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Market Standard \ o \

Free Chip Flow

Flat Top TANG-GRIP 1Q Tools
Engineered for Easy Chip Flow

Featuring Longer Tool Life!

e Offers a free, unobstructed chip flow,

since there is no upper jaw as in the

other clamping systems (very important in
deep grooving applications)

e TANG-GRIP IQ - single-ended parting insert
with an unbeatable clamping method

o



TGSU

Flat Top Blades with Tangentially Oriented Pocket for Parting and Grooving,

for TANG-GRIP Single-Ended Inserts

LN

TREU 38-1-K-I X
TREEU I8=i-I-{ X
“ el
-] &2 K
e ha |||B1 ¥
a I &
) i

Designation B1 W min W max A I4 h1 D max Insert
35.0 1.40 1.40 2.50 @ 180.00 33.2 35.0 TAG 1.4
35.0 1.80 2.40 2.50 @ 160.00 33.2 59.5 TAG 2
NEW 35.0 2.80 3.50 2.50 180.00 33.2 120.0 TAG 3
NEW 35.0 3.70 4.50 3.40 180.00 33.2 120.0 TAG 4
| TGSU 35-5-10 KT 4.70 5.50 4.00 180.00 33.2 144.0 TAG 5
35.0 5.70 6.50 5.20 180.00 33.2 144.0 TAG 6
| TGSU 35-7-10 KT 6.80 7.50 6.00 180.00 33.2 144.0 TAG 7
35.0 7.70 8.50 7.20 180.00 33.2 144.0 TAG 8
| TGSU 35C-9-1Q () KT 8.70 10.00 8.20 180.00 33.2 144.0 TAG 9
56.0 6.80 7.50 6.00 260.00 53.6 220.0 TAG 7
56.0 7.70 8.50 7.20 260.00 53.6 220.0 TAG 8
56.0 8.70 10.00 8.20 260.00 53.6 220.0 TAG 9

() C- Internal coolant, use with TGTBU HD blocks only. Cooling tube SGCU 341 should be ordered separately. @ Thickness at the D.O.C. area is 1.05 mm @

Thickness at the D.O.C. area is 1.65 mm

—
Spare Parts @ i
Extractor Cooling Tube
| TGSU 35-1.4-1 ISR
ETG 2*
| TGSU 35-3-10-4Z2  EEN(cERE Y
ETG 3-4-SH*
| TGSU 35-5-10  BEENC[Ig
ETG 5-7*
| TGSU 35-7-10  BEENO[I-Rg
ETG 8-12* SGCU 341*
| TGSU 35C-9-10  EENS(cRRbS SGCU 341
ETG 5-7* SGCU 341*
ETG 8-12* SGCU 341
ETG 8-12* SGCU 341*

* Optional, should be ordered separately
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TGSU 35-3-1Q-4
TGSU 35-4-1Q-4
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TGTBU
Blocks for TGSU Parting and Grooving Blades

I —

L
Choose blade by B1 dimension

h b B Lo A Hz hs L
| TGTBU 20-35 | 20.0 19.0 35.0 6.00 38.00 56.0 23.7 110.00
25.0 23.0 35.0 6.00 42.00 56.0 18.7 110.00
| TGTBU 32-35 KX 29.0 35.0 6.00 48.00 56.0 1.7 110.00
32,0 30.0 35.0 8.00 55.00 64.0 18.0 130.00
TGTBU 40-35 40.0 41.0 35.0 6.00 60.00 56.0 3.7 110.00
40.0 41.0 35.0 8.00 66.00 64.0 10.0 130.00

TGTBU 40-56 HD (1 40.0 41.0 56.0 8.00 66.00 72.0 28.0 130.00

() HD - Recommended blocks for TGSU...-8, TGSU...-9 blades

Spare Parts @ E

Top Clamp _ Screw Key
TGTBU 20-35 I -TTERT SR M6X30DIN912 129  HW 5.0
BKU 110 SR M6X30DIN91212.9  HW 5.0
NTGTBU 32-350 TV T/ SR M6X30DIN91212.9  HW 5.0
BK 509 SR M8X30DIN91212.9  HW 6.0
BKU 110 SR M6X30DIN91212.9  HW 5.0
BK 509 SR M8X30DIN91212.9  HW 6.0

TGTBU 40-56 HD BK 509 SR M8X30DIN91212.9 HW 6.0

ISCAR




TGTR/L-1Q-2Z

Integral Shank, TANG-GRIP Parting and Grooving Toolholders

with 2 Pockets

¥
\_‘;/Jr JIH.. ﬂl‘. :
h =
'Sk '
wi Al b
L2 [ ] Left-hand shown
W min W mex D max h b A I Lo
TGTR/L 2020-3-1Q-22 2.80 3.50 54.0 20.0 20.0 2.50 150.00 98.00
2.80 3.50 56.0 25.0 25.0 2.50 150.00 98.00
TGTR/L 2020-4-1Q-22 3.70 4.50 57.0 20.0 20.0 3.40 150.00 95.00
3.70 4.50 65.0 25.0 25.0 3.40 150.00 88.00
Spare Parts @
Designation Extractor

* Optional, should be ordered separately
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TGTR/L-IQ
Integral Shank, TANG-GRIP Parting and Grooving Toolholder

¥
n &7
1
¥
i ]
' Left-hand shown
Wmn Wmx  h b A I Hz I2 Ls hs  Dmex Insert
TGTR/L 1010-1.4-1Q 140 145 100 100 1.05 14000 15.0 = 1550 50 200 TAG1.4
140 145 120 120  1.05 140.00 120 - 1600 30 300 TAG1.4
TGTR/L 1616-1.4-1Q 140 145 160 160  1.05 14000 16.0 - - - 300 TAG 1.4
140 145 200 200 1.05 14000 20.0 = = = 300 TAG 1.4
160 164 100 100  1.30 120.00 - - 16.00 5.0 28.0 TAG 1.6
160 164 120 120 130 12000 - = 1600 30 320 TAG16
160 164 160 160 130 12000 - - - - 350 TAG1.6
1.80 240 100 100 165 15000 15.0 - 1550 50 280 TAG?2
180 240 120 120 165 15000 15.0 - 1700 3.0 320 TAG?2
180 250 160 120 165 120.00 16.0 - - - 350 TAG?2
180 240 160 160 165 150.00 16.0 : : : 350 TAG?2
1.80 240 200 120 165 12500 20.0 = - = 350 TAG?2
oG Par=rel | 280 350 120 120 250 150.00  19.0 - 1900 7.0 320 TAG3
280 350 160 120 250 12000 19.0 - 19.00 30 350 TAG3
280 350 160 160 250 150.00 19.0 - 1900 3.0 350 TAGS3
280 350 200 120 250 12500 20.0 - - - 430 TAG3
280 350 200 200 250 12050 21.7 234 - - 540 TAG 3
280 350 250 250 250 150.50 267  23.4 - = 56.0 TAG 3
PGl Gl 280 350 250 250 250 150.00 267 234 - - 56.0 TAG 3
370 450 200 200 340 12050 21.7  23.4 - - 57.0 TAG 4
370 450 250 250 340 15050 267 234 - - 650 TAG 4
470 550 200 200 400 12000 21.7 - - - 570 TAGS5
PGPl el ) 470 550 250 250 400 150.00 25.0 5 = 5 76.0 TAGS5
570 650 250 250 520 150.00  25.0 - - - 760 TAG 6
™) With coolant
Spare Parts @
ETG 1.4/1.6"
ETG 1.4/1.6*
ETG 1.4/1.6*
ETG 1.4/1.6* \
ETG 1.4/1.6* )
ETG 1.4/1.6* g
ETG 1.4/1.6" '
ETG 2*
ETG 2*
ETG 2*
ETG 2*
ETG 2*
ETG 3-4-SH* :
ETG 3-4-SH* z
ETG 3-4-SH*
ETG 3-4-SH*
ETG 3-4*
ETG 3-4*
| TGTR 2525K-3  BENNSIcESy
ETG 3-4*
ETG 3-4*
ETG 5-7*
ETG 5-7*
ETG 5-7*

* Optional, should be ordered separately

oy - el
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TGTR/L-2T..SH-L120
Integral Shank, Short-Head TANG-GRIP Parting and Grooving Toolholder

.l__.—"'_—\-H_' [ ]

= T 10.E Right-hand shown

W Wmn Wmex h hi b A I 2 hi  Tmaxr D mad®
TGTR/L 1010-2T10SH-L120-1Q gFXili] 1.80 2.50 10.0 101 10.0 1.65 120.00 15.0 5.0 10.00 26.0

2.00 1.80 2.50 12.0 121 12.0 1.65 120.00 15.0 3.0 15.00 30.0

i
i
.

sl e e B el 200 1.80 250 160 161 160  1.65 120.00 = - 18.00 36.0
() For parting
Spare Parts

Designation Extractor

* Optional, should be ordered separately

Q Mermber i Group
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TGTR/L-D
Integral Shank TANG-GRIP Parting and Grooving Toolholders with Reinforced Blades,
Mainly for Sub-Spindle Machines

LN

TETR/L 20O h o T=TRA 18Nt
1 | ¥
h | =gl h
5 i L I
I &Ee
e — f —i= N
1
b | AR 1
] F ] Right-hand shown
W Wmn Wmx h b A A I 2 f hs Dmax Dimx L3
TGTR/L 1616-2-D52-1Q X0} 1.80 2.40 16.0 16.0 1.65 3.50 125.00 40.0 15.2 14.0 52.0 65.0 6.00
2.00 1.80 2.40 20.0 20.0 1.65 - 125.00 40.0 19.2 10.0 65.0 - 18.00
TGTR/L 1616-3-D52-1Q X[} 2.80 3.50 16.0 16.0 2.50 3.50 125.00 40.0 14.8 14.0 52.0 65.0 6.00
3.00 2.80 3.50 20.0 20.0 2.50 - 125.00 40.0 18.8 10.0 65.0 - 18.00
Depth Capacity DGTR/L-D
Table determining depth of cut as function of workpiecs dameter
T
b r
i
o L
1 h
| Designation | T
| TATR/L 1616-2-DE2-1G | 28 10 18 L] 13 1 i 0 B
2.3 k| o 24 o4 &3 2 o
| TGTR/L 1616-3-D52-10 [ 20 17 1= 13 1 10 v 8
2.3 | 0 24 4 ] 22 0
] L a2 =5] T B i 130 180 8] oo}

%

Spare Parts
Designation Extractor

ETG 2
ETG 2*

ETG 3-4-SH*
ETG 3-4-SH*

* Optional, should be ordered separately

ISCAR






SUMO G

HEAVY DUTY LINE
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Heavy Duty Groove-Turn Applications

Single-ended inserts for heavy grooving, turning and
parting applications, with the tangentially oriented
clamping design for extra rigidity required for heavy
grooving and turning conditions.

SUMO-GRIP System Features

¢ Tangentially oriented pocket, providing a very rigid
and secure clamping.

¢ Enables machining at very high feed rates
(up to 1.0 mm/Rev).

e Recommended for machining large diameter parts
and for heavy interrupted cuts.

ISCAR

¢ Offers a free, unobstructed chip flow, since there is
no upper jaw as in the other clamping systems.

® The combination of tangential clamping and
free chip flow results in improved insert and
tool life and higher feed rates, which significantly
increases productivity.

¢ Internal cooling system is directed to the frontal
cutting edge, increasing the tool life in deep
grooving applications.



MEAVY DUTY LINE
TGBHR/L

Toolholders for Heavy Duty Groove-Turn and Parting Applications

I h -
m Til 5
|
| |
Lowih— d
r§ L) .
* —tl Tommrf— Left-hand shown
w h h1 b A I Tmax-r f h4
6.00 20.0 20.0 20.0 5.20 135.00 12.00 (M 17.4 5.0
6.00 25.0 25.0 25.0 5.20 135.00 12.00 22.4 -
8.00 25.0 25.0 25.0 7.00 150.00 25.00 21.5 12.0
8.00 32.0 32.0 32.0 7.00 170.00 30.00 28.5 5.0
10.00 25.0 25.0 25.0 8.00 150.00 25.00 21.0 12.0
10.00 32.0 32.0 32.0 8.00 170.00 30.00 28.0 5.0
12.00 25.0 25.0 25.0 10.00 150.00 25.00 20.0 12.0
12.00 32.0 32.0 32.0 10.00 170.00 30.00 27.0 5.0
14.00 25.0 25.0 25.0 12.00 140.00 20.00 19.0 12.0
14.00 32.0 32.0 32.0 12.00 170.00 40.00 26.0 5.0
14.00 40.0 40.0 40.0 12.00 170.00 40.00 34.0 o

The tools for the 14 mm inserts feature a 1/8" port thread for standard tube fittings.

() See table below

TEEHRA. S5
Tmax 28 26 24 = a0 14 16 14 12
Dirnism: a3 ] ™ = 130 150 200 350 -
F ] F [0

7 [ C

Extractor  Cooling Tube  Plug Pipe Fitting

ETG 5-7* SGCU 341*

ETG 5-7* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* SGCU 341*

ETG 8-12* PLG 1/8BSP TL360 JHP NIPPLE G1/8"-7/16"UNF*

ETG 8-12* PLG 1/8BSP TL360  JHP NIPPLE G1/8"-7/16"UNF*

ETG 8-12* PLG 1/8BSP TL360 JHP NIPPLE G1/8"-7/16"UNF*

* Optional, should be ordered separately

Member IMC Group
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HNEAFY DUTY LINE
TGBHR/L-JHP
Grooving and Turning SUMO-GRIP Tools with Channels for High Pressure Coolant —ﬁ
= _
¥
h w
I [ T
1% PP '
. ~
r ok EEFP ]
1 e~ | e -
1 Right-hand shown
h w b l2 A I Tonac f hs
TGBHR/L 25-8-JHP 25.0 8.00 25.0 42.0 7.00 150.00 25.00 21.5 12.0
32.0 8.00 32.0 42.0 7.00 170.00 25.00 28.5 12.0

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Designation Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
TGBHR/L 25-8-JHP 13-16 19-21 22-24

13-16 19-21 22-24

ETG 8-12 Extractor for 8 to 12.7 mm Inserts

Extraction Side

< Insertion Side
* Optional, should be ordered separately

Spare Parts m

Extractor  Plug Key
ETG 8-12* PLG 1/81SO1179 HW 5.0

ISCAR
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TANG-GRIP Tangentially Clamped \ >
Single-Ended Inserts for Face Grooving ”

System Features

e \ery rigid clamping in a tangentially oriented pocket

¢ Designed for face grooving in 25 to 500 mm
diameter range penetration

e Enables machining at very high feed rates and
interrupted cuts, providing excellent surface finish

e Offers a free, unobstructed chip flow, since there is
no upper jaw as in the other clamping systems
(very important in deep grooving applications)

e The combination of tangential clamping and free
chip flow results in very high reliability, improved
tool and pocket life

¢ Provides a solution to the problem of inserts being
pulled out during retraction

ISCAR

e The same insert can be used for both right- and
left-hand tools

e The combination of the C, M & P-type chipformer
and the SUMO TEC grade IC808 provides excellent
performance on a wide range of materials and
cutting conditions

¢ The new tools are equipped with a user-friendly
clamping and extraction device

TANG-GRIP FACE MACHINING LINE includes
single and double-ended blades and adapters in
3 and 4 mm widths in the most advanced IC808
SUMO TEC grade. The blades are in a standard
size, which fit ISCAR'’s standard blocks.



FACE WACHINING ) INE
TNFFH-IQ
Face Grooving Blades

i — -
|
Right-hand shown
W D1 min( D1 max{? Tmax-a h1 B1 f Ao I4
3.00 65.0 90.0 18.00 24.8 32.0 4.1 5.2 150.00
3.00 90.0 120.0 18.00 24.8 32.0 41 5.2 150.00
3.00 120.0 160.0 24.00 24.8 32.0 41 5.2 150.00
4.00 80.0 150.0 32.00 24.8 32.0 3.8 5.2 150.00
4.00 150.0 500.0 32.00 24.8 32.0 3.8 5.2 150.00
5.00 80.0 150.0 30.00 24.8 32.0 3.5 5.2 150.00
5.00 150.0 500.0 35.00 24.8 32.0 3.5 5.2 150.00
6.00 80.0 150.0 30.00 24.8 32.0 3.3 5.2 150.00
6.00 150.0 700.0 35.00 24.8 32.0 3.3 5.2 150.00

* B1 dimension links blades and blocks

) Minimum penetration diameter @ Maximum penetration diameter

€]

Extractor
ETF 3-6*
* Optional, should be ordered separately

ETF 3-6 extractor (should be ordered separately).

Member IMC Group
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FACE WASHINING LINE
TNFFA-IQ
Reinforced Face Grooving Blades

i ] xS
& th
m B
W H Ax
. |
| B | | | |
* e T E—I Right-hand shown
w Dimn™ Dima®  Tmaxa B: f h I A
3.00 30.0 35.0 19.00 32.0 9.5 24.8 90.00 18.5
3.00 35.0 40.0 19.00 32.0 9.5 248 90.00 18.5
3.00 40.0 46.0 23.00 32.0 9.5 24.8 90.00 18.5
3.00 46.0 54.0 25.00 32.0 9.5 24.8 90.00 18.5
3.00 54.0 65.0 26.00 32.0 9.5 248 90.00 18.5
3.00 65.0 80.0 27.00 32.0 9.5 24.8 90.00 18.5
3.00 80.0 100.0 27.00 32.0 9.5 24.8 90.00 16.7
4.00 35.0 45.0 25.00 32.0 9.0 24.8 90.00 18.1
4.00 45.0 60.0 25.00 32.0 9.0 24.8 90.00 17.3
4.00 60.0 80.0 27.00 32.0 9.0 24.8 90.00 18.0
4.00 80.0 130.0 27.00 32.0 9.0 248 90.00 14.8
5.00 45.0 50.0 25.00 32.0 9.7 24.8 90.00 18.0
5.00 60.0 70.0 28.00 32.0 9.7 24.8 90.00 18.0
5.00 80.0 100.0 30.00 32.0 9.7 24.8 90.00 18.0
5.00 100.0 180.0 35.00 32.0 9.7 24.8 90.00 18.0
6.00 45.0 60.0 25.00 32.0 10.2 24.8 90.00 18.0
6.00 60.0 80.0 28.00 32.0 10.2 24.8 90.00 18.0
6.00 75.0 110.0 30.00 32.0 10.2 24.8 90.00 18.0
6.00 100.0 300.0 35.00 32.0 10.2 24.8 90.00 18.0

™) Minimum penetration diameter @ Maximum penetration diameter

&

(7]
O
Q
=
®
T
Q
i
(2]

Designation Extractor
[TNFFAlc GGG

* Optional, should be ordered separately

ISCAR
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Tangentially Clamped,
Single-Ended Parting System

TAG Insert Features

e \ery rigid clamping in a tangentially oriented pocket

¢ Enables machining at very high feed rates and
provides excellent straightness and surface finish

e Recommended for parting large diameter parts and
for interrupted cuts

e Offers a free, unobstructed chip flow, since there is
no upper jaw as in the other clamping systems
(very important in deep grooving and parting
applications)

* The combination of tangential clamping and free
chip flow results in improved tool and insert lifetime

® Provides a solution to the problem of inserts being
pulled out during retraction

ISCAR

TAG inserts are available with a wide range of
chipformers, with neutral and angular frontal cutting
edges. The new tools are equipped with a user-friendly
clamping and extraction device.

The TANG-GRIP family includes square shank tools,
blades and inserts in 1.4-12.7 mm widths in the most
advanced IC830 and IC808 SUMO TEC grades.
The blades are in standard sizes which fit ISCAR’s
standard blocks.



BARTING LINE
TGFH/R/L

Blades with Tangentially Oriented Pocket for Parting and Grooving,

for TANG-GRIP Single-Ended Inserts

TEH1.4E
_1 - Dem
oML X |1=-| e _j 1607
e T

B W min W max A I L3 h1 D max Coolant Insert
19.0 1.40 1.40 1.05 @ 86.00 9.60 15.7 30.0 - TAG 1.4
19.0 1.60 1.60 1.30 @ 86.00 11.00 15.7 32.0 - TAG 1.6
19.0 1.80 2.40 1.65 86.00 - 15.7 38.0 - TAG 2
26.0 1.40 1.40 1.05@ 110.00 8.30 21.4 29.0 - TAG 1.4
26.0 1.60 1.60 1.30 @ 110.00 10.00 21.4 35.0 - TAG 1.6
26.0 1.80 2.40 1.65 110.00 - 21.4 50.0 - TAG 2
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 - TAG 3
26.0 2.80 3.50 2.50 110.00 - 21.4 75.0 Y TAG 3
26.0 3.70 4.50 3.40 110.00 - 21.4 80.0 - TAG 4
26.0 4.70 5.50 4.00 150.00 - 21.4 80.0 - TAG 5
32.0 1.40 1.40 1.05 @ 150.00 7.10 24.8 29.0 - TAG 1.4
32.0 1.60 1.60 1.30 @ 150.00 10.00 24.8 38.0 - TAG 1.6
32.0 1.80 2.40 2.50 @ 150.00 - 24.8 50.0 - TAG 2
32.0 2.80 3.50 2.50 150.00 - 24.8 100.0 - TAG 3
32.0 2.80 3.50 2.50 150.00 = 24.8 100.0 Y TAG 3
32.0 3.70 4.50 3.40 150.00 - 24.8 100.0 - TAG 4
32.0 3.70 4.50 3.40 150.00 - 24.8 100.0 Y TAG 4
32.0 4.70 5.50 4.00 150.00 = 24.8 120.0 = TAG 5
32.0 5.70 6.50 5.20 150.00 - 24.8 120.0 - TAG 6
32.0 6.80 7.50 6.00 148.00 - 24.8 120.0 - TAG 7
45.0 2.80 3.50 2.50 225.00 = 38.1 160.0 = TAG 3
45.0 3.70 4.50 3.40 225.00 - 38.1 160.0 - TAG 4
45.0 4.70 5.50 4.00 225.00 - 38.1 160.0 - TAG 5
45.0 5.70 6.50 5.20 225.00 = 38.1 160.0 = TAG 6
45.0 6.80 7.50 6.00 225.00 - 38.1 160.0 - TAG 7
52.6 6.80 7.50 6.00 190.00 - 45.2 190.0 - TAG 7
52.6 6.80 7.50 6.00 260.00 = 45.2 220.0 = TAG 7
52.6 7.70 8.50 7.20 190.00 - 45.2 190.0 Y TAG 8
52.6 7.70 8.50 7.20 260.00 - 45.2 215.0 Y TAG 8
52.6 8.70 10.00 8.20 190.00 = 45.2 190.0 Y TAG 9
52.6 8.70 10.00 8.20 260.00 - 45.2 215.0 Y TAG 9
52.6 11.70 12.70 10.00 260.00 - 45.2 215.0 Y TAG 12
100.0 8.70 10.00 8.20 460.00 = 92.5 450.0 = TAG 9
100.0 11.70 12.70 10.00 460.00 - 92.5 450.0 - TAG 12
150.0 11.70 12.70 10.00 610.00 - 142.5 600.0 - TAG 12

() With coolant holes, recommended coolant pressure: 10 bar min, cooling tube SGCU 341 should be ordered separately. @ Thickness beyond the D.O.C. area is
2.50 mm @ Thickness beyond the D.O.C. area is 1.60 mm ® Thickness at the D.O.C. area is 1.65 mm

Coolart inkt
SGECL-3a1

{Ehculd be ordared separstehy)

]

Member IMC Group



FARTING LINE
TGFH/R/L Spare Parts
B A M

Sealing Screw _ Extractor Cooling Tube
ETG 1.4/1.6*
TGFH 19-1.6 ETG 1.4/1.6*
TGFH 26-1.4 ETG 1.4/1.6*
| TGFH 26-1.6 | ETG 1.4/1.6*
TGFH 26-2 ETG 2*
TGFH 26-3 ETG 3-4*
TGFH 26K-3 SGC 340 ETG 3-4-SH*
TGFH 26-4 ETG 3-4*
TGFH 26-5 ETG 5-7*
ETG 1.4/1.6*
TGFH 32-1.6 ETG 1.4/1.6*
TGFH 32-2 ETG 2*
TGFH 32-3 ETG 3-4*
TGFH 32K-3 SGC 340 ETG 3-4-SH*
TGFH 32-4 ETG 3-4*
SGC 340 ETG 3-4-SH*
TGFH 32-5 ETG 5-7*
TGFH 32-7 ETG 5-7*
TGFH 45-3 ETG 3-4*
TGFH 45-4 ETG 3-4*
TGFH 45-5 ETG 5-7*
ETG 5-7*
TGFH 45-7 ETG 5-7*
TGFH 52-7 ETG 5-7*
TGFH 53-7 ETG 5-7*
TGFH 52K-8 ETG 8-12* SGCU 341*
TGFH 53K-8 ETG 8-12* SGCU 341*
TGFH 52K-9 ETG 8-12* SGCU 341*
TGFH 53K-9 ETG 8-12* SGCU 341*
TGFHR/L 53K-12 ETG 8-12* SGCU 341*
TGFH 100-9 ETG 8-12*
TGFH 100-12 ETG 8-12*
TGFH 150-12 ETG 8-12*
* Optional, should be ordered separately
TANG-GRIP Extractor ETG 5-7 (for 5-7 mm tools)
ETG 2 (for 2 mm tools)
ETG 3-4 (for 3 and 4 mm tools) ETG 1.4/1.6 (for 1.4/1.6 mm tools)

—

Clamping Clamping L

Extracting

ETG 8-12 Extractor for 8 to 12.7 mm Inserts
Extraction Side

Insertion Side et ok e

ISCAR




L5
SGTBU/SGTBN )oo{p
Blocks for Various Parting and Grooving Blades
= I
m | = Ad 2
i 8§ oo
|E| JET ST
Coolanl camaciion
h b B A1 H2 hs L3 L
16.0 16.0 19.0 26.00 30.0 4.0 2.00 76.00
16.0 17.0 26.0 34.00 43.0 13.0 4.00 86.00
20.0 21.0 26.0 38.00 43.0 9.0 4.00 86.00
20.0 19.0 32.0 38.00 50.0 13.0 5.30 100.00
25.0 23.0 26.0 42.00 45.0 5.0 4.00 110.00
25.0 23.0 32.0 42.00 50.0 8.0 5.30 110.00
25.0 23.0 45.0 42.00 70.0 27.0 5.30 110.00
25.0 23.0 32.0 42.00 50.0 8.0 5.30 110.00
32.0 25.0 32.0 44.00 54.0 5.0 5.30 110.00
32.0 29.0 32.0 48.00 54.0 5.0 5.30 110.00
32.0 29.0 45.0 48.00 70.0 20.0 5.30 110.00
40.0 - 32.0 60.00 57.0 - 5.30 114.00
40.0 41.0 52.6 66.00 81.0 22.0 8.00 130.00
50.0 41.0 52.6 66.00 83.0 14.0 8.00 135.00
* Choose blade by B1 dimension
() Elbow-style connector unit supplied with each JET-CUT tool block
A A EE= =
To Pipe Pipe Pipe Fittin Pipe
C|§mp Slizey Gy FitF':ing FitF':ing 1 2 P 9 Fitﬁing 3
SR M5X25DIN912 12.9 HW 4.0
BKU 86 SR M6X30DIN912 12.9 HW 5.0
BKU 86 SR M6X30DIN912 12.9 HW 5.0
BKU 100 SR M6X30DIN912 12.9 HW 5.0
BKU 105 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0 SGCU-344 CF 343* CGF 343 CGM 343
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BKU 110 SR M6X30DIN912 12.9 HW 5.0
BK 509 SR M8X30DIN912 12.9 HW 6.0
BK 509 SR M8X30DIN912 12.9 HW 6.0

* Optional, should be ordered separately

Member IMC Group
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PARTING LINE

Combined With¢

High Pressure Coolant with
Parting Tools

On exotic alloys such as inconel and titanium, it is High pressure coolant reduces or even eliminates
usually impossible to break the chips with standard built-up edge phenomenon, especially when

external coolant pressure. Applying high coolant machining stainless steel and high temperature alloys.
pressure provides excellent chipbreaking results on

all materials.

On some alloyed and stainless steel, especially when
low feeds are applied, high pressure coolant may
solve chipbreaking problems.

ISCAR
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EARTING LINE

TGFH-JHP
Parting and Grooving Blades for TANG-GRIP Inserts,
with Channels for High Pressure Coolant
H
T T
= ]
- a
L1

B W min W mex A I hi D mex Insert
| TGFH 26C-3-JHP | 26.0 2.80 3.50 2.50 140.00 214 75.0 TAG 3

32.0 2.80 3.50 2.50 150.00 248 90.0 TAG 3

TGFH 26C-4-JHP 26.0 3.70 4.50 3.40 140.00 21.4 75.0 TAG 4

32.0 3.70 4.50 3.40 150.00 24.8 90.0 TAG 4
| TGFH 32C-5-JHP  [EPX) 4.70 5.50 4.00 160.00 24.8 120.0 TAG 5

32.0 5.70 6.50 5.20 160.00 24.8 120.0 TAG 6
Spare Parts E @
Sealing Screw __Extractor
PTGEH 26C-3=UHP IR ETG 3-4-SH*

SGC 340 ETG 3-4-SH*

TGFH 26C-4-JHP SGC 340 ETG 3-4-SH*

SGC 340 ETG 3-4-SH*
| TGFH 32C-5-0HP RO ETG 5.7

SGC 340 ETG 5-7*

* Optional, should be ordered separately

Engineered for

PAITNG & EROOVIG

Performance




EARTING LINE

o JET iy ey
TGTBU JHP

Tool Blocks for Parting and Grooving Blades for High Pressure Coolant

fy— A —

& &
- A %

¥
[ |
&
\%C L -
i
!' |q- b=l -IE
L Choose blade by B1 dimension.
h b B A1 H2 hs L3 L
16.0 16.9 26.0 34.00 29.9 13.1 4.10 86.00
20.0 20.9 26.0 38.00 33.9 9.1 4.10 86.00
20.0 19.0 32.0 38.20 36.4 15.0 5.30 100.00
25.0 26.1 26.0 43.10 39.0 5.5 4.10 110.00
25.0 23.0 32.0 42.20 41.4 8.0 5.30 110.00
32.0 29.0 32.0 48.20 48.4 5.0 5.30 110.00

A A

Top Clamp  Screw Key

BKU 86 SR M6X16DIN912 129 HW 5.0
BKU 86 SR M6X16DIN912 129 HW 5.0
BKU 100 SR M6X16DIN91212.9 HW 5.0
BKU 105 SR M6X16DIN91212.9 HW 5.0
BKU 110 SR M6X16DIN912 129 HW 5.0
BKU 110 SR M6X16DIN912 129 HW 5.0

Sealing O-ring

COOLANT
INLETS

ISCAR



EARTING LINE

o JET iy ey
TGTR/L-JHP

Parting and Grooving Toolholders for TANG-GRIP Inserts,
with Channels for High Pressure Coolant

i mmn ahank _— ‘13- rern sl

guEEER A ===

“ﬂﬂ'\\l

Wmin W max h b A 14 H2 I2 h4 Th Dmax Insert
1.80 2.50 12.0 12.0 1.72 100.00 19.5 18.5 3.0 UNF 5/16-24 (1) 24.0 TAG 2
1.80 2.50 16.0 16.0 1.72 120.00 21.5 25.5 UNF 5/16-24 35.0 TAG 2

= [Ty = =ln

1.80 2.50 20.0 12.0 1.72 120.00 25.6 25.5 - UNF 5/16-24 35.0 TAG2
2.80 3.50 16.0 16.0 2,50 120.00 245 25.5 3.0 UNF 5/16-24 350 TAG3
2.80 3.50 20.0 20.0 2,50 120.00 27.0 35.0 - G1/8 54.0 TAG3
2.80 3.50 25.0 25.0 2,50 150.00 325 35.0 - G1/8 56.0 TAG3
3.70 4.50 20.0 20.0 3.40 120.00 27.0 35.0 - G1/8 54.0 TAG4
3.70 4.50 25.0 25.0 3.40 150.00 32.5 35.0 - G1/8 56.0 TAG4

* For user guide and accessories see pages
™) Use M5 G1/8 adapter.
For inserts, see pages: TAG N-A () ® TAG N-C/W/M () ® TAG N-J/JS/JT () ® TAG N-LF () ® TAG N-MF () ® TAG N-UT () ® TAG R/L-C () ® TAG R/L-J/JS ().

Flow Rate vs. Pressure

70 Bar 100 Bar 140 Bar
Flow Rate (liters/min) Flow Rate (liters/min) Flow Rate (liters/min)
2-4 4-6 6-8
7-9 9-11 11-13
7-9 9-11 11-13

7

Extractor Plug Plug Key
ETG 2-SH-T* SR 5/16UNF TL360 HW 5/32"
ETG 2* SR 5/16UNF TL360 HW 5/32"
ETG 2* SR 5/16UNF TL360 HW 5/32"

ETG 3-4-SH* SR 5/16UNF TL360 HW 5/32"
ETG 3-4-SH* PLG 1/8BSP TL360 HW 5.0
ETG 3-4-SH*
ETG 3-4-SH* PLG 1/8BSP TL360 HW 5.0
ETG 3-4-SH*

* Optional, should be ordered separately

Member IMC Group



FARTING LINE

TGFHR/L

Double- and Single-Ended Parting and Grooving Reinforced Blades
for TANG-GRIP Tangentially Clamped Inserts

TEFHR 3. J— TEFHR M.
[ | I_-'"-.- ".I H -
ol i Fg.
g% 1& j /_fji Y
AT A S
i Right-hand shown
B W min W rmax A A I h1 D max
| TGFHL 26T16-2 | 26.0 1.80 2.40 1.65 7.9 110.50 21.4 43.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 43.0
| TGFHR/L 26T23-2 [N 1.80 2.40 1.65 7.9 110.50 214 56.0
26.0 2.80 3.50 2.50 7.9 110.50 21.4 46.0
| TGFHR/L 32722-2 KX 1.80 2.40 1.65 7.9 110.50 24.8 42,0
32.0 2.80 3.50 2.50 7.9 110.50 24.8 42,0
| TGFHR/L 32T33-3  [EEIX) 2.80 3.50 2.50 7.9 110.50 24.8 66.0
32.0 3.70 4.50 3.40 7.9 110.50 24.8 66.0
Spare Parts @
Designation Extractor
| TGFHL 26T16-2 NSRS
ETG 3-4-SH*
| TGFHR/L 26723-2 NS0T
ETG 3-4-SH*
| TGFHR/L 321222 [E=TPS
ETG 3-4-SH*
| TGFHR/L 32733-3 (KRR
ETG 3-4-SH*

* Optional, should be ordered separately

ISCAR




FARTING LINE
TGFHL-TR

TANG-GRIP Reinforced Blades for Traub and Index Machines,
for TANG-GRIP Tangentially Clamped Inserts

B W min W mex A I hi D mex Insert
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 1.80 2.40 1.65 110.00 21.4 36.0 TAG 2
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3
26.0 2.80 3.50 2.50 110.00 21.4 36.0 TAG 3

Spare Parts @
Extractor
ETG 2*
ETG 2*
ETG 3-4-SH*
ETG 3-4-SH*

* Optional, should be ordered separately

m Member IMC Group
4 1 [ ']




FARTING LINE
TGAD

Parting and Grooving Adapters for TANG-GRIP Tangentially Clamped Inserts

W min W max A A2 14 D max h1 B1 Insert
1.40 1.40 3.20 1.1 41.50 32.0 24.0 29.0 TAG 1.4
1.80 2.40 3.20 1.7 41.50 32.0 24.0 30.0 TAG 2
2.80 3.50 4.00 24 41.50 35.0 24.0 30.0 TAG 3
3.70 4.50 3.20 3.2 50.50 50.0 24.0 30.0 TAG 4
4.70 5.50 4.00 4.0 50.50 50.0 24.0 30.0 TAG 5

7

Extractor
ETG 1.4/1.6*
ETG 2* ’ =11 =
ETG 3-4-SH* E AT
ETG 3-4-SH* -
ETG 5-7* -~ L
* Optional, should be ordered separately ’
-
TGFH-S M=
. \ . . [l
Single-Sided Blades for TANG-GRIP Parting and Grooving Inserts .
TOFH 13-28 TR H-08
—— H——
: 1
1. ,‘E—:Jrr H B
ft— 12— H!'-
B1 W min W max A I4 h1 Ho ha I Tmax-r D max
19.0 1.80 2.40 1.65 32.00 15.7 19.0 - - 12.00 36.0
19.0 2.80 3.50 2.50 32.00 15.7 22.0 3.0 15.5 16.00 40.0

® For Dmax and Tmax drawing see SGBHR/L holder.

7

Extractor

ETG 2*

ETG 3-4-SH*
* Optional, should be ordered separately

ISCAR



FARTING LINE
SGBHR/L
Tool Blocks for TANG-GRIP Single-Sided Blades

B
Right-hand shown
h b he I B l2 Tmascr D max
SGBHR/L 1010 10.0 10.0 10.0 154.00 19.0 20.0 16.00 40.0
SGBHR 1212 12.0 12.0 8.0 154.00 19.0 20.0 16.00 40.0
SGBHR 1414 14.0 14.0 6.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 1616 16.0 16.0 6.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 2020 20.0 20.0 2.0 154.00 19.0 20.0 16.00 40.0
SGBHR/L 2525 25.0 25.0 - 154.00 19.0 20.0 16.00 40.0

e For Dmax and Tmax dimensions see TGFH-S adapters.

Spare Parts E 2
Extractor _Screw T \

SGBHL 1010 ESG 1 SR M5X25DIN912 12.9 HW 4.0
SGBHR 1010 SR M5X25DIN912 129 HW 4.0
SGBHR 1212 SR M5X25DIN912 12.9 HW 4.0
SGBHR 1414 ESG 1 SR M5X25DIN912 129 HW 4.0
SGBHR/L 1616 SR M5X25DIN912 12.9 HW 4.0
SGBHL 2020 SR M5X25DIN912 12.9 HW 4.0
SGBHR 2020 ESG 1 SR M5X25DIN912 12.9 HW 4.0
SGBHR/L 2525 SR M5X25DIN912 12.9

Member IMC Group
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FARTING LINE
TGFH-MB
Parting and Grooving Blades for Other Manufacturers’ Blocks

w TEFH 11VE-1.47%

T-l'ld—

= | al &Y 1' =
Tt ERT R
h Al e '

W min W mex A I hi ha I2 Tz Insert
1.80 2.40 1.65 58.00 12.2 2.8 15.5 11.50 TAG 2
1.80 2.40 1.65 58.00 17.2 - - 11.50 TAG 2

TGFH 22MB-2 L58 1.80 2.40 1.65 58.00 222 - - 11.50 TAG 2
2.80 3.50 2.50 64.00 17.2 - - 12.00 TAG 3

| TGFH 22mMB-3 [PXN) 3.50 2.50 64.00 222 - - 12.00 TAG 3
2.80 3.50 2.50 84.00 222 - - 16.00 TAG 3

2.80 3.50 2.50 100.00 28.0 = 5 19.00 TAG 3
3.70 4.50 3.40 70.00 17.2 - - 14.00 TAG 4

| TGFH 22MB-4 [N 4.50 3.40 70.00 222 - - 14.00 TAG 4
3.70 4.50 3.40 90.00 22.2 - - 17.00 TAG 4

3.70 4.50 3.40 100.00 28.0 - - 19.00 TAG 4

Spare Parts

TGFH 22MB-2 L58

| TGFH 22MB-3

TGFH 2smB-3  MEERIPPRT
ETG 3-4-SH*

TGFH 22mB-4  ETORE
ETG 3-4-SH*

[ ToFH 28mB-s  ISIYOEES

* Optional, should be ordered separately

e - O

11488
% l_..‘.='I'\. = =
®C_ bBeame
.,..“F:, o | TGRSR
(Sou L TGFH 22MB-3

ISCAR




FARTING LINE
TGFS
Blades for Multi-Spindle Machines - Replacement for HSS and Brazed Tools

I-I-

-
)
h

Wmin Wmax  B1 A I Hz hi I2 f hs D max

1.80 2.40 17.2 1.65 110.00 17.2 17.2 - 18.0 1.8 35.0
2.80 3.50 17.2 2,50 110.00 19.0 17.2 - 18.0 1.8 60.0

Pk | 180 240 174 165 11000 189 175 180 180 1.5 350

Insert
TAG 2
TAG 3
TAG 2
TAG 3
TAG 4
TAG 2
TAG 3
TAG 4
TAG 4

Q
o

2.80 3.50 17.4 250 110.00 20.7 17.5 18.0 18.0 1.5 60.0
3.70 4.50 17.4 3.40 110.00 20.7 17.5 18.0 18.0 1.5 60.0
1.80 2.40 22.2 1.65 150.00 23.8 22.4 18.0 - - 50.0
2.80 3.50 222 250 150.00 24.1 22.4 18.0 = = 75.0
3.70 4.50 22.2 3.40 150.00 24.1 22.4 18.0 - - 80.0

Ludgo P 370 450 286 340  150.00 304 287 180 - - 100.0

g oo o oo O o

Spare Parts @
Designation Extractor
ETG 2*
ETG 3-4-SH*

(torss-172 TS

W

ETG 3-4-SH*
ETG 3-4-SH*
ETG 2*

ETG 3-4-SH*
ETG 3-4-SH*
ETG 3-4-SH*
* Optional, should be ordered separately

i

Q Member IMC Group
(T Iy
4 11 []




FARTING LINE

TAG N-C/W/M

Parting and Grooving Single-Ended Insert for Parting Bars,
Hard Materials and Tough Applications

w
W
Dimensions Tough <— Hard hljlzz?l?:\ir:gngaet:
o [oo] 8 © (e P4 N~
| D 2|8 83|8|K f groove
Designation w Ws=toler R=0.04 S|l | |]Oo|QC | Q]| Q| Q (mm/rev)
1.40 0.05 0.16 ° 0.04-0.10
1.60 0.05 0.16 ° ° 0.04-0.14
2.00 0.05 0.20 ° o | o ° ° 0.05-0.16
2.40 0.04 0.16 . ° 0.06-0.18
3.00 0.05 0.35 . ° 0.12-0.30
3.05 0.05 0.20 o | o | o | o | 0| 0|0 | e 0.10-0.25
3.05 0.05 0.20 ° ° 0.06-0.18
3.05 0.05 0.20 ° ° 0.10-0.25
4.00 0.05 0.24 EEEEREERRE o | o 0.10-0.30
4.00 0.05 0.40 ° ° 0.10-0.33
4.00 0.05 0.24 . ° 0.06-0.20
4.00 0.05 0.24 . ° 0.10-0.30
4.80 0.05 0.30 ° ° 0.10-0.35
5.05 0.05 0.25 ° ° ° 0.10-0.35
TAG N6.3C 6.30 0.10 0.35 ° ° 0.15-0.40
TAG N7W 7.00 0.10 0.50 ° ° 0.18-0.40
8.00 0.10 0.50 ° ° 0.20-0.70
| TAG N9.5C | 9.50 0.10 0.50 ° ° 0.25-0.80
9.50 0.10 0.50 . ° 0.22-0.80
| TAG N12.7W | 12.70 0.10 0.85 ° ° 0.30-0.80

® Feed values for grade 1C20 should be decreased by 50%

M) Larger corner radii for interrupted cut and high feed applications. (@ Similar to C-type, but with a modified edge. Improved chip control at medium feeds.

ISCAR



BARTING LINE
TAG R/L-C

Parting Single-Ended Insert for Bars, Hard Materials and Tough Parting Applications

w w
c L n
Dimensions Tough <— Hard I\Ijlzzzmmsng:ti
218|883 f
0 » =) > ® groove
Designation W=0.10 R=0.05 fa° S| Q| Q| Q| Q (mm/rev)
2.05 0.20 6.0 ° ° 0.04-0.12
2.40 0.16 8.0 ° 0.05-0.13
3.00 0.20 6.0 o | o | o | e 0.08-0.18
3.00 0.20 8.0 ° 0.06-0.16
3.00 0.20 15.0 o | e e | o 0.08-0.16
4.05 0.24 4.0 I I T I S ) 0.08-0.20
5.05 0.25 4.0 ° ° 0.10-0.25
6.35 0.35 4.0 ° ° 0.12-0.30




FARTING LINE

TAG N-MF

Parting and Grooving Single-Ended Insert for Parting Bars,
Hard Materials and Tough Applications, Medium Feed

LN

Dimensions Recommended
Machining Data
o
=}
o f groove
Designation w Wstoler R=0.03 & (mm/rev)
2.00 0.05 0.20 [ ) 0.04-0.12
3.00 0.05 0.20 [J 0.06-0.18

TAG N-J/JS/JT
Parting and Grooving Single-Ended Insert, for Soft Materials

LN

JT o
w
. . Recommended
Dimensions Tough <— Hard Machining Data
2 8/1§(8/8|/5|s
||l wvw|o|o| 0| f groove
Designation WWz0.04 R=0.05 Ol o0 |o|lo| OO0 | O (mm/rev)
1.40 0.16 ® ® ® 0.03-0.10
1.60 0.16 ® ® 0.03-0.12
2.00 0.02 [} [} 0.03-0.08
2.00 0.20 [ J (] (] (] 0.04-0.12
2.00 0.20 ® [} [ ] ® [} 0.04-0.10
3.05 0.02 [} [} 0.04-0.10
3.05 0.20 [} [ ® [} ° [} [ 0.04-0.16
3.05 0.20 ® [ ® [} 0.05-0.18
3.25 0.20 [} 0.05-0.18
4.00 0.24 [ J [} (] (] [ ] [} 0.04-0.18
4.05 0.24 ® [ ® [} 0.06-0.20
5.05 0.25 [} [} 0.05-0.20
5.05 0.25 ® ® [} 0.06-0.22
6.35 0.34 ® ® 0.06-0.22
TAG N6.3JT 6.35 0.34 [} [ ] 0.08-0.25
TAG N7JT 7.05 0.50 [J [J 0.10-0.28

e JT chipformer has the basic positive configuration of the J-type and a reinforced negative frontal edge. Most suitable for soft materials at low to medium feeds.
The JS-type has sharp corners.

() Sharp corners




BARTING LINE

TAG R/L-J/JS

TANG-GRIP Parting Inserts for Soft Materials, Tubes,
Small Diameters and Thin-Walled Parts

W w
J L ]
Dimensions Tough <— Hard Eiz?‘mir:gng:ti
S| X[ 88|58 ¢

oo} o) 3} =3 © groove
Designation w R fa° S|l |Q|9O|QC (mm/rev)
TAG R/L1.4J-8D 1.40 0.16 8.0 ° ° ° 0.03-0.08
1.40 0.02 10.0 ° ° ° 0.02-0.06
2.00 0.20 6.0 ° ° 0.03-0.10
2.00 0.02 6.0 ° ° 0.02-0.08
2.00 0.20 15.0 ° ° 0.03-0.08
2.00 0.02 15.0 ° ° 0.02-0.06
3.00 0.20 6.0 o | oo | o 0.04-0.14
3.00 0.02 6.0 ° ° 0.03-0.10
| TAG R/L3J-15D | 3.00 0.20 15.0 o | o | e |0 0.04-0.12
3.00 0.02 15.0 . . 0.03-0.08
4.00 0.24 4.0 o | o | o | o 0.04-0.15
5.05 0.25 4.0 ° ° 0.05-0.18
6.35 0.35 4.0 ° ° 0.05-0.20

() Sharp corners

TAG N-LF
Parting and Grooving Single-Ended Insert, for Stainless Steel at Low to Medium Feed
s @ &
Dimensions Tough <— Hard Recommeng::]a Machining
o
o o [so]
AR | B f groove
Designation W=0.04 R=0.03 | Q| Q (mm/rev)
2.00 0.20 o | o | o 0.03-0.08
3.05 0.20 [ [ [ 0.04-0.10

t\l Member IMC Group
(T Iy
4 11 []




FARTING LINE

TAG N-UT

Parting and Grooving Single-Sided Insert, for Low Feeds on Cr-Ni Alloys,
Ductile Materials and Low Carbon Steel

LN

L+l
Dimensions Tough <— Hard Recommennga Machining
o | @ | ©

S8 8 f groove
Designation W=0.04 R=0.04 | Q| QO (mm/rev)
2.00 0.20 (] (] (] 0.03-0.10
3.00 0.30 [J ® 0.04-0.12
4.00 0.30 (] 0.05-0.15
5.00 0.30 L] 0.05-0.18
6.00 0.85 [ 0.06-0.22

TAG N-A
Parting and Grooving Single-Ended Insert for Machining Aluminum
HF
W R
F
Dimensions Recommended Machining Data

= f groove

Designation \W\/z0.04 Rz0.05 o (mm/rev)

2.10 0.20 [} 0.02-0.10

3.05 0.20 (] 0.03-0.14

4.05 0.24 [ 0.03-0.16

ISCAR




MEAVY DUTY LIKE
TAGB/TAGBA

Grooving, Turning and Parting Single-Ended Ultility Insert

R R
H Y 3
]
e TREEA, -0 TAZD MY TALD 180 AL EXFY
%‘- : TAZE) 3OEY BALEA NO-EFYE
o TAEE) ‘HIEEY TALD BEFY
TAZEN ‘HEY TAL 10Y
TAZES ‘MH Y TAGE 1EMIY
¥ TE
Dimensions Tough <> Hard Recommended Machining Data
B | w o | ~
S SIBEIE |3 ap f turn f groove
w Wztoler R=0.05 M |l Q| Q| Q| Q (mm) (mm/rev) | (mm/rev)
6.00 0.05 0.80 5.2 [ ® 1.00-3.60 0.20-0.60 0.18-0.30
6.00 0.05 3.00 5.2 [ ® 0.00-3.00 0.25-0.55 0.18-0.32
8.00 0.05 0.80 6.2 [ [ ® ® 1.00-5.60 | 0.25-0.55 | 0.18-0.32
8.00 0.05 4.00 6.2 ® [ ] [ ] [ ] 0.00-4.00 0.24-0.67 0.18-0.32
10.00 0.05 0.80 8.0 [} ® 1.00-7.00 0.30-0.70 0.22-0.40
10.00 0.05 5.00 8.0 ° [ 0.00-5.00 | 0.30-0.85 | 0.22-0.40
12.00 0.07 0.80 10.0 [} ® 1.00-8.40 0.35-0.85 0.26-0.48
12.00 0.07 6.00 10.0 (] ® 0.00-6.00 0.35-0.90 0.26-0.48
12.00 0.07 6.00 10.0 (] (] 0.00-6.00 | 0.45-1.00 | 0.35-0.55
14.00 0.07 1.50 12.0 ° [ 1.80-8.40 0.35-0.85 0.26-0.50
8.00 0.05 4.00 6.0 [ 0.00-4.00 | 0.40-0.70 | 0.25-0.40

() H-type chipformer with a negative T-land for machining heavy interrupted applications and cast iron parts

Member IMC Group



FACE WACHINING LINE
TNF-P-IQ
Face Grooving Single-Ended Inserts for Machining Steel

Pl

L,
L
Dimensions Recommended Machining Data
)
3 f face-groove
Designation W=0.05 R ®] (mm/rev)
| TNF 3P-1Q | 3.00 0.30 ° 0.10-0.15
4.00 0.25 [ ] 0.10-0.15
| TNF 5P-1Q | 5.00 0.35 ° 0.12-0.20
6.00 0.35 ® 0.12-0.20
TNF-M-IQ
Face Grooving Single-Ended Inserts for Machining Stainless Steel and
High Temperature Alloys j
/ -
W R
Dimensions Recommended Machining Data
)
3 f face-groove
Designation W:=0.05 R O (mm/rev)
3.00 0.30 [ ] 0.08-0.10
4.00 0.25 [ ] 0.08-0.12
5.00 0.35 [} 0.12-0.20
6.00 0.35 [ 0.12-0.20
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Engineered for
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Performance




Your AdvisodGenius

ITA recommends the optimal tool based on application parameters and your machine power.
3 tool options, 25 alternatives, cutting data, power consumption, cutting time, metal
removal rates, engineering support and more.
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English
Francais
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Suomi
Italiano
HAGE
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Nederlands
Portugués

Pycckun
Svenska
Espanol-Espana
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Hrvatski
Espanol-México
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Polski
Romaneste
Slovenscina
Tiirkce
Slovencina
Cestina

Available for Windows and M/
operating systems, including

iPhones and iPads. D
Member IMC Group
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