CRC 0500 L22 P12 1/2 .35 2.28 6.8 S10 K10 A
H20.1 CRC 0500 L22 P18 1/2 A7 2.28 7.0 S10 K16 A
H21 CRC 0500 P18 18, S20 1/2 .500 === 7.0 S16 K16 A
H22 CRC 0625 L18 R18 5/8 .54 1.90 7.8 S16 K16 A
H23 CRC 0625 L29 R18 5/8 .54 2.92 7.8 S16 K16 A
H24 CRC 0625 R25 Co5 5/8 .69 7.1 8.2 S27 K27 B
H25 CRC 0750 L33 S25 3/4 .69 3.36 10.0 S27 K27 A
H26 CRC 0750 S35 S35 3/4 .87 8.84 10.4 S33 K33 B

Order example: CRC 0625 L18 R18

Toolholders without Weldon
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K5h Carmex i CMT Vertical Milling
Modular Holders

Carmex presents a new CMT modular tooling system , provides
efficiency and flexibility.

The modular system enables you to assemble an optimized tools per
application, and eliminates the need for specials.

Features and Benefits:

e High stability and accuracy.

e Arigid tool assembly allows to increase cutting depth without losing
stability.

e Substantial reduction of tool inventory.

e Can be used with the standard CMT inserts C25/S35.

e With internal coolant supply.
. e Each modular CMT tool can be used with large range of Carmex

extensions, also compatible with common steel or carbide extensions
available in the market.

Product Identification - Ordering Codes

p el

CMT line, CMT modular Shank Insert Type Length of Toolholder

S=Screw tooling system Diameter 25=C25
35=S35

Neck Length
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Extension

N

H31 SRCM 25 B C25 .71 M10x1.5 | 1.50 2.3 S27 K27

H32 SRCM 35 C S35 .66 M12x1.75 | 1.97 2.8 S33 K33

For Carmex Extensions, see page B06-4
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K52 Carmex s CMT Vertical Milling
CMT Multi Insert Milling Cutters

CMT indexable milling inserts and cutters for
Grooving, Chamfering and Threading

. Inserts

® |nsert profiles are fully ground

® Spiral inserts for smooth cutting operation

® Three cutting edges on each insert

® For a wide range of materials and applications

Carbide grade: MT7

Milling cutters / Disc milling cutter

® 4 - 8 inserts per holder, for high productivity
® For use with Carmex standard CMT S35 toolholders

® The milling cutters are coated with a special layer (silver color) for high
anti-corrosive resistance and extra protection against cutting burrs

Demonstration
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Product Identification - Ordering Codes

Inserts
Spiral CMT G = Grooving 16 = Insert size . Grooving .
. R =Right hand
insert C = Chamfering IC3/8 E HO5 = Groove depth Carbide Grade
T =Threading 0.5mm
Chamfering
H20 = Chamfer size
2.0 mm
Y
Grooving
W12 = Groove width 1.2 mm
Threading
G60/N60 = Partial profile
Toolholders
Clamping Shank Cutting Insert type
method Diameter Diameter 116=1C3/8
S=Screw 1000=1 41=161

55=2.17
2480=248




K5h Carmex v CMT Vertical Milling
Groove Milling v

DIN 471 /472

SG 16 R W14 .055 .004
SG 16 R W17 .067 .004
SG 16 R W19 .077 .006
SG 16 R W22 .089 .006 H27, 28, 29
SH6 3/8
SG 16 R W27 .108 .008
SG 16 R W32 128 .008
SG 16 R W42 167 .008
SG 16 R W43 A71 .008 H27, 29, 30
Right hand cutting

SI16 3/8 SG 16 L w43 A7 .008 H30

Left hand cutting

*Maximum groove depth (T max) according to the toolholder.

* For complete toolholder description see pages B07-29 and 30
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CMT Vertical Milling K52 Carmex: nusmrna
Groove Milling with Chamfer

DIN 471 /472

SG16 RW12 HO5 | .047 020
SG 16 RW14 HO7 | .055 028
SG16 RW14 HO8 | .055 033 004 45°
SG16 RW17 HO8 | .067 033
SG16 RW17 H10 | .067 039
SG16 RWI9 H12 | 077 049
Si6 3/8 SG 16 R W22 H15 089 059 H27, 28,29
SG16 RW27 H15 | 108 059
SG16 R W27 H17 | .108 069 006 45
SG16 RW32 H17 | .128 069
SG 16 R W42 H20 | .167 079
SG16 RWA2 H25 | 167 098

Right hand cutting

Chamfering :

SC 16 R H20 .079 .008 90°
SI16 3/8 H27, 28, 29
SC 16 R H19 .075 .020 90°

Right hand cutting

* For complete toolholder description see pages B07-29 and 30
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Partial Profile 60°-ISO, UN

Same insert for internal and external thread

Int. 1.5 -3.0 Int. 16-8

ST 16 R G60
Ex. 1.25-3.0 Ex. 20-8

SH6 3/8 H27, 28, 29

Int. 3.5 -5.0 Int. 7-5

ST 16 R N60
Ex. 3.0 -4.5 Ex. 86

Right hand cutting

* For complete toolholder description see pages B07-29 and 30
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Toolholders

Milling Cutter - Arbor

T max

D
Cutting Diameter

H27 SRI 41- 116 Sl16 1.61 1.31 14 49 47 S16S K16

Right hand cutting
To connect to the standard CMT toolholders S35: SRC 2035 K, SRC 2535 H, SRC 2535 K, CRC 2035 S

Milling Cutter - Shell Mill

T max

D1 d

D
Cutting Diameter

H28 SRI 2480-116 SI16 248 | 224 a2 1.75 1.73 | 1.00 S16S K16

Right hand cutting
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Milling Cutter - Weldon Shank

T max

D
Cutting Diameter

H29 SRI 1000-116 Sl16 1.61 1.00 14 49 47 4.9 S§16S K16

Right hand cutting

Milling Cutter - Disc Milling

Left Hand Insert Right Hand Insert

T max

Cutting Diameter

H30 SRI 55-116 Sl16 217 .61 .32 .28 S16M K16

Right hand cutting
To use only with inserts SG 16 RW43, and SG 16 L W43
To connect to the standard CMT toolholders S35: SRC 0750 P35, SRC 1000 H35, SRC 1000 K35, CRC 0750 S35.
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Mill-Thread Solid Carbide |BOS8

Advantages of Mill-Thread Solid Carbide

e Thread is generated in one pass. ® Longer tool life due to special multi-layer coating.
e Spiral flutes allow smooth cutting action. e Same tool can be used for a variety of materials.
® Shorter machining time due to multi, 3 to 6 flutes.  ® Excellent surface finish.

e 2.2 mm and up cutting diameter. Low cutting pressure allows thin wall machining.
e Threads up to shoulder in blind hole. ® Same tool used for R.H and L.H. threads.

MT - Thread Mills without internal coolant

MTB - Thread Mills with internal coolant bore for blind holes

MTZ - Thread Mills with internal coolant through the flutes

MTQ - Thread Mills that include relieved neck for deep work pieces
FMT - Fast Thread Mills with internal coolant bore

Demonstrain AMT - Solid Carbide Thread Mills for Aluminum machining
EMT - Thread Mills For External Threads

Contents: Contents:

Product Identification 2 BSPT - without coolant bore - MT 18

ISO - without coolant bore - MT 3 with internal coolant bore - MTB 18
with internal coolant bore - MTB 4 with internal coolant through the flutes - MTZ 19
with internal coolant through the flutes - MTZ 5 NPT - without coolant bore - MT 20
with relieved neck and internal coolant bore - MTQ 6 with internal coolant bore - MTB 20
with internal coolant bore - FMT 7 with internal coolant through the flutes - MTZ 21
with internal coolant bore - AMT 8 NPTF - without coolant bore - MT 21
with internal coolant bore and cutting chamfer - AMT 8 with internal coolant bore - MTB 22

UN - without coolant bore - MT 9 with internal coolant through the flutes - MTZ 22
with internal coolant bore - MTB 10 Solid Carbide Tapered End Mills 23
with internal coolant through the flutes - MTZ 1 NPS - with internal coolant bore - MTB 24
with relieved neck and internal coolant bore - MTQ 12 NPSF - with internal coolant bore - MTB 24
with internal coolant bore - FMT 13 MJ - Internal Thread - MTB 25
with internal coolant bore - AMT 13 UNJ - Internal Thread - MTB 25
with internal coolant bore and cutting chamfer - AMT 14 PG DIN 40430 - with internal coolant bore MTB 26

G (55°) - without coolant bore - MT 14 Mill - Thread Solid Carbide for External Threads EMT 27
with internal coolant bore - MTB 15 ISO 27
with internal coolant through the flutes - MTZ 15 UN 27
with internal coolant bore - FMT 16 MJ 28

Whitworth - with internal coolant bore - MTB 17 UNJ 28
with internal coolant through the flutes - MTZ 17
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Mill-Thread Solid Carbide

Product Identification
Mill-Thread Solid Carbide Ordering Codes

_|ur} Jo2sod ¢ Jos §rolisol-cl

l

E = External
F =FMT
A=AMT

Y

Mill
Thread
Y

A

l

The Approximate
Cutting Length

A

B = With Internal Coolant

Z = Internal Coolant
through the Flutes

Q =Tools for Threading
Deep Holes

Shank Diameter

0250= 1/4
0312=5/16
0375=3/8
0500=1/2
0625 =5/8
0750=3/4
1000=1

03 =3mm
06 = 6mm
08 =8mm
10=10mm
12=12mm
16 =16mm
20=20mm
25=25mm

No. of
Flutes

IToOOTmON

oNOYU DWW

l

l

l

Thread Pitch

Thread
Profile

ISO
UN
W
BSPT
NPT
NPTF
NPS
NPSF
PG
MJ
UNJ

Cutting

Chamfer

Carbide
Grade

MT7
MT8
K20




Mill-Thread Solid Carbide & Carmex s
ISO :

Tools for Internal Thread N I 4
D d
T

A
A

Grade P M S H
MT7 [ o ) o) o)

I?nltr?lh coz';/:se filxle Ordering Code d D yl?l't:sf I L

0.5 M3 M4 MT 0250 C02 0.5 ISO 1/4 .087 3 .21 25
0.5 M5 MT 0250 C04 0.5 1SO 1/4 .150 3 A1 25
0.5 M6, M8 MT 0250 D04 0.5 ISO 1/4 .209 4 A1 2.5
0.7 M4 MT 0250 C03 0.7 ISO 1/4 122 3 .29 2.5
0.75 M6, M8 MT 0250 C04 0.751SO 1/4 A77 3 40 2.5
0.75 M6, M8 MT 0250 C05 0.75I1SO 1/4 197 3 .52 25
0.8 M5 MT 0250 C04 0.8 ISO 1/4 142 3 .36 25
0.8 M5 MT 0250 C05 0.8 ISO 1/4 157 3 .52 25
1.0 M6 M8 MT 0250 C04 1.0 ISO 1/4 157 3 A1 2.5
1.0 M6 M8 MT 0250 C06 1.0 ISO 1/4 157 3 .57 2.5
1.0 M8, M9 MT 0250 C05 1.0 ISO 1/4 .236 3 49 25
1.0 M10 MT 0312 D07 1.0 ISO 5/16 .313 4 .65 25
1.25 M8 M10 MT 0250 C06 1.251SO 1/4 197 3 57 25
1.25 M8 M10 MT 0250 C07 1.251SO 1/4 197 3 .76 25
1.5 M10 M12 MT 0312 C07 1.5 ISO 5/16 .276 3 .68 25
1.5 M10 M12 MT 0312 C09 1.5 ISO 5/16 .276 3 .98 25
1.5 M14 MT 0375 D09 1.5 ISO 3/8 375 4 .86 3.0
1.5 M14 MT 0500 D11 1.5 ISO 1/2 472 4 1.15 3.5
1.5 M16, M18 MT 0625 D12 1.5 ISO 5/8 .551 4 1.27 4.0
1.5 M20 MT 0625 F13 1.5 ISO 5/8 .625 6 1.33 4.0
1.75 M12 MT 0312 C08 1.751SO 5/16 313 3 .79 25
1.75 M12 MT 0312 C011 1.75ISO 5/16 313 3 1.14 2.5
2.0 M14 M17 MT 0375 C11 2.0 ISO 3/8 375 3 1.06 3.0
2.0 M14 M17 MT 0375 C15 2.0 ISO 3/8 375 3 1.54 4.0
2.0 M16 M18, M20 MT 0500 D11 2.0 ISO 1/2 472 4 1.06 3.5
2.0 M16 M18, M20 MT 0500 D15 2.0 ISO 1/2 .500 4 1.54 4.0
2.0 M26 MT 0750 F16 2.0 ISO 3/4 .750 6 1.61 4.0
25 M18, M20 MT 0625 D13 2.5 ISO 5/8 .551 4 1.33 4.0
2.5 M18, M20 MT 0625 D19 2.5 ISO 5/8 .551 4 1.92 4.0
3.0 M24 M28 MT 0625 C16 3.0 ISO 5/8 .625 3 1.59 4.0
3.0 M24 M28 MT 0625 C23 3.0 ISO 5/8 .625 3 2.31 4.5
3.0 M27 M28, M30 MT 0750 D17 3.0 ISO 3/4 .750 4 1.71 4.0

Order example: MT 1212 D27 2.0 ISO MT7 @ First choice O Alternative

For thread mills with coolant bore see following pages
For small thread mills see pages B09-3,4, 11, 15,17 and B11-3,6
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&52. Carmex v Mill-Thread Solid Carbide

ISO With internal coolant bore
Tools for Internal Thread N o

Grade P M S H
MT7 [ ) ) [e) ® | <47 HRc

Fr)rl1t?nh comse fi'xle Ordering Code < D I';llﬂi:sf | L
0.5 M5 MTB 0250 C04 0.5 ISO 1/4 .150 3 A1 25
0.7 M4 MTB 0250 C02 0.7 ISO 1/4 122 3 .29 25
0.75 M6, M8 MTB 0250 C04 0.75 ISO 1/4 A77 3 40 25
0.75 M12, M14 MTB 0375 D09 0.75 ISO 3/8 375 4 .96 3.0
0.8 M5 MTB 0250 C03 0.8 ISO 1/4 .150 3 .36 25
0.8 M5 MTB 0250 C05 0.8 ISO 1/4 157 3 .52 2.5
1.0 M6 MTB 0250 C04 1.0 ISO 1/4 .181 3 41 2.5
1.0 M6 MTB 0250 C06 1.0 ISO 1/4 181 3 .57 25
1.0 M8 MTB 0250 C05 1.0 ISO 1/4 .250 3 .50 25
1.0 M10 MTB 0312 D06 1.0 ISO 5/16 312 4 .65 25
1.0 M12 MTB 0375 D09 1.0 ISO 3/8 375 4 .96 3.0
1.25 M8 M10 MTB 0250 C05 1.25 ISO 1/4 .249 3 .57 2.5
1.25 M8 M10 MTB 0250 C07 1.25 ISO 1/4 .249 3 .76 25
1.5 M10 M12 MTB 0312 C06 1.5 ISO 5/16 .306 3 .67 2.5
1.5 M10 M12 MTB 0312 C09 1.5 ISO 5/16 .306 3 .98 2.5
1.5 M14 MTB 0375 D08 1.5 ISO 3/8 .375 4 .86 3.0
1.5 M15-M19 MTB 0500 D10 1.5 ISO 1/2 .500 4 1.04 4.0
1.5 M20 MTB 0625 F13 1.5 ISO 5/8 .625 6 1.33 4.0
1.75 M12 MTB 0375 C07 1.75 ISO 3/8 .354 3 .79 3.0
1.75 M12 MTB 0375 C11 1.75 ISO 3/8 .354 3 1.14 3.0
2.0 M14 M17 MTB 0375 C10 2.0 ISO 3/8 375 3 1.06 3.0
2.0 M14 M17 MTB 0500 D16 2.0 ISO 1/2 433 4 1.54 4.0
2.0 M16 M18, M20 MTB 0500 D10 2.0 ISO 1/2 465 4 1.06 4.0
2.0 M16 M18, M20 MTB 0500 D15 2.0 ISO 1/2 465 4 1.54 4.0
2.0 M26 MTB 0750 F16 2.0 ISO 3/4 .750 6 1.61 4.0
2.5 M20 MTB 0625 E13 2.5 ISO 5/8 .591 5 1.33 4.0
25 M20 MTB 0625 E19 2.5 ISO 5/8 .591 5 1.92 4.0
3.0 M24 M28 MTB 0750 D15 3.0 ISO 3/4 .709 4 1.59 4.0
3.0 M24 M28 MTB 0750 D23 3.0 ISO 3/4 .709 4 2.30 5.0
3.0 M27 M28, M30 MTB 0750 D17 3.0 ISO 3/4 .750 4 1.71 4.0
Order example: MTB 08078 C17 1.5 ISO MT7 @ First choice O Alternative

For thread mills with coolant through the flutes see next page
For small thread mills see pages B09-3,4, 11, 15,17 and B11-3,6
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Mi"'Th I’ead SOIid Carbide @ Carmex Precision Tools Ltd.

ISO With internal coolant through the flutes
Tools for Internal Thread i»ﬂ(—

ek

T%I*A L

A
y

Grade P M S H
MT7 [ ) ) [e) ® | <47 HRc

Fr’rl;[r%h cog/:se fi“rfe Ordering Code mdm D 'I;llzigsf I L
1.0 M6 M8 MTZ 06048 C10 1.0 1SO 6 .189 3 41 2.3
1.0 M8, M9 MTZ 0606 C12 1.0 ISO 6 .236 3 49 2.3
1.0 M10 MTZ 0808 D16 1.0 1SO 8 315 4 65 25
1.25 M8 M10 MTZ 0606 C14 1.25ISO 6 .236 3 57 2.3
1.25 M8 M10 MTZ 0606 C19 1.251SO 6 236 3 76 2.3
1.5 M10 M12 MTZ 08078 C17 1.5 1SO 8 .307 3 67 2.5
1.5 M10 M12 MTZ 0808 C23 1.5 ISO 8 315 3 92 25
1.5 M14 MTZ 1010 D21 1.5 ISO 10 394 4 .86 2.9
15 M14,M16 | MTZ1212D26 1.5 ISO 12 472 4 1.03 3.3
1.5 M16, M18 | MTZ 1414 D32 1.5 ISO 14 551 4 1.27 4.0
1.5 M20 MTZ 1616 E33 1.5 ISO 16 630 5 1.33 4.0
1.75 M12 MTZ 1009 C20 1.751SO 10 .354 3 79 2.9
1.75 M12 MTZ 1009 C28 1.751SO 10 .354 3 1.14 2.9
2.0 M14 M17 MTZ 1010 C27 2.0 ISO 10 394 3 1.06 2.9
2.0 M16 M18,M20 | MTZ 12118 D27 2.0 ISO 12 465 4 1.06 3.3
25 M20 MTZ 1615 E33 2.5 ISO 16 591 5 1.33 4.0
Order example: MTZ 08078 C17 1.5 I1SO MT7 @ First choice O Alternative

For small thread mills see pages B09-3,4, 11, 15,17 and B11-3,6
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&52. Carmex v Mill-Thread Solid Carbide

ISO With relieved neck and internal coolant bore
Tools for Internal Thread |

ek

Y

Grade P M S H
MT7 ) ) ° le) ® | <47 HRc

'?n't%h filxle Ordering Code mdm D gl?l't:sf 11 I L
1.0 9=12 MTQ 1010 D32 1.01ISO 10 394 4 .71 1.26 2.9
1.0 g=14 MTQ 1212 D38 1.0 ISO 12 AT72 4 .83 1.50 3.3
1.0 0=18 MTQ 1616 F45 1.01SO 16 .630 6 1.02 1.77 41
1.5 0=13 MTQ 1010 D30 1.51SO 10 .394 4 71 1.18 2.9
1.5 0=15 MTQ 1212 D34 1.51SO 12 472 4 77 1.36 3.3
1.5 9=19 MTQ 1616 F43 1.51SO 16 .630 6 1.00 1.71 41
1.5 0 =23 MTQ 2020 F60 1.51SO 20 .787 6 1.42 2.36 4.1
2.0 9=16 MTQ 1212 D42 2.0 ISO 12 472 4 .94 1.65 3.3
2.0 9 =20 MTQ 1616 E45 2.0 ISO 16 .630 5 1.02 1.77 41
2.0 Q=24 MTQ 2020 F56 2.0 ISO 20 .787 6 1.34 2.20 41
3.0 Q=22 MTQ 1616 D45 3.0 ISO 16 .630 4 1.18 1.77 41
3.0 Q=26 MTQ 2020 E54 3.0 ISO 20 .787 5 1.30 2.13 41
3.5 0 =26 MTQ 2020 D45 3.51SO 20 .787 4 1.10 1.79 4.1
4.0 0 =31 MTQ 2525 D64 4.0 ISO 25 .984 4 1.58 2.52 6.3

Order example: MTQ 1010 D30 1.5 ISO MT7 @ First choice O Alternative

For small thread mills see pages B09-3,4, 11, 15,17 and B11-3,6
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Mi"'Th I’ead SOIid Carbide @ Carmex Precision Tools Ltd.

ISO Fast MT with internal coolant bore

Tools for Internal Thread

@ A unique line of solid carbide thread milling tools (FMT) for increased
productivity and extended tool life.

® Large number of flutes results in significantly shorter machining time.

Carbide grade MT8:

Sub Micron grade with advanced PVD triple coating (ISO K10-K20).
Extremely high heat resistance and smooth cutting operation for high performance in
normal and general machining conditions on all materials.

<
|}
Q
‘
]
= J

Detail A

Grade P | M S H

MT8 o | o e | O ® | <52HRc
Pitch M M - d
mm S e Ordering Code mm D Df | Flutes | If L
0.5 M3 M3.5 *FMT 06024 D6 0.5 ISO 6 .094 | 173 4 .25 .29 2.3
0.5 M4,M5 FMT 06033 E8 0.5 ISO 6 130 | .209 5 .33 .37 2.3
0.7 M4 FMT 06032 E7 0.7 ISO 6 126 | .189 5 .29 .32 2.3
0.75 M6 FMT 0805 F12 0.751SO 8 197 | 276 6 .49 .53 2.5
0.8 M5 FMT 0604 E9 0.8 ISO 6 157 | 224 5 .36 .40 2.3
1.0 M6 M8 FMT 08048 F10 1.0 I1SO 8 .189 | .268 6 A1 45 25
1.0 M10 M12 FMT 12087 G20 1.0 ISO 12 343 | .461 7 .81 .87 3.3
1.25 M8 M10 FMT 10064 G14 1.25 ISO 10 .252 | .378 7 .57 .63 2.9
1.5 M10 M14 FMT 1008 G17 1.5 ISO 10 315 | .386 7 .68 72 2.9
1.75 M12 FMT 12095 G20 1.75 ISO 12 374 | .461 7 .79 .83 3.3
2.0 M14, M16 M18 FMT 1411 G29 2.0 ISO 14 433 | .528 7 1.14 1.19 3.3

Order example: FMT 1008 G17 1.5 ISO MT8 @ First choice O Alternative

* Without internal coolant

For small thread mills see page B09-17
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&52. Carmex v Mill-Thread Solid Carbide

ISO With internal coolant bore

Tools for Internal Thread

Thread length: 2xD

Grade P M S H

K20 o o ) ° )
|?’nltr?nh coxse filxle Ordering Code mdm D Itllﬂigsf I L
0.5 M3 M4 *AMT 03024 C6 0.5 ISO 3 .094 3 .27 15
0.5 M5 AMT 06043 C10 0.5 ISO 6 .169 3 .42 2.3
0.7 M4 AMT 06031 C8 0.7 ISO 6 122 3 .35 2.3
0.75 M6 AMT 0605 C130.75ISO 6 197 3 .52 2.3
0.8 M5 AMT 0604 C100.8 ISO 6 157 3 42 2.3
1.0 M6 AMT 06048 C13 1.0 ISO 6 .189 3 .53 2.3
1.0 M10 AMTO0808 D211.0 ISO 8 .315 4 .85 25
1.25 M8 M10 AMT 08064 C16 1.25 ISO 8 .252 3 .66 2.5
15 M10 AMTO0808 C211.5 ISO 8 315 3 .86 25
1.5 M14 AMT 12112 D29 1.5 ISO 12 441 4 1.15 3.3
1.75 M12 AMT 10095 D25 1.75 ISO 10 .374 4 1.00 2.9
2.0 M16 M17 AMT14126 D35 2.0 ISO 14 .496 4 1.38 3.3

Order example: AMT 08064 C16 1.25 SO K20
* Without internal coolant

ISO With internal coolant bore and cutting chamfer
Tools for Internal thread

Thread length: 2xD
Grade P | M S H
K20 o o ° o °
Pitch M M f d No. of
mm coarse fine Ordering Code mm o = Flutes I I L
0.8 M5 AMT 0604 C100.8 ISO-C 6 157 | .21 3 42 .45 2.3
1.0 M6 AMT 08048 C13 1.0 ISO-C 8 .189 | .25 3 .52 .56 25
1.25 M8 M10 AMT 10064 C16 1.25 ISO-C 10 | .252 | .33 3 .66 .70 29
1.5 M10 AMT 1208 C21 1.5 ISO-C 12 | .315 | .41 3 .36 91 3.3
Order example: AMT 10064 C16 1.25 1SO-C K20
For information about AMT Thread Mills and cutting data see page B12-16 @ First choice O Alternative
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Mill-Thread Solid Carbide &52. Carmex mesomasia
UN

Tools for Internal Thread

e
-y
b
>l e ke

A4

Grade P M S H
MT7 [ o) [ ) o)

Fieh UNC UNF UNEF Ordering Code d D ro.of | L
40 5 MT 0250 C02 40 UN | 1/4 098 3 24 | 25
32 8 10 12 MT 0250 C02 32 UN | 1/4 126 3 27 | 25
28 1/4 MT 0250 C04 28 UN | 1/4 157 3 45 | 25
28 1/4 MT 0250 CO6 28 UN | 1/4 205 3 59 | 25
28 7/16-1/2 | MT 0250 C0528 UN | 1/4 236 3 57 | 25
24 5/16 MT 0250 C06 24 UN | 1/4 197 3 56 | 25
24 3/8 | 9/16-5/8 | MT0312C0824UN | 516 | .276 3 81 | 25
20 1/4 MT 0250 CO5 20 UN | 1/4 177 3 48 | 25
20 7/16-1/2 MT 0312 CO820UN | 5/16 | .276 3 83 | 25
20 3/4-1 | MT 0500 E11 20 UN 12 472 5 108 | 35
18 5/16 MT 0250 CO6 18 UN | 1/4 197 3 58 | 25
18 5/16 MT 0250 CO8 18 UN | 1/4 236 3 81 | 25
18 9/16-5/8 | 11/8-15/8 | MT0375D10 18 UN | 3/8 375 4 103 | 3.0
16 3/8 MT 0250 CO7 16 UN | 1/4 236 3 66 | 25
16 3/8 MT 0312 C09 16 UN | 516 | .291 3 97 | 25
16 3/4 MT 0500 D1216 UN | 1/2 472 4 122 | 35
14 7116 MT 0312 CO8 14 UN | 5/16 | .276 3 8 | 25
14 7116 MT 0375 C1114UN | 378 335 3 1.1 3.0
14 7/8 MT 0625 E1514UN | 5/8 501 5 146 | 40
13 172 MT 0312 CO9 13UN | 516 | .312 3 88 | 25
13 1/2 MT 0375 D12 13UN | 3/8 375 4 127 | 3.0
12 9116 MT 0375 C1012UN | 3/8 375 3 104 | 3.0
12 9116 MT 0500 D14 12UN | 1/2 457 4 146 | 35
12 1-11/2 MT 0625 E16 12UN | 5/8 625 5 163 | 40
11 5/8 MT 0375 C11 11 UN 3/8 375 3 114 | 3.0
11 5/8 MT 0500 D15 11 UN 1/2 472 4 150 | 35
10 3/4 MT 0500 C14 10UN | 1/2 472 3 135 | 35
10 3/4 MT 0625 EI9 10 UN | 5/8 579 5 195 | 40
9 7/8 MT 0625 C15 9UN | 5/8 501 3 150 | 4.0
8 1 MT 0625 C17 8UN | 5/8 625 3 169 | 4.0
7 11/8-11/4 MT 0750 D17 7UN | 3/ 750 4 178 | 4.0

Order example: MT 1615 E37 14 UN MT7 @ First choice O Alternative

For thread mills with coolant bore see following pages
For small thread mills see pages B09-5, 6, 12, 15,17 and B11-4, 6
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&52. Carmex v Mill-Thread Solid Carbide

UN With internal coolant bore

Tools for Internal Thread

Grade P M S H
MT7 [ [ ) ) ® | <47 HRc

Fieh UNC UNF UNEF Ordering Code d p | Moo | L
32 8 10 12 MTB 0250 C0232UN | 1/4 | .126 3 27 25
32 5/16 MTB 0250 CO532UN | 1/4 | .250 3 58 25
32 3/8 MTB 0312 D07 32UN | 516 | .312 4 74 25
28 1/4 MTB 0250 C0428 UN | 1/4 | .197 3 44 25
28 1/4 MTB 0250 CO6 28 UN | 1/4 | .205 3 59 25
28 716-1/2 | MTBO0250CO528UN | 1/4 | .250 3 56 25
24 5/16 MTB 0312 CO524 UN | 5/16 | .260 3 56 25
24 3/8 | 916-5/8 | MTBO0312D0824UN | 5/6 | .312 4 81 25
20 1/4 MTB 0250 CO420 UN | 1/4 | .185 3 48 25
20 7/16-1/2 MTB 0312 C0820 UN | 5/6 | .312 3 83 25
20 12 MTB 0375D0820UN | 3/8 | .375 4 88 3.0
20 3/4-1 MTB 0500 EI020UN | 1/2 | .500 5 1.07 4.0
18 5/16 MTB 0250 CO518 UN | 1/4 | .220 3 58 25
18 5/16 MTB 0250 CO8 18UN | 1/4 | .236 3 81 25
18 9/16-5/8 | 11/8-15/8| MTB0500D1018UN | 1/2 | .445 4 1.03 4.0
16 3/8 MTB 0312 CO6 16 UN | 5/16 | .264 3 66 25
16 3/8 MTB 0312 CO9 16 UN | 5/16 | .291 3 97 25
16 3/4 MTB 0500 D1216 UN | 1/2 | .500 4 1.22 4.0
14 7116 MTB 0312C0814UN | 516 | .303 3 82 25
14 7116 MTB0375C1114UN | 3/8 | .335 3 1.11 3.0
14 7/8 MTB 0625 E1414UN | 58 | .625 5 1.46 4.0
13 12 MTB0375C08 13UN | 3/8 | .362 3 89 3.0
13 12 MTB0375D1213UN | 3/8 | .375 4 1.27 3.0
12 9/16 MTB 0500 C10 12UN | 1/2 | .413 3 1.04 4.0
12 9/16 MTB 0500 D14 12UN | 1/2 | .457 4 1.46 4.0
12 11172 MTB 0625 E16 12UN | 58 | .625 5 1.63 4.0
11 5/8 MTB 0500 C11 11 UN | 1/2 | .449 3 1.14 4.0
11 5/8 MTB0500D1511UN | 1/2 | .472 4 1.50 4.0
10 3/4 MTB 0625 DI310UN | 58 | .567 4 1.35 4.0
10 3/4 MTB 0625 E1910UN | 58 | .579 5 1.95 4.0
9 7/8 MTB0625C15 9UN | 58 | .625 3 1.50 4.0
8 1 MTB 0750 D16 8UN | 3/4 | .750 4 1.69 40
7 11/8-11/4 MTB 0750 D17 7UN | 3/4 | .750 4 178 40

Order example: MTB 1212 D31 16 UN MT7 ® First choice O Alternative

For thread mills with coolant through the flutes see next page
For small thread mills see pages B09-5, 6, 12, 15,17 and B11-4, 6
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Mi"'Th read SOIid Carbide @ Carmex Precision Tools Ltd.

UN with internal coolant through the flutes

Tools for Internal Thread P

AT

D

e e

A
Y

Grade P M S H
MT7 [ ) ) [e) ® | <47 HRc

Fich | UNC | UNF | UNEF Ordering Code g D | N | L
28 1/4 MTZ 0605 C1128 UN 6 197 3 44 2.3
28 716-1/2 | MTZ0606 C14 28 UN 6 236 3 56 2.3
24 5/16 MTZ 08066 C14 24 UN 8 260 3 56 25
24 3/8 | 9/16-5/8 | MTZ0808 D21 24 UN 8 315 4 81 2.5
20 7116 MTZ 0808 C21 20 UN 8 315 3 83 25
20 172 MTZ 1010 D22 20 UN 10 394 4 88 2.9
20 3/4-1 MTZ 1212 E27 20 UN 12 472 5 | 1.07 3.3
18 5/16 MTZ 06056 C14 18 UN 6 220 3 58 23
18 5/16 MTZ 0606 C20 18 UN 6 236 3 81 2.3
18 9/16-5/8|11/8-15/8| MTZ 12113 D26 18 UN 12 445 4 | 1.03 33
16 3/8 MTZ 08067 C16 16 UN 8 264 3 66 25
16 3/8 MTZ 08074 C24 16 UN 8 291 3 97 25
16 3/4 MTZ 1212 D31 16 UN 12 472 4 | 122 3.3
14 7116 MTZ 08077 C20 14 UN 8 303 3 82 25
14 7116 MTZ 10085 C28 14 UN 10 335 3 | 1.1 2.9
14 7/8 MTZ 1616 E37 14 UN 16 630 5 | 1.46 4.0
13 1/2 MTZ 10092 C22 13 UN 10 362 3 89 2.9
13 1/2 MTZ 10098 D32 13 UN 10 386 4 | 127 2.9
12 9/16 MTZ 12105 C26 12 UN 12 413 3 | 1.04 3.3
12 9/16 MTZ 12116 D37 12 UN 12 457 4 | 146 3.3
12 1-11/2 MTZ 1616 E4112 UN 16 630 5 | 163 4.0
11 5/8 MTZ 12114 C28 11 UN 12 449 3 | 114 3.3
10 3/4 MTZ 16144 D34 10 UN 16 567 4 | 135 4.0

Order example: MTZ 0808 D21 24 UN MT7 @ First choice O Alternative

For small thread mills see pages B09-5, 6, 12, 15,17 and B11-4, 6
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&52. Carmex v Mill-Thread Solid Carbide

UN With relieved neck and internal coolant bore
Tools for Internal Thread

< >

Grade P M S H
MT7 [ ) ) ) o ® | <47 HRc
F-?-}glh Tg{ggd Ordering Code mdm D Itllgigsf 1 [ L
20 Q= .47 MTQ 1010 D30 20 UN 10 394 4 70 1.20 2.9
20 @ =.55 MTQ 1212 E35 20 UN 12 472 5 .80 1.40 3.3
20 0=.71 MTQ 1616 F43 20 UN 16 .630 6 1.00 1.70 4.1
18 0 =.59 MTQ 1212 D35 18 UN 12 472 4 .78 1.39 3.3
16 0 =.59 MTQ 1212 D35 16 UN 12 472 4 .81 1.38 3.3
16 0=.75 MTQ 1616 E42 16 UN 16 .630 5 1.00 1.69 4.1
16 0=.91 MTQ 2020 F58 16 UN 20 787 6 1.44 2.31 41
14 @=.79 MTQ 1616 E45 14 UN 16 .630 5 1.00 1.78 4.1
12 0 =.63 MTQ 1212 D42 12 UN 12 472 4 1.00 1.67 3.3
12 @ =.95 MTQ 2020 E55 12 UN 20 .787 5 1.33 217 4.1
Order example: MTQ 1212 D35 16 UN MT7 @ First choice O Alternative

For small thread mills see pages B09-5, 6, 12, 15,17 and B11-4, 6
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Mi"'Th read SOIid Carbide @ Carmex Precision Tools Ltd.

L

A
\

UN Fast MT with internal coolant bore |

Tools for Internal Thread

-

D d
lDf ? | A T
If \
45°
_ ¥
Detail A Grade P | M S H
MT8 e o e | O | ® |<52HRc
Pitch . d No. of
TPI UNC UNF UNEF Ordering Code mmil 2 Df Flutes | If L
28 1/4 FMT 08052 F11 28 UN 8 |.205 | .283 6 44 .48 2.5
28 7/16-1/2 FMT 12098 H19 28 UN | 12 | .386 | .465 8 a7 .81 3.3
24 5/16 FMT 10066 G14 24 UN | 10 | .260 | .378 7 .56 .62 2.9
24 3/8 9/16, 5/8, 11/16 | FMT 12082 G17 24 UN | 12 | .323 | .417 7 .69 74 3.3
20 1/4 *FMT 08048 E1220 UN | 8 |.189 | .268 5 .48 .52 2.5
20 7116 FMT 12092 H21 20 UN | 12 | .362 | .449 8 .83 .87 3.3
20 1/2 3/4,7/8, 1 FMT 14111 H22 20 UN | 14 | .437 | .531 8 .87 .92 3.3
18 5/16 FMT 1006 F14 18 UN | 10 | .236 | .331 6 .58 .63 2.9
18 9/16,5/8 | 11/16,11/8 FMT 16125 H26 18 UN | 16 | .492 | .591 8 1.03 | 1.08 41
16 3/8 FMT 10074 F16 16 UN | 10 | .291 | .378 6 .66 .70 2.9
16 3/4 FMT 20167 H34 16 UN | 20 | .657 | .760 8 1.34 | 1.39 41
14 7116 7/8 FMT 12085 F20 14 UN | 12 | .335 | .421 6 .82 .87 3.3
13 1/2 FMT 12098 F24 13 UN | 12 | .386 | .465 6 .96 | 1.00 3.3
12 9/16 1 FMT 16116 F26 12 UN | 16 | .457 | .598 6 1.04 | 1.11 4.1
11 5/8 FMT 1612 F33 11 UN | 16 | .472 | .606 6 1.31 1.38 41
Order example: FMT 08048 E12 20 UN MT8
* without internal coolant
For small thread mills see page B09-17
UN with internal coolant bore
Tools for Internal Thread
Thread length: 2xD
Grade P | M S | H
K20 o o ° ° °
Pitch ; d No. of
TPI UNC UNF UNEF Ordering Code mm D Flutes I L
32 8 10 12 AMT 06032 C9 32 UN 6 .126 3 .36 2.3
28 1/4 AMT 06052 C14 28 UN 6 .205 3 .55 2.3
24 3/8 9/16-5/8 AMT 0808 D20 24 UN 8 315 4 .81 25
20 1/4 AMT 06048 C14 20 UN 6 .189 3 .57 2.3
20 716 AMT 10092 C23 20 UN 10 .362 3 .92 2.9
18 5/16 AMT 0606 C17 18 UN 6 .236 3 .69 2.3
18 9/16-5/8 |1 1/8-15/8) AMT 1212 D30 18 UN 12 472 4 1.19 3.3
16 3/8 AMT 08074 C21 16 UN 8 .291 3 .84 2.5
16 3/4 AMT 1616 E38 16 UN 16 .630 5 1.53 41
For information about AMT Thread Mills and cutting data see page B12-16 @ First choice O Alternative
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&52. Carmex v Mill-Thread Solid Carbide

UN with internal coolant bore and cutting chamfer
Tools for Internal Thread

Thread length: 2xD
Grade P | M S | H
K20 oo | e | e | e
Pitch : d No. of
TPI UNC UNF UNEF Ordering Code mm D Df Flutes | If L
20 1/4 AMT 08048 C14 20UN-C 8 .189 27 3 57 .61 2.5
18 5/16 AMT 1006 C17 18UN-C 10 .236 .33 3 .69 .74 29
16 3/8 AMT 12074 C21 16UN-C 12 .291 .39 3 .84 .89 3.3
Order example: AMT 12074 C21 16 UN-C K20
For information about AMT Thread Mills and cutting data see page B12-16
P
vy i i’
G (55°) BSF, BSP o ;
Same Tool for Internal and External Thread Pl 1 ] ] ‘ )

Grade P | M S | H
MT7 e O | e | O | O

l?l'-tgr Standard Ordering Code mdm D I’;lI?J't:sf I L
28 G1/16-G1/8 MT 0606 C9 28 W 6 .236 3 .38 2.3
19 G1/4-3/8 MT 0808 C14 19 W 8 315 3 .55 2.5
14 G1/2-7/8 MT 1212D1914 W 12 472 4 .75 3.3
14 G1/2-7/8 MT 1212 D26 14 W 12 472 4 1.04 3.3
1 G=1 MT1212C24 11 W 12 472 3 .95 3.3
11 G=>1 MT 1616 D38 11 W 16 .630 4 1.50 4.1
11 G=1 MT 2020 E47 11 W 20 787 5 1.86 41

Order example: MT 1212 D19 14 W MT7

For small thread mills see pages B09-7, B09-14 and B11-5
For thread mills with coolant see next page @ First choice O Alternative
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Mi"'Th I’ead SOIid Carbide @ Carmex Precision Tools Ltd.

G (55°) BSF, BSP With internal coolant bore

Same Tool for Internal and External Thread i S—— i
d
A

@w

e

Grade P M S H
MT7 [ [ ) [e) ® | <47 HRc

PT"F‘EIh Standard Ordering Code mdm D 'I;ll?jtgsf | L
28 G1/8 MTB 08078 C14 28 W 8 .307 3 .56 25
28 G1/8 MTB 0808 C20 28 W 8 .315 3 .80 2.5
19 G1/4 MTB 1010 D16 19 W 10 394 4 .66 2.9
19 G1/4 MTB 1211 D27 19 W 12 433 4 1.08 3.3
19 G3/8 MTB 1414 D26 19 W 14 .551 4 1.03 3.3
19 G3/8 MTB 1414 D34 19 W 14 .551 4 1.34 3.3
14 G1/2-7/8 MTB 1616 E26 14 W 16 .630 5 1.04 4.1
11 G2>1 MTB 1616 D38 11 W 16 .630 4 1.50 41
11 G>1 MTB 2020 E47 11 W 20 787 5 1.86 41

Order example: MTB 1010 D16 19 W MT7
For small thread mills see pages B09-7, B09-14 and B11-5

G (55°) BSF, BSP With internal coolant through the flutes

Same Tool for Internal and External Thread P

3T

ek

TH|4A L ‘

<
<

Y

Grade P M S H
MT7 ) ) ) le) ® | <47 HRc

Pitch : No. of

T'F‘il Standard Ordering Code mdm D Flﬂtgs | L
28 G1/8 MTZ 08078 C14 28 W 8 .307 3 .56 25
19 G1/4-3/8 MTZ 1010 D16 19 W 10 .394 4 .66 2.9
14 G1/2-7/8 MTZ 1616 E26 14 W 16 .630 5 1.04 4.0
11 G=>1 MTZ 1616 D38 11 W 16 .630 4 1.50 4.0

Order example: MTZ 08078 C14 28 W MT7

For small thread mills see pages B09-7, B09-14 and B11-5 ® First choice O Alternative




&52. Carmex v Mill-Thread Solid Carbide

G (55°) Fast MT With internal coolant bore

Same Tool for Internal and External Thread

< > |
r‘

! . -t

Grade P | M S H
MT8 ° ° [ o ® | <52 HRc
Pitch ] d No. of
'Il'lgl Standard Ordering Code mm D FI?ths | L
28 G1/8 FMT 08078 H14 28 W 8 .307 8 .56 25
19 G1/4-3/8 FMT 1010 G16 19 W 10 .394 7 .66 2.9
14 G1/2-7/8 FMT 1414 H26 14 W 14 .551 8 1.04 3.3
11 G=1 FMT 1616 H38 11 W 16 .630 8 1.50 41
Order example: FMT 1616 H38 11TW MT8 @ First choice O Alternative
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Mill-Thread Solid Carbide
Whitworth with internal coolant bore

P
Same Tool for Internal and External Thread ' < =
D—S ——————————————————— — d
7% PR
) ) ! , )
L .
Grade P M S H
MT7 [ ) ) o ® | <47 HRc
Pitch ] d No. of
TPI BSW BSF Ordering Code P D Bl | L
20 1/4 MTB 06046 C13 20 W 6 .181 3 .52 2.3
20 3/8 MTB 08076 D19 20 W 8 .299 4 .78 2.5
18 5/16 MTB 06056 C16 18 W 6 .220 3 .64 2.3
18 7116 MTB 10088 D23 18 W 10 .346 4 .92 2.9
16 3/8 MTB 0807 D1916 W 8 .276 4 .78 2.5
16 1/2-9/16 MTB 1010 E26 16 W 10 .394 5 1.03 2.9
14 7116 MTB 0808 D22 14 W 8 315 4 .89 2.5
14 5/8-11/16 | MTB 14128 E31 14 W 14 .504 5 1.25 3.3
12 1/2-9/16 3/4-13/16 | MTB 1009 D26 12 W 10 .354 4 1.04 2.9
11 5/8 7/8 MTB 12118 E33 11 W 12 .465 5 1.32 3.3
10 3/4 1 MTB 1414 E3910 W 14 .551 5 1.55 41
9 7/8 11/8 MTB 1616 E43 9 W 16 .630 5 1.72 41
Order example: MTB 06046 C13 20 W MT7
hi h
Whitworth with internal coolant through the flutes
Same Tool for Internal and External Thread i»ﬁe" n
D d
P e ) ‘T
< ;‘
Grade P M S H
MT7 ) ) ) l¢) ® | <47 HRc
Pitch q d No. of
TPI BSW BSF Ordering Code T D s | L
20 1/4 3/8 *MTZ 06046 C1220 W 6 .181 3 .48 2.3
18 5/16 7/16 MTZ 06053 C14 18 W 6 .209 3 .58 2.3
16 3/8 MTZ 08068 C16 16 W 8 .268 3 .66 2.5
16 1/2-9/16 MTZ 10092 D24 16 W 10 .362 4 .97 2.9
14 7116 5/8-11/16 MTZ 08078 D20 14 W 8 307 4 .82 2.5
12 1/2 3/4-13/16 MTZ 10086 D24 12 W 10 .339 4 .96 2.9
11 5/8 7/8 MTZ 12109 D28 11 W 12 429 4 1.14 3.3

Order example: MTZ 08068 C16 16 W MT7
* Cutter without coolant

@ First choice

O Alternative

0




& Carmex vmiwnma Mill-Thread Solid Carbide
BSPT 27

Same Tool for Internal and External Thread

>l al>

ﬂo

<7|—>‘
<

<€

A\

Grade P M S H
MT7 [ ) o ) o] o)

F?‘g{‘ Standard Ordering Code mdm D H?J't é’; | L
28 RC1/16-1/8 MT 0606 C9 28 BSPT 6 .236 3 .37 2.3
19 RC1/4-3/8 MT 0808 C14 19 BSPT 8 315 3 .55 25
14 RC1/2-7/8 MT 1212 D19 14 BSPT 12 472 4 .75 3.3
11 RC1-2 MT 1616 D28 11 BSPT 16 .630 4 1.14 41
Order example: MT 1616 D28 11 BSPT MT7
For thread mills with coolant through the flutes see next page
For conical preparation end mills see page B08-23
BSP T with internal coolant bore
Same Tool for Internal and External Thread
P
S
D — —d
T

Grade P M S H
MT7 ° ° ° o ® | <47 HRc

Pitch . No. of
T'tgl Standard Ordering Code mdm D FI?ths | L
28 RC1/8 MTB 08078 C14 28 BSPT 8 .307 3 .56 25
19 RC1/4-3/8 MTB 1010 D16 19 BSPT 10 .394 4 .66 2.9
14 RC1/2-7/8 MTB 1616 E26 14 BSPT 16 .630 5 1.04 4.1
11 RC1-2 MTB 1616 D28 11 BSPT 16 .630 4 1.14 4.1
Order example: MTB 08078 C14 28 BSPT MT7
@ First choice O Alternative
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Mi"'Th I’ead SOIid Carbide @ Carmex Precision Tools Ltd.

BSP T with internal coolant through the flutes

Same Tool for Internal and External Thread .

e

D

e,

<
<

ek

y

=N W
144

A_

Grade P M S H
MT7 ) ) ) l¢) ® | <47 HRc

Pitch ] No. of
'II'I(D:I Standard Ordering Code mdm D Fl?mgs | L
28 RC1/8 MTZ 08078 C14 28 BSPT 8 .307 3 .56 25
19 RC1/4-3/8 MTZ 1010 D16 19 BSPT 10 .394 4 .66 29
14 RC1/2-7/8 MTZ 1616 E26 14 BSPT 16 .630 5 1.04 4.0
11 RC1-2 MTZ 1616 D28 11 BSPT 16 .630 4 1.14 4.0
Order example: MTZ 1010 D16 19 BSPT MT7 @ First choice O Alternative

For conical preparation end mills see page B08-23




& Carmex vmiwnma Mill-Thread Solid Carbide
NPT

Same Tool for Internal and External Thread P
v v
D d
Me 1 *

A

Grade P M S H
MT7 [ o ) o] o)

Fich Standard Ordering Code d D Ro. of | L
27 116 MT 0250 C0327 NPT 1/4 230 3 39 25
27 18 MT 0250 C0427 NPT 1/4 250 3 39 25
18 1/4-3/8 MT 0312 C0618 NPT 5/16 312 3 58 25
14 1/2-3/4 MT 0500 D08 14 NPT 1/2 500 4 82 35
115 1.2 MT 0625 D11 11.5 NPT 5/8 625 4 1.09 4.0

8 >21/2 MT 0750 D16 8 NPT 3/4 750 4 1.56 40

Order example: MT 0808 C14 18 NPT MT7

NP T With internal coolant bore

Same Tool for Internal and External Thread N e

Grade P M S H
MT7 [ [ ) [e) ® | <47 HRc

Bl'-tglh Standard Ordering Code d D I’;llﬂ't gsf | L

27 1/8 MTB 0312 C04 27 NPT 5/16 .299 3 .43 2.5

18 1/4-3/8 MTB 0375 D06 18 NPT 3/8 .375 4 .64 3.0

14 1/2-3/4 MTB 0625 D08 14 NPT 5/8 .610 4 .89 4.0

1.5 1-2 MTB 0750 D11 11.5 NPT 3/4 .750 4 1.17 4.0

8 =21/2 MTB 0750 D15 8 NPT 3/4 .750 4 1.56 4.0

Order example: MTB 1010 D16 18 NPT MT7
For thread mills with coolant through the flutes see next page
For conical preparation end mills see page B08-23 @ First choice O Alternative
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Mi"'Th I’ead SOIid Carbide @ Carmex Precision Tools Ltd.
NPT with internal coolant through the flutes

Same Tool for Internal and External Thread

P

= ST v
: d
T:— | —»1 L “T

\ Konus 1:16

Grade P M S H
MT7 ° ° ° o ® | <47 HRc

El'-tglh Standard Ordering Code mdm D II;II(L)J'tg; | L
27 1/8 MTZ 08076 C10 27 NPT 8 .299 3 43 2.5
18 1/4-3/8 MTZ 1010 D16 18 NPT 10 .394 4 .64 29
14 1/2-3/4 MTZ 16155 D22 14 NPT 16 .610 4 .89 4.0
Order example: MTZ 08076 C10 27 NPT MT7
Same Tool for Internal and External Thread :
N 2
D d
T(— | *»‘ T

Y

Grade P | M S H
MT7 ° (o) ) o) o)
Pitch : No. of
TPI Standard Ordering Code d D e | L
27 1/16 MT 0250 C03 27 NPTF 1/4 .230 3 .39 25
27 1/8 MT 0250 C04 27 NPTF 1/4 .250 3 .39 2.5
18 1/4-3/8 MT 0312 C06 18 NPTF 5/16 312 3 .58 2.5
14 1/2-3/4 MT 0500 D08 14 NPTF 1/2 .500 4 .82 3.5
11.5 1-2 MT 0625 D11 11.5 NPTF 5/8 .625 4 1.09 4.0
8 =21/2 MT 0750 D16 8 NPTF 3/4 .750 4 1.56 4.0

Order example: MT 1212 D20 14 NPTF MT7

For thread mills with coolant bore see next page
For conical preparation end mills see page B08-23 @ First choice O Alternative
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Mill-Thread Solid Carbide

A®
@ Car mex Precision Tools Ltd.

NP TF With internal coolant bore
Same Tool for Internal and External Thread N —>i<? 0y

Grade P M H
MT7 ° ° ° o <47 HRc
PT",SIh Standard Ordering Code d D II;II?J't g | L
27 1/8 MTB 0312 C04 27 NPTF 5/16 .299 3 43 25
18 1/4-3/8 MTB 0375 D06 18 NPTF 3/8 .375 4 .64 3.0
14 1/2-3/4 MTB 0625 D08 14 NPTF 5/8 .610 4 .89 4.0
11.5 1-2 MTB 0750 D11 11.5 NPTF 3/4 .750 4 1.17 4.0
8 =21/2 MTB 0750 D15 8 NPTF 3/4 .750 4 1.56 4.0
Order example: MTB 16155 D22 14 NPTF MT7
NPTF with internal coolant through the flutes
Same Tool for Internal and External Thread P
z x2
D d
Pl T
Grade P | M H
MT7 ° ° ° o <47 HRc
i . No. of
F_’I|_t|;3|h Standard Ordering Code mdm D FICL)JteOs | L
27 1/8 MTZ 08076 C10 27 NPTF 8 .299 3 43 25
18 1/4-3/8 MTZ 1010 D16 18 NPTF 10 .394 4 .64 29
14 1/2-3/4 MTZ 16155 D22 14 NPTF 16 .610 4 .89 4.0

Order example: MTZ 1010 D16 18 NPTF MT7

For conical preparation end mills see page B08-23

B08-22

@ First choice

O Alternative




Mill-Thread Solid Carbide K52 Carmext s
Solid Carbide Tapered End Mills

Solid carbide tapered end mills are used for milling preparation of
conical threads before the thread milling operation.

Advantages:

# Increases the tool life of mill thread cutters and indexable inserts.

* Equal and uniform load along the cutting edge of the mill thread
cutter.

* Shorter machining time during the mill thread operation, due to
the tapered preparation.

* Same tool for internal and external preparation.

. No. of :
Ordering Code d D | L Flutes Size

NPT 1/16-1/8
SC0652D12 6 mm .20 47 2.3 4 NPTF 1/16 - 1/8

BSPT 1/16 - 1/8

NPT 1/8-1
SC0375D09 3/8 32 95 3.0 4 NPTF 1/8 - 1

BSPT 1/8 - 1

NPT 1/4-3
SC0500D12 12 42 1.26 3.5 4 NPTF 1/4 -3

BSPT 1/4 -3

Order example: SC 0500D12 MT7

Internal Preparation
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Mill-Thread Solid Carbide

NPS With internal coolant bore

Same Tool for Internal and External Thread - Inch Shank

Pitch
TPI

27
18
14
11.5

Standard

1/8
1/4-3/8
1/2-3/4

1-2

Ordering Code

MTB0312C04 27 NPS
MTB0375D06 18 NPS
MTB0625D08 14 NPS
MTB0750D11 11.5 NPS

Order example: MTB 0375 D06 18 NPS MT7

NPSF With internal coolant bore

Same Tool for Internal and External Thread - Inch Shank

Pitch
TPI

27
18
14
115

Standard

1/8
1/4-3/8
1/2-3/4

1-2

Ordering Code

MTB0312C04 27 NPSF
MTB0375D06 18 NPSF
MTB0625D08 14 NPSF
MTB0750D11 11.5 NPSF

Order example: MTB 0312 C04 27 NPSF MT7

B08-24

" —H< v
= —————- — ¢
I P SN ‘T

»a L -
Grade M H
MT7 ° ° o <47 HRc
No. of
d D Flutes I L
5/16 .299 3 43 2.5
3/8 .375 4 .64 3.0
5/8 .610 4 .89 4.0
3/4 .750 4 1.17 4.0
4 ot N
= -
A !
>
Grade M H
MT7 ) [ o) <47 HRc
No. of
d D Flutes ' L
5/16 .299 3 43 2.5
3/8 .375 4 .64 3.0
5/8 .610 4 .89 4.0
3/4 .750 4 1.17 4.0

@ First choice

O Alternative




A®
@ C(ll” mex Precision Tools Ltd.

Mill-Thread Solid Carbide

M.’ With internal coolant bore

Tools for internal thread b
N I s
D%\' fffffffffffffffffff — d
K3 ! | t

Grade P M

S H
) le) ® | <47 HRc

MT7 ) )
Pitch ] d No. of
s Thread Ordering Code o D Flutes | L
0.7 MJ4 MTB 06032 C8 0.7 MJ 6 126 3 .32 2.3
0.8 MJ5 MTB 0604 C100.8 MJ 6 157 3 .39 2.3
1.0 MJ6 MTB 06048 D121.0 MJ 6 .189 4 .49 2.3
1.25 MJ8 MTB 08064 D15 1.25 MJ 8 .252 4 .61 2.5
1.5 MJ10 MTB 0808 D201.5 MJ 8 315 4 .80 2.5
1.75 MJ12 MTB 10095 D23 1.75 MJ 10 374 4 .93 2.9
Order example: MTB 06048 D12 1.0 MJ MT7
UN.I With internal coolant bore
Tools for internal thread o
" —H< v
D->> fffffffffffffffffff — d
. 1
Grade P M S H
MT7 ) ) ) l¢) ® | <47 HRc
Pitch q d No. of
TP UNJC UNJF Ordering Code mm D Flutes | L
28 1/4 MTB 06052 D13 28 UNJ 6 .205 4 52 2.3
24 5/16 MTB 08066 D16 24 UNJ 8 .260 4 .65 2.5
24 3/8 MTB 10082 D19 24 UNJ 10 .323 4 77 2.9
20 1/4 MTB 06048 C13 20 UNJ 6 .189 3 .52 2.3
20 7/116-1/2 MTB 10092 D22 20 UNJ 10 .362 4 .87 2.9
18 5/16 MTB 0606 C16 18 UNJ 6 .236 3 .64 2.3
16 3/8 MTB 08074 D19 16 UNJ 8 .291 4 .78 2.5
14 7/16 MTB 10085 D22 14 UNJ 10 .335 4 .89 2.9
13 1/2 MTB 10098 D26 13 UNJ 10 .386 4 1.04 2.9
12 9/16 MTB 12116 D28 12 UNJ 12 457 4 1.13 3.3

Order example: MTB 0606 C16 18 UNJ MT7

@ First choice

O Alternative
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Mill-Thread Solid Carbide

P G DIN 40430 - With internal coolant bore

Same Tool for Internal and External Thread

Pitch
TPI

20
18
16

Standard

Pg 7
Pg9, 11,135, 16
Pg 21, 29, 36, 42, 48

Ordering Code

MTB 1010 D19 20 PG
MTB 1212 D20 18 PG
MTB 1212 D23 16 PG

Order example: MTB 1212 D20 18 PG MT7

B08-26

@ First choice

o < 2
= -
. 1
Grade P M S H
MT7 ) ) ° le) <47 HRc
d No. of
mm D Flutes I L
10 .394 4 .78 2.9
12 472 4 .81 3.3
12 472 4 91 3.3

O Alternative




Mi"'Th read SOIid Carbide @ Carmex Precision Tools Ltd.

Mill - Thread Solid Carbide for
External Threads

Advantages:
® Excellent surface finish thanks to the spiral flutes
® Short machining time due to multi 3 to 5 flutes

ISO

el

A
A

Grade P M S H
MT7 [ ) ) o ® | <47 HRc

Pitch . d No. of
mm Ordering Code mm D Flutes | L
1.0 EMT 1010 D16 1.0 ISO 10 .394 4 .65 2.9
1.0 EMT 1212 E20 1.0 ISO 12 472 5 .81 3.3
1.25 EMT 1010 D16 1.25 ISO 10 .394 4 .67 2.9
1.5 EMT 1010 D15 1.5 ISO 10 394 4 .62 2.9
1.5 EMT 1212D20 1.5 ISO 12 472 4 .80 3.3
1.75 EMT 1212 D20 1.75 ISO 12 AT72 4 .79 3.3
2.0 EMT 1010 C17 2.0 ISO 10 .394 3 .67 29
2.0 EMT 1212 D21 2.0 ISO 12 472 4 .83 3.3
Order example: EMT 1010 D15 1.5 1SO MT7
P
Y J
UN : d
Pl ) I 1

Grade P M S H
MT7 [ ) ) o ® | <47 HRc

Pitch q d No. of

TPI Ordering Code Bh D Flutes | L

24 EMT 1010 D16 24 UN 10 394 4 .65 2.9

20 EMT 1212 E21 20 UN 12 472 5 .83 3.3
18 EMT 1212 D20 18 UN 12 472 4 .81 3.3
16 EMT 1212 D21 16 UN 12 472 4 .84 3.3
14 EMT 1212 D20 14 UN 12 472 4 .82 3.3
12 EMT 1212 D20 12 UN 12 472 4 .79 3.3

Order example: EMT 1212 D20 18 UN MT7 @ First choice O Alternative
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Mill-Thread Solid Carbide

MJ

Pitch
mm

1.0
1.0
1.25
1.5
1.5
1.75
2.0
2.0

Order example: EMT 1010 C21 2.0 MJ MT7

Ordering Code

EMT 1010 D20 1.0 MJ
EMT 1212 E241.0 MJ
EMT 1010 D19 1.25 MJ
EMT 1010 D21 1.5 MJ
EMT 1212 D26 1.5 MJ
EMT 1212 D27 1.75 MJ
EMT 1010 C21 2.0 MJ
EMT 1212 D27 2.0 MJ

mm

10
12
10
10
12
12
10
12

. UNJ unic, unsF, UNJEF, UNJS

TPI

32
28
24
20
18
16
14
12

Order example: EMT 0808 D17 28 UNJ MT7

For cutting data information see page B12-12

B08-28

Ordering Code

EMT 0606 C13 32 UNJ
EMT 0808 D17 28 UNJ
EMT 1010 D20 24 UNJ
EMT 1212 E27 20 UNJ
EMT 1212 D26 18 UNJ
EMT 1212 D26 16 UNJ
EMT 1212 D26 14 UNJ
EMT 1212 D26 12 UNJ

mm

10
12
12
12
12
12

.394
472
.394
.394
472
472
.394
472

.236
315
.394
472
472
472
AT72
472

P
A R
D d
Pl ) ‘T
Grade M S H
MT7 ) ) ) ® | <47 HRc
No. of
Flutes ! L
4 .81 2.8
5 .96 3.3
4 .76 2.8
4 .86 2.8
4 1.04 3.3
4 1.07 3.3
3 .83 2.8
4 1.06 3.3
P
v v
D d
Pl ) \T
Grade M S H
MT7 o ° l¢) ® | <47 HRc
No. of
Flutes ! L
3 .55 2.2
4 .70 2.5
4 .81 2.8
5 1.07 3.3
4 1.03 3.3
4 1.03 3.3
4 1.04 3.3
4 1.04 3.3

@ First choice

O Alternative




Mini Mill-Thread 'B09

MTS

® Threading from ISO M1 x 0.25 and 0-80UN.

® Working in high cutting speed.

@ Short machining time.

® | ow cutting forces thanks to the short profile.
® No broken taps.

® Machining of hardened materials up to 45 HRc.

Advantages
® Enables machining in deep holes.

® Same tool can produce a wide range of threads
and pitches.

® Same tool can produce both External and Internal
threads.

® Coolant through the flutes is very effective for
deep holes.

@ Spiral flutes allow smooth cutting action.

® Shorter machining time due to multi (3 to 5) flutes.

® Longer tool life due to special triple coating.

Contents: Page:
Product Identification 2
MTS 3-8
ISO 3-4
UN 5-6
G (55°) BSW, BSP 7
MJ 8
UNJ 8
MTS Dental 9
ISO 9
UN 9
MTSB 10-12
ISO 1
UN 12

MTSB

Solid carbide thread mills with internal coolant
bore and increased number of flutes for high
performance, shorter cycle time and improved
tool life.

MTI - For threading deep parts

FMTI

Thread mills with a large number of flutes

that enables to achieve significant shorter
machining time, increased productivity and high
performance.

Contents: Page:
G 55° BSP 12
MTI 13-16
Partial Profile 60° 13
Partial Profile 60° with internal coolant 14
Partial Profile 55° 14
ISO 15
UN 15
Trapez-DIN 103 16
Acme 16
FMTI Multi Flute 17
ISO 17
UN 17
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Mini Mill-Thread

Product Identification
Mini Mill-Thread MTS Ordering Codes

MTS

Mini Mill
Thread

B
Coolant
Bore

No. of Flutes

C=3
D=4
E=5

Shank Diameter

Metric
03= 3mm
06= 6 mm
08= 8 mm
10=10 mm
12=12mm
16 =16 mm

Inch
0250 = 1/4

0312=5/16

0375=3/8
0500=1/2
0625 =5/8

0250 C 35 0.7 ISO -L

Thread Thread Profile
PItCh ISO

UN
G55°
UNJ

MJ

The Approximate Long Grade

Cutting Length

Mini Mill-Thread MTI Ordering Codes

MTI =Thread Mills

F=FMTI

MTI 06

Shank Diameter

Metric
03= 6 mm
06= 6 mm
08= 8 mm
10=10 mm
12=12mm
16 =16 mm

05

Cutting Diameter

05=.197
08=.315
10=.394
12=.472
14 = 551
16 =.620

D

20 A6l

No. of Flutes Approximate Thread Profile
C=3 (Cltzilng, Loy Partial Profile 60°
— 20= .79 Partial Profile 55
D=4
E=5 28=1.10 1ISO
30=1.18 UN
35=1.38 ACME
38=1.50
39=154 TRAPEZ
40=1.57
45=1.77
50=1.97 Grade
MT8
MT11
MT6
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M i n i M i I I'Th rea d @ Cal’ mex Precision Tools Ltd.
MTS R

Carbide grade: MT7

Sub-Micron grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
To be run at medium to high cutting speeds. General purpose for all materials.

Demonstration
— e
ISO ﬁi
Tools for Internal Thread ‘
"
b — 1 B 2

>
Grade P M S H
MT7 ) o) ) ) ® | <45HRc

l?nltfnh Cog/lrse FMe Clfateiintg Sede ¢ D glﬁztgsf I L -I;:ihergtatlwd
0.25 M1, M1.1 MTS 03007 C2 0.251SO 3 mm .028 3 .10 1.5 2.5xD1
0.25 M1.2 M1.4 MTS 03009 C3 0.25 ISO 3 mm .035 3 A2 1.5 2xD1
0.3 M1.4 MTS 03011 C4 0.3 ISO 3 mm .041 3 .16 1.5 3xD1
0.35 | M1.6,M1.8 | M2, M2.5 MTS 03012 C5 0.351SO 3 mm .047 3 .19 1.5 3xD1
0.35 | M1.6,M1.8 | M2, M2.5 MTS 06012 C5 0.351SO-L 6 mm .047 3 .19 41 3xD1
0.35 M5, M6 MTS 06045 D14 0.35 ISO 6 mm A77 4 .57 2.3 3xD1
0.4 M2 MTS 0250 C18 0.4 ISO 1/4 .060 3 .18 2.5 2xD1
0.4 M2 MTS 06016 C4 0.4 ISO-L 6 mm .060 3 .18 4.1 2xD1
0.4 M2 MTS 03016 C6 0.4 ISO 3 mm .060 3 .24 1.5 3xD1
0.4 M2 MTS 03016 C10 0.4 ISO 3 mm .060 3 41 1.5 5xD1
0.45 M2.2 MTS 0250 C20 0.451SO 1/4 .065 3 .20 2.5 2xD1
0.45 M2.2 MTS 03017 C7 0.451SO 3 mm .065 3 .28 1.5 3xD1
0.45 M2.5 MTS 0250 C22 0.451SO 1/4 .077 3 .22 2.5 2xD1
0.45 M2.5 MTS 0602 C5 0.45I1SO-L 6 mm .077 3 .22 4.1 2xD1
0.45 M2.5 MTS 0250 C30 0.451SO 1/4 .077 3 .30 2.5 3xD1
0.45 M2.5 MTS 0602 C8 0.45I1SO-L 6 mm .077 3 .31 4.1 3xD1
0.45 M2.5 MTS 0302 C100.451SO 3 mm .077 3 41 1.5 4xD1
0.5 M3 MTS 0250 C26 0.5 ISO 1/4 .093 3 .26 2.5 2xD1
0.5 M3 MTS 06024 C6 0.5 ISO-L 6 mm .093 3 .26 41 2xD1
0.5 M3 MTS 0250 C37 0.5 ISO 1/4 .093 3 37 2.5 3xD1
0.5 M3 MTS 06024 C9 0.5 ISO-L 6 mm .093 3 37 41 3xD1
0.5 M3 MTS 03024 C12 0.5 ISO 3 mm .094 3 .49 1.5 4xD1
0.5 M3 MTS 03024 C15 0.5 ISO 3 mm .094 3 .61 1.5 5xD1
0.5 M4, M5 MTS 06034 D8 0.5 ISO 6 mm 134 4 .33 2.3 2xD1
0.5 M4, M5 MTS 06034 D12 0.5 ISO 6 mm 134 4 .49 2.3 3xD1
0.5 M6, M7 MTS 06054 D20 0.5 ISO 6 mm 211 4 .79 2.3 3xD1
0.6 M3.5 MTS 0250 C300.6 ISO 1/4 .108 3 .30 2.5 2xD1
0.6 M3.5 MTS 06028 C10 0.6 ISO 6 mm .108 3 41 2.3 3xD1
0.7 M4 MTS 0250 C350.7 ISO 1/4 122 3 .35 2.5 2xD1
0.7 M4 MTS 0250 C49 0.7 ISO 1/4 122 3 .49 2.5 3xD1
0.7 M4 MTS 06031 C12 0.7 ISO-L 6 mm 122 3 .49 41 3xD1
0.7 M4 MTS 06031 C16 0.7 ISO 6 mm 122 3 .66 2.3 4xD1
@ First choice O Alternative
_—
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@ Cal" mex Precision Tools Ltd. M i n i M i I I'Th rea d
I1SO

Tools for Internal Thread

<P
1 3
. | _Y
L N
< >
B D1 |
Grade P M S H
MT7 ° o ) ) ® | <45HRc
l:nltr(ilh Co'r:l/lrse FMe Ordering Code 4 o 'I;llzigsf I L Lherg;d
0.75 M4.5 M5 MTS 06034 C9 0.751SO 6 mm 134 3 .39 2.3 2xD1
0.75 M6 MTS 06049 D12 0.75 ISO 6 mm .193 4 .50 2.3 2xD1
0.75 M10, M12 MTS 0808 D25 0.75ISO 8 mm 315 4 .98 2.5 2.5xD1
0.8 M5 MTS 0250 C49 0.8 ISO 1/4 .150 3 .49 2.5 2xD1
0.8 M5 MTS 0250 C63 0.8 ISO 1/4 .150 3 .63 2.5 3xD1
0.8 M5 MTS 06038 C16 0.8 ISO-L | 6 mm .150 3 .63 4.1 3xD1
0.8 M5 MTS 0604 C200.8 ISO 6 mm 157 3 .82 2.3 4xD1
1.0 M6 M8 MTS 0250 C55 1.0 ISO 1/4 .183 3 .55 2.5 2xD1
1.0 M6 M8 MTS 0250 C79 1.0 ISO 1/4 .183 3 .79 2.5 3xD1
1.0 M6 M8 MTS 06047 C20 1.0 ISO-L | 6 mm .183 3 .79 41 3xD1
1.0 M6 M8 MTS 06048 C25 1.0 ISO 6 mm .189 3 .98 2.3 4xD1
1.0 M10, M12 MTS 0808 D31 1.0 ISO 8 mm 315 4 1.22 2.5 3xD1
1.25 M8 M10, M12 MTS 0250 C71 1.251S0O 1/4 .236 3 .71 2.5 2xD1
1.25 M8 M10, M12 MTS 0250 C94 1.25I1SO 1/4 .236 3 .94 2.5 3xD1
1.25 M8 M10, M12 MTS 0606 C24 1.251SO-L | 6 mm .236 3 94 41 3xD1
1.25 M8 M10, M12 MTS 08064 C33 1.25 ISO 8 mm .252 3 1.32 2.5 4xDA1
1.5 M10 M14,M16 MTS 0312 C91 1.5 ISO 5/16 .307 3 91 2.5 2xD1
1.5 M10 M14,M16 MTS 08078 C31 1.5 ISO 8 mm .307 3 1.24 2.5 3xD1
1.5 M10 M14,M16 MTS 08078 C31 1.5 ISO-L | 8 mm .307 3 1.24 4.1 3xD1
1.5 M10 M14,M16 MTS 0808 C411.5 ISO 8 mm 315 3 1.63 3.1 4xD1
1.75 M12 MTS 0375 C101.751SO 3/8 .354 3 1.02 3.0 2xD1
1.75 M12 MTS 1009 C37 1.751SO 10 mm| .354 3 1.49 2.9 3xD1
2.0 M14 M17 MTS 1010 D302.0 ISO 10 mm| .394 4 1.18 2.9 2xD1
2.0 M16 M18, M20 MTS 0500 D13 2.0 ISO 1/2 .465 4 1.38 3.5 2xD1
2.0 M16 M18, M20 MTS 12118 D50 2.0 ISO 12 mm| .465 4 1.97 41 3xD1
2.5 M20 MTS 0625 E16 2.5 ISO 5/8 .591 5 1.69 4.0 2xD1
Order example: MTS 06047 C14 1.0 1SO MT7 @ First choice O Alternative
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M i n i M i I I'Th rea d @ C(ll” mex Precision Tools Ltd.
UN

Tools for Internal Thread

—>p<t

] k!

v | _Y
< L - Grade | P | M s H

MT7 e O | e | ® e =<45HRc
e | unc | uNF Ordering Code d D | RO L Tdhés;d

80 0 MTS 0250 C16 80UN 1/4 .045 3 .16 2.5 3xD1
80 0 MTS 03012 C8 80UN 3 mm .045 3 .31 1.5 5xD1
72 1 MTS 0250 C15 72UN 1/4 .057 3 .15 2.5 2xD1
72 1 MTS 03015 C6 72UN 3 mm .057 3 .24 1.5 3xD1
64 1 2 MTS 0250 C15 64UN 1/4 .055 3 .15 2.5 2xD1
56 2 3 MTS 03016 C4 56UN 3 mm .065 3 A7 1.5 2xD1
56 2 3 MTS 0250 C17 56UN 1/4 .065 3 A7 2.5 2xD1
56 2 3 MTS 03016 C6 56UN 3 mm .065 3 .26 1.5 3xD1
56 2 3 MTS 0250 C26 56UN 1/4 .065 3 .26 2.5 3xD1
56 2 3 MTS 06016 C6 56UN-L 6 mm .065 3 .26 4.1 3xD1
56 2 3 MTS 03016 C9 56UN 3 mm .065 3 .36 1.5 4xD1
56 2 3 MTS 03016 C11 56UN 3 mm .065 3 .45 1.5 5xD1
48 3 4 MTS 0250 C20 48UN 1/4 .075 3 .20 2.5 2xD1
40 4 MTS 0250 C25 40UN 1/4 .083 3 .25 2.5 2xD1
40 4 MTS 06021 C6 40UN-L 6 mm .083 3 .25 4.1 2xD1
40 4 MTS 03021 C8 40UN 3 mm .083 3 .31 1.5 3xD1
40 4 MTS 0250 C31 40UN 1/4 .083 3 .31 2.5 3xD1
40 4 MTS 06021 C8 40UN-L 6 mm .083 3 .31 4.1 3xD1
40 4 MTS 03021 C12 40UN 3 mm .083 3 47 1.5 4xD1
40 5 6 MTS 0250 C28 40UN 1/4 .096 3 .28 2.5 2xD1
40 5 6 MTS 0250 C38 40UN 1/4 .096 3 .38 2.5 3xD1
36 8 MTS 0250 C35 36UN 1/4 .130 3 .35 2.5 2xD1
32 6 MTS 0250 C28 32UN 1/4 .100 3 .28 2.5 2xD1
32 6 MTS 06025 C7 32UN-L 6 mm .100 3 .28 4.1 2xD1
32 6 MTS 03025 C10 32UN 3 mm .100 3 41 1.5 3xD1
32 6 MTS 0250 C40 32UN 1/4 .100 3 41 2.5 3xD1
32 6 MTS 06025 C10 32UN-L 6 mm .100 3 41 4.1 3xD1
32 6 MTS 03025 C14 32UN 3 mm .100 3 .58 1.5 4xD1
32 8 MTS 0250 C37 32UN 1/4 .126 3 37 2.5 2xD1
32 8 MTS 06032 C9 32UN-L 6 mm .126 3 37 4.1 2xD1
32 8 MTS 0250 C49 32UN 1/4 .126 3 49 2.5 3xD1
32 8 MTS 06032 C12 32UN-L 6 mm .126 3 .49 4.1 3xD1
32 8 MTS 06032 C17 32UN 6 mm 126 3 .69 2.3 4xD1

Order example: MTS 06021C6 40 UN MT7 @ First choice O Alternative

—_—
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@ Car mex Precision Tools Ltd. M i n i M i I I'Th rea d
UN

Tools for Internal Thread

R—
d E
L2 | Y
D) > L N
= gl
Grade P | M S H
MT7 [ o ° ° ® | <45HRc
e une | uNF Ordering Code d D Elﬁt;’; | L Tdhégt"’;]d
32 10 MTS 0250 C41 32UN 1/4 146 3 41 25 | 2xD1
32 10 MTS 0250 C59 32UN 1/4 146 3 59 2.5 | 3xD1
32 10 MTS 06037 C15 32UN-L 6mm | .146 3 59 41 | 3xD1
32 10 MTS 06037 C20 32UN 6mm | .146 3 79 2.3 | 4xD1
28 12 MTS 0250 C43 28UN 1/4 165 3 43 25 | 2xD1
28 1/4 MTS 0250 C57 28UN 1/4 197 | 3 57 25 | 2xD1
28 1/4 MTS 0250 C75 28UN 1/4 197 | 3 75 25 | 3xD1
28 1/4 MTS 0605 C19 28UN-L 6mm | 197 | 3 75 41 | 3xD1
24 | 10,12 MTS 0250 C42 24UN 1/4 138 3 42 25 | 2xD1
24 | 10,12 MTS 06035 C15 24UN 6mm | .138 3 61 2.3 | 3xD1
24 | 10,12 MTS 06035 C15 24UN-L 6mm | .138 3 61 41 | 3xD1
24 5/16, 3/8 MTS 0312 C67 24UN 5/16 260 3 67 25 | 2xD1
24 5/16, 3/8 MTS 0312 C94 24UN 5/16 260 3 94 25 | 3xD1
20 1/4 MTS 0250 C55 20UN 1/4 187 | 3 55 25 | 2xD1
20 1/4 MTS 06047 C14 20UN-L 6mm | .187| 3 55 41 | 2xD1
20 1/4 MTS 0250 C75 20UN 1/4 187 | 3 75 25 | 3xD1
20 1/4 MTS 06047 C19 20UN-L 6mm | .187 | 3 75 41 | 3xD1
20 7/16 MTS 0312 C98 20UN 5/16 312 3 98 25 | 2xD1
20 7/16 MTS 0808 C34 20UN 8mm | 315| 3 1.36 25 | 3xD1
18 5/16 MTS 0250 C67 18UN 1/4 236 | 3 67 25 | 2xD1
18 5/16 MTS 0250 C91 18UN 1/4 236 | 3 91 25 | 3xD1
18 5/8 MTS 0500 D14 18UN 1/2 500 | 4 1.38 35 | 2xD1
18 5/8 MTS 1212 D49 18UN 12mm | 472 | 4 1.93 41 | 3xD1
16 3/8 MTS 0312 C87 16UN 5/16 264 | 3 87 25 | 2xD1
16 3/8 MTS 08067 C30 16UN 8mm | 264 | 3 1.19 25 | 3xD1
14 7/16 MTS 0312 C98 14UN 5/16 303 | 3 .98 25 | 2xD1
14 7/16 MTS 08077 C35 14UN 8mm | .303| 3 1.39 25 | 3xD1
13 1/2 MTS 0375 C10 13UN 3/8 362 | 3 1.08 3.0 | 2xD1
13 1/2 MTS 10092 C40 13UN 10mm | .362| 3 1.58 2.9 | 3xD1
12 9/16 MTS 0500 C12 12UN 1/2 413 | 3 1.24 35 | 2xDi
12 9/16 MTS 12105 C45 12UN 12mm | 413 | 3 1.77 41 | 3xD1
11 5/8 MTS 0500 C13 11UN 1/2 449 | 3 1.36 35 | 2xDi
11 5/8 MTS 12114 C50 11UN 12mm | 449 | 3 1.97 41 | 3xD1
10 3/4 MTS 0625 D16 10UN 5/8 567 | 4 1.63 40 | 2xD1
10 3/4 MTS 16144 D59 10UN 16mm | 567 | 4 2.35 41 | 3xD1
Order example: MTS 06035 C15 24 UN MT7 @ First choice O Alternative
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M i n i M i I I 'Th rea d @ Cal" mex Precision Tools Ltd.

G (55 Bsw, BsP
Same Tool for Internal and External Thread

—>H<£
D1 Q
Y | _Y
pE— L N
< >
Grade P | M S H
MT7 [ o ° ° ® | <45HRc
Pitch . d No. of
TPI Standard Ordering Code mm D Flutes | L
28 G 1/8 MTS 08078 C19 28 W 8 .307 3 77 25
19 G1/4-3/8 MTS 1010 D30 19 W 10 .393 4 1.18 2.9
14 G1/2-7/8 MTS 1212 D37 14 W 12 472 4 1.46 3.3
1 G=1 MTS 1616 D44 11 W 16 .630 4 1.73 4.1
Order example: MTS 1212 D37 14 W MT7 @ First choice O Alternative
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@ Car mex Precision Tools Ltd. M i n i M i I I'Th rea d

Carbide grade: MT8
Sub Micron grade with advanced PVD triple coating (ISO K10-K20).

Extremely high heat resistance and smooth cutting operation for high
performance in normal and general machining conditions on all materials.

M.l With internal coolant through the flutes
Tools for Internal Thread

»H«P

DT d
v Y P D1

| >
DI ! .|
B ~ Grade P M S H
MT8 ) ) ) l¢) ® | <62 HRc
Pitch . d No. of Thread
mm D1 Ordering Code mm D Flutes | L depth
*0.5 MJ3 MTS 03024 C7 0.5 MJ 3 .094 3 .30 1.5 2.5xD1
*0.7 MJ4 MTS 06032 C10 0.7 MJ 6 .126 3 .39 2.3 2.5xD1
*0.8 MJ5 MTS 06039 C12 0.8 MJ 6 154 3 .49 2.3 2.5xD1
*1.0 MJ6 MTS 06048 C15 1.0 MJ 6 .189 3 .59 2.3 2.5xD1
1.25 MJ8 MTS 08061 C20 1.25 MJ 8 .240 3 .79 2.5 2.5xD1
1.5 MJ10 MTS 0808 C25 1.5 MJ 8 315 3 .98 25 2.5xD1
1.75 MJ12 MTS 10092 C30 1.75 MJ 10 .362 3 1.18 29 2.5xD1
2.0 MJ14, MJ16 MTS 1010 C35 2.0 MJ 10 .394 3 1.38 29 2.5xD1

* Cutters without coolant
Order example: MTS 06048 C15 1.0 MJ MT8

UN.’ With internal coolant through the flutes
Tools for Internal Thread

P

»H«
{ dI o
o 4%\ L T Grade P | M S H
< > MTS e o | e O | e <52HRc
Pitch . d No. of Thread
TPI UNJC UNJF Ordering Code mm D Flutes | L depth
*32 6 MTS 06025 C7 32 UNJ 6 .100 3 .28 2.3 2.5xD1
* 32 8 10 MTS 06033 C10 32 UNJ 6 .130 3 41 23 2.5xD1
28 1/4 MTS 08051 C16 28 UNJ 8 .201 3 .63 2.5 2.5xD1
24 5/16, 3/8 MTS 08067 C20 24 UNJ 8 .264 3 .79 2.5 2.5xD1
*20 1/4 MTS 06049 C16 20 UNJ 6 .193 3 .63 2.3 2.5xD1
20 7116 MTS 0808 C28 20 UNJ 8 .315 3 1.10 25 2.5xD1
18 5116 MTS 08061 C20 18 UNJ 8 242 3 .79 25 2.5xD1
16 3/8 MTS 08069 C24 16 UNJ 8 272 3 .94 25 2.5xD1
14 7116 MTS 08079 C25 14 UNJ 8 311 3 .98 2.5 2.5xD1
13 1/2 MTS 10094 C27 13 UNJ 10 .370 3 1.08 2.9 2.5xD1

* Cutters without coolant
Order example: MTS 06049 C16 20 UNJ MT8 @ First choice O Alternative
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Mini Mill-Thread

A®
@ C(ll” mex Precision Tools Ltd.

MTS Dental

Thread Mills for the Dental Implants Industry
Specially designed geometry with long overhang providing improved machining and
very high thread accuracy along with extended tool life.
Carbide grade: MT11 Ultra-fine Sub-micron grade with advanced PVD triple blue coating.

ISO

Tools for Internal Thread

Grade P M S H
MT11 [ ) ) o ® | <62 HRc
Pitch M Ordering Code . D D1 o I N L
mm Coarse mm Flutes
0.25 M1.2 MTS 03009 C3 0.25 ISO-N4 3 .035 .049 3 A2 .19 1.5
0.3 M1.4 MTS 03011 C4 0.3 ISO-N7 3 .041 .055 3 .16 .28 1.5
0.35 M1.6,M1.8 MTS 03012 C5 0.35 ISO-N8 3 .047 .055 3 .19 .34 1.5
0.4 M2 MTS 03016 C4 0.4 ISO-N8 3 .060 .075 3 .18 .34 1.5
Order example: MTS 03011 C4 0.3 ISO-N7 MT11
Grade P M S H
Tools for Internal Thread MT11 o| e o o0 e =62HRC
Pitch . d No. of
TPl UNF Ordering Code mm D D1 Flutes | N L
80 0 MTS 03012 C3 80 UN-N5 3 .045 .053 3 12 .22 1.5
72 1 MTS 03015 C4 72 UN-N5 3 .057 .065 3 .15 .23 1.5
72 1 MTS 03015 C4 72 UN-N10 3 .057 .065 3 .15 .39 1.5
72 1 MTS 03015 C4 72 UN-N15 3 .057 .065 3 .15 .59 1.5

Order example: MTS 03012 C3 80 UN-N5 MT11

@ First choice

O Alternative
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@ Carmex: o s Mini Mill-Thread
MTSB type

An innovative solid carbide thread mills with internal coolant bore and increased
number of flutes.

The coolant bore provides high coolant pressure through the tool into the application
pre-hole and washes the chips away during the threading cycle.
The coolant liquid also cools the tool cutting edge very efficiently.

Excellent solution for: ooy

e Small and deep threads.

® Thread milling operations on horizontal machining centers, where chips are
concentrated at the bottom of the thread and external coolant can’t wash the chips
away.

® Complicated applications where external coolant is inefficient or can’t reach the
machined area.

® (Case where the tool collet is close to the application pre-hole and blocks the
external coolant.

Can also be used in any other thread milling operation (blind or through hole) that
requires improved performance with high thread quality.

Features:

® [ncreased number of flutes for high performance, shorter cycle time and improved
tool life.

® Working at high machining parameters (increasing productivity).
® Advanced PVD ftriple coating.

® Threads size: M1.2 up to M16
0-80 up to 7/16-20UNF

Carbide grade: MT7

Our MT7 sub-micron grade with it’s advanced PVD triple coating provides extremely
high heat resistance along with smooth cutting action, delivering high performance under
normal machining conditions.
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M i n i M i I I'Th rea d @ C(ll” mex Precision Tools Ltd.
MTSB

With Internal Coolant o rSion B e
and Multi Flute

Version B
One coolant hole

Version C
One coolant hole
passing through

I1SO

Tools for Internal Thread

Grade P M S H
D1 MT7 [ ° ° ° ® | <45HRc

Pitch M M . d No. of Thread .
mm Coarse Fine (Clieizig) (eel) mm o Flutes I L Depth pRien
0.25 M1.2 M1.4 MTSB 06009 C2 0.25I1SO 6 .035 3 A1 | 2.3 | 2xD1 A
0.3 M1.4 MTSB 06011 C4 0.3 ISO 6 .041 3 18 | 2.3 | 3xD1 A
0.35 M1.6 M2 MTSB 06012 C5 0.351SO 6 .047 3 .20 | 2.3 | 3xD1 A
0.4 M2 MTSB 06016 C4 0.4 ISO 6 .061 3 17 | 2.3 | 2xD1 A
0.4 M2 MTSB 06016 C6 0.4 ISO 6 .061 3 25 | 2.3 | 3xD1 A
0.45 M2.5 MTSB 0602 D5 0.45I1SO 6 .077 4 22 | 2.3 | 2xD1 A
0.45 M2.5 MTSB 0602 D7 0.45I1SO 6 .077 4 .31 | 2.3 | 3xD1 A
0.5 M3 MTSB 06024 D6 0.5 ISO 6 .094 4 .26 | 2.3 | 2xD1 A
0.5 M3 MTSB 06024 D9 0.5 ISO 6 .094 4 37 | 2.3 | 3xD1 A
0.6 M3.5 MTSB 06028 D7 0.6 ISO 6 110 4 .30 | 2.3 | 2xD1 A
0.7 M4 MTSB 06032 D8 0.7 ISO 6 126 4 .34 | 2.3 | 2xD1 B
0.7 M4 MTSB 06032 D12 0.7 ISO 6 126 4 .50 | 2.3 | 3xD1 B
0.8 M5 MTSB 06038 D10 0.8 ISO 6 150 4 43 | 2.3 | 2xD1 B
0.8 M5 MTSB 06038 D15 0.8 ISO 6 .150 4 .62 | 2.3 | 3xD1 B
1.0 M6 M8 MTSB 08048 D13 1.0 ISO 8 .189 4 51 | 2.5 | 2xD1 B
1.0 M6 M8 MTSB 08048 D19 1.0 ISO 8 .189 4 .75 | 2.5 | 3xD1 B
1.25 M8 M10 MTSB 0606 D25 1.25I1SO 6 .236 4 1.00 | 2.3 | 3xD1 C
1.5 M10 MTSB 0808 E311.5 ISO 8 .315 5 1.24 | 2.5 | 3xD1 C
1.75 M12 MTSB 10095 E37 1.75 ISO 10 .374 5 149 | 2.9 | 3xD1 C
2.0 M16 M17 MTSB 1212 E50 2.0 ISO 12 472 5 1.97 | 4.1 | 3xD1 C
Order example: MTSB 1212 E50 2.0 ISO MT7 @ First choice O Alternative

B09-11




@ Cal" mex Precision Tools Ltd. M i n i M i I I'Th rea d
UN

Tools for Internal Thread

Grade P M S H
MT7 ) ) ) ° ® | <45HRc

Pitch . d No. of Thread .
TP UNC UNF Ordering Code mm D Flutes | L Depth Version
80 0 MTSB 06012 C4 80UN 6 .045 3 19 | 2.3 | 3xD1 A
72 1 MTSB 06014 C5 72UN 6 .057 3 .23 | 2.3 | 3xD1 A
56 2 3 MTSB 06016 C4 56UN 6 .065 3 19 | 2.3 | 2xD1 A
56 2 3 MTSB 06016 C7 56UN 6 .065 3 .28 | 2.3 | 3xD1 A
48 3 4 MTSB 06019 D5 48UN 6 .075 4 22 | 2.3 | 2xD1 A
40 4 MTSB 06021 D6 40UN 6 .083 4 25 | 2.3 | 2xD1 A
40 4 MTSB 06021 D9 40UN 6 .083 4 .36 | 2.3 | 3xD1 A
40 4 MTSB 06021 D12 40UN 6 .083 4 47 | 2.3 | 4xD1 A
40 5 6 MTSB 06024 D7 40UN 6 .096 4 .28 | 2.3 | 2xD1 A
32 6 MTSB 06025 D7 32UN 6 .100 4 .31 | 2.3 | 2xD1 A
32 6 MTSB 06025 D11 32UN 6 .100 4 44 | 2.3 | 3xD1 A
32 8 MTSB 06032 D9 32UN 6 .126 4 .36 | 2.3 | 2xD1 B
32 8 MTSB 06032 D13 32UN 6 126 4 .52 | 2.3 | 3xD1 B
32 10 MTSB 06037 D10 32UN 6 146 4 41| 2.3 | 2xD1 B
32 10 MTSB 06037 D15 32UN 6 146 4 .60 | 2.3 | 3xD1 B
28 1/4 MTSB 06052 D20 28UN 6 .205 4 .79 | 2.3 | 3xD1 C
24 10,12 MTSB 06035 D10 24UN 6 .138 4 42 | 23 | 2xD1 B
24 10,12 MTSB 06035 D15 24UN 6 .138 4 .61 | 2.3 | 3xD1 B
24 5/16,3/8 MTSB 08066 D24 24UN 8 .260 4 .98 | 2.5 | 3xD1 C
20 7/16,1/2 MTSB 10092 E34 20UN 10 .362 5 1.36 | 2.9 | 3xD1 C

Order example: MTSB 06032 D13 32 UN MT7
G55°BSP

Grade P | M S H
Tools for Internal and External Thread e e H o | =45 HR

Pitch . d No. of Thread .
TPI Standard Ordering Code mm D Flutes | L depth Version
28 G1/8 MTSB 0808 E20 28W 8 315 5 .80 25 2xD1 C
19 G1/4-3/8 MTSB 1010 E27 19W 10 .394 5 1.09 2.9 2xD1 C
14 G1/2-7/8 MTSB 1212 E43 14W 12 472 5 1.72 3.3 2xD1 C

@ First choice O Alternative
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Mini Mill-Thread

A®
@ Cal’ mex Precision Tools Ltd.

MTI

For Threading Deep Parts

Low cutting forces thanks to the short profile

Demonstration

Carbide grade: MT11 Ultra-fine Sub-Micron grade with advanced PVD triple blue coating.

MT8 Sub-Micron grade with advanced PVD triple coating (ISO K10-K20).

Extremely high heat resistance and smooth cutting operation for high
performance in normal and general machining conditions on all materials.

Partial Profile 60°

M
Fine

M1.6 x 0.25
M1.8 x 0.25
M2.0 x 0.25

M2 x0.35
M2.2 x 0.35

M4.5 x 0.35
M5 x 0.35
M5.5 x 0.35
M6.0 x 0.35
M5 x 0.5
M6 x 0.5

M2.5 x 0.35
M3 x0.35

M3.5x 0.5

M4 x0.5

M5 x0.5
M5.5 x 0.5

Same Tool for Internal
and External Thread
Metric Shanks
Pitch Pitch M
mm TPI Coarse
0.25-0.35 [100-72| M1.6 x 0.35
M2 x04
0.35-0.45 | 72-56 M2.2 X 0.45
0.35-0.5 | 72-48
0.35-0.6 72-40 | M2.5 x 0.45
M3 x0.5
0.5-0.8 48-32 M3.5 X 0.6
M4 x0.7
0.5-1.0 48-24 M4.5 x 0.75
M5 x0.8
0.5-1.0 48-24 M6 x1.0

M5 x0.75

Order example: MTI 03024C7 A60 MT11
Carbide grade: MT11 Ultra-fine Sub-micron grade with PVD triple Blue coating

Yo,

Detail A

UN, UNC, UNS
UNF, UNEF

0-80 UNF

1-64
2-56

NC, 1-72 UNF,
NC, 2-64 UNF

cC

10-56 UNS, 10-48 UNS,
12-56 UNS, 12-48 UNS

32 UNC, 8-36 UNF,

10-24 UNC, 10-28 UNS,
10-32 UNF

10-36 UNS, 10-40 UNS,
10-48 UNS, 12-24 UNC,
12-28 UNF

3
4
5
6
8
0

>

Grade P S H
MT11 o ) o ® | <62 HRc
. No. of

Ordering Code mm D Flutes | L
MTI 03012 C3 A60 .045 3 A2 | 1.5
MTI 03014 C4 A60 .055| 3 15 | 1.5
MTI 0604 C15 A60 157 3 .59 | 2.3
MTI 03019 C5 A60 .075| 3 .20 | 15
MTI 03024 C7 A60 .096| 3 28 | 1.5
MTI 06032 C9 A60 .126| 3 37 | 23
MTI 0604C 12 A60 157 3 49 | 23
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Mini Mill-Thread

Partial Profile 60°

With internal coolant through the flutes
Same Tool for Internal and External Thread

<

A

<

Metric Shanks — 5
D d
_ Y
A
Detail A
Grade | P | M H s H
For threading deep parts MTs | e | e | e o |e <52HRe
Pitch Pitch Thread . d No. of
mm TPI Dia. Qlieillng) Cee) mm 2 Flutes I -
0= .24 MTI 0605 D20 A60 6 197 4 79 2.3
'E”)t( g'i:g'g gg:gg 2= .35 MTI 0808 D28 A60 8 315 4 1.10 25
e 2= .51 MTI 1212 E38 A60 12 472 5 1.50 3.3
0= .39 MTI 0808 D30 A60 8 315 4 1.18 25
:;t( 2)'221'25 ggjg 0= .47 MTI 1010 D35A60 10 394 4 1.38 2.9
e 9= .55 MTI 1212 E39 A60 12 472 5 1.54 3.3
0= .63 MTI 1212 E40 A60 12 472 5 1.57 3.3
:;t( ?‘352'2 12 13 o= .71 MTI 1614 E45 A60 16 551 5 1.77 4.0
C e 0= .79 MTI 1616 E50 A60 16 630 5 1.97 4.0
Order example: MTI 0808D28 A60 MT8
Carbide grade: MT8 With triple Blue coating
Partial Profile 55°
Same Tool for Internal and External Thread - Metric Shanks
L
| ‘ ]
A
s :
_Y
A
Grade P M S H
Detail A MT11 ° ) ) o) ® | <62 HRc
Pitch . d No. of
TPI Ordering Code mm D Flutes | L
40-32 MTI 03023 C7 A55 3 .089 3 28 15
28-20 MTI 06044 C14 A55 6 A71 3 55 2.3
28-18 MTI 06059 C20 A55 6 230 3 81 2.3
20-14 MTI 0807 C23 A55 8 276 3 91 25

Order example: MTI 03023 C7 A55 MT11

Carbide grade: MT11 Ultra-fine Sub-micron grade with PVD triple Blue coating

@ First choice

O Alternative
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Mini Mill-Thread
ISO

Tools for Internal Thread

Detail A
Grade P M S H
MT11 [ [ ) ) ® | <62 HRc
Pitch M M . d No. of Thread
mm Coarse Fine Clieleming e mm o Flutes I L depth
0.25 M1 MTI 03007 C3 0.25 ISO 3 .028 3 14 1.5 | 3.5xD1
M1.4
0.25 M1.2 V1.6 MTI 03009 C4 0.251SO 3 .035 3 A7 1.5 | 3.5xD1
0.3 M1.4 MTI 03011 C5 0.3 ISO 3 .041 3 .20 1.5 3.5xD1
0.35 M1.6 mg 5 MTI 03012 C6 0.35ISO 3 .047 3 .22 1.5 | 3.5xD1
0.4 M2 MTI 03016 C7 0.4 ISO 3 .061 3 .28 1.5 | 3.5xD1
0.45 M2.5 MTI 0302 C8 0.451SO .077 .35 1.5 3.5xD1
M3.5
0.5 M3 Md MTI 03024 C10 0.5 ISO 3 .093 3 42 1.5 | 3.5xD1
0.7 M4 MTI 04032 D14 0.7 ISO 4 .126 4 .55 2.0 3.5xD1
Order example: MTI 03012 C6 0.35 ISO MT11
Tools for Internal Thread 1
Metric Shanks « ‘.
o, :
Q v
A
Detail A Grade P M s H
MT11 [ [ ) o ® | <62 HRc
Pitch . d No. of Thread
TPI UNC UNF Ordering Code mm D Flutes | L depth
80 0 MTI 03012 C5 80 UN 3 .045 3 .22 1.5 |3.5xD1
72 1 MTI 03015 C7 72 UN 3 .057 3 .26 1.5 |3.5xD1
56 2 3 MTI 03016 C9 56 UN 3 .065 3 .35 1.5 |3.5xD1
40 4 MTI 03021 C10 40 UN 3 .083 3 .40 1.5 |3.5xD1

Order example: MTI103016C9 56 UN MT11

Carbide grade: MT11 Ultra-fine Sub-micron grade with PVD triple Blue coating

@ First choice

O Alternative
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Trapez-DIN 103

Tools for Internal Thread

Grade P M S H
For thread depth up to 2 x D1 MT8 o o] e 0| e <52HR
P Thread size Ordering Code € D e, i | L
mm mm Flutes
Tr8x1.5
1.5 Trox1 5 MTI 06055 C13 1.5 TR 6 .217 3 .53 2.3
Tr10x2
2 Trix2 MTI 08066 C212 TR 8 .260 3 .83 25
Tr12x2
2 Tri4x2 MTI 10086 D252 TR 10 .339 4 .98 29
3 Tr12x3 MTI 0807 C253 TR 8 .276 3 .98 2.5
Tr14x3
3 Trooxa MTI 10089 D293 TR 10 .350 4 1.14 2.9
Tr16x4
4 Tr18x4 MTI 10092 C334 TR 10 .362 3 1.30 2.9
Tr20x4
Tr22x5
5 Tr24x5 MTI14135D455 TR 14 .531 4 1.77 41
Tr26x5

Order example: MTI 08066C21 2TR MT8

Acme

Tools for Internal Thread

Grade P M S H
MT8 ° ® ° ) ® | <52 HRc

Pitch . . No. of
TPl Thread size Ordering Code d D Flutes | L
16 1/4-16 MTI 0250 C04 16 ACME 1/4 170 3 .38 2.5
14 5/16-14 MTI 0250 C06 14 ACME 1/4 .205 3 .60 25
3/8-12
12 7/16-12 MTI 0250 C08 12 ACME 1/4 .240 3 .75 2.5
10 1/2-10 MTI 0375 D10 10 ACME 3/8 327 4 1.00 3.0
8 5/8-8 MTI 0500 D11 8 ACME 1/2 410 4 1.10 3.5
6 g MTI 0500 D12 6 ACME 112 472 4 1.20 35
1-5
5 11/8-5 MTI 0625 E15 5 ACME 5/8 .625 5 1.50 4.0
11/4-5

Order example: MTI10375D10 T0ACME MT8
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FMTI Multi Flute

Carmex has designed a unique line of solid carbide thread milling tools FMTI for
increased productivity and high performance.

Large number of flutes enables to achieve significant shorter machining time.

Carbide grade: MT6

Ultra-Fine carbide grade with high hardness and toughness provides an excellent

solution for machining steels, stainless steels, and super alloys Ni or Ti base.

With a universal PVD multi-layer coating, provides high heat and wear resistance.

I1SO

Tools for Internal Thread

Pitch
mm

0.35
0.4
0.45
0.5
0.7
0.8
1.0

M
Coarse

M1.6
M2
M2.5
M3
M4
M5
M6

Fine
M1.8, M2

M4, M5

M8

Ordering Code

FMTI 03012 E3 0.351SO
FMTI 03016 F4 0.4 ISO
FMTI 0302 F5 0.451SO
FMTI 03024 F6 0.5 ISO
FMTI 04032 F8 0.7 1ISO
FMTI 0404 G10 0.8 ISO
FMTI 06048 G13 1.0 ISO

Order example: FMTI 03024 F6 0.5 ISO MT6

UN

Tools for Internal Thread

Pitch
TPI

72
56
40
32
28

UNC

UNF

1
3

10
1/4

Ordering Code

FMTI 03015 E4 72 UN
FMTI 03017 F4 56 UN
FMTI 03021 F6 40 UN
FMTI 04038 F10 32 UN
FMTI 06052 G13 28 UN

Order example: FMTI 03017 F4 56 UN MT6

Grade P M S H
MT6 ) ) o) o ® | <58 HRc
d D No. of | L Thread
mm Flutes Depth
3 .047 5 .14 1.5 2xD1
3 .061 6 A7 1.5 2xD1
3 .077 6 .22 1.5 2xD1
3 .094 6 .26 15 2xD1
4 .126 6 .34 2.0 2xD1
4 157 7 43 2.0 2xD1
6 .189 7 .51 2.2 2xD1
Grade P M S H
MT6 ) ° o o ® | <58 HRc
d D No. of | L Thread
mm Flutes Depth
3 .057 5 .16 1.5 2xD1
3 .065 6 .19 1.5 2xD1
3 .083 6 .25 1.5 2xD1
4 .150 6 41 2.0 2xD1
6 .205 7 .54 2.2 2xD1
@ First choice O Alternative
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Multi - Function Thread Mills

3 in 1 Operations

'B10

High Performance tools with internal coolant supply for the production of internal

threads.
Produces the thread hole, the thread and a chamfer
in one work process.
Contents: Page: Contents:
DMT, DMTH Introduction 2 DMTH
Advantages 2 ISO
Product Identification 2 UN
DMT 3-5 MT Drill - MTD
ISO 3 Advantages
UN 4 Product Identification
G (BSP) 5 ISO
NPT 5 UNC
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A@\CarmexPrecisionroom. Multi-Function Thread Mills
DMT and DMTH

DMT

High Performance tools with internal coolant supply for the production of internal threads.
Circular movement produces the thread hole, the thread and a chamfer in one work process.

Carbide grade: MT7 Sub-micron grade with Titanium Aluminum Nitride multi-layer coating (ISO K10-K20).

DMTH

The DMTH tools expand the range of the existing DMT line providing the ability to cut steels,
hardened materials, stainless steels and super alloys.

® Advance Carbide grade dedicated for hardened materials
® Triple blue coating for high wear and heat resistance

Carbide grade: MT11 Ultra-fine Sub-micron grade with advanced PVD triple Blue coating (for DMTH).

Advantages
® (Cancels the need for drilling the hole. ® No time lost for tool change, since drilling,

. . chamfering and thread milling are done with
® Short cycle time and high performance reduces one tool.

machining costs.
® Suitable for blind and through holes.
@ Full Profile thread.

® Same tool for right-hand or left-hand threads.
@ Cuts a wide range of materials.

Product Identification
DMT 3 in 1 - *Drill, Thread, Chamfer Ordering Codes

D MT H 08 078 D2315 ISO MTI1

Mill-Thread Cutting Diameter Thread Profile
04=4mm
ISO
UN
. W
Drill Steels, The Approximate NPT
Cutting Length
maar%erirglag Shank Diameter ot
Stainless 06= 6 mm
Steels, 08= 8mm -D= Grade
Super 10=10mm Mo el EiEs Coolant MT7
Alloys 12=12mm : Tg.read Version D MT11
C=3 itch
D=4
E=5

* Circular movement




Multi-Function Thread Mills
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DMT

ISO With internal coolant bore
Tools for Internal Thread

() B

Demonstration

D1

f L ) g
> Left hand cutting
v A VERSION-D — v P For CNC code use M04
D al W f—’}‘i‘
e e ‘
D L I %
Detail A
Grade P | M S H
F;ltr(;mh CoIZIrse FMe Clieteing) Tk mdm o I';llclj.tecz);c I W \/ - Lher;ftar‘\d
0.5 M3 | M3.5M4 | *DMT 06024 C7 0.5 ISO-D 6 |.094| 3 28 |.008 .020 |2.3| 2xDi
0.7 M4 *DMT 06032 C11 0.7 I1SO-D 6 |.124| 3 46 |.008 .028 | 2.3 2.5xD1
0.8 M5 *DMT 0604 C14 0.8 ISO-D 6 |.157| 3 57 |.012] .081 | 2.3| 2.5xD1
1.0 | M6,M7 | M8M9 | DMT 08047 C141.0 ISO 8 |.185| 3 55 |.016/ .039 | 2.5| 2xD1
1.0 | M6,M7 | M8M9 | DMT 08047 C201.0 ISO 8 |.185| 3 .80 |.016/ .039 |2.5| 3xD1
125 | M8M9 |[M10,M12| DMT 08061 D18 1.25ISO 8 | .240 | 4 71 .020| .049 25| 2xD1
125 | M8M9 |[M10,M12| DMT 08061 D27 1.25 ISO 8 |.240| 4 | 1.06 |.020] .049 25| 3xD1
15 | M10 |M13-M15| DMT 08078 D231.5 ISO 8 |.307 | 4 91 |.024/ .059 25| 2xD1
175 | M12 DMT 1009 D26 1.75 ISO 10 | .354 | 4 | 1.02 |.024| .069 29| 2xD1
20 | M16 |M17-M23| DMT 12118 D352.0 ISO 12 | 465 | 4 | 1.38 024 .079 3.3| 2xD1

*Tools version-D
Order example: DMT 08047 C14 1.0 ISO MT7

@ First choice

O Alternative




&ix Carmex vawnne  Multi-Function Thread Mills

U N With internal coolant bore
Tools for Internal Thread

A
s O T o
¢ A VERSION - D
1 !
Ky I -« >
L > £\
h ow Left hand cutting
For CNC code use M04
45°
Detail A

Grade P M S H
MT7 o ° ° o o}

Pitch | UN, UNEF, UNF . d No. of Thread
TPI | UNC, UNS Siraifing Cees mm | P |Fues| ' | WV | L iength
40 4,5,6 *DMT 06021 C7 40 UN-D 6 | .083 | 3 28| .004 | .024 | 23 | 2xDi
36 8 *DMT 06033 C12 36 UN-D 6 | 130 | 3 47| .008 | .028 | 23 |25xD1
32 6 *DMT 06026 C8 32 UN-D 6 | 102 | 3 34| .008 | .031| 23 | 2xDi
32 8 *DMT 06032 C12 32 UN-D 6 | 126 | 3 48| .012| .031 | 23 |25xD1
32 10 *DMT 06038 C14 32 UN-D 6 | 150 | 3 55|.012|.031 | 23 |2.5xD1
28 1/4-3/8 DMT 0805 C14 28 UN 8 | 197 | 3 57|.016 | .035 | 25 | 2xDi
24 10,12 *DMT 06035 C12 24 UN-D 6 | 138 | 3 48| .012 | .041 | 23 | 2xDi
24 5/16-1/2 DMT 08065 D17 24 UN 8 | 256 | 4 67|.020 | 041 | 25 | 2xDi
20 1/4-3/8 DMT 08048 C14 20 UN 8 | 189 | 3 55|.016 | .049 | 25 | 2xDi
18 5/16-7/16 DMT 0806 D17 18 UN 8 | 236 | 4 67|.020 | 055 | 25 | 2xDi
16 3/8-1/2 DMT 08067 C22 16 UN 8 | 264 | 3 87|.020 | 063 | 25 | 2xDi
14 7/16 DMT 0808 D26 14 UN 8 | 315 | 4 [1.04|.024| .071 | 25 | 2xD1
13 1/2 DMT 1010 D29 13 UN 10 | 394 | 4 |1.17.024|.079 | 29 | 2xDi

*Tools version-D

Order example: DMT 08067 C22 16 UN MT7

@ First choice

O Alternative
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G ( BSP ) With internal coolant bore

Tools for Internal Thread

Pitch
TPI

28
28
19
19

Standard

G1/16
G1/8
G1/4
G3/8

Detail A

Ordering Code

DMT 0806 D17 28 W
DMT 08078 D21 28 W
DMT 12104 D29 19 W
DMT 1414 D36 19 W

Order example: DMT 08078 D21 28 W MT7

NP T With internal coolant bore
Tools for Internal Thread

Pitch
TPI

27
27
18
18
14

Standard

1/16
1/8
1/4
3/8
1/2

Detail A

Ordering Code

DMT 08057 D11 27 NPT
DMT 08076 D12 27 NPT
DMT 1010 D18 18 NPT
DMT 1212 D19 18 NPT
DMT 1616 E26 14 NPT

Order example: DMT 1010 D18 18 NPT MT7

Grade P M S H
MT7 o ) ) ) o
d No. of Thread
mm o Flutes ! W Y L length
8 .236 4 .70| .024 | .035 2.5 2xD1
8 .307 4 .86 | .024 | .035 2.5 2xD1
12 .409 4 1.17] .028 | .051 3.3 2xD1
14 .551 4 1.44| .031 | .051 3.3 2xD1
A
d
— ‘
< L |
= g
Grade P M H
MT7 o) ) ) °
d D No. of | W Vv L
mm Flutes
8 224 4 44 .016 .035 2.5
8 .299 4 .48 .016 .035 25
10 394 4 .72 .024 .055 2.9
12 472 4 77 .024 .055 3.3
16 .630 5 1.06 .024 .071 3.6

@ First choice

O Alternative
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Multi-Function Thread Mills

DMTH

For information see page B10-2

ISO

Tools for Internal Thread

P

W O

— | — |

le

Detail A

Pitch M M
mm | Coarse Fine
0.7 M4
0.8 M5
1.0 M6,M7 M8,M9
1.25 M8,M9 M10,M12
1.5 M10 M13-M15
1.75 M12
2.0 M16 M17-M23

Order example: DMTH 1009 D28 1.75 ISO MT11

UN

Tools for Internal Thread

Ordering Code

DMTH 06032 C11 0.7 ISO
DMTH 0604 C14 0.8 ISO
DMTH 08047 C14 1.0 ISO
DMTH 08061 D19 1.25 ISO
DMTH 08078 D23 1.5 1SO
DMTH 1009 D28 1.75 ISO
DMTH 12118 D36 2.0 ISO

Pitch | UN, UNEF, UNF . d
TPI | UNC, UNS g et mm
40 4,56 DMTH 06021 C7 40 UN 6
32 6 DMTH 06026 C8 32 UN 6
28 1/4-3/8 DMTH 0805 C14 28 UN 8
24 5/16-1/2 DMTH 08065 D18 24 UN 8
20 1/4-3/8 DMTH 08048 C15 20 UN 8
18 5/16-7/16 DMTH 0806 D19 18 UN 8
16 3/8-1/2 DMTH 08067 C22 16 UN 8
13 1/2 DMTH 10092 C30 13UN | 10
11 5/8 DMTH12114C37 11UN | 12

Order example: DMTH 08048 C15 20 UN MT11

D1

Left hand cutting

For CNC code use M04
Grade P M S H
MT11 ° ) o o ® | <55HRc
d No. of Thread
mm D Flutes ! w v L depth
6 124 3 .46|.008 | .028 | 2.3 | 2.5xD1
6 157 3 .57|.012|.031 | 2.3 | 2.5xD1
8 .185 3 .57(.016 | .039 | 2.5 2xD1
8 .240 4 .75|.020 | .049 | 2.5 | 2xD1
8 .307 4 93(.024 | .059 | 2.5 2xD1
10 .354 4 1.11).024 | .069 | 2.9 2xD1
12 | .465 4 1.44].024 | .079 | 3.3 | 2xD1
Grade P M S H
MT11 ° ° o o ® | <55HRc
No. of Thread
D Flutes I W v L depth
.083 3 .28 | .004 | .024 | 2.3 2xD1
.102 3 .34 | .004 | .031 2.3 2xD1
197 3 .59 .016 | .035 2.5 2xD1
.256 4 .73 .020 | .041 2.5 2xD1
.189 3 .61 .016 | .049 2.5 2xD1
.236 4 .76 .020 | .055 2.5 2xD1
.264 3 .90 .020 | .063 2.5 2xD1
.362 3 1.18 | .024 | .079 | 2.9 2xD1
.449 3 1.46 | .024 | .091 3.3 2xD1

@ First choice O Alternative
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MT Drill - MTD

Designed to drill, chamfer and thread mill the hole in one operation.

Carbide grade: MT7: Sub-Micron carbide grade combines high hardness and toughness,
with PVD triple coating for smooth cutting and high performance.

K20: Uncoated Sub-Micron carbide grade dedicated for machining Aluminum
and Cast Iron.

Advantages

® Two fluted drill/thread milling cutter, with 45° chamfering.
Ideal for mass production applications.

Reduces cycle times by combining operations and
eliminating tool changes.

For both right and left hand internal threads.

Same tool for blind or through hole.

High thread surface quality.

Internal coolant.

Optimized carbide grade for Aluminum and Cast Iron.

Product Identification
Mill-Thread Drill Ordering Codes

MTD: 08 048 B 12| 1.0 ISO' MT7

Cutting Approximate Thread Carbide
Diameter Cutting Length Profile Grade
12=12.0mm ISO K20
UN MT7
MT Shank Diameter No. of Thread Pitch
Drill 06= 6mm Flutes
08= 8 mm B=2

10=10 mm
12=12mm




A@\Carmexmcisionroom Multi-Function Thread Mills
MT Drill - MTD

Tools for Internal thread

D th Df

In Detail A

Thread length: 2xD

Grade P | M S | H
K20 ) )
ISO MT7 ‘ ) ‘ ) ‘

U Ordering Code 4 b | Dh | DI Dn | I | Ith | K L
07 | M4 | MTDO06032B7 0.7 ISO | 6 | .130 | 126 | 19 | 19 | 59 | .30 | .39 | 21
08 | M5 | MTDO0604 B9 0.8 ISO | 6 | 165 | 157 | 22 | 22 | 71 | 38 | .47 | 2.1
10 | Mé | MTD08048B121.0 ISO | 8 | 197 & 189 | 26 | 27 | 1.02 | 47 | 58 | 24
125 | M8 | MTD10064B151.251SO | 10 | 266 | 252 | 34 | 35 | 134 | 59 | 74 | 29
15 | M10 | MTD1208 B191.5 ISO | 12 | 335 | 315 | .41 | 43 | 138 | 77 | .94 | 3.1

UNC

Fiieh | unc Ordering Code 4 b | Dth | DI D | I | Hho| K L
20 | 1/4 MTD 08048 B12 20 UN 8 | 205 | 189 | 26 | .27 | 1.02 | 50 | .63 | 2.4
18 | 516 | MTD 10061 B1518 UN 10 | 260 | 240 | 33 | 34 | 134 | 61 | 76| 29
16 | 38 MTD 12075 B19 16 UN 12 | 315 | 205 | 39 | 41 | 138 | 75 | 92 | 3.1
14 | 716 | MTD 12088 B21 14 UN 12 | 370 | 346 | 45 | .46 | 138 | 86 | 1.05 | 3.1

Fiieh | UNF Ordering Code 4 b | pth | D | Dn | W | | K | L
32 10 MTD 06038 B9 32 UN 6 | 161 | 150 21 | 22 | 71| 37 | 47 | 21
28 | 14 MTD 08052 B13 28 UN 8 | 217 | 205 | 26 | 27 | 1.02 | 51 | 62 | 24
24 | 5016 MTD 10066 B15 24 UN 10 | 272 | 260 | 33 | 34 | 134 | 63 | .75 | 29
24 | 38 MTD 12082 B19 24 UN 12 | 335 | 323 | 39 | 41 | 138 | 75 | .89 | 3.1

- Tools without coolant available upon request.
- Cylindrical shank DIN6535-HA (Weldon shank, available upon request).

Order example: MTD 08048 B12 20 UN MT7

@ First choice O Alternative
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HARD 2%

Mill-Thread Solid Carbide for machining hard materials

MTH Type

Carmex provide innovative mill thread solid carbide
tools for machining:

® Hardened steels and cast iron up to 62 HRc.

® High temperature alloys.

® Titanium alloys.

@ Super Alloys (Hastelloy, Inconel, Nickel Base Alloys).

Advantages

® Same tool performs thread milling and chamfering -
saves machining time.

® Increased cutting diameter - better rigidity and
stability.

® (oating provides high wear and heat resistance.

® Ultra fine grade - dedicated for hardened materials.

® Short chips are produced, insure high process
security.

@ Short cycle time - increases productivity.
® Thread length up to 2xD.

.

B11

MTSH
Demonstration

MTSH Type

Carmex are pioneers in offering solid carbide thread
mills designed specifically for the machining of
hardened materials up to 62HRc. These tools provide
high performance, improved cut and an excellent
surface finish.

® Threading from ISO M1.4 x 0.3 and 0-80UN

® Perfect solution for the Die and Mold industry
® Working at high cutting speeds

® Short machining time

® |ow cutting forces thanks to the short profile

FSH Type

High productive Solid Carbide Thread-Mills with a

large number of flutes for machining hard materials
up to 65 HRC

Product Identification
ISO

UN

G55° - BSW, BSP

MJ

UNJ

vouun b wN

FSH
ISO
UN
MTH
ISO
UN

NN~NOO O
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Product Identification
Mini Mill-Thread MTSH Type Ordering Codes

==y,

MTSH Shank Diameter No. of Flutes Thread Thread Profile
Mini Mill Thread Metric C=3 Pitch ISO
HARDCUT 03= 3mm D=4 UN
FSH 06 = 6mm E=5 G (55°)
= F=6 MJ
Mini Mill Thread $§= 1322 G=7 UNJ Y
fast machining 12 = 12mm Grade
16 = 16mm 1% MT9
MT3
Inch The Approximate MT6
0250 = 1/4 Cutting Length
0312=5/16
0375=3/8

MTH Type Ordering Codes

MTH o5 losf c o Jos@iso]

Mill-Thread Shank Diameter No. of Flutes Thread Pitch Thread Grade
HARDCUT 06= 6mm e Profile MT11

08= 8mm D=4

10=10mm = ISO

12=12mm UN

Y Y
Cutting Diameter The Approximate
04 = 4mm Cutting Length




H A R D C U T @ Cal" mex Precision Tools Ltd.

ISO

Tools for Internal Thread

D o D1
<'—J ] ‘ Left hand cutting

For CNC code use M04

Grade P M S H
MT9 ) [ o o) ® | <62 HRc

0.3 M1.4 MTSH 03011 C4 0.3 ISO 3 mm .041 3 16 1.5 3xD1
0.35 |M1.6,M1.8/ M2, M2.5| MTSH 03012 C5 0.35ISO 3 mm .047 3 .19 1.5 3xD1
0.4 M2 MTSH 0250 C18 0.4 ISO 1/4 .060 3 .18 25 2xD1
0.4 M2 MTSH 03016 C6 0.4 ISO 3 mm .060 3 .24 1.5 3xD1
0.45 M2.2 MTSH 0250 C20 0.45 ISO 1/4 .065 3 .20 25 2xD1
0.45 M2.2 MTSH 06017 C7 0.451SO 6 mm .065 3 .28 2.3 3xD1
0.45 M2.5 MTSH 0250 C22 0.45 ISO 1/4 .077 3 .22 25 2xD1
0.45 M2.5 MTSH 0250 C30 0.45 ISO 1/4 .077 3 .30 25 3xD1
0.5 M3 M4, M5 MTSH 0250 C26 0.5 ISO 1/4 .093 3 .26 25 2xD1
0.5 M3 M4, M5 MTSH 0250 C37 0.5 ISO 1/4 .093 3 .37 25 3xD1
0.6 M3.5 MTSH 0250 C300.6 ISO 1/4 .108 3 .30 2.5 2xD1
0.6 M3.5 MTSH 06028 C10 0.6 1SO 6 mm .108 3 41 2.3 3xD1
0.7 M4 MTSH 0250 C350.7 ISO 1/4 122 3 .35 25 2xD1
0.7 M4 MTSH 0250 C49 0.7 ISO 1/4 122 3 .49 25 3xD1
0.7 M4 MTSH 06032 C120.7 ISO-L| 6 mm 126 3 .49 4.1 3xD1
0.8 M5 MTSH 0250 C490.8 ISO 1/4 .150 3 .49 2.5 2xD1
0.8 M5 MTSH 0250 C63 0.8 ISO 1/4 .150 3 .63 2.5 3xD1
0.8 M5 MTSH 0604 C16 0.8 ISO-L| 6 mm .157 3 .63 4.1 3xD1
1.0 M6 M8 MTSH 0250 C551.0 ISO 1/4 .183 3 .55 25 2xD1
1.0 M6 M8 MTSH 0250 C791.0 ISO 1/4 .183 3 .79 25 3xD1
1.0 M6 M8 MTSH 06048 C20 1.0 ISO-L| 6 mm .189 3 .79 4.1 3xD1
1.0 M10, M12) MTSH 0808 D31 1.0 ISO 8 mm .315 4 1.22 2.5 3xD1
1.25 M8 M10, M12| MTSH 0250 C71 1.251SO 1/4 .236 3 .71 25 2xD1
1.25 M8 M10, M12| MTSH 0250 C94 1.25 ISO 1/4 .236 3 .94 2.5 3xD1
1.5 M10 M14, M16) MTSH 0312 C911.5 ISO 5/16 .307 3 91 25 2xD1
1.5 M10 M14, M16) MTSH 08078 D31 1.5 ISO 8 mm .307 4 1.24 25 3xD1
1.75 M12 MTSH 0375 C101.751SO 3/8 .354 3 1.02 3.0 2xD1
2.0 M14 M17 MTSH 1010 D302.0 ISO 10 mm .394 4 1.18 2.9 2xD1
2.0 M16 M18, M20| MTSH 12118 D35 2.0 SIO 12 mm .465 4 1.38 3.3 2xD1

Order example: MTSH 0250C35 0.7 1SO MT9 ® Firstchoice O Alternative
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UN

Tools for Internal Thread

| B

D1

Left hand cutting
For CNC code use M04

80 0 MTSH 0250 C16 80 UN 1/4 .045 3 .16 25 3xD1
72 1 MTSH 0250 C15 72 UN 1/4 .057 3 .15 25 2xD1
72 1 MTSH 03015 C6 72 UN 3 mm .057 3 .24 1.5 3xD1
64 1 2 MTSH 0250 C15 64 UN 1/4 .055 3 .15 25 2xD1
56 2 3 MTSH 0250 C17 56 UN 1/4 .065 3 A7 25 2xD1
56 2 3 MTSH 06016 C6 56 UN 6 mm .065 3 .26 2.3 3xD1
48 3 4 MTSH 0250 C20 48 UN 1/4 .075 3 .20 2.5 2xD1
40 4 MTSH 0250 C25 40 UN 1/4 .083 3 .25 25 2xD1
40 4 MTSH 06021 C8 40 UN 6 mm .083 3 .31 2.3 3xD1
40 5 6 MTSH 0250 C28 40 UN 1/4 .096 3 .28 25 2xD1
40 5 6 MTSH 0250 C38 40 UN 1/4 .096 3 .38 2.5 3xD1
36 8 MTSH 0250 C35 36 UN 1/4 .130 3 .35 25 2xD1
32 6 MTSH 0250 C28 32 UN 1/4 .100 3 .28 25 2xD1
32 6 MTSH 06025 C10 32 UN 6 mm .100 3 41 25 3xD1
32 8 MTSH 0250 C37 32 UN 1/4 126 3 .37 2.5 2xD1
32 8 MTSH 0250 C49 32 UN 1/4 .126 3 .49 25 3xD1
32 10 MTSH 0250 C41 32 UN 1/4 .146 3 41 25 2xD1
32 10 MTSH 0250 C59 32 UN 1/4 .146 3 .59 25 3xD1
28 12 MTSH 0250 C43 28 UN 1/4 165 3 .43 2.3 2xD1
28 1/4 MTSH 0250 C57 28 UN 1/4 197 3 .57 25 2xD1
28 1/4 MTSH 0250 C75 28 UN 1/4 197 3 .75 25 3xD1
24 10, 12 MTSH 0250 C42 24 UN 1/4 .138 3 42 25 2xD1
24 5/16, 3/8 MTSH 0312 C67 24 UN 5/16 .260 3 .67 2.5 2xD1
24 5/16, 3/8 MTSH 0312 C94 24 UN 5/16 .260 3 .94 25 3xD1
20 1/4 MTSH 0250 C55 20 UN 1/4 187 3 .55 25 2xD1
20 1/4 MTSH 0250 C75 20 UN 1/4 .187 3 .75 25 3xD1
20 7116 MTSH 0808 C25 20 UN 8 mm .315 3 .98 2.5 2xD1
18 5/16 MTSH 0250 C67 18 UN 1/4 .236 3 .67 25 2xD1
18 5/16 MTSH 0250 C91 18 UN 1/4 .236 3 .91 25 3xD1
18 5/8 MTSH 1212 D35 18 UN 12 mm 472 4 1.38 3.3 2xD1
16 3/8 MTSH 0312 C87 16 UN 5/16 .264 3 .87 2.5 2xD1
16 3/8 MTSH 08074 D30 16UN 8 mm .291 4 1.19 25 3xD1
14 7/16 MTSH 0312 C98 14 UN 5/16 .303 3 .98 25 2xD1
13 1/2 MTSH 0375 C10 13 UN 3/8 .362 3 1.08 3.0 2xD1
12 9/16 MTSH 12105 C31 12 UN 12 mm 413 3 1.24 3.3 2xD1
11 5/8 MTSH 12114 C34 11 UN 12 mm .449 3 1.36 3.3 2xD1
10 3/4 MTSH 16144 D41 10 UN 16 mm .567 4 1.63 4.1 2xD1

Order example: MTSH 0250C28 40 UN MT9
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HARDCUT

G (55¢) BSW, BSP
Same Tool for Internal and External Thread

P < >
Y Left hand cutting
DE ﬁ For CNC code use M04
| ‘ Grade P | M S H
< L > MT9 e | @ | 0| 0| ® |<62HRc

28 G1/8 MTSH 08078 C19 28 W 8 .307 3 77 25 2xD1
19 G1/4-3/8 MTSH 1010 D30 19 W 10 .394 4 1.18 29 2xDA1
14 G1/2-7/8 MTSH 1212 D37 14 W 12 472 4 1.46 3.3 2xD1
11 G=1 MTSH 1616 D44 11 W 16 .630 4 1.73 41 2xD1
M.’ Tools for Internal Thread

Grade P M S H

MT6 e | e O | 0| @ <58HRc
0.5 MJ3 MTSH 06024 C9 0.5 MJ 6 .094 3 37 2.3 3xD1
0.7 MJ4 MTSH 06032 C12 0.7 MJ 6 .126 3 .50 2.3 3xD1
0.8 MJ5 MTSH 0604 D150.8 MJ 6 157 4 .62 2.3 3xD1
1.0 MJ6-MJ8 MTSH 06048 D19 1.0 MJ 6 .189 4 .75 2.3 3xD1
1.25 MJ8-MJ10 MTSH 08064 D25 1.25 MJ 8 252 4 1.00 25 3xD1
1.5 MJ10-MJ12 MTSH 0808 D31 1.5 MJ 8 315 4 1.24 25 3xD1
1.75 MJ12 MTSH 10095 D25 1.75 MJ 10 374 4 1.02 2.9 2xD1
2.0 MJ14-MJ20 MTSH 1211 D302.0 MJ 12 433 4 1.18 3.3 2xD1

Grade P M

UNJ Tools for Internal Thread MT6 o | o Ho o f sngHRc

56 2 MTSH 06016 C7 56 UNJ 6 .065 3 .28 2.3 3xD1
32 6 MTSH 06025 C11 32 UNJ 6 .100 3 .44 23 3xD1
32 8 10 MTSH 06033 C13 32 UNJ 6 .130 3 .52 2.3 3xD1
28 1/4 MTSH 06052 D20 28 UNJ 6 .205 4 .79 2.3 3xD1
24 5/16, 3/8 | MTSH 08067 D24 24 UNJ 8 .264 4 .98 2.5 3xD1
20 1/4 MTSH 06049 D20 20 UNJ 6 .198 4 .80 23 3xD1
20 7116 MTSH 10092 D23 20 UNJ 10 .362 4 .93 2.9 2xD1
18 5/16 MTSH 0606 D17 18 UNJ 6 .236 4 .68 2.3 2xD1
16 3/8 MTSH 08074 D20 16 UNJ 8 .291 4 .81 2.5 2xD1
14 7116 MTSH 10085 D24 14 UNJ 10 .335 4 .94 2.9 2xD1
13 1/2 MTSH 10098 D27 13 UNJ 10 .386 4 1.08 2.9 2xD1

Order example: MTSH 10095 D25 1.75 MJ MT6 @ First choice O Alternative
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FSH

Solid Carbide Thread Mills with large number of flutes
for machining hard materials

ISO Tools for Internal Thread

[ Left hand cutting
For CNC code use M04
Grade P M S H
MT3 ) o) ) o ® | <65 HRc
0.45 M2.5 FSH 0602 E5 0.45I1SO 6 077 5 22 | 2.3 | 2xDi
0.45 M2.5 FSH 0602 E8 0.45ISO 6 077 5 .31 2.3 | 3xD1
0.5 M3 M4,M5 FSH 06024 E6 0.5 ISO 6 .094 5 26 | 2.3 | 2xD1
0.5 M3 M4,M5 FSH 06024 E9 0.5 ISO 6 .094 5 37 | 23 | 3xD1
0.7 M4 FSH 06032 E8 0.7 ISO 6 126 5 34 | 23 | 2xD1
0.7 M4 FSH 06032 E12 0.7 ISO 6 126 5 50 | 2.3 | 3xDi
0.8 M5 FSH 0604 E10 0.8 ISO 6 157 5 43 | 23 | 2xDf
0.8 M5 FSH 0604 E15 0.8 ISO 6 157 5 62 | 23 | 3xD1
1.0 M6 M8 FSH 06048 F13 1.0 ISO 6 .189 6 51 2.3 | 2xD1
1.0 M6 M8 FSH 06048 F19 1.0 ISO 6 .189 6 75 | 2.3 | 3xDi
1.25 M8 M10,M12 | FSH 08064 G17 1.25 ISO 8 252 7 68 | 25 | 2xDf
1.25 M8 M10,M12 | FSH 08064 G25 1.25 ISO 8 252 7 1.00 | 25 | 3xDf

Order example: FSH 0604 E10 0.8 ISO MT3

UN Tools for Internal Thread Grade | P | M H s | H

MT3 ) le) ® | <65HRc

40 4 FSH 06021 D6 40 UN 6 .083 4 .25 2.3 2xD1
40 4 FSH 06021 D9 40 UN 6 .083 4 .36 2.3 3xD1
40 5 6 FSH 06024 D7 40 UN 6 .096 4 .28 2.3 2xD1
40 5 6 FSH 06024 D10 40 UN 6 .096 4 .40 2.3 3xD1
32 6 FSH 06025 D7 32 UN 6 .100 4 .31 23 2xD1
32 6 FSH 06025 D11 32 UN 6 .100 4 44 23 3xD1
32 8 FSH 06032 D9 32 UN 6 126 4 .36 2.3 2xD1
32 8 FSH 06032 D13 32 UN 6 126 4 .52 2.3 3xD1
32 10 FSH 06038 E10 32 UN 6 .150 5 41 23 2xD1
32 10 FSH 06038 E15 32 UN 6 .150 5 .60 2.3 3xD1
28 1/4 FSH 06052 F13 28 UN 6 .205 6 .54 2.3 2xD1
28 1/4 FSH 06052 F20 28 UN 6 .205 6 .79 2.3 3xD1
24 5/16, 3/8 FSH 08066 F16 24 UN 8 .260 6 .67 25 2xD1
24 5/16, 3/8 FSH 08066 F24 24 UN 8 .260 6 .98 25 3xD1
20 1/4 FSH 06048 E14 20 UN 6 .189 5 .55 2.3 2xD1
20 1/4 FSH 06048 E20 20 UN 6 .189 5 .80 2.3 3xD1

Order example: FSH 08066 F24 24 UN MT3 @ First choice O Alternative
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MTH

ISO Tools for Internal Thread bf

Pl 4

D d

1,9, - 3
< I @ L J Detail A

Grade P M S H
MT11 ) o) ) ) ® | <62 HRc

0.5 M3 g= 4 MTH 06024 C5 0.5 ISO 6 .094 142 3 .209 .232 2.3
0.7 M4 g= 5 MTH 06031 C7 0.7 ISO 6 122 .169 3 .291 315 2.3
0.8 M5 Q= 6 MTH 0604 C9 0.8 ISO 6 157 .205 3 .362 .386 2.3
1.0 M6 Q9= 7 MTH 08048 D10 1.0 ISO 8 .189 .252 4 413 445 2.5
1.0 g= 9 MTH 0806 D13 1.0 ISO 8 .236 .299 4 531 .563 2.5
1.0 2=10 MTH 1008 D16 1.0 ISO 10 315 .378 4 .650 .681 2.9
1.25 M8 g=10 MTH 0806 D14 1.25ISO 8 .236 .299 4 567 .598 2.5
1.5 M10 g=12 MTH 1008 D17 1.5 ISO 10 315 .386 4 .681 717 2.9
1.5 g=14 MTH 1210 D21 1.5 ISO 12 394 .465 4 .858 .894 3.3
1.75 M12 g=12 MTH 12095 D20 1.75 ISO 12 374 .453 4 791 .831 3.3

Order example: MTH08048D10 1.0 ISO MT11

UN .

Tools for Internal Thread

P 45°
I v | 2
D d Detail A
o Y. X o[ o ST
< >| MT11 ) o) ) o) ® | <62 HRc

40 5 6 MTH 06025 C6 40 UN 6 .098 | .146 3 236 | .260 | 2.3
32 6 MTH 06026 C5 32 UN 6 102 | .150 3 232 | 256 | 2.3
32 8 MTH 06032 C7 32 UN 6 .126 173 3 295 | .319 | 2.3
32 10 12 MTH 06038 C9 32 UN 6 150 | 197 3 358 | .382 | 2.3
28 1/4 MTH 08052 D11 28 UN 8 .205 .268 4 445 | 476 | 2.5
28 716, 1/2 MTH 12096 D20 28 UN 12 378 | .441 4 803 | .835 | 3.3
24 5/16, 3/8 |9/16, 5/8, 11/16 MTH 08066 D14 24 UN 8 .260 | .315 4 .563 | .591 2.5
20 1/4 MTH 06048 C12 20 UN 6 .189 | .236 3 476 | .500 | 2.3
20 7/16, 1/2 3/4, 1 MTH 12092 D21 20 UN 12 362 | .425 4 827 | .858 | 3.3
18 5/16 | 9/16, 5/8 11/16 MTH 08057 C14 18 UN 8 224 | .295 3 583 | .618 | 25
16 3/8 3/4 MTH 10074 C16 16 UN 10 .291 .362 3 657 | .693 | 2.9
14 7116 7/8 MTH 10085 D20 14 UN 10 .335 | .390 4 .823 | .850 | 2.9
13 1/2 MTH 12094 D22 13 UN 12 370 | .449 4 .886 | .925 | 3.3

Order example: MTH 06048 C12 20 UN MT11 @ First choice O Alternative

B11-7
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K52 Carmex v Mill-Thread Technical Section

Conversion of Cutting Speed to
Rotational Speed

Conversion of selected cutting speed to rotational N ‘/\ Example: V=400 ft/min
speed is calculated by the following formula: D=1.25

Vx12 400 x 12 V
N-= = = 1222 RPM D
TtxD  314x1.25 D=Cutting diameter
Internal Thread External Thread

“ Left Hand
Thread

Left Hand Right Hand
Thread Thread

Y

Right Hand
Thread




Mill-Thread Technical Section £5. Carmex: i
Tool Selection

For indexable and solid carbide Mill Threads

The following chart provides a fairly accurate visual selection tool for Internal Threading.
The chart is suitable for the following thread forms: ISO, UN, WHIT, NPT, NPTF, BSPT and PG.

P=Thread Pitch

A
TPl mm X D= Tool cutting diameter

4 6.0
5 5.0
6 4.0
3.5
3.0
2.5
2.0

4 m,
16 - E $-"le

20 :
1.25 D=.35 D = .50
24, 15

32
0.75 -
b

48 |l | |

\ > d
mm| 4 56 7 8 91011121314 151618 20 22 24 26 28 30 32 34 36 38 40 44 48 52 58 64
inch 1/4 3/8 1/2 5/8 3/4 1 1.25 1.5 2 2.5

\
[

D=.79 D=1.14

.55

D=.67
D=.70
|

.39

D

Any tool with a small cutting diameter can produce larger diameter threads.
Example: Internal thread 11/4x 16UN:

Find a Milling Tool to produce d=1.25 Internal

right hand UN thread with a thread pitch P=16/1 _
As can be seen from the chart above, the two red lines Right Hand
intersect at a selected tool with a cutting diameter of D=.79 Thread

Chosen toolholder: SR0790 H21
Insert: 21116 UN MT7

NVIVVVVVVVVV\

If you need assistance, please call your local

distributor and ask for help in selecting the appropriate
tool as well as for a CNC program to suit your CNC milling
machine.
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Carmex Mill-Thread catalog and
CNC Tool Wizard

This software is provided by Carmex to assist you, the
thread milling user, to select and apply the correct tool
to machine threads on CNC machining centers. The
program will find tools and inserts which are suitable
for your application, calculate cutting data and
generate a CNC program for a variety of controls.

The software is available at our website:

carmex.com

Example of Thread Milling CNC Program
for Internal Threading A+

Right hand thread (climb milling) from bottom up.

Program is based on tool center.
This method of programming needs no tool radius
compensation value other than an offset for wear.

A =Radius of tool path
Do=Major thread dia.
D =Cutting dia.

Do-D

A=
2

General Program

G90 GO0 G54 G43 H1X0Y0 Z10 S---
GO0 Z- (TOTHREAD DEPTH)

GO1 G91 G41 D1 X(A/2)Y-(A/2) ZO F---
GO3 X(A/2) Y(A/2) R(A/2) Z(1/8 PITCH)
GO03 X0 YO I-(A) JO Z(PITCH)

GO3 X-(A/2) Y(A/2) R(A/2) Z(1/8 PITCH)
GO1 G40 X-(A/2)Y-(A/2) ZO

G90 X0Y0Z0

Internal Thread ,
EXAMPLE : 1 1/4-12UNF (Thread depth .71) '} Y-
TOOLHOLDER: SR0790H21  (Cutting Dia. .79)

INSERT: 21112 UN

A=(1.25-.79)/2 = .23

G90 GO0 G54 G43 H1X0Y0 Z0.39 S2800
GO0 Z-0.71

GO1 G91 G41X0.1150Y-0.1150 Z0 F3.35 D1
G03 X0.1150

Y0.1150 R0.1150 Z0.0104

G03 X0YO01-0.23 JO Z0.0833

GO03 X-0.1150Y0.1150 R0.1150 Z0.0104

GO1 G40 X-0.1150Y-0.1150 Z0

G90 GO X0YO0 Z0

B12-4

TOOL PATH
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Mill-Thread Inserts Speed and Feed
Selection

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run
at medium to high cutting speeds.

ISO Materials Cutting f/ﬁ?; d f/min
Low and Medium Carbon Steels 380 - 920
P High Carbon Steels 430 - 660
Alloy Steels, Treated Steels 340 - 590
Stainless Steels 430 - 620
o Cast Steels 490 - 620

Cast Iron 260 - 560
Non-Ferrous & Aluminum 590 - 1120

Synthetics, Duroplastics, Thermoplastics 380 - 1500
S Nickel Alloys, Titanium Alloys 80 - 300

Recommended FEED RATE: .002 - .006




A®
@ Cal‘ mex Precision Tools Ltd.

Mill-Thread Technical Section

Cutting Data
Slim MT type

MT17 Advanced NEW submicron carbide grade with multi-layer PVD coating, provides high
performance in all machining conditions. The new grade ensures high abrasive wear re-
sistance, machining wide range of materials including steels, tough and difficult materials
and high alloyed steels.

Annealed < 0.25% C 360-720
Annealed = 0.25% C 330-690
E‘%’ggfg’iftesﬁg?d CastSteel, | Annealed = 0.55% C 295-490  [(.0022*D) /.87
9 Quenched & Tempered < 0.55% C 230-460
Quenched & Tempered = 0.55% C 180-230
P |Low Alloy Steel and Cast Steel Annealed 200-360
(less than 5% alloying elements Quenched & Tempered 200-295
(.0022*D) /.87
High Alloy Steel, Cast Steel, and | Annealed 180-295
Tool Steel Quenched & Tempered 150-260
Ferritic 295-655
Martensitic 260-520 (.0022*D) /.87
M |Stainless Steel and Cast Steel Austenitic 200-360
High alloy Austenitic & Duplex 130-230 (.0018*D) /.87
Ferritic 295-410
Cast Iron Nodular (GGG)
Pearlitic 295-360
Ferritic 360-475
Grey Cast Iron (GG) (.0022*D) /.87
Pearlitic 260-410
Ferritic 360-410
Malleable Cast Iron
Pearlitic 260-390
Not Cureable 440-1150
Aluminum-Wrought Alloy
Cured 330-885
Not Cureable < 12% Si 295-885
Aluminum-Cast, Alloyed Cured 295-740 .
High Temperature > 12% Si 295-590 (.0020"D) /.87
Free Cutting > 1% Pb 230-740
Copper Alloys Brass 230-590
Electrolytic Copper 230-885
. Duroplastics, Fiber Plastics 230-885
el I Hard Rubber 230-885
High Temperature/Super Alloys Annealed .
(Fe based) Cured el
. Annealed *
S |High Temperature/Super Alloys 80-150 (.0015*D) /.87
(Ni or Co based) Cured
Cast
Titanium Alloys Alpha + Beta Alloys Cured 100-130

D= Cutting diameter.
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Spiral Mill-Thread Inserts Speed and Feed
Selection

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

ISO Materials Cutting f;l(;e d f/min
Low and Medium Carbon Steels 480 - 1200
P High Carbon Steels 540 - 840
Alloy Steels, Treated Steels 440 - 755
Stainless Steels 540 - 800
u Cast Steels 620 - 800
Cast Iron 330 - 720
Non-Ferrous & Aluminum 755 - 1440
Synthetics, Duroplastics, Thermoplastics 480 - 1940
S Nickel Alloys, Titanium Alloys 100 - 380

Recommended FEED RATE: .002 -.006
As you may note, cutting speed is shown in range terms. In most standard cases choosing a speed
in the middle of the range would be a good choice for a start.

For hard metals reduce cutting speed.

Spiral Finish Speed Selection

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

ISO Materials Cuttifr:/gmisnpeed
Low and Medium Carbon Steels 660 - 1080
P High Carbon Steels 560 - 770
Alloy Steels, Treated Steels 330 - 640
Stainless Steels 590 - 755
u Cast Steels 590 - 755
Cast Iron 660 - 1150
Non-Ferrous and Aluminum 1640 - 3610
Synthetics, Duroplastics, Thermoplastics 1310 - 4920
Nickel Alloys, Titanium Alloys 100 - 180

B12-7
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Cutting Data
D-Thread type

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

ISO Materials Cuttifl:/%?npeed
Low and Medium Carbon Steels <0.55%C 330 - 670
P High Carbon Steels 20.55%C 330 - 590
Alloy Steels, Treated Steels 330 - 460
Stainless Steels - Free Cutting 280 - 410
o Stainless Steels - Austenitic 260 - 380
Cast Steels 380 - 510
Cast Iron 250 - 480
Aluminum <12%Si, Copper 490 - 980
Aluminum >12% Si 490 - 980
Synthetics, Duroplastics, Thermoplastics 330 - 1150
S Nickel Alloys, Titanium Alloys 150 - 310

Recommended FEED RATE: .003 -.006

B12-8
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Cutting Data
CMT type

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

Cutting Fged in.ch/tooth
ISO Materials Speed Cutting Diameter=D
uZfully 039 | @47 | @70 | 098
Low and Medium Carbon Steels <0.55%C 197 - 394 .0063 .0067 .0079 .0087
P High Carbon Steels =0.55%C 197 - 295 .0055 .0063 .0079 .0087
Alloy Steels, Treated Steels 164 - 262 .0039 .0047 .0063 .0071
Stainless Steels - Free Cutting 230 - 328 .0039 .0043 .0059 .0067
o Stainless Steels - Austenitic 197 - 295 .0039 .0043 .0059 .0067
Cast Steels 230 - 295 .0039 .0047 .0063 .0071
Cast Iron 131 - 262 .0063 .0067 .0079 .0087
Aluminum <12%Si, Copper 328 - 656 .0063 .0067 .0079 .0087
Aluminum >12% Si 197 - 459 .0039 .0043 .0061 .0071
Synthetics, Duroplastics, Thermoplastics 164 - 656 .0075 .0075 .0087 .0094
Nickel Alloys, Titanium Alloys 66 - 131 .0028 .0028 .0039 .0047
Hardened Steel 45 - 50HRc 197 - 230 .0035 .0035 .0051 .0059
i Hardened Steel 50 - 55HRc 164 - 197 .0031 .0031 .0047 .0055
Thread
Milling
start arc end
position entrance point

Thread arc
Milling  exit
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Cutting Data
CMT Spiral Multi Flute Inserts

Carbide grade - MT8:

Sub-Micron Grade with Aluminum Titanium Nitride (AITiN) multi-layer coating (ISO K10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance, and normal
machining conditions. General purpose for all materials.

; Feed inch/tooth
Sta:ﬁc?ard Material CUTt:t‘/EJmiSnpeed Cutting Diameter = D
@.63-01.38
Low and Medium Carbon Steels <0.55%C 197 - 394 .0055 - .0094
P High Carbon Steels =0.55%C 197 - 295 .0047 - .0094
Alloy Steels, Treated Steels 164 - 262 .0031 - .0079
Stainless Steel-Free Cutting 230 - 328 .0031 - .0075
M Stainless Steel-Austenitic 197 - 295 .0031 - .0075
Cast Steels 230 - 295 .0031 - .0079

Cast Iron 131 - 262 .0055 - .0094
Aluminum <12%Si, Copper 328 - 656 .0055 - .0102
Aluminum >12%Si 197 - 459 .0031 - .0087
Synthetics, Duroplastics, Thermoplastics 164 - 656 .0067 - .0110
Nickel Alloys, Titanium Alloys. 66 - 131 .0020 - .0055
Hardened Steel, 45-50HRc 197 - 230 .0028 - .0067
Hardened Steel, 51-55HRc 164 - 197 .0024 - .0063
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Cutting Data
CMT Milling cutter

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

Stéllﬁ((j)al’d ] Cunifrt]?m?npeed inc:e/}t?)%th
Low and Medium Carbon Steels <0.55%C 197 - 394 .0020-.0059
P High Carbon Steels =0.55%C 197 - 295 .0020-.0039
Alloy Steels, Treated Steels 164 - 262 .0020-.0039

Stainless Steel-Free Cutting 230 - 328 .0016-.0051
M Stainless Steel-Austenitic 197 - 295 .0016-.0039
Cast Steels 230 - 295 .0016-.0051

Cast Iron 131 - 262 .0020-.0059
Aluminum <12%Si, Copper 328 - 656 .0020-.0098
Aluminum >12%Si 197 - 459 .0012-.0039
Synthetics, Duroplastics, Thermoplastics 164 - 656 .0020-.0098
Nickel alloys, Titanium Alloys. 66 - 131 .0012-.0039
Hardened Steel, < 45 HRc 197 - 230 .0012-.0039
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Mill-Thread Technical Section

Mill-Thread Solid Carbide Grades, Speed
and Feed Selection

MT type

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

Cutting
ISO Materials Speed
ft/min
Low and Medium Carbon Steels <0.55%C 300 - 660
P | High Carbon Steels 20.55%C 330 - 480
Alloy Steels, Treated Steels
Stainless Steels - Free Cutting 180 - 430
& Stainless Steels - Austenitic
Cast Steels 390 - 440
Cast Iron 210 -390
Aluminum <12%Si, Copper 440 - 920
Aluminum >12% Si 300 - 660
Synthetics, Duroplastics, Thermoplastics 300 - 1050
S | Nickel Alloys, Titanium Alloys

Feed inch/tooth
Cutting Diameter=D

.08
.0012
.0009

.0008

.0008
.0011
.0011
.0008
.0021

@.12
.0016
.0011

.0012

.0009
.0014
.0014
.0009
.0024

@.16
.0016
.0013

.0010

.0010
.0017
.0017
.0010
.0027

For cutters with long cutting length reduce feed rate by 40%

MTB, MTZ, EMT types

ISO Materials
Low and Medium Carbon Steels <0.55%C
P | High Carbon Steels >0.55%C
Alloy Steels, Treated Steels
Stainless Steels - Free Cutting
i Stainless Steels - Austenitic
Cast Steels

Cast Iron
Aluminum <12%Si, Copper
Aluminum >12% Si

Synthetics, Duroplastics, Thermoplastics

S | Nickel Alloys, Titanium Alloys

Cutting
Speed
ft/min

330 -
360 -
300 -
200 -
200 -
430 -
230 -
490 -
330 -
330 -

70 -

.0024
.0018

.0016

.0013
.0022
.0022
.0013
.0032

@.24| @.31| @.39| 0.47
.0028 |.0032 | .0037

.0022 |.0026 | .0031

@.55
.0042
.0035
.0020 |.0024 | .0024 | .0028
.0016
.0027
.0027
.0016

.0038

.0018
.0032
.0032
.0018
.0043

.0021
.0037
.0037
.0021
.0049

.0023
.0042
.0042
.0023
.0054

Feed inch/tooth
Cutting Diameter=D

.63

.0047
.0039

.0031

.0026
.0047
.0047
.0026
.0060

@.79

.0057
.0048

.0035

.0031
.0057
.0057
.0031
.0071

.98

.0070
.0059

.0043

.0038
.0070
.0070
.0038
.0085

820
590
520
520
390
560
490
1150
820
1310
260

.08
.0012
.0009
.0008
.0008
.0008
.0008
.0011

.0011

.0008
.0021

.0009

@.12
.0016
.0011

.0009
.0012
.0008
.0009
.0014
.0014
.0009
.0024
.0009

@.16
.0016
.0013
.0010
.0010
.0012
.0010
.0017
.0017
.0010
.0027
.0010

For cutters with long cutting length reduce feed rate by 40%

@.31| @.39| @.47
.0028 |.0032 | .0037
.0022 | .0026 | .0031
.0016 | .0018 | .0021
.0020 |.0024 | .0024
.0016 | .0020 | .0020
.0016 | .0018 | .0021
.0027 |.0032 | .0037
.0027 | .0032 | .0037
.0016 | .0018 | .0021
.0038 | .0043 | .0049
.0011 | .0012 | .0013

@.55
.0042
.0035
.0023
.0028
.0024
.0023
.0042
.0042
.0023
.0054
.0014

@.24
.0024
.0018
.0013
.0016
.0012
.0013
.0022
.0022
.0013
.0032
.0010

.63
.0047
.0039
.0026
.0031
.0028
.0026
.0047
.0047
.0026
.0060
.0015

@.79
.0057
.0048
.0031
.0035
.0031
.0031
.0057
.0057
.0031
.0071
.0017

@.98
.0070
.0059
.0038
.0043
.0039
.0038
.0070
.0070
.0038
.0085
.0019
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Cutting Data
Solid Carbide Tapered End Mills

Cutting Feed inch/tooth
ISO Materials Speed

il SC0652D12 | SC0375D09 | SC0500D12
Low and Medium Carbon Steels <0.55%C 360 - 660 .0008 - .0014 | .0016-.0035 | .0020 - .0039
P High Carbon Steels =0.55%C 390 - 460 .0007 - .0014 | .0012-.0030 | .0016 - .0039
Alloy Steels, Treated Steels 330 - 390 .0006 - .0014 | .0008 -.0177 | .0010 -.0020
Stainless Steels - Free Cutting 330 - 390 .0006 - .0014 | .0012 -.0031 .0012 - .0039
ol Stainless Steels - Austenitic 260 - 330 .0004 - .0010 | .0008 -.0024 | .0008 - .0039
Cast Steels 390 - 490 .0006 - .0014 | .0012-.0031 | .0012-.0039
Cast Iron 330 - 430 .0008 - .0014 | .0012-.0035 | .0016 - .0039
Aluminum =<12%Si, Copper 590 - 820 .0010 -.0018 | .0012-.0035 | .0016 - .0039
Aluminum >12% Si 390 - 660 .0006 - .0014 | .0010-.0035 | .0012 -.0039
Synthetics, Duroplastics, Thermoplastics 590 - 2620 | .0010-.0018 | .0012-.0035 | .0016 - .0039
Nickel Alloys, Titanium Alloys 160 - 230 .0006 - .0014 | .0008 - .0028 | .0012 -.0039
Hardened Steel, 45-50HRc 160 - 230 .0004 - .0010 | .0008 -.0020 | .0012 -.0028
= Hardened Steel, 51-55HRc 130 - 200 .0004 - .0010 | .0006 - .0014 | .0008 - .0026
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MTQ type

Thread mills with relieved neck and internal coolant for milling medium and large threads on
relatively deep work pieces.

Advantages
@ To produce medium and large threads on relatively ® Provides high rigidity and stability (anti-vibration).
deep work pieces. ® Accomplishes deep threads in one pass.
® To use overhang according to the application. @ Relatively low cutting forces due to short cutting
® To perform deep threads at the bottom of the length.
application. ® Threads length up to 3D.

Cutting Data

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at medium to
high cutting speeds.

Cutting Fged in_ch/tooth
ISO Materials Speed Cutting Diameter=D

fimin | 639 | g47 | 055 | 063 | ©.79 | .98
Low and Medium Carbon Steels < 0.55%C | 330 - 820 | .0022 | .0026 | .0029 | .0033 | .0040 | .0049

P High Carbon Steels = 0.55%C 360 -590 | .0018 | .0021 | .0025 | .0028 | .0034 .0041
Alloy Steels, Treated Steels 300 -520 | .0013 | .0014 | .0016 | .0018 | .0022 .0026
M Stainless Steels - Free Cutting 200-520 | .0017 | .0017 | .0019 | .0022 | .0025 .0030
Stainless Steels - Austenitic 200-390 | .0014 | .0014 | .0017 | .0019 | .0022 .0028
Cast Steels 430-560 | .0013 | .0014 | .0016 | .0018 | .0022 .0026
Cast Iron 230-490 | .0022 | .0026 | .0029 | .0033 | .0040 .0049
Aluminum < 12%Si, Copper 490 - 1150 | .0022 | .0026 | .0029 | .0033 | .0040 .0049
Aluminum > 12% Si 330-820 | .0013 | .0014 | .0016 | .0018 | .0022 .0026
Synthetics, Duroplastics, Thermoplastics 330 -1310 | .0030 | .0034 | .0038 | .0042 | .0050 .0059
Nickel Alloys, Titanium Alloys 70-260 | .0009 | .0009 | .0010 | .0010 | .0012 .0013
start Thread end
point Milling point
start  Thread
Thread position  Milling
Milling (2. entry) (2.entry)

start  Thread
position Milling
(1. entry) (1.entry)
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FMT - Fast MT type

® Carmex has designed a unchue line of solid carbide thread milling tools FMT for
increased productivity and high performance.

® Large number of flutes enables to achieve significant shorter machining time.

FMT vs. Taps

Features FMT Taps
Thread up to bottom at blind hole Possible Not possible
Machining load Very low High
Thread surface quality High Medium

Very reliable, especially

Process reliability . ) Medium
for expensive work pieces
Thread geometry Very accurate Medium
Cycle time Same or faster than tap Fast

MT8 Sub Micron grade with advanced PVD trlﬁle coating (ISO K10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance and normal machining
conditions. General purpose for all materials.

4 Case Study A

Application

Internal right hand thread: M6x1.0
Thread length: .39, Blind hole
Bore size: @.197

Chamfer: .035

Work piece material
Steel SAE 4340

Cutter description

FMT08048F10 1.0 ISO- with internal coolant
Shank diameter: @8 mm

Cutting diameter: ©.189

Number of flutes: 6

Cutting length: .41

Total length: 2.5

Cutting conditions

Cutting speed: 426 ft/min Feed: .0006 inch/tooth

Machine

Mori Seiki NV5000 Coolant: emulsion 5%
Results

Tool life : 2,170 threads

\Cycle time: 1.5 sec /
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Cutting Data
FMT - Fast MT type

MT8 Sub Micron grade with advanced PVD triple coating (ISO K10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance and normal
machining conditions. General purpose for all materials.

Staiﬁc?ard Materials %5223 C“Eﬁ‘zdgi];’:/;?g:i D

ft/min @17 | Q24 | @31 | 039 | 047

Low and Medium Carbon Steels < 0.55%C 330 - 820 .0012 | .0024 | .0028 | .0031 | .0035

P High Carbon Steels = 0.55%C 360 - 590 .0012 | .0020 | .0024 | .0028 | .0031
Alloy Steels, Treated Steels 300 - 520 .0008 | .0012 | .0016 | .0020 | .0020
Stainless Steel - Free Cutting 200 - 520 .0012 | .0016 | .0020 | .0024 | .0024

M Stainless Steel - Austenitic 200 - 390 .0004 | .0012 | .0016 | .0020 | .0020
Cast Steels 430 - 560 .0008 | .0012 | .0016 | .0020 | .0020

Cast Iron 230 - 490 .0016 | .0024 | .0028 | .0031 | .0035
Aluminum < 12%Si, Copper 490 - 1150 .0016 | .0024 | .0028 | .0031 | .0035
Aluminum > 12%Si 330 - 820 .0012 | .0012 | .0016 | .0020 | .0020
Synthetics, Duroplastics, Thermoplastics 330 - 1310 .0024 | .0031 | .0039 | .0043 | .0047

Nickel Alloys, Titanium Alloys. 70 - 260 .0008 | .0012 | .0012 | .0012 | .0012
Hardened Steel, 45-50HRc 195 - 230 .0008 | .0012 | .0012 | .0012 | .0012
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AMT Solid Carbide Thread Mills
for Aluminum Machining

Solid carbide thread mills for High-speed Aluminum machining.

High-speed aluminum machining requires tools that minimize the tendency of Aluminum to stick to
the tool cutting edges, provides high surface finish, ensuring efficient chip evacuation and sufficient
strength of the cutting edge to absorb the cutting forces.

Features

Optimized carbide grade for Aluminum, cast iron and stainless steels
Cylindrical shank (Weldon shank - upon request)

With internal coolant bore

Uncoated, smooth cutting edge

High thread surface quality

Same tool for right hand or left hand internal threads

Additional items with cutting chamfer

Cutting Data
AMT

K20 Uncoated Sub- Micron carbide grade for Aluminum and non- ferrous
materials, Stainless Steels and Titanium.

Cutting Feed inch/tooth
Standard :
ft/min D<.16 16<D<.35 D=>.35
Lt & MERIIT G2 SiEels 160 - 460 .0002-.0012 | .0004-.0020 | .0008 -.0039
< 0.55%C
P High Carbon Steels 20.55%C 200 - 430 .0002-.0008 | .0004-.0016 | .0008 -.0035
Alloy Steels, Treated Steels
Stainless Steel-Free Cutting 130 - 390 .0002 - .0008 .0004 - .0016 .0008 - .0035
M Stainless Steel-Austenitic
Cast Steels 230 - 390 .0002-.0012 | .0004-.0020 | .0008 -.0039
Cast Iron 160 - 390 .0002-.0012 | .0004-.0020 | .0008 -.0039
Aluminum =12%Si, Copper 430 - 820 .0002-.0016 | .0004-.0024 | .0008 -.0051
Aluminum >12%8i 260 - 590 .0002-.0016 | .0004-.0024 | .0008 -.0051
SYMINEUES: DUz, 260 - 590 .0002-.0016 | .0004-.0024 | .0008 - .0051
Thermoplastics
Nickel alloys, Titanium alloys 65 - 260 .0002-.0008 | .0004-.0016 | .0008 -.0035

B12-17
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Cutting Data
Mini Mill-Thread MTS, MTl and FMTI types

MT6 Ultra-Fine carbide grade with high hardness and toughness provides an excel-
lent solution for machining steels, stainless steels, and super alloys Ni or Ti base.
With a universal PVD multi-layer coating, provides high heat and wear resistance.

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20). This is a general
purpose grade, which can be used with all materials; it should be run at medium to high cutting speeds.

MT8 Sub-Micron Grade with Aluminum Titanium Nitride (AITiN) multi-layer coating (ISO K10-K20). Extremely
high heat resistant and smooth cutting operation, for high performance, and normal machining
conditions. General purpose for all materials.

MT11 Ultra-fine Sub-Micron grade with advanced PVD triple coating.

Cutting Feed inch/tooth

10 Materials Speed Cutting Diameter = D

Standard :
andar fi/min | .04 | 0.06|0.08|0.12|0.16 | 0.20 |0.24 | 0.28 | 0.31 | 0.35 | 0.39 | 0.47 | 055 | 0.63

Low and Medium Carbon Steels | 5, 399 | 0016|.0020|.0020].0028|.0035|.0043|.0051|.0055|.0059|.0063|.0063].0067|.0071|.0071

<0.55%C
P High Carbon Steels > 0.55%C 200-300|.0012/.0016{.0020/.0024|.0031|.0035|.0039|.0047|.0051(.0055|.0055|.0063|.0067|.0071

Alloy Steels, Treated Steels 160-260 |.0012|.0016/.0016/.0020/.0020|.0024.0028| .0028|.0031/.0035/.0039|.0047|.0051|.0055

Stainless Steels - Free Cutting | 230-330 |.0008|.0012(.0012|.0016|.0020|.0024|.0024|.0028|.0031|.0035|.0039|.0043|.0047|.0051
M | Stainless Steels - Austenitic 200-300 |.0008/.0012(.0012|.0016|.0020|.0024|.0024.0028|.0031(.0035|.0039|.0043|.0047|.0051
Cast Steels 230-300|.0012/.0016{.0016/.0020|.0020|.0024/.0028|.0028|.0031|.0035|.0039|.0047|.0051|.0055
Cast Iron 130-260 |.0016|.0020|.0020|.0028|.0035(.0043|.0051|.0055|.0059|.0063|.0063|.0067|.0071/.0071
Aluminum <12%Si, Copper 330-660 |.0016/.0020|.0020(.0028/.0035|.0043|.0051|.0055|.0059|.0063|.0063|.0067|.0071(.007 1
Aluminum >12% Si 200-460.0012/.0012(.0012|.0016|.0020|.0024|.0024|.0028|.0031|.0035|.0039|.0043|.0051(.0054

Synthetics, Duroplastics,
Thermoplastics

160-660 |.0035|.0039|.0043|.0047(.0055|.0063|.0071/.0075|.0075|.0075|.0075|.0075|.0079|.0079

Nickel Alloys and Titanium Alloys | 70-130 |.0012|.0012|.0012|.0016|.0016|.0020|.0024|.0024|.0024|.0028|.0028|.0028.0031|.0031

start center arc thread arc end
point location entrance milling exit point

D o O
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Mini Mill-Thread vs. Taps

Features Mini Mill-Thread Taps
Thread surface quality High Medium
Thread geometry Very accurate Medium
Thread tolerances 4H, 5H, 6H with std cutter 6H with standard tap, 4H with specific tap
Machining time Same as tap or shorter Short
Tool breakage Almost not possible Could happen often
Machining load Very low High
Range of thread diameters Wide range of diameters Specific tap for each diameter
Right/Left hand threading Same cutter Specific tap for each
Geometric shape Full profile Partial profile

Cutting Data
MTSB type

Carbide grade - MT7:

Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20). This is a
general purpose grade, which can be used with all materials; it should be run at medium to high
cutting speeds.

Feed
ISO Materials (S;::I:g : inCh/-tOOth
Standard Hmin Cutting Diameter=D

©.04 | ©.06 @ ©08 | @12 | ©B.16 | @.20
Low and Medium Carbon Steels < 0.55%C 200 - 390 | .0016 | .0020 | .0020 | .0028 | .0035 | .0043
P High Carbon Steels = 0.55%C 200 - 300 | .0012 | .0016 | .0020 | .0024 | .0031 | .0035
Alloy Steels, Treated Steels 160 - 260 | .0012 | .0016 | .0016 | .0020 | .0020 | .0024
Stainless Steel - Free Cutting 230 -330 | .0008 | .0012 | .0012 | .0016 | .0020 | .0024
M Stainless Steel - Austenitic 200 - 300 | .0008 | .0012 | .0012 | .0016 | .0020 | .0024
Cast Steels 230 -300 | .0012 | .0016 | .0016 | .0020 | .0020 | .0024
Cast Iron 130 - 260 | .0016 | .0020 | .0020 | .0028 | .0035 | .0043
Aluminum < 12%Si, Copper 330 - 660 | .0016 | .0020 | .0020 | .0028 | .0035 | .0043
Aluminum > 12%Si 200 - 460 | .0012 | .0012 | .0012 | .0016 | .0020 | .0024
Synthetics, Duroplastics, Thermoplastics 160 - 660 | .0035 | .0039 | .0043 | .0047 | .0055 | .0063
Nickel Alloys, Titanium Alloys. 70-130 | .0012 | .0012 | .0012 | .0016 | .0016 | .0020
Hardened Steel, 45-50HRc 200 - 230 | .0012 | .0016 | .0016 | .0020 | .0020 | .0024
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Cutting Data
DMT type

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20). This is
a general purpose grade, which can be used with all materials; it should be run at medium to
high cutting speeds.

Cutting Feed inch/tooth
ISO Materials Speed Cutting Diameter=D

fmin | @16 | @20 | @24 | @31 | 935 | ©9.39 | Q.47
Low and Medium Carbon Steels <0.55%C |200 - 395| .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
P | High Carbon Steels =0.55%C 200 - 295| .0008 | .0012 | .0012 | .0016 | .0016 | .0016 | .0020

alloySteclslircatediSicels 165 - 260| .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0016

Stainless Steels - Free Cutting 230-330| .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012
M | Stainless Steels - Austenitic 200-295| .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012
Cast Steels 230-295| .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0016
Cast Iron 130-260, .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
Aluminum <12%Si, Copper 330-655| .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
Aluminum >12% Si 200 - 460| .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012

Synthetics, Duroplastics, Thermoplastics 165 -655| .0016 | .0020 | .0020 | .0024 | .0024 | .0024 | .0024

DMTH type

MT11 Ultra-fine Sub-Micron grade with advanced PVD triple Blue coating.

Cutting Fged in.ch/tooth
ISO Materials Speed Cutting Diameter=D
fymin | 508 | @12 | @16 | ©.20 | G.24 | ©.31 | ©.35 | ©.39 | @.47
Low and Medium Carbon Steels | 144395 | 0008 | .0008 | .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
<0.55%C
P | High Carbon Steels =0.55%C 190 - 290 | .0008 | .0008 | .0008 | .0012 | .0012 | .0016 | .0016 | .0016 | .0020
Alloy Steels, Treated Steels 160 - 260 | .0008 | .0008 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0016
" Stainless Steels - Free Cutting | 230 - 330 | .0008 | .0008 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012
Stainless Steels - Austenitic 190 - 290 | .0008 | .0008 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012
Cast Steels 230 -290 | .0008 | .0008 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0016
Castlron 130-260 | .0012 | .0012 | .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
Aluminum <10%Si, Copper 330-650 | .0012 | .0012 | .0012 | .0012 | .0016 | .0020 | .0020 | .0020 | .0020
Aluminum >10% Si 190 - 460 | .0008 | .0008 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012
Synthctics, Buroplastics, 160 - 650 | .0016 | .0020 | .0016 | .0020 | .0020 | .0024 | .0024 | .0024 | .0024
Thermoplastics
g | Nickel Alloys, Titanium Alloys and | oo 155 | 6008 | 0012 | .0012 | .0016 | .0020 | .0020 | .0024 | .0024 | .0024
High Temp. Alloys
Hardened Steels 45-50 HRc 190 - 230 | .0008 | .0008 | .0008 | .0012 | .0016 | .0016 | .0020 | .0020 | .0020
Hardened Steels 50-55 HRc 160 - 190 | .0004 | .0004 | .0004 | .0008 | .0012 | .0012 | .0016 | .0016 | .0016
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Case Studies

Tool Description
Internal Thread
Thread Length

DMTH 08047 C14 1.0 ISO MT11
M6x1.0
47

Material Steel SAE 4340 12-15 HRc
Cutting Data Vc= 295 ft/min Fz=.00118 inch/tooth
Cycle Time 28 seconds
Tool Life 776
(S

J

)

Tool Description
Internal Thread
Thread Length
Material
Cutting Data
Cycle Time

Tool Life

DMTH 08047 C14 1.0 ISO MT11
M6x1.0

47

Steel SAE 4340 44-45 HRc

V=232 ft/min Fz=.00079 inch/tooth
53 seconds

196

~
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Cutting Data
MT Drill - MTD

Carbide grade K20: Uncoated Sub-Micron carbide grade dedicated for machining Aluminum
and Cast Iron.

MT7: Sub-Micron carbide grade combines high hardness and toughness, with
PVD triple coating for smooth cutting and high performance.

. Feed inch/r Feed inch/tooth
. Cutting Speed Cutting Diameter = D Cutting Diameter = D
Material Material ft/min
Grou aterials — :
p Drilling Mill Thread
K20 MT7 D<16 |.16<D<.24 | D=.24 D<16 |.16<D<.24 | D=.24

Cast Iron 160 - 260 | 260 - 390 |.0039 - .0059|.0059 - .0079{.0059 - .0118.0002 - .0012(.0004 - .0020|.0008 - .0039

Aluminum
<12%Si, 330 - 820 {330 - 1150 |.0024 - .0039{.0039 - .0079|.0079 - .0118/.0002 - .0016(.0004 - .0024 (.0008 - .0051
Copper

Aluminum

~129%Si 260 - 590 [.0020 - .0028/.0039 - .0059{.0059 - .0098|.0002 - .0016(.0004 - .0024|.0008 - .0051

Synthetics,
Duroplastics, 200 - 330 | 260 - 590 |.0039 - .0079|.0079 - .0118.0079 - .0118.0002 - .0016|.0004 - .0024 |.0008 - .0051
Thermoplastics

MT Drill working cycle

Start End
Position point

Right hand
cutting
. Moving Arc Thread Arc
Drill & u entrance Millin Exit
Chamfer P 9

1/3xP 1/8xP 1xP 1/8xP




Mill-Thread Technical Section K5 Carmex rucimmas v

Cutting Data
Mini Mill-Thread MTSH and FSH

MT9 Sub-Micron Grade with advanced PVD triple coating.

MT6 Ultra-Fine carbide grade with high hardness and toughness provides an excellent
solution for machining steels, stainless steels, and super alloys Ni or Ti base.
With a universal PVD multi-layer coating, provides high heat and wear resistance.

MT3 Ultra-Fine carbide grade with PVD multi-layer coating for machining Super
Alloys and Hard materials up to 65 HRc.
Provides supreme edge stability with high heat and wear resistance.
For increased productivity and high performance.

Left hand cutting for CNC code use M04

Cutting Feed ir)ch/tooth
ISO Materials Ha|r_|dFr{10ess Speed Cutting Diameter = D
fmin {504 | @.06 | .08 | @.12| @.16 | @.20 | 0.24| ©.28 | @31 | ©.35 | ©.39 | @.47 | .55 | ©.63
- [MEsllE, TEnA R 70-130 |.0012|.0012|.0012|.0016 |.0016|.0020|.0024 | 0024 | 0024 | 0028 | .0028 | .0028 | .0031 | .0031
and High Temp. Alloys
45-50 | 200-230 |.0012|.0016|.0016|.0020(.0020|.0024|.0024|.0028 | 0028 | 0031 | .0031 | .0035 | .0039 | .0043
Hardened Steels 51-55 | 160-200 |.0008 |.0012|.0012|.0016|.0016|.0020|.0020|.0024 | .0024 | .0028 | 0028 | .0031 | .0035 | 0039
56-62 | 130-160 |.0004 |.0008|.0008|.0012|.0012|.0016|.0016|.0020|.0020 | 0024 | .0024 | 0028 | 0031 | .0035
start center arc thread arc end
point location entrance milling exit point

& o O

Application Internal Thread M4 X 0.7
Thread Depth 315
Workpiece Material Tool Steel: D2
Hardness 60-62 (HRc)
( Cutter Description MTSH0250C35 0.7 SO

[ Machining Conditions

Cutting Speed: 144 ft / min
Feed:.0012 Inch / tooth

Machine
Control
Cooling Lubricant

Mori Seiki VN5000
Fanuc
Emulsion

( Tool Life (No. of Threads) | 84

|7 N 7 N7 N




K52 Carmex v Mill-Thread Technical Section

Cutting Data
MTH type

MT11 Sub-Micron Grade with advanced PVD triple coating.

Cutting Feed inch/tooth
ISO Materials Haﬁdggss Speed Cutting Diameter = D
fimin 510 | @12 | @16 | .20 | ©.24 | .28 | ©.31 | ©.35 | ©.39

il il Witlum Aoy 66-164 | .0008 | .0008 | .0008 | .0008 | .0012 | .0012 | .0012 | .0012 | .0016
and High Temp. Alloys

For cutters with long cutting length reduce feed rate by 40%

Positioning

Thread Milling

Chamfering




Solid Carbide Grooving Tools

Demonstration

For Grooving Deep Parts

Carbide grade: MT8 Sub-micron grade with advanced PVD triple coating (ISO K10-K20). Extremely high heat
resistant and smooth cutting operation. For high performance and normal machining
conditions. General purpose for all materials.

® Enables machining in deep holes. ® Longer tool life due to special multi-layer coating.
® (Coolant through the flutes is very effective for ® Shorter machining time due to multi (3 to 5) flutes.
deep holes.

® Spiral flutes allow smooth cutting action.

Contents: Page: Page:
Product Identification 2 Full Radius Groove Milling with internal

Groove Milling with internal coolant coolant through the flutes 4
through the flutes 3 Deep Groove Milling 4

Technical Section 5




&z Carmex vasnras Solid Carbide Grooving Tools

Product Identification
Groove Milling Ordering Codes

VG JosHosjcisy W

@ = EreaE No. of Flutes W=Groove Width Grade
o - MT8
Milling <= 08=08mm
7 E—5 10=1.0mm
DElDeep F=6 R=Groove Radius
05=0.5mm
v N 06 = 0.6 mm
Shank Diameter The Approximate
Cutting Length
06= 6mm
08= 8mm 8=8mm
10=10mm 10=10mm
12=12mm
16 =16 mm
Y

Cutting Diameter
06 =6 mm




Solid Carbide Grooving Tools & Carmex i
Groove Milling

with internal coolant through the flutes

A
A4

o
<
a
<

—

R.004 5
—>| W | <
For grooving deep parts
w T Groove . d No. of Internal
+.001 Max. | Dia. (min.) Blrafsii Cede mm 2 Flutes I L Coolant
.020 .02 0>.12 MG 0603 C5 WO05 6 .118 3 .20 2.0
.039 .02 @>.12 MG 0603 C5 W10 6 118 3 .20 2.0
.020 .02 0>.16 MG 0604 C4 W05 6 157 3 A7 2.0
.039 .02 0>.16 MG 0604 C4 W10 6 157 3 A7 2.0
.020 .03 0>.24 MG 0606 C8 WO05 6 .236 3 .31 2.0
.028 .03 0>.24 MG 0606 C8 W07 6 .236 3 .31 2.0
.031 .03 0>.24 MG 0606 C8 W08 6 .236 3 .31 2.3 C
.035 .04 0>.24 MG 0606 C11 W09 6 .236 3 .43 2.3
.039 .04 0>.24 MG 0606 C7 W10 6 .236 3 .28 2.3
.039 .04 0>.24 MG 0606 C14 W10 6 .236 3 .55 2.3
.059 .04 0>.24 MG 0606 C7 W15 6 .236 3 .28 2.3
.028 .05 0>.31 MG 08078 D24 W07 8 .307 4 .94 2.5
.031 .05 0>.31 MG 08078 D24 W08 8 .307 4 .94 2.5
.039 .05 0>.31 MG 08078 D10 W10 8 .307 4 .39 2.5 C
.039 .05 0>.31 MG 08078 D24 W10 8 307 4 .94 2.5
.059 .06 0>.31 MG 08078 D15 W15 8 .307 4 .59 25 C
.079 .06 0>.31 MG 08078 D15 W20 8 .307 4 .59 2.5 C
.039 .08 @>.39 MG 10098 D20 W10 10 .386 4 .79 2.9
.047 .06 0>.39 MG 10098 D20 W12 10 .386 4 .79 2.9 C
.059 .08 0>.39 MG 10098 D20 W15 10 .386 4 .79 2.9 C
.079 .08 0>.39 MG 10098 D20 W20 10 .386 4 .79 2.9 C
.059 .09 0>.47 MG 1212 E30 W15 12 472 5 1.18 3.3 C
.079 .09 0>.47 MG 1212 E30 W20 12 472 5 1.18 3.3 C
.118 .09 0>.47 MG 1212 E30 W30 12 472 5 1.18 3.3 C
.055 .07 0>.63 MG 1616 E30 W14 16 .630 5 1.18 4.0 C
.067 .08 0>.63 MG 1616 E40 W17 16 .630 5 1.57 4.0 C
.077 .10 0>.63 MG 1616 E45 W19 16 .630 5 1.77 4.0 C

Order example: MG 10098D20 W12 MT8

C = Internal coolant




& Carmex: remrsia Solid Carbide Grooving Tools
Full Radius Groove Milling

with internal coolant through the flutes :

A
A

For grooving deep parts

.020 .039 .02 J>.16 MG 0604 C4 R05 6 157 3 17 2.0
.020 .039 .03 @>.24 MG 0606 C8 R05 6 .236 3 .31 23 | C
.030 .059 .04 @>.24 MG 0606 C7 R075 6 .236 3 .28 2.3
.020 .039 .04 @>.35 MG 10088 D16 R05 10 .346 4 .63 2.9
.030 .059 .06 J>.35 MG 10088 D16 R075 10 .346 4 .63 2.9
.039 .079 .06 @>.35 MG 10088 D16 R10 10 .346 4 .63 2.9
.020 .039 .06 J>.39 MG 1010 D20 R05 10 .394 4 .79 2.9
.024 .047 .04 @>.39 MG 1010 D20 R06 10 .394 4 .79 29 | C
.030 .059 .08 J>.39 MG 1010 D20 R075 10 .394 4 .79 29 | C
.039 .079 .08 @>.39 MG 1010 D20 R10 10 .394 4 .79 29 | C
.035 .071 .06 J>.47 MG 1212 D30 R09 12 472 4 1.18 33 | C
.039 .079 .06 J>.63 MG 1616 E40 R10 16 .630 5 1.57 40 | C
.059 118 .09 J>.63 MG 1616 E40 R15 16 .630 5 1.57 40 | C

Order example: MG 1010 D20 R06 MT8
C =Internal coolant

Deep Groove Milling

with internal coolant bore

.059 .004 .18 a>.77 MGD 10195 F W15 10 .768 6 5.0
.079 .004 .18 @>.77 MGD 10195 F W20 10 .768 6 5.0
.098 .004 18 J>.77 MGD 10195 F W25 10 .768 6 5.0
118 .004 .18 a>.77 MGD 10195 F W30 10 .768 6 5.0
.138 .004 .18 a>.77 MGD 10195 F W35 10 .768 6 5.0
157 .004 .18 a>.77 MGD 10195 F W40 10 .768 6 5.0
197 .004 18 @>.77 MGD 10195 F W50 10 .768 6 5.0

* Same tool for internal and external grooving




Solid Carbide Grooving Tools & Carmex i
Technical Section

Cutting Data

Cutting Feed inch/tooth
ISO Materials Speed Cutting Diameter = D
fimin 1506 | 0.08| ©.12 | 0.16 |0.20 | .24 | ©.28|0.31 | ©.35 | ©.39 | @.47 | @.55 0.63
;‘t’;”egnfo'\g%d/'ucm Cela 200-390 |.0011/0014 | .0019 |.0025/.0030|.0036|.0039|.0041|.0044 .0044 .0047|.0050.0050
P High Carbon Steels 20.55%C 200-300 |.0008|.0014|.0017|.0022|.0025|.0028|.0033 |.0036|.0039.0039| .0044|.0047 |.0050
Alloy Steels, Treated Steels 160 - 260 |.0008|.0011.0014 |.0014 .0017|.0019.0019|.0022|.0025| 0028 .0033 |.0036|.0039
Stainless Steels - Free Cutting 230-330 |.0006|.0008|.0014|.0014|.0017|.0017|.0019.0022|.0025|.0028|.0030|.0033 |.0036
M Stainless Steels - Austenitic 200-300 |.0006|.0008|.0011 |.0014|.0017|.0017|.0019.0022|.0025|.0028|.0030|.0033 |.0036
Cast Steels 230-300 |.0008|.0011|.0014.0014|.0017|.0019|.0019.0022|.0025.0028|.0033|.0036 |.0039
Cast Iron 130-260 |.0011|.0014|.0019 |.0025|.0030|.0036|.0039 .0041|.0044 .0044| 0047 .0050|.0050
Aluminum <12%Si, Copper 330-660 |.0011.0014|.0019 |.0025|.0030|.0036|.0039|.0041 .0044|.0044 .0047|.0050|.0050
Aluminum >12% Si 200-460 |.0008.0008|.0011 |.0014|.0017.0017|.0019|.0022 .0025|.0028 |.0030|.0036|.0037
Synthetics, Duroplastics, Thermoplastics| 160 - 660 |.0025.0030|.0033 |.0039|.0044 .0050|.0052|.0052 |.0052|.0052.0052|.0055|.0055
S | Nickel Alloys, Titanium Alloys 70-130 |.0008|.0008| .0011 |.0011|.0014|.0017 |.0017|.0017|.0019|.0019|.0019 .0022|.0022
H | Hardened Steel, 45-50HRc 60-70 |.0008|.0011.0014|.0014|.0017|.0017|.0019|.0019|.0022|.0022|.0025 |.0028|.0030
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Supercut Solid Carbide Mills
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K55 Carmex rusiuruins Supercut Solid Carbide Mills
End-Mills Features

Optimized cutting Reinforced tool

Center cutting edge geometry corner
For plunging and For smooth cutting Prevent
ramping operations and mirror surface Heve_ s
finish et
Unequal helix
c?esign Unequal flute
indexing

For minimum
vibration and high
feed rates

Reduces harmonic
vibration

Polished surface

Unique core design ............................................... Prov|de5 an extra

smooth workpiece
surface finish

CR3 grade HPC - High
Superior carbide Performance Cutting
grade Comb|ned W|th ............................................ ngh feed rate and
new generation of maximum metal
PVD coating removal




Supercut Solid Carbide Mills & Carmex s

Product Identification
Ordering Codes

] Qo

oo § fews

B = Ball nose The Approximate Neck length
A = Aluminum Cutting Length NO7 = 3/4
machining 02=1/4 N10=1
03=5/16 N12=11/4
05=1/2 N18=17/8
06=5/8 N22=21/4
Y Y \/ Y Y
CR-Scut Shank Diameter Number Corner radius Carbide
End-Mills 0125=1/8 of Flutes R03 =.030 Grade
0188=13/16 Cc=3 R06 =.060 CR3
0250=1/4 D=4 R12=.120 CR7
0313 =5/16 E=5 CA5
0375 =3/8 F=6
0438=7/16 G=7




&z Carmex awnare— Supercut Solid Carbide Mills

CR-Supercut End-Mills
High Performance Solid Carbide End-Mills

High Performance CR-Supercut End-Mills, designed for high feed machining and high

metal removal rate for a wide range of materials. Innovative tool geometry delivers high

performance with low vibration machining in one pass. One tool for semi-finishing and

fine-finishing operation with sharp corner or radii.

. High Performance Cutting (HPC)

. Center cutting

. Low vibration machining

. High metal removal rates in Slotting, Shouldering and Helical Plunging
operations.

. 3-7 flutes

Carbide grade: CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge stability and wear
resistance.
A New Generation of PVD Coating for High-Performance Cutting Applications.

Carbide grade: CR7

Optimal combination of high hardness and excellent wear resistance grade, both in dry or wet machining.
Suitable for finishing and semi-finishing of steels, stainless steels and super alloys.

A New Generation of PVD Coating for High-Performance Cutting Applications.

B14-4



Supercut Solid Carbide Mills & Carmex s

High Performance Solid Carbide End-Mills
Solid Carbide End-Mills 4 flutes

Short Design
grade | P [ M [JKIIINN s H
HPC CRS3 [ ) o ) O | =48 HRc
36738° 4 CR7 ] ° ® | <58 HRc
EM 0125 D02 1/8 1/8 4 1/4 1172
EM 0188 D03 3/16 3/16 4 5/16 2
EM 0250 D03 1/4 1/4 4 3/8 2
EM 0313 D05 5/16 5/16 4 1/2 2
EM 0375 D05 3/8 3/8 4 1/2 2
EM 0438 D06 7116 7116 4 5/8 21/2
EM 0500 D06 1/2 1/2 4 5/8 21/2
EM 0625 D07 5/8 5/8 4 3/4 3
EM 0750 D08 3/4 3/4 4 7/8 31/2
EM 1000 D15 1 1 4 1172 4
Order example: EM 0250 D03 CR7
Long Design
grade | P [ M [JKIIINN s H
HPC CR3 e O | e O | =48HRc
36738° 4 CR7 o o ® | <58 HRc
EM 0125 D03 1/8 1/8 4 3/8 1172
EM 0188 D05 3/16 3/16 4 172 2
EM 0250 D07 1/4 1/4 4 3/4 2
EM 0313 D07 5/16 5/16 4 3/4 21/2
EM 0375 D08 3/8 3/8 4 7/8 21/2
EM 0438 D08 7116 7116 4 7/8 21/2
EM 0500 D10 1/2 1/2 4 1 3
EM 0500 D12 172 1/2 4 11/4 3
EM 0625 D12 5/8 5/8 4 11/4 31/2
EM 0750 D15 3/4 3/4 4 1172 4
EM 0750 D16 3/4 3/4 4 15/8 4
EM 1000 D20 1 1 4 2 5

Order example: EM 0750 D15 CR3 @ First choice O Alternative




@ Carmex Precision Tools Ltd. Su perCUt SOI id Ca rbide M i I IS
Solid Carbide End-Mills 4 flutes with corner radius

Short Design
Grade P H
HPC CR3 [ J (e] [ ] o <48 HRc
36738° 4 CR7 o ° ® | <58 HRc
EM 0250 D03 R03 1/4 1/4 4 .030 3/8 2
EM 0313 D05 R03 5/16 5/16 4 .030 1/2 2
EM 0375 D05 RO3 3/8 3/8 4 .030 1/2 2
EM 0500 D06 R03 1/2 1/2 4 .030 5/8 21/2
EM 0500 D06 R06 1/2 1/2 4 .060 5/8 21/2
EM 0625 D07 R06 5/8 5/8 4 .060 3/4 3
EM 0625 D07 R12 5/8 5/8 4 120 3/4 3
EM 0750 D08 R03 3/4 3/4 4 .030 7/8 31/2
EM 0750 D08 R06 3/4 3/4 4 .060 7/8 31/2
EM 0750 D08 R12 3/4 3/4 4 120 7/8 31/2
EM 1000 D15 R0O3 1 1 4 .030 11/2 4
EM 1000 D15 R06 1 1 4 .060 11/2 4
EM 1000 D15 R12 1 1 4 120 11/2 4

Order example: EM 0313 D05 R03 CR3 @ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s
Solid Carbide End-Mills 4 flutes with corner radius

Long Design
Grade P H
HPC CR3 [ e} () O | <48 HRc
36738° 4 CR7 o | o ® | <58 HRc

EM 0125 D05 RO1 1/8 1/8 4 .015 1/2 2
EM 0188 D06 RO1 3/16 3/16 4 .015 5/8 2
EM 0188 D06 R03 3/16 3/16 4 .030 5/8 2
EM 0250 D07 RO1 1/4 1/4 4 .015 3/4 2
EM 0250 D07 R03 1/4 1/4 4 .030 3/4 2
EM 0250 D07 R06 1/4 1/4 4 .060 3/4 2
EM 0313 D07 RO1 5/16 5/16 4 .015 3/4 2172
EM 0313 D07 R03 5/16 5/16 4 .030 3/4 21/2
EM 0313 D07 R06 5/16 5/16 4 .060 3/4 21/2
EM 0375 D08 RO1 3/8 3/8 4 .015 7/8 21/2
EM 0375 D08 R03 3/8 3/8 4 .030 7/8 21/2
EM 0375 D08 R06 3/8 3/8 4 .060 7/8 21/2
EM 0375 D08 R09 3/8 3/8 4 .090 7/8 2172
EM 0500 D12 RO1 1/2 1/2 4 .015 11/4 3
EM 0500 D12 R03 1/2 1/2 4 .030 11/4 3
EM 0500 D12 R06 1/2 1/2 4 .060 11/4 3
EM 0500 D12 R09 1/2 1/2 4 .090 11/4 3
EM 0500 D12 R12 1/2 1/2 4 .120 11/4 3
EM 0625 D12 R03 5/8 5/8 4 .030 11/4 31/2
EM 0625 D12 R06 5/8 5/8 4 .060 11/4 31/2
EM 0625 D12 R09 5/8 5/8 4 .090 11/4 31/2
EM 0625 D12 R12 5/8 5/8 4 .120 11/4 31/2
EM 0750 D15 R03 3/4 3/4 4 .030 11/2 4
EM 0750 D15 R06 3/4 3/4 4 .060 11/2 4
EM 0750 D15 R09 3/4 3/4 4 .090 11/2 4
EM 0750 D15 R12 3/4 3/4 4 .120 11/2 4
EM 1000 D22 R03 1 1 4 .030 21/4 5
EM 1000 D22 R06 1 1 4 .060 21/4 5
Order example: EM 0188 D06 RO1 CR7 @ First choice O Alternative

B14-7




&z Carmex awnare— Supercut Solid Carbide Mills

Solid Carbide End-Mills 4 flutes with corner radius and neck

HPC Grade P M S H
36°/38° 4 CR7 [ ) ) ® | <58 HRc

EM 0188 D02 RO1 NO7 3/16 3/16 1/4 3/4 .18 .010 4 3
EM 0188 D02 R03 NO7 3/16 3/16 1/4 3/4 .18 .030 4 3
EM 0250 D03 RO1 N12 1/4 1/4 3/8 11/4 .24 .015 4 4
EM 0250 D03 R03 N12 1/4 1/4 3/8 11/4 .24 .030 4 4
EM 0375 D05 RO3 N18 3/8 3/8 1/2 17/8 .35 .030 4 4
EM 0375 D05 R06 N18 3/8 3/8 1/2 17/8 .35 .060 4 4
EM 0500 D06 RO3 N22 12 1/2 5/8 21/4 47 .030 4 4
EM 0500 D06 R06 N22 1/2 1/2 5/8 21/4 A7 .060 4 4
EM 0500 D06 R12 N22 1/2 1/2 5/8 21/4 A7 .120 4 4
EM 0625 D07 R06 N22 5/8 5/8 3/4 21/4 .59 .060 4 5
EM 0625 D07 R12 N22 5/8 5/8 3/4 21/4 .59 120 4 5

Order example: EM 0625 D07 R06 N22 CR7 @ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s
Solid Carbide End-Mills 5 flutes

Long Design
Grade P | M - S H
HPC CR3 e |0 | @ O | =48 HRc
36738° 5 CR7 ° ° ® | <58 HRc
EM 0188 E06 3/16 3/16 5 5/8 2
EM 0250 EO7 1/4 1/4 5 3/4 2
EM 0313 EO7 5/16 5/16 5 3/4 2172
EM 0375 EO08 3/8 3/8 5 7/8 21/2
EM 0500 E12 1/2 1/2 5 11/4 31/2
EM 0625 E12 5/8 5/8 5 11/4 31/2
EM 0750 E15 3/4 3/4 5 11/2 4
Order example: EM 0188 E06 CR3 @ First choice O Alternative

B14-9




&z Carmex awnare— Supercut Solid Carbide Mills

Solid Carbide End-Mills 5 flutes with corner radius

Long Design
grade | P [ M [JKIINN s H
HPC CRS3 ° o} ° o | <48 HRc
36738° 5 CR7 [ ) ® | <58 HRc

EM 0188 E06 RO1 3/16 3/16 5 015 5/8 2
EM 0188 E06 R03 3/16 3/16 5 .030 5/8 2
EM 0250 EO7 RO1 1/4 1/4 5 015 3/4 2
EM 0250 E07 RO3 1/4 1/4 5 .030 3/4 2
EM 0250 EO7 R06 1/4 1/4 5 .060 3/4 2
EM 0313 E07 RO1 5/16 5/16 5 015 3/4 21/2
EM 0313 E07 R03 5/16 5/16 5 .030 3/4 21/2
EM 0313 EO7 R06 5/16 5/16 5 .060 3/4 21/2
EM 0375 E08 RO1 3/8 3/8 5 015 7/8 21/2
EM 0375 E08 R03 3/8 3/8 5 .030 7/8 21/2
EM 0375 E08 R06 3/8 3/8 5 .060 7/8 21/2
EM 0500 E12 RO1 1/2 1/2 5 015 11/4 31/2
EM 0500 E12 R03 1/2 1/2 5 .030 11/4 31/2
EM 0500 E12 R06 1/2 1/2 5 .060 11/4 31/2
EM 0500 E12 R09 1/2 1/2 5 .090 11/4 31/2
EM 0500 E12 R12 1/2 1/2 5 120 11/4 31/2
EM 0625 E12 R03 5/8 5/8 5 .030 11/4 31/2
EM 0625 E12 R06 5/8 5/8 5 .060 11/4 31/2
EM 0625 E12 R09 5/8 5/8 5 .090 11/4 31/2
EM 0750 E15 RO3 3/4 3/4 5 .030 11/2 4
EM 0750 E15 R06 3/4 3/4 5 .060 11/2 4
EM 0750 E15 R09 3/4 3/4 5 .090 11/2 4
EM 0750 E15 R12 3/4 3/4 5 120 1172 4
EM 0750 E16 R12 3/4 3/4 5 120 15/8 4

Order example: EM 0500 E12 RO1 CR7 @ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s

Solid Carbide End-Mills 5 flutes with corner radius and neck

HPC Grade P M S H
36°/38° 5 CR7 ) ° ® | <58 HRc

EM 0250 E05 RO1 N12 1/4 1/4 1/2 11/4 .24 .015 5 4
EM 0250 E05 R0O3 N12 1/4 1/4 1/2 11/4 .24 .030 5 4
EM 0375 E08 RO1 N18 3/8 3/8 7/8 17/8 .35 .015 5 4
EM 0375 E08 R03 N18 3/8 3/8 7/8 17/8 .35 .030 5 4
EM 0500 E12 R03 N22 1/2 1/2 11/4 21/4 A7 .030 5 4
EM 0500 E12 R06 N22 1/2 1/2 11/4 21/4 A7 .060 5 4
EM 0625 E12 R03 N22 5/8 5/8 11/4 21/4 .59 .030 5 4
EM 0625 E12 R06 N22 5/8 5/8 11/4 21/4 .59 .060 5 4
EM 0750 E15 R0O3 N32 3/4 3/4 1172 31/4 .71 .030 5 6
EM 0750 E15 R06 N32 3/4 3/4 11/2 31/4 .71 .060 5 6

Order example: EM 0250 EO5 RO1 N12 CR7 @ First choice O Alternative




@ Carmex Precision Tools Ltd. Su perCUt SOI id Ca rbide M i I IS
Solid Carbide End-Mills 6 flutes

Extra-long Design

Grade [ P [ v [JKBIINN s | H

HPC CR3 [ ) o ) O | =48 HRc
36738° 6 CR7 ) ) ® | <58 HRc
EM 0250 F05 1/4 1/4 6 1/2 2
EM 0250 FO7 1/4 1/4 6 3/4 21/2
EM 0313 FO7 5/16 5/16 6 3/4 21/2
EM 0313 F10 5/16 516 6 1 21/2
EM 0375 F10 3/8 3/8 6 1 3
EM 0375 F12 3/8 3/8 6 11/4 3
EM 0500 F12 1/2 12 6 11/4 31/2
EM 0500 F16 1/2 1/2 6 15/8 4
EM 0625 F16 5/8 5/8 6 15/8 4
EM 0625 F20 5/8 5/8 6 2 5
EM 0750 F22 3/4 3/4 6 21/4 6

Order example: EM 0375 F10 CR3 @ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s

Solid Carbide End-Mills 6 flutes with corner radius and neck

HPC Grade P M S H
36738° 6 CR7 ° ° ® | <58 HRc

EM 0375 F08 RO1 N18 3/8 3/8 7/8 17/8 .35 .015 6 4
EM 0375 F08 R0O3 N18 3/8 3/8 7/8 17/8 .35 .030 6 4
EM 0500 F12 R0O3 N22 1/2 1/2 11/4 21/4 47 .030 6 4
EM 0500 F12 R06 N22 1/2 1/2 11/4 21/4 47 .060 6 4
EM 0625 F12 R03 N22 5/8 5/8 11/4 21/4 .59 .030 6 5
EM 0625 F12 R06 N22 5/8 5/8 11/4 21/4 .59 .060 6 5
EM 0750 F15 R03 N32 3/4 3/4 11/2 31/4 .71 .030 6 6
EM 0750 F15 R06 N32 3/4 3/4 11/2 31/4 .71 .060 6 6

Order example: EM 0625 F12 R06 N22 CR7 @ First choice O Alternative
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Solid Carbide End-Mills 7 flutes with corner radius

HPC Grade P M S H
36°7/38° 7 CR7 o | o ® | <58 HRc

EM 0375 G11 RO1 3/8 3/8 7 .015 11/8 3
EM 0375 G11 R03 3/8 3/8 7 .030 11/8 3
EM 0375 G18 RO1 3/8 3/8 7 .015 17/8 4
EM 0375 G18 R03 3/8 3/8 7 .030 17/8 4
EM 0500 G15 R03 1/2 1/2 7 .030 11/2 31/2
EM 0500 G15 R06 1/2 1/2 7 .060 11/2 31/2
EM 0500 G15 R12 1/2 12 7 .120 11/2 31/2
EM 0625 G18 R03 5/8 5/8 7 .030 17/8 4
EM 0625 G18 R06 5/8 5/8 7 .060 17/8 4

Order example: EM 0375 G11 R01 CR7

Solid Carbide Ball nose End-Mills 4 flutes

HPC Grade P M S H
367/38° 4 CR7 ) ° ® | <58 HRc

EMB 0188 D06 3/16 3/16 5/8 4 2172
EMB 0250 D07 1/4 1/4 3/4 4 21/2
EMB 0313 D07 5/16 5/16 3/4 4 21/2
EMB 0375 D08 3/8 3/8 7/8 4 21/2
EMB 0438 D08 7116 7116 7/8 4 21/2
EMB 0500 D10 1/2 1/2 1 4 3

EMB 0500 D12 1/2 1/2 11/4 4 3

EMB 0625 D12 5/8 5/8 11/4 4 31/2

Order example: EMB 0188 D06 CR7 ) . .
@ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s
Technical Section

D = Cutting Dia

Ap<1xD
Ap=1.5xD

Cutting Data Aes 1 fesos
4 fluted End-Mills and Ball nose

Low & Medium Carbon
Stonls <0 559.C 390-525  |.0003| .0008 | .0010 | .0016 | .0019 | .0022 | .0025 | .0031
HlighiCarton 390-525 0003| .0008 | .0010 | .0016 | .0019 | .0022 | .0025 | .0031
Steels 0.55%C : : : : : : : :
Alloy Steels, 330-460  |.0002| .0005 | .0008 | .0010 | .0015 | .0019 | .0021 | .0026
Treated Steels
Stainless Stael; 260-460 .0002| .0007 | .0008 | .0010 | .0016 | .0019 | .0021 | .0026
Free Cutting

M | Stainless Steel-Austenitic 230-430  |.0002| .0005 | .0008 | .0009 | .0013 | .0016 | .0018 | .0022
Cast Steels 230-430  |.0002| .0005 | .0008 | .0009 | .0013 | .0016 | .0018 | .0022
Cast Iron 260-460  |.0002| .0007 | .0009 | .0011 | .0015 | .0019 | .0021 | .0026
Heat-resistant alloys 65-130 .0002| .0004 | .0007 | .0012 | .0019 | .0022 | .0025 | .0030
Titanium alloys 165-230  |.0002| .0004 | .0007 | .0012 | .0019 | .0022 | .0025 | .0030

* Fz values are recommended for side milling. For slotting, reduce Fz by 20%




&z Carmex awnare— Supercut Solid Carbide Mills

5 fluted End-Mills

Low & Medium Carbon Steels <0.55%C 390-525 .0010 | .0013 | .0016 | .0020 | .0025 | .0030 | .0035
High Carbon Steels =0.55%C 390-525 .0010 | .0013 | .0016 | .0020 | .0025 | .0030 | .0035
Alloy Steels, Treated Steels 330-460 .0010 | .0013 | .0015 | .0020 | .0025 | .0030 | .0035
Stainless Steel-Free Cutting 260-460 .0009 | .0012 | .0013 | .0018 | .0025 | .0027 | .0030
M | Stainless Steel-Austenitic 230-430 .0009 | .0012 | .0013 | .0018 | .0025 | .0027 | .0030
Cast Steels 230-430 .0009 | .0012 | .0013 | .0018 | .0025 | .0027 | .0030
Cast Iron 260-460 .0011 | .0014 | .0015 | .0019 | .0027 | .0029 | .0031
Heat-resistant alloys 65-130 .0005 | .0007 | .0012 | .0019 | .0022 | .0025 | .0030
Titanium alloys 165-230 .0005 | .0007 | .0012 | .0019 | .0022 | .0025 | .0030

* Fz values are recommended for side milling. For slotting, reduce Fz by 20%




Supercut Solid Carbide Mills & Carmex s

a =
5 g
I <
o
<
Ae <
S0
5xD A@so_ o
A B

6 fluted End-Mills

Low & Medium Carbon Steels | A:395-525 | A:.0016 | A:.0018 | A:.0022 | A:.0027 | A:.0032 | A:.0035
<0.55%C B:790-1050 | B:.0019 | B:.0021 | B:.0026 | B:.0032 | B:.0038 | B:.0042
. ] A:395-525 | A:.0016 | A:.0018 | A:.0022 | A:.0027 | A:.0032 | A:.0035
High Carbon Steels 20.86%C | 5. o0 1050 | B:.0019 | B:.0021 | B:.0026 | B:.0032 | B:.0038 | B:.0042
Aloy Steels, Treated Steels A:325-460 | A:.0016 | A:.0018 | A:.0022 | A:.0027 | A:.0032 | A:.0035
’ B:650-920 | B:.0019 | B:.0021 | B:.0026 | B:.0032 | B:.0038 | B:.0042

Stainless Steel-Free Cuting A:265-460 | A:.0014 | A:.0015 | A:.0020 | A:.0027 | A:.0029 | A:.0032
B:530-920 | B:.0017 | B:.0017 | B:.0024 | B:.0031 | B:.0035 | B:.0038

M | Stainiess Stesh-Austenitc A:230-425 | A:.0014 | A:.0015 | A:.0020 | A:.0027 | A:.0029 | A:.0032
B: 460-850 | B:.0017 | B:.0017 | B:.0024 | B:.0031 | B:.0035 | B:.0038

Cast Stools A:230-425 | A:.0014 | A:.0015 | A:.0020 | A:.0027 | A:.0029 | A:.0032
B: 460-850 | B:.0017 | B:.0017 | B:.0024 | B:.0031 | B:.0035 | B:.0038

Cast Iron A:260-460 | A:.0015 | A:.0016 | A:.0021 | A:.0028 | A:.0030 | A:.0033
B:320-920 | B:.0018 | B:.0019 | B:.0025 | B:.0032 | B:.0036 | B:.0039

Heatresistant alloys A:65-130 | A:.0007 | A:.0012 | A:.0019 | A:.0022 | A:.0025 | A:.0030
B:130-260 | B:.0009 | B:.0015 | B:.0023 | B:.0026 | B:.0030 | B:.0039

Tanium alloys A:165-230 | A:.0007 | A:.0012 | A:.0019 | A:.0022 | A:.0025 | A:.0030
B:230-330 | B:.0009 | B:.0015 | B:.0023 | B:.0026 | B:.0030 | B:.0039
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Ap=2xD
Ap max

Ae
50.3)(0 AeSQ 7)(D
A B

7 fluted End-Mills

A:395-525 A: 0022 A: 0027 A: 0032
e A LLECIN (Ol S0 B:790-1050 B: .0026 B:.0032 B: .0038
, ) A:395-525 A: 0022 A: 0027 A: 0032
At OETisE SESS EEae B:790-1050 B: .0026 B: .0032 B:.0038
A:330-460 A: 0022 A: 0027 A: 0032
7RIS LR B:660-920 B: .0026 B:.0032 B: .0038
Stainfoss Steel-Free Cuttin A:260-460 A: 0020 A: 0027 A: 0029
9 B:520-920 B: .0024 B: .0031 B: .0035
. N A:230-425 A: 0020 A: 0027 A: 0029
M | Stainless Steel-Austenitic B:460-850 B: .0024 B: .0031 B: .0035
Cast Stools A:230-425 A: 0020 A: 0027 A: 0029
B:460-850 B:.0024 B: .0031 B: .0035
Hoatresistant allove A:65-130 A: 0019 A: 0022 A: 0025

y B:130-260 B: B: B:

Titanium allovs A:165-230 A: A: A:

y B: 230-330 B: B: B:
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CR-Supercut End-Mills

High Performance Solid Carbide End-Mills
for Aluminum machining

High Performance Cutting (HPC)

Center cutting

Low vibration machining

High metal removal rates in Slotting, Shouldering and Helical Plunging
operations.

Smooth polished flutes, more flute space and open flute design for better chip
flow away from cutting area.

3 flutes

Carbide Grade: CA5

Ultra-Fine carbide grade with high hardness and toughness provides high cutting
edge stability and wear resistance.
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Solid Carbide End-Mills 3 flutes

Grade P
367 38° 3 CA5

HPC

EMA 0250 C03 1/4 1/4 3 3/8 2
EMA 0250 C07 1/4 1/4 3 3/4 2
EMA 0313 C04 5/16 5/16 3 7/16 2
EMA 0313 C08 5/16 5/16 3 13/16 21/2
EMA 0375 C05 3/8 3/8 3 1/2 2
EMA 0375 C08 3/8 3/8 3 7/8 21/2
EMA 0500 C06 1/2 1/2 3 5/8 21/2
EMA 0500 C10 1/2 1/2 3 1 3
EMA 0500 C12 1/2 1/2 3 11/4 3
EMA 0625 C07 5/8 5/8 3 3/4 3
EMA 0625 C12 5/8 5/8 3 11/4 31/2
EMA 0625 C16 5/8 5/8 3 15/8 4
EMA 0750 C15 3/4 3/4 3 11/2 4

Order example: EMA 0313 C08 CA5 @ First choice O Alternative




@ Cal" mex Precision Tools Ltd.

Supercut Solid Carbide Mills
Solid Carbide End-Mills 3 flutes with corner radius

HPC

367/38°

3

Grade

CA5

P | M S | H
[ ]

EMA 0250 C03 R03 1/4 1/4 3 .030 3/8 2
EMA 0250 C07 RO1 1/4 1/4 3 .015 3/4 2
EMA 0250 C07 R0O3 1/4 1/4 3 .030 3/4 2
EMA 0313 C04 R03 5/16 5/16 3 .030 7/16 2
EMA 0313 C08 R03 5/16 5/16 3 .030 13/16 21/2
EMA 0313 C08 R06 5/16 5/16 3 .060 13/16 21/2
EMA 0375 C05 R03 3/8 3/8 3 .030 1/2 2
EMA 0375 C08 R03 3/8 3/8 3 .030 7/8 2172
EMA 0375 C08 R06 3/8 3/8 3 .060 7/8 21/2
EMA 0500 C06 RO3 1/2 1/2 3 .030 5/8 21/2
EMA 0500 C06 R06 1/2 1/2 3 .060 5/8 21/2
EMA 0500 C12 R03 1/2 1/2 3 .030 11/4 3
EMA 0500 C12 R06 1/2 1/2 3 .060 11/4 3
EMA 0500 C12 R12 1/2 1/2 3 .120 11/4 3
EMA 0625 C07 R06 5/8 5/8 3 .060 3/4 3
EMA 0625 C07 R12 5/8 5/8 3 .120 3/4 3
EMA 0625 C12 R06 5/8 5/8 3 .060 11/4 31/2
EMA 0625 C16 R06 5/8 5/8 3 .060 15/8 4
EMA 0750 C15 R03 3/4 3/4 3 .030 11/2 4
EMA 0750 C15 R06 3/4 3/4 3 .060 1172 4
EMA 0750 C15 R12 3/4 3/4 3 .120 11/2 4

Order example: EMA 0500 C12 R12 CA5

@ First choice

O Alternative
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Supercut Solid Carbide Mills

Technical Section

Ap<1xD

’46:

Cutting Data

Cutting conditions for side milling

Ixp

Ap=1.5xD

Ae

S05xp

Aluminum <12%Si, Copper | 1650-3300 | .0022 .0028 .0035 .0041 .0057 .0071
Aluminum >12%Si 1650-3300 | 0019 | .0025 | .0032 | .0038 | .0051 0063
Synthetics, duroplastics, 1650-3300 | 0022 | .0028 | .0035 | .0041 0057 | .0071

thermoplastics

For slotting, reduce the Fz by 15%-25% depending on the application




Supercut Solid Carbide Mills & Carmex s
N

g Case Study

Application
Plunging, Slotting, Helical Profiling

Workpiece material
Die Steel 57HRc

Tool description

EM 0313 D07 RO1 CR3
Shank diameter (d): @5/16
Cutting diameter (D): @5/16
Number of flutes: 4

Cutting length (1): 3/4

Total length (L): 2.5

Machine

VMC 15Kw

Control: Fanuc
Coolant: Emulsion 5%

Cutting speed (SFM) 495 495
Rotational speed (RPM) 6000 6000
Feed per tooth (IPT) .006 .006
Feed (IPM) 138 138
Depth of cut (Ae) .002 .009
Tool life (minutes) 85 105
Surface Finish Good Good

- /
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-

Case Study o

Application
Side milling
Ae = .08

Ap =.23

Workpiece material
Steel SAE 4340

Tool description

EM 0188 D03 CR3

Shank diameter (d): @3/16
Cutting diameter (D): @3/16
Number of flutes: 4

Cutting length (1): 5/16
Total length (L): 2

Machine
Mori Seiki NV5000
Coolant: Emulsion 5%

Cutting speed (SFM) 460
Feed per tooth (IPT) .002
Ae .08

Ap .23

Total machining time (min) 67
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Application Examples

EM 0750 F22

N———

EM 0500 D12 RO3

EM 0188 D05 |

EM 0375 EO8 RO1

EM 0500 E12 EM 0125 D03
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EM 0250 D07

EMB 0313 D07

EMB 0250 D07




Supercut Solid Carbide Mills

A®
@ C(ll” mex Precision Tools Ltd.

Machining Tips

Tip #1: Overhang

Tool should be used with the
smallest possible overhang, to
increase stability and reduce
deflection, for better surface quality
and tool life.

A reduction of only 20% in overhang (A) can reduce deflection (B) by as much as 50%

B14-27
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Tip #2: Tool run-out

Run out should be as
minimal as possible.

Every .0004
run-out can lead to up to
50% decrease in tool life.

As tool diameter is smaller,
avoiding run-out becomes
more critical.




Supercut Solid Carbide Mills

A®
@ Cal’ mex Precision Tools Ltd.

Tip #3: Ball nose

When using a Ball nose End-Mills, the most critical
area of the cutting edge is the tool center. At that
point the cutting speed is close to zero which is not
recommended for the tool cutting.

Therefore, tilting the spindle or the workpiece
by 10° to 15° is recommended, which moves the
cutting zone away from the tool center.
This provides:

Better chip evacuation

Better surface finish
* Improved tool life
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Tip #4: Coolant

« Coolant can dramatically affect the performance of cutting tools, and the cost of
your operation.

+  Cutting fluids perform two basic functions:
1) To reduce heat generated during the cut
2) Lubricate the tool and reduce friction between the chip and the tool

Water-based coolant (emulsion) is the best option.

« Coolant improves the surface finish and helps force chips out of the flutes.

General milling tips

* Less flutes = more chip space, allows a deeper cuts (bigger Ae), suitable for
roughing/semi-finishing, slotting.

+ More flutes — stronger core, higher stability, less chip space, shallower cut must
be used, suitable for super finishing especially for titanium, nickel and super-
alloys.

For best surface quality and tool life, run-out of the machine and the holder must
be reduced as close to zero, minimum overhang should be used.

+ Climb vs. conventional milling — rule of thumb is “thick to thin” (chip thickness),
so most of the time climb milling would be the first choice.

B14-30
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Multi-Function
Milling Tools (MF)

Advantages

e Performs multiple operations with one tool
e Eliminates tool changes

® Reduces programming and setup times

® Reduces tool inventories

o

Ideal for machines with a limited number of
tool stations

Applications

e Spotting and Drilling
® Side milling

® Chamfering

® Slotting

® (Grooving

® Engraving

Demonstration

Carbide grades

CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge stability and
wear resistance.

A New Generation of PVD Coating for High-Performance Cutting Applications. .

B14-31

CR5
PVD coated New grade for machining hardened materials up to 56 HRc and Super alloys.
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Product Identification
Ordering Codes

rekbbebes

Multi-Function Shank Cutting Point angle Carbide Grade
Tool Diameter Diameter 60° CR3
04=4mm 03=.118 90° CR5
05=5mm 04 = .157 120°
06 =6 mm 05=.197
08 =8 mm 06 = .236
Y
Approximate cutting
length
L6=.24
L8 =.31
L10=.39

Gade | P [ v KN s | H

CR3 o (o | o o o o
CR5 o o) ® <56 HRc
MF 0403 L6 A90 4 118 90° .012 .24 2.0
MF 0504 L8 A90 5 157 90° .016 .31 2.0
MF 0605 L10 A90 6 197 90° .020 .39 2.3
MF 0806 L12 A90 8 .236 90° .024 A7 25
MF 1008 L16 A90 10 315 20° .031 .63 29
MF 1210 L18 A90 12 .394 90° .039 .71 3.3
MF 1212 L20 A90 12 472 a0° .047 .79 3.3
*T =Web thickness No. of Flutes: 2 @ First choice O Alternative
For 60°, specify MF...A60 For 120°, specify MF...A120

Order example: MF 1210 L18 A90 CR3




SuperCUt SOIid Carbide Mi"S A/ggé\C'ar”’lexPrecisionToolsLtd.
Working Methods

Spotting Chamfering

B A

Side Milling

A

Chamfer along a
profile
A

Drilling
B

Chamfering
Interpolation
A

* A, B, C refers to cutting data on next page
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Technical Section
Cutting Data

A: Side milling, Chamfering
B: Spotting, Drilling
C: Grooving, Engraving

. A:.0001-.0004 | A:.0002-.0008 | A:.0005-0015
tg";s&o/“"ced'“m Carbon Steels|| yar 200 B:.0001-.0003 | B:.0002-0004 | B:.0003-.0006
-55% C+.0002-.0006 | C:.0002-.0010 | C- .0006-.0015
A:.0001-.0005 | A:.0002-.0007 | A:.0004-0012

High Carbon Steels 20.55%C |  130-330 B:.0001-.0003 | B:.0002-0004 | B:.0004-.0007
C:.0002-.0007 | C:.0004-.0011 | C- .0006-.0019

A:.0001-.0003 | A:.0002-.0006 | A:.0005-0012

Alloy Steels, Treated Steels 130-330 B:.0001-.0002 B: .0002-.0004 B: .0002-.0006
C+.0002-.0006 | C:.0002-.0007 | C- .0006-0012

A:.0002-.0005 | A:.0003-0007 | A:.0001-.0019

Stainless Steel-Free Cutting 100-280 B:.0001-.0003 B: .0002-.0006 B:.0001-.0009
C+.0002-.0007 | C:.0002-.0007 | C-.0006-.0019

A:.0002-0004 | A:.0002-.0006 | A:.0005-0016

M | Stainless Steel-Austenitic 80-230 B .0001-.0002 | B:.0002-0006 | B:.0005-.0008
C+.0002-.0006 | C:.0002-.0007 | C-.0007-.0014

A:.0002-.0005 | A:.0003-.0007 | A:.0006-.0019

Cast Steels 130-295 B .0001-.0003 | B:.0002-.0006 | B:.0001-.0009
C+.0002-.0007 | C:.0002-.0007 | C-.0006-.0019

A:.0001-.0004 | A:.0002-.0008 | A:.0005-0015

Cast Iron 100-390 B .0001-.0003 | B-.0002-0004 | B:.0003-.0006
C+.0002-.0006 | C:.0002-.0010 | C-.0006-.0015

A:.0002-0003 | A:.0004-.0008 | A:.0010-.0018

Aluminum <12%Si, Copper 295-390 B: .0002-.0003 B: .0003-.0006 B:.0008-.0016
C:.0002-.0003 | C:.0004-.0008 | C-.0010-0018

A:.0001-.0002 | A:.0002-.0006 | A:.0008-0013

Aluminum >12%8i 245-330 B:.0001-.0002 | B:.0002-0004 | B:.0006-.0014
C:.0001-.0003 | C:.0002-.0006 | C-.0008-0013

. . A:.0002-.0003 | A:.0004-.0008 | A:.0010-.0018
?thr:f;'ﬁzsﬁé’fp'as“cs’ 295-390 B:.0002-.0003 | B:.0003-0006 | B:.0008-.0016
P C+.0002-.0003 | C:.0004-.0008 | C-.0010-0018
A:.0002-0003 | A:.0003-0004 | A:.0007-.0010

Nickel alloys, Titanium alloys 65-195 B:.0001-.0003 B: .0002-.0003 B:.0001-.0008
C:.0001-.0002 | C:.0002-.0003 | C-.0005-0006

A:.0002-0004 | A:.0003-.0006 | A:.0006-0012

Hardened Steel 40-45 HRc 65-195 B:.0002-.0003 | B:.0003-0004 | B:.0004-.0010
C:.0001-.0002 | C:.0002-.0003 | C:.0003-.0008

i A:.0002-0004 | A:.0003-0006 | A:.0006-0012

Hardened Steel 45-56 HRc 35-165 B:.0001-.0003 | B:.0002-0004 | B:.0003-.0010
C:.0001-.0002 | C:.0002-.0003 | C:.0003-.0008
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CR - Supercut Roughers

Carmex solid carbide Roughers are innovative high performance mills,
specifically designed for high volume machining applications.

Multi-flute, semi-finish profile and center cutting.
Provides high metal removal rates in Slotting, Shouldering and Helical
Plunging operations.

Features
e High Performance Cutting (HPC)

Innovative roughing geometry produces smaller chips
Low cutting forces
Extremely high material removal rate

Reinforced corner chamfer, promotes additional strength for
longer tool life

Designed to machine difficult and abrasive materials

Carbide Grade: CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting
edge stability and wear resistance.

A New Generation of PVD Coating for High-Performance Cutting Applications.
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Product Identification
Ordering Codes

Jamanans

A - Aluminum Number Neck Length Carbide Grade
Machining of Flutes NO7=.70 CR3
C=3 N14=1.40 CA5
D=4
E=5
\4 Y Y  /
RM = Roughers Shank Diameter The Approximate Z-Radial
End-Mills 0250 =1/4 Cutting Length internal
0375=3/8 02=.20 coolant
0500 = 1/2 ‘1’8 . -150
0625 =5/8




SUpEI’CUt SOIid Carbide Mi"S A/ggé\C'ar’/nexPrecisirmToolsLtd.
Solid Carbide Roughers

\/

Detail A
Short Design
HPC e | Grade P | M S H
HB 407/ 45° 3-5 CR3 ° ° ° o ® | <56 HRc

RM 0250 C02 1/4 .118 .008 3 .20 21/2
RM 0250 C03 1/4 157 .012 3 .35 21/2
RM 0250 D03 1/4 197 .012 4 .39 21/2
RM 0250 D04 1/4 .250 .012 4 .39 21/2
RM 0312 D04 5/16 312 .012 4 47 21/2
RM 0375 D05 3/8 375 .012 4 .55 3
RM 0500 D06 1/2 .500 .016 4 .63 31/2
RM 0625 E10 5/8 .625 .020 5 1.06 4

Order example: RM 0250 C02 CR3

Long Design

HPC \ ) Grade | P | M S H
HB 407 45° 4 CR3 o ) ° ) ® | <56 HRc

RM 0250 D06 1/4 .250 .012 4 .63 21/2
RM 0312 D06 5/16 .276 .012 4 .63 21/2
RM 0312 D07 5/16 312 .012 4 .71 21/2
RM 0375 D08 3/8 375 .012 4 .87 3
RM 0500 D10 1/2 .500 .016 4 1.02 31/2
Order example: RM 0312 D07 CR3
@ First choice O Alternative

B14-37
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Solid Carbide Roughers with Neck

\/

Detail A <

[

HPC Grade | P | M S H
HB 40745° 4-5 CR3 e | e | @ O | @ |<56HRc

RM 0250 D05 NO7 1/4 .250 .51 71 .23 .012 4 21/2
RM 0312 D06 N09 5/16 312 .67 .94 .30 .012 4 21/2
RM 0375 D08 N11 3/8 375 .83 1.18 .38 .012 4 3
RM 0500 D09 N14 1/2 .500 .98 1.42 .46 .016 4 31/2
RM 0625 E13 N18 5/8 .625 1.30 1.89 .61 .020 5 4

Order example: RM 0625 E13 N18 CR3 @ First choice O Alternative
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Solid Carbide Roughers - Aluminum Machining

Features

e High Performance Cutting (HPC)

e Optimal flute geometry delivers maximum metal removal rates

and better chip evacuation
e Low cutting forces

e Reinforced corner chamfer, promotes additional strength for

longer tool life

e Uncoated smooth polished surface finish

Carbide Grade: CA5

Ultra-Fine carbide grade with high hardness and toughness provides high cutting

edge stability and wear resistance.

Detail A

HPC
40° 3

RMA 0250 C03 1/4
RMA 0250 C06 1/4
RMA 0312 C07 5/16
RMA 0375 C08 3/8
RMA 0500 C10 12

Order example: RMA 0375 C08 CA5

157
.250
312
.375
.500

.012
.012
.012
.012
.016

Grade

CA5

W Wwwwow

.31
.63
.75
.87
1.02

@ First choice

21/2
21/2
21/2
3
31/2

O Alternative

B14-39
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Solid Carbide Roughers - Aluminum Machining

with internal coolant through the flutes

The coolant bores provides high coolant pressure through the tool into the
application pre-hole, and wash the chips away.

Carbide Grade: CA5

,_
—>Q-L—

\/

Detail A

HPC
i 3 Grade | P | M H s H
CA5 oo | e O

RMA 0606 C16 Z 6 .236 .012 3 .63 2.3

RMA 0808 C19 Z 8 315 .012 3 75 25

RMA 1010 C22 Z 10 .394 .012 3 .87 2.9

RMA 1212 C26 Z 12 472 .016 3 1.02 3.3
Order example: RMA 1010 C22 Z CA5 @ First choice O Alternative

B14-40



Supercut Solid Carbide Mills & Carmex s
Technical Section

A B C D
— 5 — —
o 1N
L E— u & &y
%T < D1=Cutting = T\ <™
Dia
- - A =7, A =, l‘\
Aes 7)(0‘7\ 46\05)?0\7 §s1xD; € 04xp;
Roughers Roughers with Neck

Cutting Data

Roughers with neck (C, D) can be used with same feed and speed as below.

é‘;"r"bi‘nMSet‘ég‘lrsn A:390-590 | A:.0005-.0008 |A:.0010-.0012 |A:.0014-.0020 |A:.0022-.0031
B: 460-660 |B:.0007-.0009 |B:.0012-.0014 |B:.0019-.0024 |B:.0028-.0038

<0.55%C
High Carbon Steels | A: 360-520 | A: .0004-.0006 |A: .0006-.0008 |A:.0012-.0016 |A:.0016-.0022
0.55%C B: 460-590 |B:.0006-.0008 |B:.0010-.0012 |B:.0014-.0018 |B:.0024-.0031
Alloy Steels, Treated | A: 330-460 | A: .0004-.0005 | A: .0006-.0007 |A:.0009-0012 |A:.0014-.0019
Steels B: 430-530 |B:.0004-.0005 |B:.0006-.0007 |B:.0009-.0012 |B:.0014-.0019
Stainless Steel-Free | A: 330-460 | A: .0004-.0005 |A: .0006-.0007 |A:.0009-0012 |A:.0014-.0019
Cutting B: 430-490 |B:.0005-.0006 |B:.0008-.0009 |B:.0013-.0016 |B:.0019-.0025
\| |Stainless Steel-Aus- | A:230-330  |A:.0003-0004 |A:.0004-0006 |A:.0008-0010 |A:.0010-0016
tenitic B:290-430 |B:.0004-.0006 |B:.0006-.0009 |B:.0010-.0016 |B:.0018-.0024
Cast Stosls A:390-530 |A:.0004-.0005 |A:.0006-.0007 |A:.0009-0012 |A:.0014-.0019
B: 460-590 |B:.0005-.0006 |B:.0008-.0009 |B:.0013-.0016 |B:.0019-.0025
Cast Iron A:330-530 |A:.0005-.0008 |A:.0010-0012 |A:.0014-.0020 |A:.0022-.0031
B: 460-590 |B:.0007-.0009 |B:.0012-.0014 |B:.0019-.0024 |B:.0028-.0038
Aluminum <12%Si,  |A:590-820 | A: .0006-.0010 |A:.0012-.0016 |A:.0016-.0024 |A:.0024-.0035
Copper B: 650-980 |B:.0007-0012 |B:.0014-.0018 |B:.0018-.0026 |B:.0026-.0037
Aluminum o120ssi |A:330650 | A:.0004-0008 |A:.0010-0014 |A:.0014-0022 |A: 0022-.0031
B: 420-820 |B:.0004-.0008 |B:.0012-.0016 |B:.0016-.0020 |B:.0020-.0035
g‘l’j’r‘g;‘fggflcs A:590-820 |A:.0006-.0010 |A:.0012-.0016 |A:.0016-.0024 |A:.0024-.0035
s B: 650-980 |B:.0007-.0012 |B:.0014-.0018 |B:.0018-0026 |B:.0026-.0037
Nickel alloys, A:160-230 |A:.0005-.0006 |A:.0008-0009 |A:.0013-.0016 |A:.0019-.0025
Titanium alloys B:190-260 |B:.0005-.0006 |B:.0008-.0009 |B:.0013-.0016 |B:.0019-.0025
Hardened Steel A:160-230 |A:.0004-.0008 |A:.0008-0010 |A:.0012-.0016 |A:.0016-.0024
45-50 HRc B:190-260 |B:.0007-.0009 |B:.0010-.0012 |B:.0016-.0020 |B:.0024-.0031
Hardened Steel A:130-190 |A:.0004-.0006 |A:.0006-0010 |A:.0008-.0014 |A:.0012-.0022
51-56 HRc B:160-230 |B:.0006-.0008 |B:.0008-.0012 |B:.0010-.0016 |B:.0014-.0026
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&z Carmex awnare— Supercut Solid Carbide Mills

4 )

Case Study

Application
Medical part- machining all around

Workpiece material
Titanium TA6V

Tool description

RM 0625 E10 CR3

Shank diameter (d): @5/8
Cutting diameter (D): ©5/8
Chamfer width (W): .02
Number of flutes: 5
Cutting length (1): 1.06
Total length (L): 4

Machine
Milling machine-Mazak integrex 1-2008
Coolant: Emulsion 7%

Competitors End-Mills
Leading European brands

Cutting Data
Vc= 164 SFM
Fz=.002 IPT
Ap= .83

Ae= .44

Carmex tool results
No tool vibrations or Noise
Machine load: 5%-7%
Total amount: 48 pcs

About 30% more than the competitors

N /
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SuperCUt SOIid Carbide Mi"S A/%QS\ACVar’nex Precision Tools Ltd.
Indexable CMT Roughers and Finishers

For excellent performance

e Solid and accurate clamping method enables full repeatability
® Working at high machining parameters

e Modular system using the standard CMT tool holders with various shank
options

e Enables machining with large overhang

Carbide grade: CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge stability and wear
resistance.

A New Generation of PVD Coating for High-Performance Cutting Applications.

Product Identification
Ordering Codes

I I I

C=CMT RM = Roughers Cutting Number Width Carbide
Inserts End-Mills Diameter of Flutes 50 =5.0 mm Grade
EM = Finish 160 = 16.0 mm F=6

End-Mills 170=17.0 mm
200=20.0 mm .
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@ Carmex Precision Tools Ltd. Su perCUt SOI id Ca rbide M i I IS
Roughers .
ﬁ CHx45

HPC a0 5 Grade | P | M S H
CR3 ) ) ° fo) ® | <56 HRc

S20 CRM160 F W50 .63 6 197 .016
S$20 CRM170 F W50 .67 6 197 .016
S20 CRM200 F W50 .79 6 197 .016

Order example: CRM170 F W50 CR3

Finishers

HPC

30° 6 Grade P M S H
CR3 ) ° ) o) ® | <56 HRc

S$20 CEM160 F W50 .63 6 197 .004
S20 CEM170 F W50 .67 6 197 .004
S$20 CEM200 F W50 .79 6 197 .004

Order example: CEM200 F W50 CR3

The CMT Roughers/Finishers should be used with the toolholders shown on page A02-8

@ First choice O Alternative




Supercut Solid Carbide Mills & Carmex s
Steel Toolholders withinternal coolant

SRC 0625 H18 S20 5/8 .54 1.90 4 S16 K16
SRC 0750 H18 S20 3/4 .54 1.27 4 S16 K16
SRC 0750 J18 5§20 3/4 .54 1.90 41/2 S16 K16
SRC 0750 L18 S20 3/4 .54 2.92 51/5 S16 K16

¢D2

CRC 0500 P18 S20 1/2 .50 - 7.0 S16 K16
CRC 0625 L18 R18 S20 5/8 .54 1.90 7.8 S16 K16
CRC 0625 L29 R18 S20 5/8 .54 2.91 7.8 S16 K16




&5 Carmex i Supercut Solid Carbide Mills
CR-Supercut High Feed End-Mills

High Performance milling tools, designed for high feed rates with shallow cutting
depths.

Innovative tool geometry enables extremely high Material Removal Rate (MRR)
and high machine productivity.

High feed machining is the first choice for applications with deep and shallow
workpiece features, 3D profiling, mold & die applications and machining in
unstable conditions.

. High Performance Cutting (HPC)

. Up to 3xD neck length allowing ramping or helical interpolation working
techniques

. High rates of material removal, provides a reduced cycle time

. Same tool for roughing or semi-finishing operations
For a wide range of materials up to 62 HRc

Carbide grade: CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge stability and wear
resistance.

A New Generation of PVD Coating for High-Performance Cutting Applications.
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Supercut Solid Carbide Mills

A®
@ Cal’ mex Precision Tools Ltd.

CR-Supercut High Feed End-Mills
Features

Optimized cutting-
edge geometry

For maximum
material removal rate

Long neck

Allows extended
reach to deep
applications

HPC - High
Performance Cutting
High feed rate for

maximum material
removal rate

Multi-function
operation
Ramping,

Helical interpolation
Face milling

Short flutes and
large core

For high rigidity

CR3 grade

Superior carbide
grade combined with
new generation of
PVD coating




&z Carmex awnare— Supercut Solid Carbide Mills

Product Identification
Ordering Codes

HFM NOS

\ Y Y \
CR-Scut Shank Diameter Neck Carbide
High Feed 0250=1/4 Length Grade
End-Mills 0313=5/16 NO3 =3/8 CR3
0375=3/8 ~
0500 = 1/2 M =E
N08=7/8
N12=11/4
N15=11/2
N16=15/8




Supercut Solid Carbide Mills K52 Carmex: nusmrna
Solid Carbide High Feed End-Mills

HPC Grade P M S H
0 4 CR3 e o | o ® | <62HRc

HFM 0125 NO3 1/8 1/8 4 .016 3/8 11/2
HFM 0188 N06 3/16 3/16 4 .031 5/8 2
HFM 0250 NO8 1/4 1/4 4 .035 7/8 21/2
HFM 0313 N12 5/16 5/16 4 .051 11/4 3
HFM 0375 N12 3/8 3/8 4 .067 11/4 31/2
HFM 0500 N15 1/2 1/2 4 .083 11/2 4
HFM 0625 N16 5/8 5/8 4 .106 15/8 41/2
Order example: HFM 0188 N06 CR3 @ First choice O Alternative
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A/@L\ACvar’7le.x:Prea'sionToolsLtd. SuperCUt SOIid carbide Mi"S
Technical Section

D = Cutting Dia

Cutting Data

tg‘_’;;,/o'\éedi”m Carbon Steels 460-655 010 | 012 | 014 | 014 | 018 | 022 | .024
High Carbon Steels =0.55%C 460-655 .010 .012 .014 .014 .018 .022 .024
Alloy Steels, Treated Steels 395-655 .008 .010 .012 .012 .016 .020 .022
Stainless Steel-Free Cutting 330-460 .004 .008 .008 .012 .012 .016 .020
M | Stainless Steel-Austenitic 295-425 .004 .006 .006 .008 .008 .012 .016
Cast Steels 295-425 .004 .006 .006 .008 .008 .012 .016
Cast Iron 330-460 .004 .008 .008 .012 .012 .016 .020
Heat-resistant alloys 230-295 .004 .004 .006 .006 .008 .008 .010
Titanium alloys 260-330 .004 .004 .006 .006 .008 .008 .010




Supercut Solid Carbide Mills & Carmex s

Ramping

1° 100%
2° 80%
3° 70%
4° 60%
5° 50%
4 )

Case Study

Application
Pocket machining by helical interpolation

Workpiece material
Tempered steel SAE 4340
Hardness: 45 HRc

End-Mill description
HFM 0188 NO6 CR3
Shank diameter (d): @3/16
Cutting diameter (D): @3/16
Number of flutes: 4

Neck length (1): 5/8

. Cutting speed (SFM) 557
Machine Feed per tooth (IPT) .006
Mazak Integrex Ae .094

. Ap .008
. (o)
Coolant: emulsion 6% Total Time in material (min) 124

Results
Tool life: The tool worked 124 minutes.

- /




K55 Carmex rusiuruins Supercut Solid Carbide Mills
Application example

HFM 0375 N12 HFM 0188 NO6




SU perCUt SOI id Ca rbide M i I IS @ Carmex Precision Tools Ltd.
Application example

HFM 0500 N15 EM 0500 F16 RM 0500 D06

EM 0313 E07

EM 0188 D05




K55 Carmex rusiuruins Supercut Solid Carbide Mills
Application example

MC 0606 C25 R06

MC 08075 D35 R12

EMB 0313 D07
HFM 0188 NO6

MC 05 D A90 MC 0303 B12 R05

EMB 0250 D07




Supercut Solid Carbide Mills & Carmex s
Diamond End-Mills

Carmex CVD End-Mills are designed for high productivity and provide longer tool life
when machining materials ranging from plastics (peek) to glass fiber and carbon fiber
composites, ceramics, zirconium and aluminum casting alloys. The End-Mills provide
faster machining times as compared to grinding, and outperform ceramics, reducing
production costs.

CvD

CVD delivers various benefits when machining long-chipping aluminum and
magnesium alloys, high-silica aluminum as well as of precious metal alloys, plastics
with abrasive fillers, tungsten carbide and ceramic green compacts.

Laser equipment is used to cut out the segments from the CVD-thick film; these are
then attached to an End-Mills by brazing under vacuum. The cutting edges are also
laser formed.




K52 Carmex vsureins Supercut Solid Carbide Mills
Product Identification:

End-Mills/Ball nose
on
v . \ \
DE = Diamond Cutting Diameter Number Grade
End-Mills 01=1.0mm of Flutes
DB = Diamond 015=1.5mm A=1
Ball nose 02=2.0mm B=2 Corner radius of
025=25mm End-Mills
R005 = R0.005 mm
R10=R0.100 mm
Y Y R15=R0.150 mm
Shank Diameter Neck Length R20 =R0.200 mm
6= 6mm R30 =0.300 mm
03 =3 mm 10=10mm
04 i 4 mm Radius of the Ball nose
06 =6 mm
R05 = R0.500 mm
R0O75 =R0.750 mm
R10=R1.000 mm
R125=R1.250 mm
R15=1.500 mm
R20 =2.000 mm




Supercut Solid Carbide Mills & Carmex s
End-Mills - CVD

D1 Ordering Code b2 (hs) | Ro.of L2 L3 L1 R
DE0401 A4 RO05 4 1 118 157 1.97 0020
DE0601 A5 R10 6 1 079 197 1.97 0039
039 DE0GO1 A10R10 6 1 079 394 1.97 0039
DE0601 A20 R10 6 1 079 787 1.97 0039
DE04015 B3 R005 4 2 079 118 1.97 0002
DE04015 B4 R05 4 2 118 157 1.97 0020
059 | DE06015B5 R15 6 2 079 197 1.97 0059
DE06015 B10 R15 6 2 079 394 1.97 0059
DE06015 B20 R15 6 2 079 787 1.97 0059
DE0402 B3 R005 4 2 079 118 1.50 0002
DE0402 B6 R005 4 2 157 236 1.50 0002
DE0402 B6 RO5 4 2 118 236 1.50 0020
DE0402 B5 R10 4 2 118 197 1.97 0039
979 | DEoso2 B8 R10 4 2 118 315 1.97 0039
DE0602 B5 R15 6 2 118 197 1.97 0059
DE0602 B10 R15 6 2 118 394 1.97 0059
DE0602 B20 R15 6 2 118 787 1.97 0059
DE04025 B7 R005 4 2 197 276 1.50 0002
098 | DE04025B6 R10 4 2 157 236 1.97 0039
DE04025 B10 R10 4 2 157 304 1.97 0039
DE0403 B5 RO005 4 2 118 197 1.50 0002
DE0403 B9 R005 4 2 236 354 1.50 0002
DE0603 B8 R20 6 2 197 315 1.97 0079
|1 | DE0S03 B8 RSO 6 2 197 315 1.97 0197
DE0603 B12 R10 6 2 197 472 2.36 0039
DE0603 B10 R30 6 2 157 394 2.95 0118
DE0603 B15 R30 6 2 157 591 2.95 0118
DE0603 B20 R30 6 2 157 787 2.95 0118
DE0404 B10 RO 4 2 236 394 1.50 0004
DE0604 B10 R10 6 2 197 394 2.36 0039
DE0604 B10 R30 6 2 197 394 2.36 0118
157 | DE0604 B10 R50 6 2 197 394 2.36 0197
DE0604 B16 R10 6 2 197 630 2.56 0039
DE0604 B20 R30 6 2 197 787 2.95 0118
DE0604 B30 R30 6 2 197 1.181 2.95 0118

Center cutting
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K55 Carmex rusiuruins Supercut Solid Carbide Mills
Ball nose - CVD

D1 D2

L2
L3

L1

A

D1 Ordering Code b2 (h5) A L2 L3 L1 R
DB0301 A4 RO5 3 1 039 157 1.26 0197
DB0401 A4 RO5 4 1 118 157 1.97 0197
039 | DB0601 A5 RO5 6 1 079 197 1.97 0197
DB0601 A10 RO5 6 1 079 394 1.97 0197
DB0601 A20 R05 6 1 079 787 1.97 0197
DB03015 B5 R075 3 2 079 197 1.26 0295
DB04015 B5 RO075 4 2 118 197 1.97 0295
059 | DB06015B5 RO75 6 2 079 197 1.97 0295
DB06015 B15 R075 6 2 079 591 1.97 0295
DB06015 B20 RO75 6 2 079 787 1.97 0295
DB0302 B5 R10 3 2 118 197 1.26 0394
DB0302 B8 R10 3 2 118 315 1.26 0394
DB0402 B5 R10 4 2 118 197 1.97 0394
079 | DB0402 B8 R10 4 2 118 315 1.97 0394
DB0602 B5 R10 6 2 118 197 1.97 0394
DB0602 B15 R10 6 2 118 591 1.97 0394
DB0602 B20 R10 6 2 118 787 1.97 0394
DB03025 B6 R125 3 2 118 236 1.26 0492
098 | DB03025B10 R125 3 2 118 394 1.26 0492
DB04025 B6 R125 4 2 118 236 1.97 0492
DB04025 B10 R125 4 2 118 394 1.97 0492
DB0303 B6 R15 3 2 157 236 1.26 0590
DB0303 B9 R15 3 2 157 354 1.26 0590
DB0603 B8 R15 6 2 197 315 1.97 0590
118 | DB0603 B12R15 6 2 197 492 2.36 0590
DB0603 B10 R15 6 2 157 304 1.97 0590
DB0603 B15 R15 6 2 157 591 1.97 0590
DB0603 B20 R15 6 2 157 787 1.97 0590
DB0404 B7 R20 4 2 197 276 1.50 0787
DB0404 B10 R20 4 2 197 394 1.50 0787
|5, | DBOG04 B16R20 6 2 197 630 2.56 0787
DB0604 B10 R20 6 2 197 394 2.95 0787
DB0604 B20 R20 6 2 197 787 2.95 0787
DB0604 B30 R20 6 2 197 1.181 2.95 0787




Supercut Solid Carbide Mills

@ Cal" mex Precision Tools Ltd.

Cutting Data

o el 490-13120 .0003-.0020 .0008-.0059
Aluminum Casting Alloys Si > 12% 490-6560 .0003-.0020 .0008-.0059
Magnesium/Copper/ Brass 490-13120 .0003-.0020 .0008-.0059
Ti alloys 165-13120 .0003-.0020 .0008-.0059
Graphite 490-9840 .0003-.0020 .0008-.0059
Glass fiber/Carbon fiber composites 490-9840 .0003-.0020 .0008-.0059
Peek 490-6560 .0003-.0020 .0008-.0059
Thermoplastics, Duroplastics 490-13120 .0003-.0020 .0008-.0059
Ceramic/Zirconium 245-985 .0003-.0020 .0008-.0059
Glass, Carbon fiber reinforced, Graphite 490-9840 .0003-.0020 .0008-.0059

B14-59




&a Carmex vwnas Supercut Solid Carbide Mills
Special tools

In addition to standard products, Carmex manufactures special tools according to
customers’ Application.

Special tools are supplied in short delivery times.




Mini Chamfer and Countersink ‘ B15
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Product Identification 2 Countersink 8
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@ Cal’ TNECX Pprecision Tools Ltd M i n i C h a mfer

Product Identification
Mini Chamfer, Solid Carbide Radius Fillet End-Mills and Countersink

Ordering Codes

el HclE N B

i Cutting Diameter Neck Length For Carbide Grade
IR For Mini Chamfer Mini Chamfer MTS
and Radius Fillet and Radius Fillet CR3
015=1.5mm 3=3mm K20
03 =3mm 4=4mm
04 =4mm 5=5mm
06 =6mm 6=6mm
L =Long
L=105mm
Y Y  /
Shank Diameter No. of Flutes R =Radius
04= 4mm c=3 -
05= 5mm D=4 A = Profile Angle
% i =
= mm = _ °
10=10mm Al :goo
— A45 =45
12=12mm A150 = 150°




M i n i C h a m fer @ C(ll” mex Precision Tools Ltd.

Mini Chamfer

e Optimal for deburring, back chamfering and grooving.
® Double side cutting.
e Spiral flute allows smooth cutting action.

Carbide grade: MT8

Sub-micron grade with advanced PVD triple coating (ISO K10-K20). Extremely high heat resistant
and smooth cutting operation, for high performance and normal machining condition.
General purpose for all materials.

Mini Chamfer L

A
v

Metric Shanks e -y
D d
@A K
90°
. d No. of

Ordering Code mm D I H B a Flutes L

MC 03015 C3 A90 3 .059 15 .012 .016 90° 3 1.5

MC 0302 C5 A90 3 .079 .20 .016 .020 90° 3 1.5

MC 03025 C6 A90 3 .098 .25 .020 .024 90° 3 1.5

MC 0303 C7 A90 3 118 .30 .024 .028 90° 3 1.5

MC 04035 C9 A90 4 .138 .35 .028 .031 90° 3 2.0

MC 0404 C10 A90 4 157 .39 .031 .035 90° 3 2.0

MC 05045 C11 A90 5 A77 44 .039 .043 90° 3 2.0

MC 0505 C12 A90 5 197 .49 .043 .047 90° 3 2.0

MC 06055 C13 A90 6 217 .54 .047 .051 90° 3 2.0

MC 0606 C15 A90 6 .236 .59 .059 .063 90° 3 2.0

Order example: MC 0302 C5 A90 MT8




@ Car TNECX Pprecision Tools Ltd M i n i C h a mfer

Long Reach 90°

. d No. of
Ordering Code mm D | H B (03 Flutes L
MC 0303 C12 A90 3 .118 47 .024 .028 90° 3 1.5
MC 04035 C14 A90 4 .138 .55 .028 .031 90° 3 2.0
MC 0404 C16 A90 4 157 .63 .031 .035 90° 3 2.0
MC 0404 C16L A90 4 157 .63 .031 .035 90° 3 4.1
MC 05045 C18 A90 5 77 71 .039 .043 90° 3 2.0
MC 0505 C20 A90 5 197 .79 .043 .047 90° 3 2.0
MC 0505 C20L A90 5 197 .79 .043 .047 90° 3 41
MC 06055 C22 A90 6 217 .87 .047 .051 90° 3 2.3
MC 0606 C24 A90 6 .236 .94 .059 .063 90° 3 2.3
MC 0606 C24L A90 6 .236 .94 .059 .063 90° 3 4.1
MC 0808 D28 A90 8 315 1.10 .063 .067 90° 4 2.5
MC 0808 D28L A90 8 315 1.10 .063 .067 90° 4 4.1
MC 1010 E35 A90 10 394 1.38 .071 .075 90° 5 2.9
MC 1212 F42 A90 12 472 1.65 .083 .087 90° 6 3.3
60°
Ordering Code ¢ D | H B (0} i L
mm Flutes
MC 0302 C5 A60 3 .079 .20 .016 .012 60° 3 1.5
MC 0303 C7 A60 3 118 .30 .024 .012 60° 3 15
MC 04035 C9 A60 4 .138 .35 .028 .020 60° 3 2.0
MC 0404 C10 A60 4 157 .39 .031 .020 60° 3 2.0
MC 05045 C11 A60 5 A77 44 .039 .024 60° 3 2.0
MC 0505 C12 A60 5 197 .49 .043 .028 60° 3 2.0

Order example: MC 04035 C9 A60 MT8
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@ C(ll” mex Precision Tools Ltd.

Mini Chamfer
Mini Chamfer 4 L

Order example: MC 0303 C12 A150 MT8

< >|
Metric Shanks y T v
D d
A OA x
‘\a\
—
H
Y
004, | |
Detail A
H 0
Dovetail 45
. d No. of
Ordering Code mm D | H (04 Flutes L
MC 03015 C4 A45 3 .059 .18 .012 45° 3 1.5
MC 0302 C6 A45 3 .079 24 .016 45° 3 1.5
MC 03025 C7 A45 3 .098 .30 .020 45° 3 1.5
MC 0303 C12 A45 3 118 47 .024 45° 3 1.5
MC 04035 C14 A45 4 .138 .55 .028 45° 3 2.0
MC 0404 C16 A45 4 157 .63 .031 45° 3 2.0
MC 05045 C18 A45 5 77 71 .039 45° 3 2.0
MC 0505 C20 A45 5 197 .79 .043 45° 3 2.0
MC 06055 C22 A45 6 217 .87 .047 45° 3 2.3
MC 0606 C24 A45 6 .236 .94 .059 45° 3 2.3
* One side cutting Detail A
‘—" .008
150° —
Ordering Code d D | H B e @ L
mm Flutes
MC 0303 C12 A150 3 .118 47 .024 .087 3 1.5
MC 0404 C16 A150 4 157 .63 .031 .118 3 2.0
MC 0404 C16L A150 4 157 .63 .031 .118 3 4.1
MC 0505 C20 A150 5 197 .79 .039 .150 3 2.0
MC 0505 C20L A150 5 197 .79 .039 .150 3 41
MC 0606 C24 A150 6 .236 .94 .039 .150 3 2.3
MC 0606 C24L A150 6 .236 .94 .039 .150 3 4.1
MC 0808 C28 A150 8 315 1.10 .039 .150 3 2.5
MC 0808 C28L A150 8 315 1.10 .039 .150 3 41




@ Car TNECX Pprecision Tools Ltd M i n i C h a mfer

Solid Carbide radius fillet End-Mills

Features

® Tools for different radius filleting
® Two, three and four flutes
® Cylindrical shank DIN6535-HA

Carbide grade: CR3
Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge stability and
wear resistance.

A New Generation of PVD Coating for High-Performance Cutting Applications.




M i n i C h a m fer @ C(ll” mex Precision Tools Ltd.

Solid Carbide radius fillet End-Mills

L
1
w
Grade| P | M S H
CR3 | ® ° ° o ® | <50 HRc
f d No. of
Ordering Code BN D | R w Elhae L
MC 0302 B8 RO02 3 .079 .31 .008 .06 2 1.5
MC 03025 B9 RO03 3 .098 .35 .012 .06 2 1.5
MC 03025 B10 R04 3 .098 .39 .016 .08 2 1.5
MC 0303 B12 R05 3 118 47 .020 .09 2 1.5
MC 0605 C20 R05 6 197 .79 .020 .10 3 2.2
MC 0605 C25 R06 6 197 .98 .024 .1 3 22
MC 0606 C30 R08 6 .236 1.18 .031 13 3 2.2
MC 08065 C35 R10 8 .256 1.38 .039 .15 3 25
MC 08075 D35 R12 8 .295 1.38 .047 .16 4 25
MC 10085 D35 R15 10 .335 1.38 .059 .19 4 2.8
MC 1009 D35 R18 10 .354 1.38 .071 .22 4 2.8
MC 1010 D35 R20 10 .394 1.38 .079 .24 4 2.8
MC 1211 D35 R25 12 433 1.38 .098 .30 4 3.3
MC 1212 D35 R30 12 472 1.38 118 .33 4 3.3
Order example: MC 0303 B12 R05 CR3 @ First choice O Alternative
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@ Car TNECX Pprecision Tools Ltd M i n i C h a mfer

Countersink Solid Carbide chamfering End-Mills

Features

e Tools for 45° and 30" chamfering and deburring
e Four flutes
e Cylindrical shank DIN6535-HA (Weldon shank available upon request)

Carbide grades

CR3

Ultra-Fine carbide grade with high hardness and toughness provides high cutting edge
stability and wear resistance.
A New Generation of PVD Coating for High-Performance Cutting Applications

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels
and Titanium.

gade | P [ m KN s | H

CR3 ° ° ° o ® | <58 HRc
K20 e | ® | O
Ordering Code g D I L A Gll a
mm Flutes

MCO03 D A60 3 .008 .09 1.5

MCO04 D A60 4 .012 12 2.0

MCO05 D A60 5 .016 15 2.0

MCO06 D A60 6 .020 .19 2.2 4 60°

MCO08 D A60 8 .023 .25 25

MC10 D A60 10 .031 .31 2.8

MC12 D A60 12 .039 .37 3.3

MCO03 D A90 3 .008 .05 1.5

MC04 D A90 4 .012 .07 2.0

MCO05 D A90 5 .016 .09 2.0

MCO06 D A90 6 .020 .10 2.2 4 90°

MCO08 D A90 8 .023 14 25

MC10 D A90 10 .031 .18 2.8

MC12 D A90 12 .039 .21 3.3

Order example: MC04 D A90 K20 @ First choice O Alternative

B15-8
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Technical Section

Mini Chamfer
Cutting Data

ISO Cutting Feed inch/tooth
Standard Materials Speed Cutting Diameter = D

ft/min | 3.06|00.8|@.12|0.16|@.20|0.24 |©.28 |3.31 | ©.35|3.39 | ©.47 | @.55 | 3.63

Low & Medium Carbon
Steels < 0.55%C 200 - 390|.0011 |.0014|.0019|.0025 |.0030 |.0036 |.0039 | .0041 | .0044 |.0044 | .0047 | .0050 | .0050

High Carbon Steels | 500.- 390| 0008 | 0014 .0017 |.0022.0025|.0028| 0033 0036 | 0039 | 0039 | 0044 |.0047 | 0050

Sloy Steels, Treated 1460.- 260 |.0008| .0011 |.0014|.0014|.0017 | 0019|0019 |.0022 0025 |.0028 | 0033|0036 | 0039

Stainless Steel-Free |53, 330 0006 |.0008|.0011 |.0014|.0017|.0017 |.0019 | .0022 | .0025 | .0028 | 0030 | .0033 | .0036

Cutting

M | Stainiess Steel- 200 - 300|.0006 | .0008|.0011 | .0014.0017 | .0017|.0019 | .0022 | .0025 | .0028 | 0030 | .0033 | .0036
Cast Steels 230 - 300 |.0008 | 0011 |.0014|.0014|.0017 | .0019 | .0019 | .0022| .0025 | .0028 | .0033 | .0036 | .0039
Cast Iron 130 - 260|.0011 |.0014 | .0019 | .0025 | .0030{.0036 | .0039 | .0041 | .0044 | 0044 | 0047 | 0050 .0050
é'gr_!,“p‘gr”m <12%Si,  1330-660.0011(.0014|.0019 |.0025 | .0030 | 0036 | 0039 | .0041|.0044 | .0044 | .0047 | 0050 | .0050
Aluminum >12%Si 200 - 460 | 0008|0008 | .0011 | .0014|.0017 |.0017 | .0019 | .0022|.0025 | .0028 | .0030 | 0036 | .0037

?thrrr}]egﬁ%sﬁé’?p'““cs’ 160 - 660 | .0025 | .0030 | .0033 | .0039 | 0044 .0050 |.0052 |.0052 | .0052 | 0052 | 0052 | .0055 | .0055

Niowel Alloys, Titanium | 70130 |.0008|.0008 | 0011 0011 |.0014 .0017.0017 0017 0019|0018 0019 | 0022 0022

Hardened Steel, 60-70 |.0008|.0011|.0014 [.0014 |.0017 |.0017|.0019|.0019 | 0022 | 0022 |.0025|.0028 | 0030
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Mini Chamfer

Solid Carbide radius fillet End-Mills

ISO

Application example
Cutting Data
_ Fz [IPT]
Materials CU\t/tén[gs EFK/?]ed cutting diameter

0.004-0.008 | 3.012-0.016 | ©.24-0.31 | ©.39-0.47 | ©63
Low & Medium Carbon
g 200-230 0004 0005 10006 0008 0012
High Garbon Steels 130-200 .0004 .0005 .0006 .0008 .0012
0.55%C
Alloy Steels, Treated 100-130 0004 0005 0005 0007 0010
Steels
gta'f"ess Steel-Free 65-100 0003 0004 0004 0006 .0008

utting

Stainless Steel- 65-100 0003 0004 .0004 0006 0008
Austenitic
Cast Steels 65-100 0003 0004 0004 0006 0008
Cast Iron 100-130 0004 0005 0005 0007 0010
AL 87551, 230-330 0005 0005 10006 0008 0012
Copper
Aluminum >6%Si 300-490 10005 0005 0006 0008 0012
Synthetics,
duroplastics, 330-490 0006 0010 0012 0016 0020
thermoplastics
Nickel alloys, 50-100 0003 0004 0004 .0006 .0008
Titanium alloys.
Hardened Steel, <50 65-130 0003 0004 10005 0007 0010

HRc
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Countersink

Cutting Data

Cutting Speed d Feed
ISO Materials Class Ve mm fz
[SFM] [IPT]
Low & Medium Carbon Steels <0.55%C 390-790 03-04 10016-.0024
High Carbon Steels =0.55%C 260-590
J5-06 .0020-.0028
Alloy Steels, Treated Steels 160-390
Stainless Steel-Free Cutting 230-330 08 0024-.0031
M | Stainless Steel-Austenitic 200-460 310 10028-.0039
Cast Steels 230-330
a12 .0031-.0059
Cast Iron 260-520
Aluminum <6%Si, Copper 490-1640
Aluminum >6%Si 330-820
Synthetics, duroplastics, thermoplastics 260-660
Nickel alloys, Titanium alloys. 100-30
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Kit KMC Qty

MC0303 C12 A90
MC 03025 C6 A90
MC 0404 C10A90
MC 04035 C9 A90
MC 05045 C11 A90
MC 0606 C24 A90

_m a a a

Special Solid Carbide Tools

As part of being a service-orientated company,
Carmex produces specials according to
customer’s requirements.

Special tools are supplied in short delivery times.
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Gear Milling

Innovative tools for producing Gears, Spline and Rack offering versatile solutions
according to customer’s application.
Wide range of inserts geometries and grades.

Profiles according to DIN 5480, DIN 867, ANSI B92.1 standards.

Carmex Gear Milling line is based on standard or special
toolholders and custom made inserts according to
customer’s application, for maximum flexibility and short
delivery time. All tools profile are fully ground

and highly accurate.

High Flexibility Shell Mill

® Same tool can be used for different gear sizes and profiles

® \ariety of production options on advanced machining centers,
multi task machines and 5 axis machines

® |n most cases the components can be machined with just one setup

Indexable inserts and holder - U Type

® |nserts with up to three cutting edges
® Multi flute
® For relatively large profiles, and high-powered cuts

® High precision insert’s pockets and insert’s tips to

ensure small run-outs
Weldon shank




Gear Milling
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Mini Mill Thread - MTI

® Solid carbide tool for high rigidity and stability
® For small and medium profiles

® 3to 6 cutting edges

® | arge range of carbide grades

CMT - Vertical Milling

® Vertical gear milling cutters with indexable inserts
® 310 4 cutting edges

® Standard steel or carbide CMT toolholders

e With internal coolant

CMT - Multi Spiral Flute

e Multi spiral flute (6 to 8) for high performance and
smooth cutting

® Standard steel or carbide CMT toolholders

® With internal coolant
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Indexable inserts and holder - V type

® |nserts with up to three cutting edges
® High precision inserts pocket and inserts
tip to ensure small run-outs

Appling a Gear Milling request

Every Gear / Spline request has its own geometry and specifications,
in order to provide the best solution the following data is needed:

e Gear/ Spline standard
e Complete drawing of the required Gear / Spline standard, according
the following specifications:
- Shape of tooth
- Number of teeth
- Major pitch and minor diameter
- Quality requirements
- Gear / Spline material

® Preferred solution: Solid carbide or holder with inserts
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CARMEX PRECISION TOOLS, LLC
2033 Innovation Way Hartford, Wi 53027
Phone: 888 628-5030 | Fax: 888 628-5302
E-mail: sales@carmexusa.com | www.carmexusa.com
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