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TMSD

Thread Mill for Deep Holes

A multi-flute, highly productive and economical solution for milling threads in deep holes

e

Full Profile Inserts
See pages 12-14, 17

Weldon
Shank

b

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

Weldon
Shank

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

Weldon
Shank

Tool Overhang (L1) 50-105
Cutting Dia. (D2)  21.6-35.5
No. of Flutes (2) ~ 1-3

U Style For Large Pitches

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 135
Cutting Dia. (D2)  14.75-31.0
No. of Flutes (Z)  1-4

L Style (Mini L) For Small Bores and Short L2

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 65
Cutting Dia. (D2)  13-17.7
No. of Flutes (Z) ~ 1-3

Carbide
Cylindrical
Shank

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

Steel
Cylindrical
Shank

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

Weldon
Shank

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

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

Shell
Mill

Tool Overhang (L1) max 200
Cutting Dia. (D2)  48-80
No. of Flutes (2) ~ 5-7

See itin action

gD

ISO, American UN, NPT American Buttress

Shell
Mill

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

Vertical Style 7v, ov, 11v)

Carbide
Cylindrical
Shank

Tool Overhang {LT) max 65
Cutting Dia. (D2)  10.5-20.8
No. of Flutes (2) 3

A Style For Shorter L2

Steel
Cylindrical
Shank

Tool Overhang (L1) max 144
Cutting Dia. (D2)  26-35.3
No. of Flutes (2) 3
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TMSD Line System Advantages

Smooth Cut
+ Reduced load on cutting edges due to single
point insert design

Wide Range of Profiles

- Full profile: 1SO, UN, NPT and ABUT EEH

* Partial profile: 60°, 55°

+ Semi Partial profile for: TR, ACME, Stub ACME

Cost Effective
« Up to 3 cutting edges per insert
« Very high feed per tooth

Fast Machining
+ Multi-flute, up to 7 cutting edges (inserts)

Long Overhang
« Upto 144mm (200mm in Shell Mill)

CoolantThru
« Forimproved chip evacuation and cooling at the
cutting corner

New Vertical Inserts
* Reinforced Cutting Corner Support

Smaller Tool Cutting Diameter with 3 Flutes
« Assmallas 10.5mm

Conical Thread Preparation
+ Capabilities to machine conical threads from a
cylindrical pre-drilled hole
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Vardex Ordering Code System
TMSD Inserts

2 U | DB 60 ™ VBX
1 2 3 4 5 6 7

1- Insert Size 2 - Insert Style 3 -Type of Insert 4 - Pitch 5 - Standard
5L-1C5.0 mm | - Internal Full Profile - Pitch Range 60° - Partial Profile 60°
2-1C1/4" U- (‘ El - External + Internal mm tpi 55° - Partial Profile 55°
3-1C3/8" A(:)A 080 oy IS0 - 150 Metric
4-1C1/2" — : UN - American UN
5-1C5/8" A\ Partial Profile - U, A, L Styles | Partial Profile - Vertical Style NPT - NPT
7- \2648 mm A- mm tpi mm tpi TR - Trapez DIN 103
9-1C8.5 mm A DA | 0515 | 4816 | VA | 0510 | 2827 | |ACME-ACME
11-1C10.7 mm ‘ DB 1520 16-12 VB ) 119 STACME—Stu.b ACME

L- ‘E] DC | 2540 106 VC . 16-10 ABUT - American Buttress

DD | 2.0-25 9-12 VD 1.0-2.0 24-12 6 - System
= DE | 25-35 10-7 VE 2.0-3.0 12-8 y
@ DH | 4060 | 64 | VF | 1015 | 2416 | |M-TMSD(UA LStyles)
v- ) DK | 6080 | 43 | VG | 152 | 1612 | TM3-TMSDVertical
e ow | 25 | 1o | vk | 2005 | 110 | [ECEEIEEGHE
DN | 1020 | 2411 | VI - 2619 | LYBXVIX
V- )= DP 15-30 16-8 VM - 8-7
V Style 5/8" DR - 26-14 VN 1.5-25 16-11
DT 2.0-4.0 12-6

TMSD Toolholders (U, A, L Styles)

C ™ 2 S C 14 C 17 = 65 2 U
1 2 3 4 5 6 7 8 9 10 11
1- Shank Style 2- System 3 - No. of Flutes | | 4 - Insert Type | |5 - Cooling 6-Shank Dia. | |7-ShankType || 8- Cutting Dia.
None - Steel ™ 1-4 S - Single Point | | C-Coolant 9.5-40 W - Weldon 13-42
C - Carbide Shank C- Cylindrical
9 - Max. Tool Overhang | | 10 - Insert Size 11 - Insert Style 12 - Tool Application
144 5-1C5.0 mm 0] ABUT - For American Buttress
2-IC1/4" A
3-1C3/8" L
4-1C1/2"
TMSD Toolholders (Vertical Style)
C GM C 9 C 13 = 45 = 7 - 3
1 2 3 4 5 6 7 8 9
1- Holder Type 2- System 3- Cooling | | 4-Shank Dia. | |5 - Shank Style 6 - Cutting Dia. | | 7 - Tool Overhang | | 8 - Insert Size
None - Steel Shank | | GM-Groove Milling | | ¢ - Coolant | | 8,9, 11.5, 12,14, | C- Cylindrical 10.5-22.0 25-65 7 - 1C6.8 mm
C - Carbide Shank and Thread Milling 15, 20, 25 W - Weldon 9 - 1C85mm
11-1C10.7 mm
9 - Number of Flutes
3
TMSD Shell Mill (U, L, V Styles)
™ 4 S C D42 = 16 = 3 U
1 2 3 4 5 6 7 8 9
1- System 2-No. of Flutes| |3-Insert Type | | 4-Cooling | |5 - Cutting Dia.| |6 - Drive Hole Dia. | |7 - Insert Size | | 8 - Insert Style
™ 47 S - Single Point | | C- Coolant | |42-98 16,22,27,32 3-1C3/8 ULV
4-1C1/2"
9 - Tool Application 5-1C5/8"
ABUT - For ABUT Inserts
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Partial Profile 60°

Internal

Internal

External

Vertical Style

Vertical Style

Insert ’ . Dimensions N ) )
Style Pitch Ordering Code e Application (Min. Thread Size)
IC mm tpi Internal D2 T L2 ISO Coarse ISO Fine UNC  UN/UNF/UNEF/UNS Toolholder
M11.5%0.5; - A
05-10 2827 7VIVAGOTM3.. 105 06 - MILSx0T5: ; %SBEEF
M12x1.0 =
M12.5x1; _ 1-24UNS; A-20UNF;
10-15 24-16 7VIVF6OTM3 ... 111 08 > s YoTBUNE S T6UN  COMC BC13.407.3
1520 1612 7VIVGEOTM3 ... 11.8 10 MI4x20 M14x1.5 - % 14UNS;
%-12UN
M15x1.5 %-11; %-14UNS;
1525 16-11 7VIVN6OTM3 ... 124 1] - s A iy
M14x0.5; Y el
05-10 2827 OVIVAGOTM3 .. 13 06 - Mi4x075: ;@?HHS
M15x1 o
M15x1; %-24UNEF: %-20UN:
10-15 24-16 GVIVF6OTM3 ... 137 08 i © GISUNRAJGUN | CGMC 115C17-50-9:3
oV 42 CGMC 12C17-50-9-3
M16.5x1.5; Vis-16UN; GMC 20W17-30-9-3
1520 16-12 QVIVGEOTM3 ... 144 10 ST " T 4UNS. e 12U
2025 1210 QVIVKEOTMS ... 15 4 - M2 %10 Vis-12UN;
M19x1, M19.5x1.25; 3/4-24UNS; '%e-20UNEF:
1020 24-12 1IVIVDEOTM3 ... 179 10 - MI95X15: - 7%-18UNS; %s-16UN:
M20x1.75; M20x2 7-14UNF: %s-12UN CGMC 14C22-60-11-3
nv 55 CGMC 15C22-65-11-3
M22x2.5 GMC 25W22-45-11-3
20-30 12-8 1IVIVEGOTM3 ... 195 15 2 M23x2 1-8  74-10UNS; 7%-12UN

M24x3

Vertical Style
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Partial Profile 55°

Internal

Internal

55°

External

v

Vertical Style

Vertical Style

Insert Style Ordering Code  Dimensions (mm) Application (Min. Thread Size)
IC tpi Internal D2 T L2 r BSP (G) Partial 55° Toolholder
26-19  7VIVIS5TM3 ... 1135 08 007 %-19; %-19 CGMC 8C13-40-7-3
v 29 PRTRETEYS CCGMC 9C13-45-7-3
16-14  7VIVH55TM3 ... 120 10 013 32 - P %6-16; %-14 GMC 20W13-25-7-3
/=14, "-14;
26-19  9VIVIS5TM3 ... 13.35 08 009 %19 %-26; %-16 CGMC 11.5C17-50-9-3
v 4.2 ——————————  (GMC 1217-50-9-3
1610 QVIVCSSTM3 ... 154 12015 %4 PSS IAZTTL - Gyc 20m17:30.93
16-12 11VIVG55TM3 ... 17.8 09 016 14 %6-16 ; '%6-12
CGMC 14C22-60-11-3
v 11-9 TIVIVBS5TM3 ... 191 55 1.3 021 1-1 7-11;1-10; 1%4-9 CGMC 15C22-65-11-3
GMC 25W22-45-11-3
87  1VIVM55TM3 ... 196 15 036 - 1-8; 17,
Vertical Style
| 6 | \vARDEX




Trapez

Internal
30° Internal
¥ N

External

N T
Defined by: DIN 103
Tolerance class: 7e/7H Vertical Style
Vertical Style
Insert Style Ordering Code Dimensions (mm) Application
IC mm Internal D2 T L2 Trapez Toolholder
ZVI2TR-1TMS ... TR16x2
CGMC 8C13-40-7-3
% 20 7VI2TR2TMS3 ... 12.3 29 13 TR18x2 CGMC 9C13-45-7-3
GMC 20W13-25-7-3
7VI2TR-3TM3 ... TR20x2
OVI3TR-1TM3 ... TR22x3 CGMC 11.5C17-50-9-3
9V 30 154 4.2 195 CGMC 12C17-50-9-3
OVI3TR-2TM3 ... TR24x3 GMC 20W17-30-9-3
Stub ACME
Internal
29° Internal [
External
2 !
Defined by: ANSI B1.8: 1988
Tolerance class: 2G Vertical Style
Vertical Style
Insert Style Ordering Code Dimensions (mm) Application
IC tpi Internal D2 T L2 Stub ACME Toolholder
8 7VIBSTACMETMS3 ... 123 29 13 %-8 CGMC BC13-40-7-3
% 6 7VI6STACME-1TM3 ... 7 I - %-6 CGMC 9C13-45-7-3
7VI6STACME-2TMS3 ... ' ' ' et OMC 20W13-25-73
OVISSTACME-TTMS3 ... 1-5 COMC T1.5C17-50-9-3
9V 5 9VISSTACME-2TM3 ... 16.7 42 195 1%-5 CGMC 12C17-50-9-3
OVISSTACME-3TMS ... 1%4-5 OMC 20W17-30-9-3
1VIASTACME-1TTMS3 ... 1%-4
1VI4STACME2TM3 ... 14-4 CGMC 14€22-60-11-3
v 4 20.8 55 26 CGMC 15C22-65-11-3
1VIASTACME-3TM3 ... %4 GMC 25W22-45-11-3
11VIASTACME-4TM3 ... 2-4
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Vertical Toolholders - Weldon Shank

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

Spare Parts
Insert Style Ordering Code Dimensions mm / 0 1 ’
Toolholder L L1 D D1 D2* Insert Screw Torx Key Blade Handle
7V GMC20W13-25-7-3 95 25 20 9 10.5-12.7 (I\iglf)z%ig/lxg) K2T o
9v GMC20W17-30-9-3 105 30 0 N5 131467 (miyfx']'\g‘é) - TB]'an; Smaﬂ;:';“d'e
NV GMC25W22-45-113 ns 45 25 15 178208 &@g@@; - TBZ'%d; Smaﬂ;;’;r‘d'e

*The tool cutting diameter (D2) is defined by the insert (See pages 5-7).

For Correct Clamping:

9V

Curved Surfaces Identification Mark

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

| 8 | vARDEX




Vertical Toolholders - Carbide Cylindrical Shank

D1

e Llmax) ——> < L3(min)

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

Holding device

Spare Parts
ar*
Insert Style Ordering Code Dimensions mm , ‘,ﬁ?/ . ’
Toolholder L L1 L3 (min) D D1 D2* Insert Screw Torx Key Blade Handle
CGMC8C13-40-7-3 40 18 8 L

% 115 9 10.5-12.7 CAPALl K2T = =
CGMC9C13-45-7-3 45 20 9 (M3.0x0.5x9)

CGMC11.5C17-50-9-3 50 25 1.5 -

Y 125 N5 1314167 SN3T15-M2 . E\adwe Sma:t Hzandle
CGMC12C17-50-9-3 50 26 12 (M4x0.7x13.5) 15-% /X
CGMC14C22-60-11-3 60 30 14 _

v 135 15 178208 SN4T20-M3 ) B\ads Sma:t Handle
CGMC15C22-65-11-3 65 32 15 (M5x0.8x15.5) T20-'4 /X2

*The tool cutting diameter (D2) is defined by the insert (See pages 5-7).

For Correct Clamping:

9V ’

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

Curved Surfaces

wvvarqus| o



Partial Profile 60°

Internal
Internal
0°
External
Mini L Style U Style
2UIDM60 TM. .
2UIDD60 TM. ..
L Style
Insert Size Pitch Ordering Code Dimensions (mm)
IC L mm mm tpi Internal r* Toolholder
5.0L 0.5-15 48-16 5LIDAGOTM. .. 0.04 TM.SC.. .51
(Mini L) ' 1020 211 5LIDN6OTM.. 006 CTM.SC...5L
U Style
Insert Size Pitch Ordering Code Dimensions (mm)
IC L mm mm tpi Internal r* Toolholder
0.5-15 48-16 2UIDAGOTM.... 0.05 TMSC..2U
v 1520 16-12 2UIDB6OTM... 0.06 CTM.SC...2u
14 - 2025 9-12 2UIDD60TM. .. 0.11 CTVDSC 14C 176590
gﬁkggggm: 25 10 2UIDMEQTM. ... 0.1
2.5-40 10-6 2UIDCEOTM. .. 0.14 y\TAwsxcsczuzu
1.5-2.0 16-12 3UIDB6ATM..... 0.06
3/8"U 16 2535 10-7 3UIDEGQTM... 0.14 T™M.SC.3U
4.0-6.0 6-4 3UIDH60TM... 0.25
1/2"U 22 6.0-8.0 43 4UIDK6OTM. ... 0.30 TM.SC D..4U
A Style
Insert Size Pitch Ordering Code Dimensions (mm)
IC L mm mm tpi Internal r* Toolholder
1/4'A 1 1.5-30 16-8 2AIDP6OTM. .. 0.06 TM.SC..2A
3/8'A 16 2.0-40 12-6 3AIDTEOTM. .. 0.08 TM.SC.3A

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

U Style
For Large Pitches

A Style

For Shorter L2

Mini-L Style
For Small Bores and Short L2
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Partial Profile 55°

Internal
Internal
55°
External
L Style
Insert Size Pitch Ordering Code Dimensions (mm)
IC tpi Internal r* Toolholder
50L TM.SC...5L
(Mini ) 26-14 S5LIDR55TM. . 0.10 CTM.SC.. 5L
U Style
Insert Size Pitch Ordering Code Dimensions (mm)
IC L mm tpi Internal r* Toolholder
48-16 2UIDAS5TM. .. on
P TM.SC..2U
1/4"U 1 16-12 2UIDB55TM. .. 0.08 CTM.SC. 2U
11-7 2UIDL55TM. .. 0.24
16-12 3UIDB55TM... 0.08
3/8'U 16 11-7 3UIDL55TM. .. 0.24 TM.SC..3U
6-4 3UIDH55TM. ... 0.27
1/2'U 22 43 4UIDK55TM. .. 0.50 TM.SC D..4U

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

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short L2

wvvarqus| 1




ISO %

Internal

1/4P Internal

1/8P External

e— |C —>

Defined by: R262 (DIN 13) Mini L Style Mini L Style
5LI20ISOTM. ..
Tolerance class: 6g/6H
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC mm Internal Toolholder D2 Adjustment
10 5LI1.0ISOTM....
5.0L TM.SC....5L -
(Mini D 1.5 5LI1.51SOTM... CTMSC. 5L
SLIZOISOTM. . 20 5LI2.01SOTM..... -
U Style

Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)

IC L mm mm Internal Toolholder *D2 Adjustment
TM2SC25W23-70-2U;

15 2UI1.51S0TM. .. TM35C25W26-80-2U; For 15150 change D2 to D2-1.0
TM4SC32W31-95-2U;
/4" " TM25C18C23-86-2U;
TM3SC20C26-105-2U;
TM4SC25C31-115-2U;
20 2UI2.01SOTM.... For 2.0150 change D2 to D2-1.15

CTM3SC20C26-110-2U;

CTM45C25C31-135-2U

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

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short L2
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American UN - UNGC; UNF; UNEF; UNS %

Internal

1/4P Internal

1/8P External Ic =
) . . Mini L Style Mini L Style
Defined by: ANSI B1.1:74 SLTAUNTM.
Tolerance class: 2A/2B SLIT2UNTM. .
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC tpi Internal Toolholder D2 Adjustment
18 5LINBUNTM...
5.0L 16 SLITBUNTM. .. TM.SC...5L
(MiniL) 14 SLIT4UNTM. . CTMSC..5L
SLIAUNTM...
SLIT2UNTM... 12 5LIM2UNTM...
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC Lmm tpi Internal Toolholder *D2 Adjustment
TM2SC25W23-70-2U;
14 2UI4UNTM. .. TM35C25W26-80-2U; For 14UN change D2 to D2-1.06
TM4SC32W31-95-2U;
, TM25C18C23-86-2U;
14U . TM35C20C26-105-2U;
TM4SC25C31-115-2U;
12 2UIT2UNTM...

CTM35C20C26-110-2U;
CTM4SC25C31-135-2U

For 12UN change D2 to D2-1.15

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

< |
> |
——
) —
<
S
——
) —
—
) —
S|
—

\NAAAANAN/ "

.___
| |
E
\/

) — 10)

AN
ra<
L@

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short L2
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Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

Mini L Style

L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC tpi External/Internal Toolholder D2 Adjustment
50L TMSC...50 i
(Mini D 18 SLEIT8NPTTM... CTMSC. 51
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC Lmm tpi Internal/External Toolholder * Adjusted D2
TMISC16W15-40-2U;
CTM1SC08C15-40-2U; 14.59
14 JUEIT4NPTTM. . CTM1SC11C15-60-2U
TM25C25W21-60-2U;
CTM25C14C21-65-2U; 2049
CTM25C16C21-80-2U
. TM25C25W23-70-2U; e
1/4'U n TM25C18C23-86-2U :
TM3SC25W26-80-2U;
E115NPTTM TM35C20C26-105-2U; 2563
115 AN CTM35C20C26-110-2U
TM4SC32W31-95-2U;
TM4SC25C31-115-2U; 30.63
CTM4SC25C31-135-2U
TM3SC32W36-95-3U;
TM3SC32W36-145-3U; 3565
TM35C25C36-125-3U; '
11.5 3UEIT.5NPTTM. .. TM3SC28C36-144-3U
TM4SC40W42-120-3U; 475
TM4SCD42-16-3U '
TM5SCD48-22-3U 4715
3/8'U 16 TM35C32W36-95-3U;
TM3SC32W36-145-3U; 3565
TM3SC25C36-125-3V; '
TM35C28C36-144-3U
8 ST oo TM4SC40W42-120-3U; e
TM45CD42-16-3U )
TM5SCGD48-22-3U 4715
TM6SCGD56-22-3U 55.15
TM6SCGD88-27-4U 88.06
1/2"U 22 8 4UEIBNPTTM. ..
TM7SCGD98-32-4U 98.06

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

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short L2
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Trapez

Internal

Internal

30°
N

External

Defined by: DIN 103 3/8"L Mini L Style
Tolerance class: 7e/7H
L Style
Insert Size Pitch Ordering Code Application
IC mm Internal Internal Toolholder
soL 20 5LI2.0TR-1TM... TR16x2, TR20x2 TMSC. 51
(Mini L) 20 5LI20TR2TM... TRI8x2 CTM.SC.. 5L
TM1SC 25W21-50-3L;
6.0 3L16.0TR-1T™M (TR30-36)x6 CTMISC 5'C217531.
6.0 3LI6.0TR-2TM... (TR115-130)x6 TM7SC D80-32-3L
! TM2SC 25W28-75-3L;
3/8'L 70 3LIZOTRTM... (TR38-44)x7 CTVRSC 18C28-100-3L
TM3SC 32W33-90-3L;
8.0 3LI8.0TR-1TM... (TR46-52)x8 CTVRSC 20C33-120-3L
8.0 3LI8.0TR-2TM... (TR175-240)x8 TM7SC D80-32-3L
U Style
Insert Size Pitch Ordering Code Application
IC L mm mm Internal Internal Toolholder
10 2UI3.0TR-1TM... (TR22-TR30)x3
’ 2UI3.0TR2TM... (TR32-TR60)x3
2UI4.0TR-1TM... (TR20-TR28)x4
1/4"U 11 4.0 See pages 18-21
2UI4.0TR-2TM... (TR65-TR110)x4
<0 2UI5.0TR-1TM... TR22x5; TR28x5
' 2UI5.0TR-2TM... TR24x5; TR26x5

wyvvarqus|
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American ACME

Internal
29° Internal
'

3/8"L
Defined by: ANSI B1.5: 1988
Tolerance class: 3G
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
5 3LISACMETM... 1/4-5ACME
TMISC 25W21-50-3L;
3LI4ACME-TTM... 1%-4ACME CTMISC 14'C21-75-31.
3LI4ACME-2TM... 14-4ACME
4
TM2SC 25W28-75-3L;
e 3LI4ACME-3TM... 1%4-4ACME CTMDSC 18C28-1005L
3LI4ACME-4TM... 2-4ACME
o 1/,-
3LI3ACME-TTM... 2'4-3ACME TM3SC 32W33-903L:
3 3LIBACME2TM... 2/4-3ACME CTM35C 2063312031
3LI3ACME-3TM... 2%-3ACME
Stub ACME
Internal
20° Internal
VY
External
Defined by: ANSI B1.8: 1988 8L
Tolerance class: 2G
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
5 3LISSTACMETM... 1/4-55TACME
TM1SC 25W21-50-3L;
o 3 1
3LI4STACME-1TM... 1%-4STACME CTMISC 1A"C2175-3L.
4 3LI4STACME-2TM... 14-4STACME
3/8'L 3LI4STACME-3TM.. 2-4STACME
5 /-
3LI3STACME-TTM... 2'/4-3STACME TM3SC 32W33-903L:
3 3LI3STACME-2TM... 214-3STACME CTM3SC 206331203
3LI3STACME-3TM... 2%-3STACME
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American Buttress

Internal

p Internal

External

Defined by: ANSI B1.9.1973

Tolerance class: Class 2 Mini L Style
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
o TM25C 16W14-35-5-ABUT
. I 0875407 ASUT CTM25C 10C14-50-51-ABUT
| 2R AT TM35C 20W18-45-51-ABUT
2 CTM3SC 14C18-65-51-ABUT
W s TM25C 16W14-35-5L-ABUT
500 5 T 0875760 ABUT CTM25C 10C14-50-51-ABUT
(Mini L) 12560 ABUT TM3SC 20W18-45-5L-ABUT
o CTM3SC 14C18-65-5L-ABUT
s TM25C 16W14-35-5L-ABUT
0 I 0875716.0° ABUT CTM25C 10C14-50-5-ABUT
e elT TM3SC 20W18-45-51-ABUT
- CTM3SC 14C18-65-5L-ABUT
TM25C 25W26-80-3L-ABUT
1.75"4.0" ABUT
" SLEARLT M CTM25C 20C26-105-3L-ABUT
2.5"-40" ABUT TM3SC 32W35-105-3L-ABUT
. TM25C 25W26-80-3L-ABUT
175760 ABUT CTM2SC 20C26-105-3L-ABUT
2 SLTIABUTTM.. 2.5"-6.0" ABUT TM3SC 32W35-105-3L-ABUT
30™6.0" ABUT TMSSC D48-22-3L-ABUT
40"-6.0" ABUT TM6SC D58-27-3L-ABUT
" TM25C 25W26-80-3L-ABUT
175607 ABUT CTM25C 20C26-105-31-ABUT
10 SLIOABUTTM. . 2.5-6.0" ABUT TM3SC 32W35-105-3L-ABUT
3/8'L 306.0" ABUT TMSSC D48-22-3L-ABUT
40"-6.0" ABUT TM6SC D58-27-3L-ABUT
" TM25C 25W26-80-3L-ABUT
1.7560" ABUT CTM2SC 20C26-105-3-ABUT
5 SLIBABUTTM... 2.5"-6.0" ABUT TM3SC 32W35-105-3L-ABUT
3.0™6.0" ABUT TMSSC D48-22-3L-ABUT
40"6.0" ABUT TM6SC D58-27-3L-ABUT
. TM25C 25W26-80-3L-ABUT
175607 ABUT CTM25C 20C26-105-3L-ABUT
5 SLIABUTTM 2.5-6.0" ABUT TM3SC 32W35-105-3L-ABUT
30™6.0" ABUT TMSSC D48-22-3L-ABUT
40"-6.0" ABUT TM6SC D58-27-3L-ABUT
V Style
Insert Size Pitch Ordering Code Application
IC tpi Internal T Internal Toolholder
4 SVI4ABUT-TM. .. 6 5.5"24.0" ABUT TM6SC D88-32-5V6-ABUT
5/8"V 3 5VIBABUT-TM ... 8 6.0"24.0" ABUT
TM6SC D88-32-5V8-ABUT
25 5VI2.5ABUT-TM ... 10 70"-24.0" ABUT
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Standard Toolholders - Weldon Shank (U Style)

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

Weldon Shank for U Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of Flutes , /,
IC L L1 L2 D D1 D2 z Insert Screw Torx Key
TMISCI6W15-40-2U 9% 40 16 1 1475* 1
TM25C25W21-60-2U 123 60 25 16 2065* 2
14U TM25C25W23-70-2U 135 70 54 25 177 3 2 SN2T HK2T
TM35C25W26-80-2U 147 80 25 204 2 3
TM4SC32W31-952U 164 9% EY) 257 31 4
TM35C32W36-95-3U 166 95 32 29 365 3 .
3/8"U TM3SC32W36-145-3U 225 145 8.0 32 28 365 3 HK3T
TMASCAOW42-120-3U 201 120 40 342 75) 4 SN3T
Weldon Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 1SO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55° Trapez
. %19, Vi 14 %12,
e . MI18x25,  MI16x0.5 M16x0.75, M16x1.0, 5, %-32UN, %-28UN, %-27UNS, Ve 24UN, 1 o 4 TR22x3,
TMISCIOWIS-402U 475" hpgyaig - W17 25, M7t 5, MI720 710 4c20UN, TAeT6UN, %-14UNS, %N 708 B0 o
7-32UN, 7%-28UN, 7-27UNS, 7%-24UNS 126,120, 1-16
N 1/ 1 , 1 1 3/ i 1 ) _
TMSC25W21-602U 2065° pyatadr M2ax00 MaZx075, M2 0 008, T, 7, 0N, 1-18UNS, e-16UN, 1-14UNS, 7% 112,110,119, iee
: o 2 : ¢ %6-12UN, 1-10UNS 1-8,1 7
M27x3.0,  M24x0.5, M24x0.75, M25x1.0, 1-32UN, 1-28UN, 1-27UNS, 1-24UNS, qa 126,120,1-16,
TM2SC25W23-702U 23 M30X35, M25x1.25 M26x1.5,M26x20, 1%7  1-20UNEF, 1-18UNS, T-16UN, T-14UNS, 150" 17612, 1149, -
M36x40  M27x2.5 1-12UNF, 1%-10UNS, 1%4-8UN %7
V3035 M27X05, M27X075,M28K10, 1y, o 1/6-28UN, 1%6-24UNS, 1%4-20UN, s 26,1420,
TM3SC25W26-802U 26 piac 2o M281.05, M28x15, M29x20, 57¢ 1V4-1BUNEF, 1%-16UN, 114-14UNS, o 16 1%12 -
KR M30x2.5, M30x3.0 : 1%4-12UNF, 1%4-10UNS, 1%5-8UN 1%e-8, 147
M32x0.5, M32x0.75, M33x1.0, 1%6-28UN, 1%-24UNS, 1%6-20UN, 1%-26, 1%-20,
TMASC32W31-952U 31 M36X40  M33x1.25 M33x1.5 M34x20, 14-6  1%e-18UNEF, 1%e-16UN, 1%-14UNS, Va1l 1%-16, 1%-12, -
M34x2.5, M35x3.0, M36x3.5 1%-12UNF, 1%-10UNS, 1%-8UN -8
M42x4.5, ., D
. - Yy =7 S/ 5 5/, ! !
TM35C32W36-145-3U mgiig(s) M35, M0 Syea  17-10UNS, 1%-8UN, 1%-6UN 15
M48x5.0,  M45x1.5, M45x2.0, ‘ 17416, 17412,
TMASCAOWA2-1203U 42 MSGXSS5,  M46x2.5, M4&x3.0, B | Ty TR sl VA8 2/k6, i
Mb4x6.0  M48x3.5, M48x4.0 : e e 2-45

*For TR inserts use the CNC program (D2+0.25mm).
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Weldon Shank (U Style) Applications (con't)

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder cutting

Toolholder diameter D2 (mm) Min. Thread Dia.
mm tpi *D2 Adjustment ISO Fine UN/UNF/UNEF/UNS
15 - 220 M26x1.5 o
20 - 21.85 M26x2.0 -
TM2SC25W23-70-2U
- 14 2194 - 1-14UNS
= 12 21.85 - 1-12UNF
1.5 - 250 M28x1.5 -
20 - 24.85 M29x2.0 =
TM3SC25W26-80-2U ) " 2404 B T 1/814UNF
= 12 24.85 - 1 1/8-12UNF
15 - 30.0 M33x1.5 =
2.0 - 29.85 M34x2.0 -
TMASC32W31-95-2U - 14 2994 - 1.3/8-14UNS
= 12 29.85 1 3/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder cutting

Toolholder SN B () Pitch Cylindrical or Conical pre-drilled hole Cylindrical pre-drilled hole
D2 Adjustment * by 1 RacilPac by 2 Rl Passes 5050/ 50%)

TM1SC16W15-40-2U 14.59 14 1/2-14NPT; 3/4-14NPT
TM2SC25W21-60-2U 2049 14 3/4-14NPT
TM2SC25W23-70-2U 22.63 1.5 T-T15NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM3SC25W26-80-2U 25.63 11.5 T-11.5NPT; 1 1/4-11.5NPT; 11/2-11.5NPT; 2-11.5NPT -
TMA4SC32W31-95-2U 30.63 1.5 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TMB5C32NR0-953U 3565 115 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC32W36-145-3U
TM3SC32W36-95-3U

35.65 8 - 21/2...10-8NPT
TM3SC32W36-145-3U
TM4SC40W42-120-3U 4115 1.5 1 1/2-11.5NPT; 2-11.5NPT -
TM4SC40W42-120-3U 4115 8 - 21/2...10-8NPT

*

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

** Note: When the pre-drilled hole for 8 NPT is conical, the thread can be machined in one pass.
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Standard Toolholders - Carbide Cylindrical Shank (U Style)

r— L3 (min)

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

Carbide Cylindrical Shank for U Style Inserts Spare Parts

Insert Size Ordering Code Dimensions (mm) No. of Flutes / /’

IC L L1(max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC08C15-40-2U 109 40 54 18 8 14.75% 1
CTM1SC11C15-60-2U 120 60 25 10.7 14.75% 1
CTM2SC14C17-65-2U** 132 65 34 30 14 179%* 2

1/4'U CTM2SC14C21-65-2U 136 65 30 14 20.65% 2 SN2T HK2T

CTM25C16C21-80-2U 135 80 o 34 16 20.65% 2
CTM3SC20C26-110-2U 165 110 40 20 26.0* 3
CTM45C25C31-135-2U 186 135 46 25 31.0% 4

* For TRinserts use the CNC program (D2+0.25mm).
** To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
Forinsert 2UIDD60 TM... use the CNC program (D2+0.7mm).

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.

Holding device

«— L1(max)

L3 (min)
Minimum length
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Carbide Cylindrical Shank (U Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 15O Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP(G) Partial 55° Trapez
1/ 1M/
Moea MIGX0S, MIGX07S, %10, %49, %-32UN, %-28UN, %-27UNS, - e
CTM1SC08C15-402U  14.75* T MI6x1.0, M17x1.25, 1-8, 147, "is-24UNEF, 46-20UN, 'Ve-16UN, S A g b
M3OX3S5, (ioois Mmoo 16 24 TAUNS, Ao d2UN 111 %-12,7%-11,%-10, TR24x5, TR26XS,
M36x4.0 ~ : i “ e %-9,1-8,1%7  TR28x5
] ] V626, V520,
M16x0.5, MI6X0.75, 5, 10 7, o %-32UN, %-28UN, %-27UNS, D
CTMISCIICIS-60-2U 1475 WX Mi6x1.0,M17¢1.25, 1% % 1/ 24UNEF e-20UN, A0 el TR, TR
= MI7x1.5, M17x2.0 6-16UN, %-14UNS, 46-12UN g
CTM2SCIACT7-65:20 172 2022 Max20 %9 IOUNS, 120N .
M24x30, M22x0.5,M22x0.75, 1 o 11, 5 7-32UN, %-28UN, %-27UNS, L 126,120, 1-16, ]
CTMSCIAC21-652U 2065* M30X3S, M22x1.0,M23x1.25, 133 7 74-24UNS, 7-20UNEF, 1MBUNS, %o 1% 1412, 1410, 1%4-9 gﬁéglgf%xfﬁggt
M36x40 M23x15M23x20 16UN, 1-14UNS, %s-12UN, 1-10UNS 1-8, 147 I Uit
Moao  M22X05,M22X075, 1 o 4y, o 74-32UN, 7%-28UN, %-27UNS, qa 126,120,116,
CTM25C16C21-802U 2065 et 32 M22x1.0,M23x1.25, 15" ™" 7-24UNS, 7%-20UNEF, 1-18UNS, %~ 150% 112,110, 1%-9,  (TR26-TR6O)3
2 M2315,M23%20 16UN, 1-14UNS, %e-12UN, 1-10UNS 18, 147
M27x0.5, M27x0.75
' ' 1%4-28UN, 1%-24UNS, 1%-20UN 1%-26,1%4-20
1/, ' i ' 7 i f G
CTM3SC0C26-1102U 26 pyacasr Moo o MOSL20 T 14 18UNEE, 16-16UN, 14-l4UNS, ot 196, 12, ggggﬁﬂ%ﬁ
M oo Maoao IR 1%4-12UNF, 1%-10UNS, 176-8UN 168, 147
M32x0.5, M32x0.75,
M33x1.0, M33x1.25, 1%6-28UN, 1/5-24UNS, 1/4-20UN, 1626, %620, oo T603
CTM45C25C31-1352U 31 M36x40 M33x1.5,M34x20, 1%-6 T-18UNEF, 1%6-T6UN, T%-14UNS, - 1411 116, 1612 rpac oot
M34x2.5, M35x3.0, 1%-12UNF, 1%-10UNS, 176-8UN -8
M36x3.5
* For TRinserts use the CNC program (D2+0.25mm).
** To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).
Thread Applications for Full Profile Inserts (ISO & UN)
Toolholder Pitch Toolholder cutting Min. Thread Dia.
diameter D2 (mm)
mm tpi *D2 Adjustment ISO Fine UN/UNF/UNEF/UNS
15 - 250 M28x1.5 -
20 - 2485 M29x2.0 ]
CTM35C 20C26-110-2U
- 14 24.94 - 11/8-14UNS
; 12 24.85 - 11/8-12UNF
15 - 300 M33x1.5 -
20 ] 29.85 M34x2.0 -
CIMASC 25C31135-20 - 14 29.94 . 13/8-14UNS
. 12 2985 - 1 3/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder cutting

Toolholder el R ) Pitch Cylindrical or Conical pre-drilled hole Cylindrical pre-drilled hole
" . . NPT Threading NPT Threading
22 Rl tpi by 1 Radial Pass by 2 Radial Passes (50% / 50%)

CTM1SC08C15-40-2U

14.59 14 1/2-14NPT; 3/4-14NPT
CTM1SC11C15-60-2U
CTM25C14C21-65-2U

2049 14 3/4-14NPT -
CTM25C16C21-80-2U
CTM3SC20C26-110-2U 2563 1.5 T-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
CTM4SC25C31-135-2U 30.63 15 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT B

*

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

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

Steel Cylindrical Shank for U Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of Flutes / /,
IC L L1 (max) L2 L3 (min) D D2 Z Insert Screw Torx Key
TM25C18C23-86-2U 166 86 40 18 233 2
1/4"U TM35C20C26-105-2U 186 105 54 40 20 26 3 SN2T HK2T
TM4SC25C31-115-2U 196 115 46 25 31 4
TM3SC25C36-125-3U 193 125 46 25 36.5 3
3/8'U 8.0 SA3T HK3T
TM35C28C36-144-3U 222 144 60 28 365 3

The length of cylindrical shank toolholders can be modified to reduce chatter (vibration).
Note: The length of the shank inside the clamping device should be L3 at minimum.
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Steel Cylindrical Shank (U Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55°
1-32UN, 1-28UN, 1-27UN,
M24x0.5, M25%0.75, M25x1.0, 1-24UNS, 1-20UNEF, . 1226, 120,
TM2SCI8C23-862U 233 mgéiig M30X35, 1954125 M26x1 5, M26x20, 147 1-18UNS, 1-16UN, 1/3114' 1416, 1/4-12,
: M27x2.5 1-14UNS, 1/6-12UN, 1%4-9, 1%-7
1%4-10UNS, 1%4-8UN
115-28UN, 1%-24UNS,
M27x0.5, M27x0.75, M28x1.0, o 1%4-20UN, 1%-18UNEF, 2a 1%4-26, 145-20,
TM3SC20C26-1052U 26 M30x3.5,M36x40  M28x1.25, M28x1.5, M29x2.0, iy 1%4-16UN, 1%-14UNS, . Viels, e,
M30x2.5, M30x3.0 ¢ 1%%-12UNF, 1%-10UNS, 1%6-8, 1147
17%6-8UN
1%6-28UN, 1%4-24UNS, )
M32x0.5, M32x0.75, M33x1.0, 1%-20UN, 1/-18UNEF, 1%6-26, 1%6-20,
TM4SC25C31-115-2U 31 M36x40 M33x1.25, M33x1.5, M34x2.0, 1-6 1%-16UN, 1%-14UNS, 111 1%-16, 1%-12,
M34x2.5, M35x3.0, M36x3.5 1%-12UNF, 1%-10UNS, -8
176-8UN
3/ _ 9/ 5/ S5/ Sfh
TMSC2SC3612530 . M55 MABKS0, M30KISMAOKSMAL0,  bas  ETSUNTATRUNS e e Bl
TM3SC28C36-144-3U M56x5.5, M64x6.0  M42x3.5, Md2x4.0 Ay 19%-8UN., 1%-6UN e
Thread Applications for Full Profile Inserts (ISO & UN)
Tosllneltelar Pitch TQolholdercutting Min. Thread Dia.
diameter D2 (mm)
mm tpi *D2 Adjustment ISO Fine UN/UNF/UNEF/UNS
15 - 22,00 M26x1.5 i
20 - 21.85 M26x2.0 -
TM25C18C23-86-2U
- 14 2194 1-14UNS
: 12 2185 : 1-12UNF
15 - 25.00 M28x1.5 ,
20 : 2485 M29x2.0 :
TM35C20C26-105-2U i 14 24.94 R 1 1/8-14UNS
. 12 24.85 . 11/8-12UNF
15 - 30,00 M33x1.5 -
20 - 29.85 M34x2.0 .
TMA4SC25C31-115-2U - ” 200 - RN
- 12 29.85 - 13/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder cutting

Toolholder el R ) Pitch Cylindrical or Conical pre-drilled hole Cylindrical pre-drilled hole
" . . NPT Threading **NPT Threading
22 Rl tpi by 1 Radial Pass by 2 Radial Passes (50% / 50%)
TM25C18C23-86-2U 22.63 1.5 T-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC20C26-105-2U 25.63 1.5 T-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM4SC25C31-115-2U 30.63 1.5 11/4-11.5NPT; 11/2-11.5NPT; 2-11.5NPT =
TWE5C25C36-125-3U 35.65 1.5 1 1/4-11.5NPT; 1 1/2-11.5NPT: 2-11.5NPT -
TM3SC28C36-144-3U
TM35C25C36-125-3U
35.65 8 - 21/2...10-8NPT

TM3SC28C36-144-3U

¥ Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
** Note: When the pre-drilled hole for 8 NPT is conical, the thread can be machined in one pass.
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Shell Mill (U Style)

-

D1=Da
Combi Shell Mill Adaptor
is preferable

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

Adaptor not included

Shell Mill for U Style Inserts Spare Parts
) ) ) ) No. of
Insert Size Ordering Code Dimensions (mm) Flutes / // ‘ /A
IC D1 D2 d(H7) H L2 z Isrlsrz‘r; Torx Key Holder Screw Scr:f/)\:jfi:/er
TMA4SC-D42-16-3U 34 ) 16 40 80 4 SAST-C5 (M8x1.25%28) |  TKST
3/8'U TM5SC-D48-22-3U 40 48 2 40 80 5 SN3T | HK3T -
X1.o0UX -
TMESC-D56-22-3U 48 56 2 40 80 6
. TM6SC-D88-27-4U 76 88 27 50 108 6 ot | et M12x1.75%40
TM75C-D98-32-4U 85 98 32 55 108 7 M16x2.0x40
Shell Mill (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 IS0 Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55°
MABOD. Masxt.s, Masx20, Mdex2s, 245 1%4-16UN, 17-14UNS, 1%5-12UN 17416, 7412, 14-8
-~ 1A -y Yy -y Dy 4 ' ’ 1 - ! ! !
TMSCDEIES0 42— IO0CS  Magi30 MB35 Magia0 244 1%<8UN, 1%6UN Vel 6,245
M56x55,  M52x1.5,M52x2.0, M52x2.5, 2%-45,  2-16UN, 2-14UN, 2-12UN, . 2-16, 2112, 2%4-8, 2i-6,
TMSCD482230 48 isae0  Ms23.0, M50 2%-4  2%-10UNS, 2%-8UN, 2/-6UN VATl 353,45, 2404
MB0x1.5, M60x2.0, M60X2.5, 2%-16UN, 2%-14UN, 2%-12UN, ) 2416, 21412, 25-8,
TMeSCD6223U 36— M6H6D 160,30, Meaxa0 224 3, 10UNS, 2%-8UN, 2/4-6UN 2710 635,345, 474
TM6SC-D88-27-4U 88 M95x6.0, M125x8 4-4 4/-4UN - 43, 4Y:-4
TM7SC-D98-32-4U 98 M105x6.0, M125x8 - 4/-4UN - 44

Thread Applications for Full Profile Inserts (NPT)

Toolholder cutting

Toolholder Y Pitch Cylindrical or Conical pre-drilled hole Cylindrical pre-drilled hole
% . . NPT Threading **NPT Threading
PR el tpi by 1 Radial Pass by 2 Radial Passes (50% / 50%)

TM4SC D42-16-3U 4115 1.5 11/2-11.5NPT; 2-11.5NPT -

TM4SC D42-16-3U 4115 8 - 21/2...10-8NPT

TM5SC D48-22-3U 4715 1.5 2-11.5NPT =

TM5SC D48-22-3U 4715 8 - 2 1/2...10-8NPT

TM6SC D56-22-3U 55.15 8 - 21/2...10-8NPT

TM6SC D88-27-4U 88.06 8 31/2...160D-8NPT 160D...240D-8NPT
TM7SC D98-32-4U 98.06 8 4 ...160D-8NPT 160D...240D-8NPT

*

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

** Note: When the pre-drilled hole for 8 NPT is conical, the thread can be machined in one pass.
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Standard Toolholders - Steel Cylindrical Shank (A Style)

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

Steel Cylindrical Shank for A-Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of Flutes / /
IC L L1 (max) L2 L3 (min) D D2 Z Insert Screw Torx Key
1/4"A TM3SC20C26-105-2A 184 105 30 40 20 26 3 SN2T HK2T
3/8"'A TM3SC28C35-144-3A 218 144 4.0 46 28 353 3 SA3T HK3T

Steel Cylindrical Shank (A Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)
msewn s lmawma o ceumoswen

The length of cylindrical shank toolholders can be modified to reduce chatter (vibration).
Note: The length of the shank inside the clamping device should be L3 at minimum.
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Standard Toolholders - Weldon Shank (L Style - Mini L)

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

Weldon Shank for Mini-L Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions (mm) No. of Flutes } /\ET
IC L L1 L2 D D1 D2 z Insert Screw Torx Key
TM1SC16W13-29-51 81 29 16 938 13 1
TM2SC16W14-33-5L 85 33 1.1 16 103 135 2
(r\/sn.giLL) TM3SC20W18-42-50 96 42 20 143 177 3 SNS5LTR K7T
TM2SC16W14-35-5-ABUT 88 35 16 103 14.0 2
TM3SC20W18-45-5-ABUT 100 45 L7 20 143 18.2 3
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Weldon Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 IS0 Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP(G) Partial 55° Trapez
, , , %6-32UN: %6-28UN; %s-27UNS; ,
TMISCI6WI3-29-5L 13 M16x2 M”XO@SMX]145X,O$7’X”%‘5X]'O/ %A1 %s24UNEF: %-20UN: % 18UNF; %-19 %-14 ?Fi]]%
i : %-16UN; %-14UNS; %-12UN
, _ , %-32UN;: %-28UN; %-27UNS; ,
TM2SCI6WI4-335 135 MI6x2 MBX&?B“XAWEX&Z?XQAQJS”O/ : %-24UNEF: %-20UN; %-18UNF; %19 Vield %%
i : %-16UN; %-14UNS; is-12UN
, , A %-32UN; %-28UN; %-27UNS;
TM3SC20W18-42-5L 177 - wa&%"ﬂ??%g “2/%9”'0' - %-24UNS: 4e-20UNEF: -18UNS;  1o-ld - TR20X2
K12 V2D %6-16UN; 7-14UNF: e-12UN
Thread Applications for Full Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
, , %-18UNF; %-16UN; .
TMISCI6W1329-5L 13 M14.5¢1.0; M15x1.5; M17x2.0 A TAUNG % 12N %-18NPT
, , %-18UNF; %-16UN; .
TM2SC16W14-33-5L 135 M15x1.0; M16x1.5; M17x2.0 AONS. TN %-18NPT
TM3SC20W18-42-5L 177 M19x1.0; M20x1.5; M20x2.0 74-18UNS; %s-16UN; 7%-T4UNF; '%6-12UN -
Thread Applications for Full Profile
American Buttress Inserts
Toolholder Thread Dia.
D2 American Buttress
el (0.875"™4")-16; (0.875"-6')-12;
TM2SC16W14-35-5-ABUT 140 08751610
. (1.25"-4")-16; (1.25"-6")-12;
TM3SC20W18-45-5L-ABUT ~ 18.2 1 Z5E110
wvvarqus| 27
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Standard Toolholders - Carbide Cylindrical Shank (L Style - Mini L)

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

Carbide Cylindrical Shank for Mini-L Style Inserts Spare Parts

Insert Size Ordering Code Dimensions (mm) No. of Flutes , /‘

IC L L1 (max) L2 L3 (min) D D2 VA Insert Screw Torx Key
CTM1SC09C13-43-51 109 43 20 9.5 13 1
CTM25C10C14-50-5L 116 50 11 22 10 13.5 2

(MS{(n)iLL) CTM3SCI4C18-65-5L 26 00 4 177 3 SNSLTR K7T

CTM2SC10C14-50-51-ABUT 116 50 187 22 10 14 2
CTM3SC14C18-65-51-ABUT 132 65 ) 30 14 18.2 3

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.

Holding device

L1(max)

L3 (min)
Minimum length

| 28 | VvARDEX




Carbide Cylindrical Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP(G) Partial 55° Trapez
‘ , ‘ %632UN: %6-28UN; %e-27UNS; _
CTMISCO9CT3-435L 13 Mi6x2 MMXO@QAX]]45X,OA‘/T]57'X'\§]§'5X]‘O' 411 %5-24UNEF: %-20UN: % 18UNF: %19 %4 ?@168))%
> MIZX2. %-16UN; %-14UNS: %-12UN
, , , %-32UN: %-28UN: %-27UNS; ,
CTM2SCIOCT4-50-5L 135 Mi6x2 MBX&S]é”X/'ﬂ?&f;Xg/%SX]'O' - %-D4UNEF: %-20UN: %-18UNF: %19 Vield %Zg
5 MI7x2: %-16UN: %-14UNS: "Vis-12UN
, , , %-32UN: %-28UN: %-27UNS;
CTM3SCI4CI8-65-5L 177 ngx&gbﬁ] 25&;?)&%% o %-24UNS: /e 20UNEF: %-18UNS; V-4 - TR20X2
= M20x2: %5-16UN: 7-14UNF: "%i6-12UN
Thread Applications for Full Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
. , , %-18UNF: %-16UN: .,
CTMISCO9CT3-435L 13 M14.5%1.0: MI5x1.5; M17x20 N O -18NPT
. . , %-18UNF: %-16UN: .
CTM2SCIOCI450-5L 135 MI5x1.0: MI6x1.5; M17%20 N 4-18NPT
CTM3SCI4CIB-65-5L 177 MI9x1.0: M20X1.5; M20x2.0 7-18UNS: s 16UN: Z4-TAUNF: '%5-12UN

Thread Applications for Full Profile
American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
el (0.875™4")-16; (0.875"-6")-12;
CTM2SC10C14-50-5-ABUT 14.0 (0875"16")-10
CTM3SCI4CI8-65-51-ABUT 1822 0.2 =) (12556112

(1.25"-16")-10

\AAAY/-] I'q
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Standard Toolholders - Weldon Shank (L Style - 3/8" L)

ABUT Holder

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

Weldon Shank for 3/8" L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of Flutes / /,
IC Toolholder L L1 L2 D D1 D2 z Insert Screw Torx Key
TMI1SC25W21-50-3L 115 50 25 12.7 216 1 SN3T
TM2SC25W28-70-3L 135 70 70 25 18.1 285 2 SA3T
3/8"L TM35C32W33-90-3L 158 90 32 220 335 3 SN3T HK3T
TM25C25W26-80-3L-ABUT 143 80 47 25 20.1 264 2 -
TM3SC32W35-105-3L-ABUT 172 105 ' 32 28 355 3

Weldon Shank (L Style - 3/8" L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
TMI1SC25W21-50-3L 21.6 (TR30-36)x6 145, 1¥-4; 12-4 1V4-5; 134-4; 1Y5-4
TM2SC25W28-70-3L 285 (TR38-44)x7 1%-4 -
TM3SC32W33-90-3L 335 (TR46-52)x8 2-4;24-3; 23, 2°/4-3 2-4;24-3; 2%5-3; 2°/4-3

Thread Applications for Full Profile
American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
oAl (1.75'-4")16; (1.75'-6")-12; (1.75"-6")-10;
TM25C25W26-80-3L-ABUT 264 (1756 8. (175" 6.6
TM3SC32W35-105-31-ABUT 3535 (25740162576 12 25560,

(2.5"-6")-8; (2.5"-6")-6
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Standard Toolholders - Carbide Cylindrical Shank (L Style - 3/8" L)

ABUT Holder ABUT Holder

777777777777777777777 R R A
,,,,,,,,,,,,,,,,,,,,, Finiut ipletulotulotptolptiptpiptpiotptoty | N ! D2

| v 7
L2 L1 (max)—J ‘/—i

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

Carbide Cylindrical Shank for 3/8" L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of Flutes / /,
IC Toolholder L Li(max) L2 L3(min) D D2 Z Insert Screw Torx Key
CTM1SCY"C21-75-3L 115 75 40 12.7 21.6 1 SN3T
CTM25C18C28-100-3L 155 100 70 46 18 285 2 SA3T
3/8'L HK3T
CTM35C20C33-120-3L 176 120 46 20 335 3 SN3T
CTM2SC20C26-105-3L-ABUT 1725 105 4.7 40 20 264 2 SA3T
Carbide Cylindrical Shank (L Style - 3/8" L) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
CTM1SCYA"C21-75-3L 216 (TR30-36)x6 1V4-5; 14-4; 172-4 1V4-5; 1%4-4; 1Y5-4
CTM25C18C28-100-3L 285 (TR38-44)x7 13-4 =
CTM3SC20C33-120-3L 335 (TR46-52)x8 2-4;24-3;25-3; 2%/4-3 2-4; 243, 2V5-3; 23/4-3

Thread Applications for Full Profile
American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM25C20C26-105-3L-ABUT 264 Al s 00 HZ R SO0

(1.75'-6")-8; (1.75"-6")-6

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.

Holding device

LT(max)

L3 (min)
Minimum length

wwvvargus| s |
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Shell Mill (L Style -3/8"L)

D1=Da
Combi Shell Mill Adaptor is preferable
Da

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

Shell Mill for 3/8" L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions (mm) No. of ,
Flutes
Insert
IC Toolholder D1 D2 d(H7) H L2 z Torx Key Holder Screw
Screw
TM7SC-D80-32-3L 69.2 80 32 55 70 7 M16x2.0x40
3/8"L TM5SC-D48-22-31-ABUT 4] 48 22 40 7 5 SA3T HK3T M10x1.50x35
TM6SCD58-27-3L-ABUT 51 58 27 ) 6 M12x1.75x40

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

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 Trapez American ACME Stub ACME

TM75SC-D80-32-3L 80 (TR115-130)x6; (TR175-240)x8 - =

Thread Applications for Full Profile
American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
 SVIRLSELET (3.0"-6"-12; (3.0"-6")-10; (3.0"-6")-8;
TM55C-D48-22-31-ABUT 48 (3.0-6")-6
TM6SC-D58-27-3L-ABUT 58 ncgchel s rt e

(4.0"-6")-6
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Shell Mill (5/8" V Style)

D1=Da
Combi Shell Mill Adaptor is preferable
Da 7

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

Shell Mill for 5/8" V Style Inserts Spare Parts
: : ' . No. of
Insert Size Ordering Code Dimensions (mm) Flutes » /\ ‘
Insert
IC Toolholder D1 D2 d(H7) H L2 z Insert Screw Torx Key | Holder Screw
TM6SC-D88-32-5V6-ABUT 72.5 88 32 479 5.35 ¢ SVIAABUT T™ ...
5/8"V 517 8.50 5VI25ABUTTM.. | SAST HKST | M16x2.0x40
TM6SC-D88-32-5V8-ABUT 72.5 88 32
50.0 710 6 5VI3ABUT M.

Shell Mill (5/8" V Style) Applications

Thread Applications for Full Profile
American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM6SC-D88-32-5V6-ABUT 88 (5.0"-24")-4
TM6SC-D88-32-5V8-ABUT 88 (6.0"-24")-3; (7.0"-24")-2.5
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Recommended Grades, Cutting Speeds Vc [m/min] and Feed f [mm/tooth]

; . Feed* f [nm/tooth] by
(o]
2 Ve im/min} Cutting Dia. (D2)
()
Material % Hardness Shell Mill
Group = | Material Brinell HB VBX VIX 13-23 24-42 ell Mi
1 Low Carbon (G=0.1-0.25%) 125 100-210| 90-180 | 0.20-0.32| 0.30-0.50| 0.30-0.75
2 | Unalloyed Steel Medium Carbon ((=0.25-0.55%) | 150 100-180| 90-170 | 0.20-0.32| 0.30-0.50| 0.30-0.75
3 High Carbon (C=0.55-0.85%) 170 100-170 | 90-160 | 0.15-023 | 0.25-0.35| 0.25-0.52
4 Non Hardened 180 60-90 | 90-155 | 0.17-0.28 | 0.28-045| 0.28-0.67
5 |Low Alloy Steel Hardened 275 80-150 | 80-160 | 0.15-028 | 0.25-0.45| 0.25-0.67
(alloying elements<5%)
6 Hardened 350 70-140 | 70-150 | 0.15-0.25| 0.25-040| 0.25-0.60
7 | High Alloy Steel Annealed 200 60-130 | 70-115 | 0.5-0.22| 0.20-0.30| 0.20-045
g | (alloying elements>5%) Hardened 325 70-110 | 60-100 | 013-0.21 | 0.18-0.30| 0.18-045
9 o Low Alloy (alloying elements <5%)| 200 100-170 | 100-170 | 0.15-0.22 | 0.20-0.30| 0.20-0.45
as ee
10 High Alloy (alloying elements >5%)| 225 70-120 | 70-130 0.12-0.22 | 017-0.30 | 0.17-045
1 | stainless Steel Non Hardened 200 100-170 | 120-180 | 015-022 | 0.22-0.34| 0.22-0.50
12 | Ferritic Hardened 330 100-170 | 120-180 | 016-0.23| 021-0.32 | 0.21-0.48
13 | stainless Steel Austenitic 180 70-140 | 100-140 | 0.15-0.25| 0.25-040| 0.25-0.60
M 14 | Austenitic Super Austenitic 200 70-140 | 100-140 | 0.12-020 | 017-0.26 | 0.17-039
Stainless | 15 | sizinless Steel Non Hardened 200 70-140 | 100-140 | 0.16-0.24 | 0.25-0.37| 0.25-0.55
Sl 16 | Cast Ferritic Hardened 330 70-140 | 100-140 | 0.12-0.20 | 0.17-026 | 0.17-039
17 | stainless Steel Austenitic 200 70-120 | 100-120 | 0.15-0.22| 0.20-0.30| 0.20-0.45
Cast Austenitic Hardened 330 70-120 | 100-120 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
Malleable Ferritic (short chips) 130 60-130 | 100-120 | 0.6-024| 0.25-0.37| 0.25-0.55
Castlron Pearlitic (long chips) 230 60-120 | 80-100 | 0.5-0.22| 0.20-0.30| 0.20-045
Low Tensile Strength 180 60-130 | 80-100 | 0.15-0.22| 0.22-0.34| 0.22-0.50
Grey Cast Iron
High Tensile Strength 260 60-100 | 80-100 | 0.5-0.22| 0.20-0.30| 0.20-045
Ferritic 160 60-125 | 80-100 | 0.10-020| 0.15-0.25| 0.15-0.37
Nodular Sg Iron
Pearlitic 260 50-90 | 60-90 0.15-0.22 | 0.20-0.30| 0.20-0.45
Aluminium Alloys Non Aging 60 100-250 0.30-0.50| 0.60-1.00| 0.60-1.50
Wrought Aged 100 100-180 0.28-0.50| 0.50-090| 0.50-1.20
Cast 75 150-400 0.28-0.50| 0.50-090| 0.50-1.20
Aluminium Alloys
Cast & Aged 90 150-280 0.25-040| 040-0.60| 0.40-0.90
Aluminium Alloys Cast Si 13-22% 130 80-150 0.28-0.50| 0.50-090| 0.50-1.20
Copper and Brass 90 120-210 | 100-200 | 0.30-0.50| 0.60-1.00| 0.60-1.50
Copper Alloys Bronze and Non Leaded Copper | 100 120-210 | 100-200 | 0.28-0.50| 0.50-0.90| 0.50-1.20
Annealed (iron based) 200 20-45 | 20-40 0.09-0.15 | 0.12-0.22 | 0.12-0.33
20 | High Temperature Aged (iron based) 280 20-30 | 20-30 0.07-0.13 | 0.10-020| 0.10-0.30
S(M) 21 | Alloys Annealed (nickel or cobalt based) | 250 1520 | 1520 0.08-0.15 | 0.08-0.20| 0.08-0.30
Heat Resistant| 22 Aged (nickel or cobalt based) 350 10-15 | 10-15 0.08-0.15 | 0.08-0.20| 0.08-0.30
B Pure 995 Ti 400Rm | 70-140 | 70-120 | 0.07-013 | 010-020| 0.10-0.30
Titanium Alloys
24 o+ alloys 1050Rm | 20-50 | 20-50 0.07-0.13 | 0.10-020| 0.10-0.30
H(K) 25 45-50HRc| 15-45 | 15-45 0.05-0.12 | 0.05-0.18 | 0.05-0.27
Hardened Extra Hard Steel Hardened & Tempered
ardenca | o 5155HRc| 15-40 | 15-40 | 005-012 | 005-018| 0.05-027
Material
*When using a Shell Mill toolholder, the feed can be increased by 50%
*For 3/8"L it is recommended to machine in two passes and decrease the feed by 40%
Grades
Grade | Application U Style AStyle Mini-L Style 3/8"L Style Vertical Style V Style
TiCN coated carbide grade.
VBX Excellent grade for Steels and General Use. D D h & A §|
TiAIN coated carbide grade.
VTX Ideal for Stainless Steels.
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VARGUS |Tool Selector and
GE&Nius" | CNC Program Generator

The most popular and advanced thread turning and

CRREIE PR thread milling software on the market today.

SEMiusm™ | ONC Program Generator

Now available in 3 versions at www.vargus.com

VARGUS VARGUS VARGUS
GENius" GENius" GENius"
ONLINE DESKTOP setup.exe
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