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B Grooveline

TUNGCUT

Multi-functional tool series offering a wide range of
grades, geometries and holder variations for maximum
performance with minimum tool investments
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TUNGCUT

High-pressure coolant
system improves
chip flow and tool life

New modular holder system enhances
versatility of existing monoblock holder
and TungCap (PSC) lines.

.....

. -|'||§.:’.i--r.:'- f [k
Multi-functional grooving system :/o .

Suitable for diverse grooving operations

B External grooving turning, and parting

CTER/L-CHP (r-3¢) — CAER/L-CHP (.39
CTER/L 349 CAER/L k549
- Screw clamp @ @
- CW (for external coolant) = 2 mm - 8 mm - Blade type
- CW (for high pressure coolant) - Screw clamp

=2mm-8mm - CW (for external coolant)
-CDX =8 mm -36 mm l =3 mm-6 mm
- Shank size: 16mm - 32 mm i - CW (for high pressure coolant) 1

l - > J/Z =3 mm-6mm =
JCTER/L-CHP r.4s) - - CDX = 16 mm - 20 mm -
(P.47) - Shank size: 20mm - 32 mm

JCTERIL - For 20 x 20 mm and 25 x 25 mm shanks
- Screw clamp -CDX =10 mm -16 mm ith CHP bilit
-CW=14mm-3mm - Shank size: 10mm - 20 mm wi capabiiity
- CW (for high pressure coolant) - Small swiss-type CNC machines

=2mm
CGERY/L (r.a3) CGP .50
- Se|f C|amp CGP-CHP (P'49)
-CW=14mm-3mm _
- CDX = 10 mm - 16 mm Self clamp

Shank size: 12 20 -CW=14mm-8mm
B S ank size: mrré— c mm - Max parting dia: 120 mm
- Small swiss-type CN - Shank size: 20 mm - 25 mm

machines

B External and internal undercutting

CGEURY/L (r-38) CGIUR/L (r44)
- Screw clamp - Screw clamp
-CW=3mm-6mm -CW=3mm-6 mm
-CDX=2.8mm-3.4 mm -CDX=2.8 mm
- Shank size: 16 mm - 25 mm - Shank size: 220 mm - @25 mm

4 TUNG-CUT




B External and face grooving, and turning

CTEFR/L 37 CAEFR/L-CHP (r.39

- Screw clamp @ - Blade type

-CW=2mm-6mm - Screw clamp

-CDX =4.8 mm - CW (for high pressure coolant)

- Shank size: 20 mm - 25 mm { =2mm-6 mm

- Minimum face grooving diameter: ) =_ E _ | -CDX =4.8mm !
DAXMIN = 219 - - For 20 x 20 mm and 25 x 25 mm Bl

shanks with CHP capability
- Minimum face grooving diameter

g DAXMIN = 219 -
g@ i
‘=

B Face grooving and turning

CTFR/L (ras) CAFR/L (.55
- Screw clamp - Blade type
-CW=3mm-6mm - Screw clamp
- CDX =10 mm - 25 mm < -CW=3mm-6mm €
- Shank size: 25 mm T 7= - CDX =12 mm - 25 mm T =
- Minimum face grooving 4 _D - Shank size: 4 _0' _
diameter: DAXMIN = 024 - ¥ 20 mm - 32 mm ¥ @
- Minimum face grooving
diameter: DAXMIN = @40 -
CTFVR/L (P46

- Screw clamp

-CW=3mm-6mm
-CDX =10 mm - 20 mm T
- Shank size: 25 mm

DAXMIN

- Minimum face grooving ‘= b_J
diameter: DAXMIN = 024 - M ©
’\

B Face grooving, internal face grooving and turning
CTIFR/L .43

- Screw clamp

-CW=3mm-6mm
-CDX =5.5mm R
- Shank size: 225 mm - 232 mm
- Minimum face grooving diameter: DAXMIN = 19 - 4 <
- Minimum bore diameter: DMIN = ¢26.3 -  /

TpaxvN
(@)
> |
|
‘|
°)
‘ {
DMIN

B Internal grooving and turning
CTIR/L (P42

- Screw clamp -
-W=2mm-8mm
-ar=4mm-10 mm .
- Shank size: 216 mm - @40 mm
- Minimum bore diameter:

DMIN = @25 -

www.tungaloy.com 5



I TUNGCUT

Il High clamping rigidity

For stable tool life and accuracy
Clamping system

High repeatability
and durability due

Stable and safe to long pocket!

contact areas

Minimizes cutting edge displacement

- Direction of _
-+ Competitor ! load
T 003/« Conventional
3 + TUNGCUT /
T
o 0.02
€ /
9]
3]
o
Q. 0.01
B2
) .//
0 50 1000 1500 Measuring point
Load (N)

Benefits of TungTurn-Jet high pressure coolant supply

Il Drastically improved tool life

. Material 1 S45C
. Steel : External grooving Toolholder CHSL2525-CHP + CAEL-3T20-CHP
Insert : DGM3-020 AH7025
(S45C / C45 y 245H B) Cr;jteting speed : Vc =180 m/min
Feed :f=0.12 mm/rev

Groove width : 3 mm

0.16
E o014
£ External coolant o External coolant 1.5MPa Normal pressure 1.5MPa
Q o012 TUuNeTET 46min 46min
~ Internal coolant . [
< 0710 Normal-pressure § k
]
= 0.08
I
g 0.06
g 004
IS uaw Plastic deformation Corner wear
8 o002 TUNG TJET

Internal-coolant 7MPa
0 Internal coolant 7MPa

10 20 30 40 50 46min
Cutting time(min.)

6 TUNG-CUT




ACCELERATED MACHINING

l Excellent chip control

Steel : External Grooving
(S45C / C45 , 245HB)

DGS

TUNEGE TIET 7MPa

Normal pressure coolant 1.5MPa

-
b : rﬂ,
: ) 67 P
i ]k“ i
R 2 )

el 1\ 3
" 2
e )

i

5 9®
_"7\\,“'\{‘\{ o

”“‘\.._m___’___-

DTX

Normal pressure coolant 1.5MPa

TUNE TIET 7MPa
{ J ‘-l i g
P _‘J\
— ¢ a
N\ ‘,\" c
: _l" C e ©
Y a o

!
g
F
§-
-

("-?}l‘v - {d‘! y

a5 i@ \_‘};

ll EXxcellent chip control

. Inconel 718

DGS

URN

TUNG TUET 7MPa

Normal pressure coolant 1.5MPa

a%o B2

DGG

Normal pressure coolant 1.5MPa

Material 1 S45C
Holder : CHSL2525-CHP + CAEL-3T20-CHP
Insert : DGS3-020 AH7025

DTX3-030 AH7025
Cutting speed : Vc = 180 m/min
Feed rate : f=0.05 mm/rev
Groove width : 3 mm

Material : Inconel718
Holder : C6CHSN33050-CHP + CAEL-3T20-CHP
Insert : DGS3-020 AH7025

DGG300-020 KS05F
Cutting speed : Vc = 40 m/min
Feed rate 1 f=0.05 mm/rev
Groove width : 3 mm

www.tungaloy.com 7




TUNGCUT

31 GROOVING, PARTING, AND TURNING
DTM DTX

First choice Provides good cutting
chipbreaker for performance in grooving.
various applications. Its narrow cutting edge
Optimized geometry width provides excellent

DTE

Its wide cutting edge
is designed to provide
good chip control

at high feed rates

for smooth chip chip formation at low feed
breaking and flow rates
Carbon steel Stainless steel
(S45C / C45) (SUS304 / X5CrNi18-9)
DTE4-040 DTE4-040
_ ) N)
3 £ %
[oX o
© ®
5 2 5 2
o (@]
E E g O
o o
] 1 ] 1
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) Feed: f (mm/rev)
DTM4-040 DTM4-040
= 38
S = 3
£ £
8 g
3 2 ER:
kS 5 o
E e
Q_ -
8 1 § 1
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) Feed: f (mm/rev)
DTX4-040 DTX4-040
- 3 € 3
£ 3
& g
5 5}
£ £
g 1 8
0.1 0.2 0.3 0.1 0.2 0.3

Feed: f (mm/rev) Feed: f (mm/rev)

8 TUNG-CUT




ACCELERATED MACHINING

A wide range of chipbreakers provide excellent chip formation in various conditions

—

‘1 GROOVING AND PARTING

Carbon steel
(S45C / C45)

DGM4-030
LI,
°®
O |’°

Low Feed

DTE4-040

(=

=

{ \"::' W
;a"—

@O

Low Feed

a,fi.ﬁ a

)

DTE400-040

Low Feed

|

DGS4-030

©®©, @

o
(v}
L=

Low

DTX4-040

Q ©
\9 (@

® (e

Low

DTM4-040

.
=
e

e 0

Low

GROOVING AND PARTING

High
‘@\9
CIR)
QL)
Feed High
Feed High

Stainless steel M
(SUS304 / X5CrNi18-9)

DGM4-030 DGS4-030
0 © © o 0 ® e O ©e
6 0 o 0 0 N =) e @
oD o -} e © e O o O
Low Feed Highi» Low Feed Highi»-
DTE4-040 DTX
) @ e o @ SN Q@ @ &
» o & & T 9 o0 o o 09
) G e 2 @ o0 @@ 9 9
Low Feed Highi»- Low Feed Highi»-
DTE400-040 DTM4-040
® . G - Q e @ ® &
. ¢ o ’ ¥ @ @ ® ® ®
L a - k a '{ l@ ﬂ & .
Low Feed High»> Low Feed High
www.tungaloy.com 9



I TUNGCUT

Il EXxcellent chip control at low feed rates

. : : f Material 1 SUJ2
Bearing steel F'rsé choice ?h'?béeakﬁr . Holder : CTER2525-3T09
Or bearing steel. £xcellen Insert : DGL3-025
(B1/521 OO/SUJ2) Chip control at low feed Cutting speed : Vc =50, 100 m/min
Groove width : 3 mm
rates.
DGL
f=0.03 f=0.05 f=0.07 f=0.1
y w
*" t". 'a‘:’\ "‘.bb-l “‘.,-\‘.“
v, =" aow a @ & &
s % oe :14v5 S ob W s an ®
Ve =50 ‘:“:' t"it':q'a E“:Qn:, ==:q,,:.
o mta i S a6 g W 26 g W
%e 9 [ b"." - q'... - a.ﬁa.
Letae s v ® 20 e g 2P an Ay
¥ oa T % . n a ¢ s *
'\\ 3 ‘—\ i € ) !
n..'!v(:__.-' € \‘”‘/ C Jﬁ\"' v’ ol
»
> ¢ 5y £ 2 2s
Ve =100 ACES oSS * Al ¢ ‘e
~E T < oCw iy 25 ‘af
- ¥ w - -}.-—) ("’ : = 3
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ACCELERATED MACHINING

Il The latest standard grades
AH7025

AH7025 uses the world’s first coating
technology of a nano-scale multi-layered
AITiN PVD coating with high Al content,
featuring

- Coating hardness increased by 20%

- A multi-layered coating structure impedes
micro-crack propagation, reducing insert failures

- Enhanced adhesion strength between the coating
and carbide substrate layer

High wear and fracture resistant carbide
substrate for optimal grooving performance

T9200 SERIES

o viame MR Hard outer layer.
wo"* A newly developed hard coating layer,
with a high resistance to flank wear.

i\ .ﬂ; Thick Al203 layer with excellent resistance
([ @ to high heat and crater wear, especially
effective for high-speed machining.

bR New cemented carbide substrate.
W\ j& ) Exclusively designed for T9200 series
A L) drastically reduces defects in alloys, which

greatly improves fracture resistance.

www.tungaloy.com
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I TUNGCUT

Bl CUTTING PERFORMANCE

First choice grade for grooving

AHZ70O2% grade - Tungaloy's unique coating technology for drastically
improved reliability

I Tool life comparison

AH7025 Conventional grade Alloy steel
(SCM440 / 42CrMod)

Insert : DTE3-040 AH7025
Cutting speed : Vc = 150 m/min
Feed 1 f=0.17 mm/rev

Tool wear after 60 grooves Tool wear after 30 grooves Groove depth : 17 mm
Machining : External grooving

AH7025 provides stability, while preventing coating from peeling off Coolant : Wet
even after machining twice the number of passes compared to the
conventional grade.

Bl GRADES

_AH7025 [ L B AH725 | LU T515 ]

- First choice for various applications - Recommended for various - First recommended grade for cast
- New PVD coating with high Al applications iron
content provides excellent adhesion - Newly developed coating with well - Exellent wear resistance in
strength controlled crystal structure and high speed machining
- Improved wear and chipping fracture resistance
resistance - Improved adhesion strength
19225 | . T9125 | | NS9530 |
- Suitable for steel machining at - Suitable for steel machining at - Advanced cermet for finish cutting
high speeds high speeds of steel
- New CVD coating and substrate - Balance of wear and chipping - Innovative grade with incredible
deliver an outstanding balance of resistance fracture and high wear resistance

wear and chipping resistance

- Recommended for - Remarkable for machining of heat - Recommended for non-ferrous
interrupted machining resistant alloys materials and titanium
- TICNO PVD coating layer with - Exclusive coating layer improves
high wear resistance adhesion strength and wear
- High hardness wear resistance resistance
TH10 L. BX360 J.
- Recommended for - Suitable for hardened steel machining
non-ferrous materials - Ideal balance of wear and chipping

resistance due to the optimum CBN
content and grain size

12 TUNG-CUT



ACCELERATED MACHINING

Bl GRADES

Substrate Coating layer

Specific|Hard- Main Thickness
gravity | ness | Composition| (um)

Grade

Features

91.3 ' First recommended grade with excellent wear resistance and
AHT7025 pup sV (ALTIN 3.5 toughness, that is suitable for machining of a wide range of materials.
AH725 B E:R'i (Ti,A)N 2 PVD coated on fine grain cemented carbide
91.5 | . Good wear resistance even in high-speed machining
1515 14.8 HRA TICN +Al203 | 16 First choice for roughing cast iron
89.8 | Ti compound Exhibits excellent wear and fracture resistance at
T9225 kit RN +A203 18 high cutting speeds
T9125 EEEN{ a%g TiCN + Al203| 16 Versatile grade for improved chipping resistance
91.7 Versatile cermet grade with incredible fracture and wear
NS9530 i INTYA ) ) resistance
89.5 . Superior resistance to chipping and fracture
GH130 paed HRA TICNO 3 Excels in interrupted cutting
AHO05 it 3?:{2 (ALT)N 1.5 Excels in both cutting edge sharpness and wear resistance
TH10 14.7 Eﬁq‘?\ - - Carbide grade with excellent wear resistance and toughness
93.0 _ ) Carbide grade with excellent wear, fracture and chip-welding
KSOSF iRy HRA resistances
3200 - i i 7D
BX360 _ 5400 ) ) CBN grade with exceptional balance of wear and chipping
Hv resistance

Bl COMPENSATION OF TOOL LENGTH

The insert may be deflected by axial cutting force be required. Exact amount of change can be
during turning, causing the workpiece diameter measured by running a test workpiece. Refer to the
to be smaller than the required dimension. A chart below for diameter compensation values..

minor tool length compensation may, therefore,

- H H Insert : DTE300-040 Insert : DTE400-040
Feed direction Toolholder : CTER2525-3T09 Toolholder : CTER2525-4T10
= 0.24 =20 = 0.24 0
5 € 020 5 € 0.20
EZ 0.16 ap=3.0 4CT';c/ 0.16
Eo Eo ™ 1.0
5@ 012/ / ———————————————————————————————— 5E 012
wC ap=10 “C
oo 0.08 20 0.08 0.5
33 / =0.5 S .
O E 0.04 T % OE 0.04
o o
(&) (&)
Fig. 1 0 01 0.2 03 04 05 0.6 0 01 02 03 04 05 06
Feed : f (mm/rev) Feed : f (mm/rev)
Fig. 2 Value of compensation
www.tungaloy.com 13



I TUNGCUT

Bl INSERT APPLICATION

Application

Grooving

Insert External

Internal

Face

Parting

Turning

External

Internal

Face

=

J

]

J

DGM / SGM

DGS / SGS

DGG

DGL

DGE

DTM

DTE

DTX

o« |o ....%

DTR

DTIU

Undercutting

[
Undercutting

DTI

DGIM / DGIS

DTF

DTA

Al wheel machining

Al wheel machining

SGN ®

14 TUNG-CUT



ACCELERATED MACHINING

Il CHIPBREAKER GUIDE

Bl External grooving and parting

DGM type (2 corners)
SGM type (1 corner)

1st choice for grooving and
parting

Smooth chip evacuation
Well-designed edge with high
strength

Handed insert available
CW=2-8mm

Il Standard feed

0.5
0.4

0.3 Sy
0.2} ] I
0.1 I .............................................

0

T J

Feed: f (mm/rev)

2 3 4

P.20, 21 Groove width: CW (mm)
DGS type (2 CornerS) Lower Cutting force and l Standard feed <HL Ugrj
SGS type (1 corner) | superior sharpness 05 /
, Unique-designed edge and E 04
chipbreaker é 03
Handed insert available 5 02
[0}
CW=1.4-6mm 3 o1 III
ol
93723 7 5

P.25

P.22, 23 Groove width: CW (mm)
. ¥
DGG type (2 corners) | For non-ferrous materials H Standard feed JiL UHF ;
and titanium ¢ /
%‘ 0.4
Chipbreaker with low cutting force & 03
Sharp cutting edge that prevents E o2
vibration and delivers fine surface § 0.1 l = =
finish -0 s as
CW=2-6mm roove width: CW (mm)
P.24
¥
DGL type (2 COmerS) 1st choice for mild steel H Standard feed ‘Hﬁ Ugr j/
Chipbreaker with excellent chip E 0.4
control at low feed £ g I
Suitable for mild steel that often 5 02 I I '
. e g ot 08—
gives difficulties in chip control S
_3- 3 4 5 6
CW=3-6mm Groove width: CW (mm)
P.24
. ¥
DGE type (2 corners) | For high accurate and shallow B Standard feed %
groove 05
= 0.4
Excellent chip control E 03
CW=1-215mm £
- 0.2
el
i-onllil
0

1.3 1.6 1.85 215
Groove width: CW (mm)

www.tungaloy.com
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I TUNGCUT

Bl External and face grooving, and turning

DTM type General purpose B Standard feed and DoC Uw%iﬁ j j
(2 corners) 5 5 t /™

1st choice for grooving and turning €
. . . ) 4
Suitable for light to medium cutting £
) ] o a 3 e
Excellent chip control in machining  ® i Il Standard feed
. 5 2 f
steel, alloy steel, stainless steel, 2 ; | 304
o ] =
and heat-resistant aIon < E 0.3 [ g
o H H
CW=3-8mm 8 00102 03 04 05 06 § e e o e e =
Feed: f (mm/rev) el
EROREN e L e
Groove width: CW (mm) w
H3 N4 m5 mH6 m8 0 3 4 5 6 8

Groove width: CW (mm)

P.26

DTE type General purpose W Standard feed and DoC *HLﬁj j
(2 corners) . 75 i

=
Unique chipbreaker makes % 4
chips shorter & gl o0 R H Standard feed
) =]
Molded and ground insert 2 2 o - 0.4
available £ 1 %o.s
CW=3-8mm S o i Eool- M B || B N
01 0.2 0.3 0.4 05 06 =
Feed: f (mm/rev) RIS == == E =S
(0]
Groove width: CW (mm) Sy ‘ 4 ! 4
E3 m4m5 M6 W8 3 4 5 6 8

P.27, 28

Groove width: CW (mm)

B External, internal and face grooving, and turning

DTX type Multi-functional type Il Standard feed and DoC Hw%ﬁtﬂ j/i/

(2 corners)

— 4 ;
€ [ i
Well balanced sharpness E 4 | B Standard feed
and strength e 04
Multi-functional insert 52 =
CW=38-6mm 5 4 O £
E= N Eo2l - B I N
Q : H = .
8o 3
0.1 0.2 0.3 0.4 T o1
Feed: f (mm/rev) N

Groove width: CW (mm) 0 3 4 5 6
m3 m4im5 m6 Groove width: CW (mm)

P.28

16 TUNG-CUT




ACCELERATED MACHINING

Bl Profiling and undercutting

DTR tvpe ) [l Standard feed and DoC ] 3
yp Full radius type £ s
(2 corners) E
H Q
Molded Excellent chip contrql . s g ~__| E j
Molded and ground inserts available 3 ) / /
CW=3-8mm s
<
g
S 0470203 04050607
Ground Feed: f (mm/rev)
Groove width: CW (mm)
P.29 H3 M4 W5 H6 W8
¥
DTIU type Full radius type B Standard feed and DoC AH7¢
(2 corners) 04
Excellent chip control for undercutting = '
CW — 3 _ 6 mm E 0'3 ..............................
E o2 |-
g o1 .M -0
&
0 s L R
3 4 5 6
Groove width: CW (mm)
P.30

El Internal grooving and turning

DTI type (2 corners) || M Standard feed and DoC
nternal
erma e and L= —
: . £ /

Unique chipbreaker e : I Standard feed

makes chips shorter E ) 04

Molded and ground 5 RN e — Y —

inserts available E} . —N £ o,gI-I»-- ------

- 01 02 03 04 05 06 =

CW=3-8mm Feed: f (mm/rev) ° § 01y BB L i

Groove width: CW (mm) S

3 4 5 6 8
P.30, 31 H3 M4m5S m6mS8 Groove width: CW (mm)

www.tungaloy.com 17



TUNGCUT

Hm Small diameter internal grooving

DGIM type

2 mm insert width only M Standard feed #
(2 corners) (For general purpose) _ o4
[
Unique chipbreaker for excellent chip e 03
control E o2
Excellent fracture resistance due to B 04| I
optimum land on the cutting edge For &

. . . o
general applications on steels & stainless 2
steels Groove width: CW (mm)

DGIS type 2 mm insert width only W Standard feed #
(2 corners) (Lower cutting force) 04
>
. © 03
Lower cutting force =
Excellent fracture resistance due to opti- £ 02
mum land on the cutting edge § 0.1} B
Applicable for low carbon steels & oo 5
stainless steels Groove width: CW (mm)
P.32 CW=2mm
Hl Face grooving and turning
DTF type (2 corners) | 1st choice M Standard feed and DoC ; j
for face grooving 4 a 2
. . EPR Standard feed
Unique chipbreaker gge ! M Stan o e
makes chips shorter £52 3 05 .
Molded and ground 8% | E I
insert available 0 f = 02 I """ [ §
01 0.2 0.3 04 0.5 0.6 5 o4 M
Feed: f (mm/rev) § :
CW=3-4mm Groove width: CW (mm) 0 ——
P.32 m3 m4 Groove width: CW (mm)

18 TUNG-CUT



ACCELERATED MACHINING

Bl Aluminium wheel machining

DTA type
(2 corners)

Full radius type

Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

P.33

[l Standard feed and DoC

Depth of cut: ap (mm)
- N

01 02 03 04 05 06
Feed: f (mm/rev)

Groove width: CW (mm)
W6 m38

Bl External grooving of hardened steel

SGN-CBN type
(1 corner)

For hardened steel cutting

Optimum cutting edge shape for
grooving of hardened steels
High tolerance width for finishing
CW=2-4mm

(CW = +0.025 mm)

P.33

[l Standard feed

0.1

008 | B W W
0.06 |-
oo4 -l . M.

0.02

Feed: f (mm/rev)

0

2 3 4
Groove width: CW (mm)

P J

www.tungaloy.com
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TUNGCUT

INSERT

DGM

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE RE Right hand

o B2

INSL Ref.

7 INSL Ref. 7 INSL Ref. 7
CH R el

]

-Steel * |k |k PAG
M Stainless * ||| *
Cast iron Adb ¢ e | Yo | pie
Non-ferrous PAe
Superalloys * ||k |k * % : First choice
H Hard materials ¢ : Second choice
Coated Cermet Uncoated
Designation Seat | AND [cWs005| RE |10 § 2 § © 3 § L INSL| h |PSIRLIPSIRR
size [ o]
SETELEEX & @
i e S - ML) =2 N4
DGM2-020 2 N 2 (- BN BN AN J ([ J [ ] [ J 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 [ N} ([ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 [ I} ([ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 o0 (] 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ N J [ J 20 5 8 0°
DGM2-020-15R 2 R 2 0.2 [ N J ([ J 20 5 0° 15°
DGM2-020-15L 2 L 2 0.2 o0 ([ J 20 5 15° 0°
DGM2-002-15R 2 R 2 0.02 [ ] ([} 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ] ([ J 19.35 5 15° 0°
DGM3-020 3 N 3 0.2 © © ®© 6 0O [ ] [ J 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 [ I} ([ J 20 5 0° 6°
DGMS3-020-6L 3 L 3 0.2 o0 (] 20 5 6° 0°
DGMS3-002-6R 3 R 3 0.02 [ ) { ] 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ] (] 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 [ X} ([} 20 5 0° 15°
DGM3-020-15L 3 L 3 0.2 o0 ([ J 20 5 150 0°
DGM4-030 4 N 4 (BN BN BN BN BN BN J [ J [ ] 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 o0 ([ J 20 5 0° 40
DGM4-030-4L 4 L 4 0.3 [ N} ([ J 20 5 40 0°
DGM4-030-15R 4 R 4 0.3 o0 ([ J 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 [ N J [ J 20 5 15° 0°
DGM5-030 5 N 5 (X< BN BN BN BN BN J [ ] [ J 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ N} ([ J 25 55 0° 4°
DGM6-030 6 N 6 03 © @0 000 [ J 25 5.5 0° 0°
DGM8-040 8 N 8 04 @ © @0 ([ J [ ] 30 6.7 0° 0°
®: New
®: Line up

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

SGM
External deep grooving and parting, 1 corner
RE Neutral PSIRL Left hand RE Right hand
R Y
HEe—1= =
© RE/ PSIRR|

3 INSL Ref.

7 INSLme B INSL Rt ‘ .
R B - —

- Steel ¥* |5 S
M Stainless b dhAdRAdD ¢
Cast iron * PAdIAd DA
Non-ferrous DA¢
Superalloys * Y% % * Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Designati Seat Sed8g |u
gnation size |HAND|CW:005 RE S8 ® 5 INSL| h |PSIRL|PSIRR
I T IT I (9]
IO N4
SGM2-020 2 N 2 02 ©® @ O [ J 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ @ (] 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ [} 20 5 6° 0°
SGM3-020 3 N 3 02 @ @ @0 [ 20 5 0° 0°
SGM3-020-6R 3 R 3 02 @ @ (] 20 5 0° 6°
SGM3-020-6L 3 L 3 02 @ @ (] 20 5 6° 0°
SGMB3-020-15R 3 R 3 02 @ @ ([} 20 5 0° 15°
SGM3-020-15L 3 L 3 02 @ @ () 20 5 15° 0°
SGM4-030 4 N 4 03 ©® ®@ 06 0 [ J 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ (] 20 5 0° 4°
SGM4-030-4L 4 L 4 03 @ @ ([} 20 5 4° 0°
SGM5-030 5 N 5 03 @ @00 [ 25 5.5 0° 0°
SGM6-030 6 N 6 03 @ @ { ] [ J 25 5.5 0° 0°
SGM8-040 8 N 8 04 | @ [ ] 30 6.7 0° 0°
®: New
®: Line up

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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TUNGCUT

DGS
External grooving and parting, 2 corners
Neutral PSIRL Left hand Right hand
ey ps.;;—
INSL Ref. 7 e INSL Ref. INSL Ref.
7 7v
B CEC W
BBl stee * K[| [# *
M Stainless ) db dbAdhAdh ¢
Cast iron Adb ¢ PAdBAG DA Y
Non-ferrous DA
Superalloys * [ Y |k * Y : First choice
H Hard materials Y% : Second choice
Coated Cermet Uncoated
Designation Seat | \ND|CW:005) RE |10 § 9 2 = 2 w INSL| h |PSIRL|PSIRR
size NI S 3
o I III «n ]
F<IC< <O =z X
DGS1.4-005 1 N 14 0.05 [ ) 16 4.3 0° 0°
DGS1.4-010 1 N 1.4 0.1 [ ] 16 4.3 0° 0°
DGS1.4-016 1 N 14 0.16 [ N ) [ J 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 [ ) 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ) 20 5 0° 0°
DGS2-020 2 N 2 02 @ ®© @ O (] [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 [ I} [ J 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 [ N J [ J 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ ) [ J 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ ] [ J 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 [ I} ([ 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ N ) [ J 20 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ ) [ J 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ ] [ J 19.5 5 15° 0°
DGS3-020 3 N 3 02 @ © @ 00 o [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ N J [ J 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 [ N J [ J 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ ] o 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ ] [ J 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 [ N J [ J 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 [ N J [ J 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ ] o 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 () [ ] 1945 | 5 15° 0°
DGS4-030 4 N 4 03 0 00 [ J [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ BN ) [ J 20 5 0° 40
DGS4-030-4L 4 L 4 0.3 [ N ] ([ J 20 5 4° 0°
DGS5-030 5 N 5 03 ®© © @ © O [ ] [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 ®© © @ 0 O [ J 25 5.5 0° 0°
Caution —~_ N\ @: New
The tool will interfere with the workpiece when grooving larger diameters than gDmax. N ‘ i | ®: Line up
Designation oDmax (mm) Designation oDmax (mm) & \:
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103 e
SGM3-020-15R/L 103 SGS3-002-15R/L 34 Y

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

SGS

External deep grooving and parting, 1 corner

RE Neutral
ot
7° i INSL Ref. )
r

-

PSIRL

~

Left hand

INSL Ref.

Right hand
RE

PSIRR
INSL Ref. o

ot

B owm e w

Bl steel * % %%
M Stainless ) 'dhidbAdD ¢
Cast iron * PAdIAd DA
Non-ferrous DA
Superalloys * Y % *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Designation | 583! |yanplowsoos| RE S 2 8 8 |& INSL| h |PSIRL|PSIRR
size SR8=2 |8
I T T I (]
<< <O X
SGS2-020 2 N 2 02 ®© @ @O [ J 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ [ 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ ([ 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ [ J 20 5 15° 0°
SGS3-020 3 N 3 02 ®© @00 @ 20 5 0° 0°
SGS3-020-6R 3 R 3 02 @ @ [ 20 5 0° 6°
SGS3-020-6L 3 L 3 02 @ @ ([ 20 5 6° 0°
SGS3-002-6R 3 R 3 0.02 (] [ J 19.8 5 0° 6°
SGS3-002-6L 3 L 3 0.02 (] [ J 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 @ @ [ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ [ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 (] [ J 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 ([ [ 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® @00 (] 20 5 0° 0°
SGS5-030 5 N 5 03 ©®© ®@ 0 o ([ J 25 5.5 0° 0°
SGS6-030 6 N 6 03 @ @ [ J ([ J 25 5.5 0° 0°
®: New
®: Line up

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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DGG

External grooving (for high precision)

RE
=
O
7 < INSL Ref.
B
- Steel * *
M Stainless *
Cast iron D ¢ DA S
Non-ferrous *
Superalloys * Y % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
. : Seat Y =]
Designation size |CW=002 RE § § 5 INSL| h
ac [72] )
< =z N
DGG200-020 2 2 02 | @ [ ] [ ] 20 5
DGG300-020 3 3 02 | @ [ ] [ 20
DGG400-040 4 4 04 | @ [ ] ([ 20 5
DGG500-040 5 5 04 |@ [ ] [ J 25 5.5
DGG600-040 6 6 04 | @ [ ] [ ] 25 5.5
@: Line up
DGL
External grooving and parting
RE
Y
(@]
- 1 INSL Ref.
-
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat | ow.005| RE § INSL| h
size 2
ac
<
DGL3-025 3 3 025 @ 20
DGL4-030 4 4 03 | @ 20 5
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 | @ 25 5.5
@: Line up

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

DGE

External grooving (for high precision)

RE_cDx
Eiz

7 INSL Ref.

i il

- Steel ) dPAdAe *
M Stainless ) dhidh ¢
Cast iron * D¢ DA¢
Non-ferrous
Superalloys ¥* | v Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation 2?2‘2 CW002| RE § 28 § CDX | INSL| h
NN & o}
E I |E n
<O z
DGE100-000 2 1 o0 ([ 2.5 20 5
DGE130-000 2 1.3 0 [ BN J [ J 25 20 5
DGE160-010 2 1.6 0.l | @ @ @ [ J 2.5 20 5
DGE185-010 2 18 | 01 @ @ @ [ J 3.5 20 5
DGE215-015 2 215 | 015 | @ @ @ [ J 3.5 20 5
@: Line up
Caution 5
oDmax is limited as shown in the picture to the right according to m\ G.D
the groove depth, G.D. Please refer to the following table. Ve 4\
G.D = Groove depth ]
Designation Max. groove oDmax (mm) 4\\\\‘! P
depth(mm) | G.D.=1 | G.D.=15| G.D.=2 | GD.=25| G.D.=3 r
DGE100-000 /
DGE130-000 2 - -
DGE160-010 o 18.6 1.5 Relevant area
DGE185-010 (Interference)
DGE215-015 s 8.8 ’

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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DTM

External face grooving and turning

RE

B

i

9"‘ INSL Ref.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢  Second choice
Coated
. : Seat o
Designation ~°" |CW:005| RE | INSL| h
size =
ag
<
DTM3-030 3 3 03 |@ 20 5
DTM4-040 4 4 04 | @ 20
DTM4-080 4 4 08 |@ 20
DTM5-080 5 5 08 | @ 25 55
DTM6-080 6 6 08 | @ 25 5.5
DTM8-080 8 8 08 | @ 30 6.7
@: Line up

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

External face grooving and turning (for high precision)

DTE
RE
= =
&) ————
7" INSL Ref.

.

Il stee * | ok |k [ [ 2 *
M Stainless * * Y% %
Cast iron DA * DA
Non-ferrous
Superalloys * Y% % : First choice
Bl 1ord materials Y% : Second choice
Coated Cermet
Designation Seat oo RE |0 © & 8 9 3 INSL| h
size ﬁ ARKN < 2
oo LI I n
F <O zZ
DTE265-015 3 265 (015 | @ A ©@ @ @ [ J 20 5
DTE300-020 3 3 02 | @ A @ 0 O [ J 20 5
DTE300-040 3 3 04 | @ A © 0@ O [ J 20 5
DTE315-015 3 315 |015 | @ A © @ @ [ J 20 5
DTE400-040 4 4 04 | @ A @ 0 O [ J 20 5
DTE400-080 4 4 08 | @ A @ @ O [ J 20 5
DTE415-015 4 415 (015 | @ A ©@ © @ [ J 20 5
DTE478-055 5 478 |05 | @ A ©@ @ @ [ J 25 5.5
DTE500-040 5 5 04 @ A © @ O [ 25 5.5
DTE500-080 5 5 08 | @ A © © O [ J 25 5.5
DTE515-015 5 5.15 015 @ A © @ © 25 55
DTE600-080 6 6 08 | @ A @ 0 O 25 5.5
DTE600-120 6 6 12 | @ A @ @ @ 25 5.5
DTE800-080 8 8 08 | @ A @ © O 30 6.7
DTE800-120 8 8 12 | @ A © @ @ 30 6.7
@®: Line up

A: To be discontinued

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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TUNGCUT

DTE

External face grooving and turning

"
s

INSL Ref.

Ol

Bl steel *[Kk| [H|[ A *
M Stainless * * | Y %
Cast iron PAe % % S
Non-ferrous
Superalloys * | Y% % : First choice
Bl 1ord materials Y% : Second choice
Coated Cermet
Designation Seat |ow.005) RE [0 10 § 88 ,_,8, INSL| h
size ﬁ ‘CE u‘_) ':E ':E E 33
PPRIIO z
DTE3-020 3 3 0.2 [ ] 20 5
DTES3-040 3 3 04 | @ A © OO0 O [ ] 20 5
DTE4-040 4 4 04 | @ A © O 0 O [ ] 20 5
DTE4-080 4 4 0.8 [ ] 20 5
DTE5-040 5 5 0.4 ( BN ] 25 5.5
DTE5-080 5 5 0.8 [ ] 25 5.5
DTE6-080 6 6 0.8 ( BN ] 25 5.5
®: Line up
A : To be discontinued
DTX
External/Internal face grooving and turning
RE
%—
O
INSL Ref.
Bl steel Y| | | Y| e *
M Stainless * ) dhbidh ¢
Cast iron DA * DA Y
Non-ferrous
Superalloys * Y % : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
Designation iie:et CW:005| RE | 0 § 5 = § INSL| h
H H &
F <O P4
DTX3-030 3 3 03 | @ A @ 0O ([ J 20 5
DTX4-040 4 4 04 @ A @ @ O ([ 20
DTX5-040 5 5 04 @ A @ 0 0 [ J 25 5.5
DTX6-080 6 6 0.8 ® 00 25 5.5
®: Lineup

A : To be discontinued

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

DTR

Profiling and undercutting (for high precision)
RE
2g ~

7 INSL Ref.

il

-Steel ¥ | |k | S *
M Stainless * * | Y| %
Cast iron Y * Y PA

Non-ferrous
Superalloys * | v Y : First choice

: d choi
H Hard materials ¥ : Second choice

Coated Cermet
: : Seat . < M= S
Designation size CW=0.02| RE 89 S & 2 3 INSL| h
SSITII 1)
PRII0 z
DTR300-150 3 3 15 @ A © @ O ([} 20 5
DTR400-200 4 2 @ A 000 ([ J 20 5
DTR478-239 5 478 239 | @ A @ @ O ([ J 25 5.5
DTR500-250 5 25 | @ A @ O O [ J 25 5.5
DTR600-300 6 3 @ A ©@ 00 25 5.5
@: Line up
A: To be discontinued
DTR
Profiling and undercutting
RE
7 INSL Ref.
e 9
Bl stee % | k| | *
M Stainless * * | Y *
Cast iron PA¢ * Y| Y PA¢

Non-ferrous

Superalloys * | Y|k  : First choice

H Hard materials Yt : Second choice

Coated Cermet

Designation Seat |ows005| RE 8 © § 88 8 % INSL| h

SSIIICI 19}

FF<< <O 2
DTR3-150 3 3 |15 @ A @ @ @ @ ° 20 5
DTR4-200 4 4 > oA 00080 ° 20 5
DTR5-250 5 5 |25 |@ A @@ @ @ ° 25 | 55
DTR6-300 6 6 3 @ A ®@ O (] 25 5.5
DTR8-400 8 8 i ea00 @ 30 | 67

@: Line up

A: To be discontinued

Reference pages: Toolholders — P.34 - 57, Standard cutting conditions — P.58
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TUNGCUT

DTIU

Profiling and undercutting (for high precision)

RE
e
[®)

7 INSL Ref.

7
T LS |

Bl steel * |9 5%
M Stainless ) dhidh ¢
Cast iron * DA
Non-ferrous
Superalloys * i\( % : First choice
H | Hard materials Y% : Second choice
Coated
Designation 2?::: CW:002| RE §g,° & INSL| h
EEE
Q<O
DTIU300-150 3 3 15 | @ @ @ 20
DTIU400-200 4 4 2 o0 e 20 5
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 @00 25 5.5
@: Line up

DTI

Internal grooving and turning (for high precision)

RE

=
O
14° INSL Ref.

HE—
I wl by

I8l see | e ||| ||
M Stainless * * Y %
Cast iron S D ¢ DA S
Non-ferrous
Superalloys * Y% % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation Seat | owu002| RE |10 10 § S ,_‘8, INSL| h
size R ’:E ':E = 8;
PRPIIO 4
DTI300-040 3 3 04 | @ A ©@ OO [ 20
DT1400-040 4 4 04 | @ A © OO [ J 20
DTI1400-080 4 4 08 @ A © @ O [ J 20 5
DTI500-040 5 5 04 | @ A © 0 O [ J 25 5.5
DTI500-080 5 5 08 | @ A @ @ O [ 25 5.5
DTI600-080 6 6 08 | @ A © 0 O 25 5.5
DTI600-120 6 6 12 | @ A © @ @ 25 5.5
DTI800-080 8 8 08 @ A © 0 O 30 6.7 )
DTI800-120 8 | 5 |12]|@ea0 0@ 30 | 67 | Qe e

Reference pages: DTIU : Toolholders — P.38, 44, Standard cutting conditions — P.58
DTl : Toolholders — P.42, Standard cutting conditions — P.58
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ACCELERATED MACHINING

DTI
Internal grooving and turning
RE
=
O
14° . INSL Ref.

&l by

- Steel I | Y || S [ *
M Stainless > . ahAdD ¢
Cast iron Pig * Pig Pig
Non-ferrous
Superalloys * | Y¥ v : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Te) o
Designation Seat |ow.005| RE |10 © & 9 Q 2 INSL| h
size [N S S
A
oo LI I N
F <O Z
DTI3-040 3 3 04 @ A @ 0 O [ J 20
DT14-040 4 4 04 | @ A © 0 O [ J 20 5
@: Line up
A: To be discontinued
DGIM
Small diameter internal grooving
E‘RE
7 mme——m
i
14° INSL Ref.
Bl steel [ | e [ e e *
M Stainless * ¥* [ Y5 %
Cast iron DA * DA¢ DA
Non-ferrous
Superalloys * | Y¥ v : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . Seat 0 Q
A v O ™
Designation size |CW2005| RE 0 © Sge o INSL| h
SSITII 7]
F <O P4
DGIM2-020 2 2 02 | @ A @ 0 O [ J 20 5
@: Line up

A: To be discontinued

Reference pages: Toolholders — P.42, Standard cutting conditions — P.58
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DGIS

Small diameter internal grooving
(%LRE
RN
-t
INSL Ref.

‘.
ﬁﬁ

BBl stee! * | Y [ e[| *
M Stainless * ¥* Y% %
Cast iron DA * PG DA
Non-ferrous
Superalloys * Y  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Te) o
Designation Seat | ow.005| RE 10 10 N 0 Q @ INSL| h
size NI SN 8
S5IITI 7]
PRPII0 z
DGIS2-020 2 2 02 | @ A @ 0 O [ J 20 5
@: Line up
A: To be discontinued
DTF
Face grooving and turning
RE,
SEf——=
12°
7 INSL Ref.
-Ci E
Right hand (R) shown.
- Steel * | Y || S 5 *
M Stainless * * | Y% %
Cast iron DA * DA DA
Non-ferrous
Superalloys * | Y%  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | 563! |HAND|cW:005| RE |10 1 w0 g 3 INSL| h | L1
size = NI SN o
SSITII 1)
PRPII0 Z
DTF3-040-R 3 R 3 04 @ A @ @ O [ ] 20 5 16
DTF3-040-L 3 L 3 04 @ A @ © O [ ] 20 5 16
DTF4-040-R 4 R 4 04 | @ A @ O O [ ] 20 5 16
DTF4-040-L 4 L 4 04 @ A @ 0 O [ ] 20 5 16
@: Line up

A: To be discontinued

Reference pages: DGIS: Toolholders — P.42, Standard cutting conditions — P.58
DTF : Toolholders — P.45 - 46, 55, Standard cutting conditions — P.58
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ACCELERATED MACHINING

DTA

Aluminium wheel machining (for high precision)

RE

e

N INSL Ref.

-

- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials ¢ : Second choice
Uncoated
Designation Seat |oy.002| RE INSL| h | AN
size 9_
=
DTA600-300 6 6 3 | @ 25 5.5 7
DTA800-400 8 8 4 @ 30 6.7 10°
@: Line up
SGN

External grooving of hardened steel

cw @

INSL Ref.

- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y Y¢ : Second choice
CBN
Designation Seat |owsons| RE 2 INSL| h
x
1]
SGN200-020 2 2 02 @ 20 5
SGN300-020 3 3 02 @ 20 5
SGN400-020 4 4 02 | @ 20 5
@: Line up

Reference pages: DTA : Toolholders — P.53, Standard cutting conditions — P.58
SGN : Toolholders — P.34 - 57, Standard cutting conditions — P.58
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CTER/L
External grooving, parting and turning toolholder

L SR R 1T
W—I]E A;LH LF ,i JiL

° |
x =
] L y
ﬂ‘ Right hand (R) shown.
Designation Seatsize  CDX H B LF LH HF WF®  HBH  Torque*
CTER/L1616-2T08 [T 2 2 8 16 16 110 33 16 16.1 4 5
CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 - 5
CTER/L2525-2T08  [I20 2 8 25 25 150 33 25 25.1 = 5
CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4 5
CTER/L2020-2T12  [I2 2 12 20 20 125 32 20 20.1 = 5
CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 - 5
CTER/L1616-2T17  [N2NN 2 17 16 16 110 37 16 16.1 4 5
CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 - 5
CTER/L2525-2T17  [[N2 2 17 25 25 150 37 25 25.1 = 5
CTER/L2525-2T20 2 2 20 25 25 150 385 25 25.1 - 5
CTER/L1616-3T09  [NGIH 3 9 16 16 110 32 16 16.3 4 5
CTER/L2020-3T09 3 3 9 20 20 125 32 20 20.3 - 5
CTER/2525-3T09  [[@E 3 9 25 25 150 32 25 25.3 - 5
CTER/L1616-3T12 3 3 12 16 16 110 32 16 16.3 4 5
CTER/I2020-3T12  [[N@E 3 12 20 20 125 32 20 20.3 - 5
CTER/L2525-3T12 3 3 12 25 25 150 32 25 25.3 - 5
CTER/L1616-3T20 [ 8 3 20 16 16 110 385 16 16.3 4 5
CTER/L2020-3T20 3 3 20 20 20 125 385 20 20.3 - 5
CTER/2525-3T20 [0 8 0 3 20 25 25 150 385 25 253 - 5
CTER/L2525-3T25 3 3 25 25 25 150 445 25 25.3 - 5
CTER/L1616-4T10 [N 4 10 16 16 110 32 16 16.5 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 205 - 8.5
CTER/L2525-4T10 [N 4 10 25 25 150 32 25 255 - 8.5
CTER/L2020-4T15 4 4 15 20 20 125 33 20 205 - 8.5
CTER/2525-4T15 [N 4 15 25 25 150 33 25 255 - 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25 [N 4 25 20 20 125 45 20 205 = 8.5
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 8.5
CTER/L3232-4T25  [INANN 4 25 32 32 170 45 32 325 S 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2525-5T12 [N 5 12 25 25 150 37 25 25.6 = 8.5
CTER/L2525-5T17 5 5 17 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T20 [N 5 20 25 25 150 37 25 25.6 = 8.5
CTER/L2525-5T32 5 5 32 25 25 150 56 25 25.6 - 8.5
CTER/L3232-5T32 [N 5 32 32 32 170 56 32 32.6 = 8.5
CTER/L2020-6T12 6 6 12 20 20 125 37 20 20.6 - 12
CTER/L2525-6T12  [INENN 6 12 25 25 150 37 25 25.6 7 12
CTER/L2525-6T16 6 6 16 25 25 150 39 25 256 7 12
CTER/L2525-6T20  [INENN 6 20 25 25 150 49 25 25.6 7 12
CTER/L2525-6T25 6 6 25 25 25 150 47 25 25.6 7 12
CTER/L2525-6T32  [IENN 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6T32 6 6 32 32 32 170 56 32 32.6 - 12
CTER/L2525-8T16  [INEIN 8 16 25 25 150 47 25 26.1 7 12
CTER/L2525-8T25 8 8 25 25 25 150 47 25 26.1 7 12
CTER/L3232-8T25  [NEH 8 25 32 32 170 47 32 33.1 = 12
CTER/L3232-8T32 8 8 32 32 32 170 56 32 33.1 - 12
CTER/2525-8T36  [[N8IN 8 36 25 25 150 60 25 26.1 7 12
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 - 12

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)
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ACCELERATED MACHINING

SPARE PARTS

Designation
CTER/L1616-2T08

CTER/L2020-2T08
CTER/L2525-2T08
CTER/L1616-2T12
CTER/L2020-2T12
CTER/L2525-2T12
CTER/L1616-2T17
CTER/L2020-2T17
CTER/L2525-2T17
CTER/L2525-2T20
CTER/L1616-3T09
CTER/L2020-3T09
CTER/L2525-3T09
CTER/L1616-3T12
CTER/L2020-3T12
CTER/L2525-3T12
CTER/L1616-3T20
CTER/L2020-3T20
CTER/L2525-3T20
CTER/L2525-3T25
CTER/L1616-4T10
CTER/L2020-4T10
CTER/L2525-4T10
CTER/L2020-4T15
CTER/L2525-4T15
CTER/L1616-4T25
CTER/L2020-4T25
CTER/L2525-4T25
CTER/L3232-4T25
CTER/L2020-5T12
CTER/L2525-5T12
CTER/L2525-5T17
CTER/L2525-5T20
CTER/L2525-5T32
CTER/L3232-5T32
CTER/L2020-6T12
CTER/L2525-6T12
CTER/L2525-6T16
CTER/L2525-6T20
CTER/L2525-6T25
CTER/L2525-6T32
CTER/L3232-6T32
CTER/L2525-8T16
CTER/L2525-8T25
CTER/L3232-8T25
CTER/L3232-8T32
CTER/L2525-8T36
CTER/L3232-8T36

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM6X1X16-A
CM6X1X20-A
CM6X1X25-A
CM6X1X20-A
CM6X1X25-A
CM6X1X16-A
CM6X1X20-A
CM6X1X25-A
CM6X1X25-A
CM6X1X20-A
CM6X1X25-A
CM6X1X25-A
CM6X1X25-A
CMBX1X25-A
CM6X1X25-A
CM8X1.25X20-A
CM8X1.25X25-A
CMB8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A

{

Wrench
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P58
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TUNGCUT

CTER/L-GHP TUNG TUET

Mono-block external grooving and parting toolholder, with high pressure coolant capability

gl 1= SLK

=

T I [
G1/8" BSPPA ‘Hﬂ Right hand (R) shown.
Designation cw Seat size CDX H B LF LH HF WF () HBH Torque*
CTER/L2020-2T17-CHP - 2 17 20 20 125 45 20 20.1 4 5.5
CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 25.1 - 55
CTER/L2020-3T20-CHP [N 3 20 20 20 125 48 20 20.3 4 55
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 253 - 5.5
CTER/L2525-3T25-CHP |8 3 25 25 25 150 51 25 253 - 55
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 25.5 - 8
CTER/L2525-5T20-CHP [N 5 20 25 25 150 49 25 25.58 5
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2525-2T17-CHP CM5x0.8x25-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4
CTER/L2525-3T20-CHP CM5x0.8x25-A P-4
CTER/L2525-3T25-CHP CM5x0.8x25-A P-4
CTER/L2525-4T25-CHP CM6x1x16-A P-5
CTER/L2525-5T20-CHP CM6x1x16-A 7=
CTER/L2525-6T20-CHP CM8x1.25x20-A P-6

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
Parts for coolant hose — P.60
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ACCELERATED MACHINING

CTEFR/L
External face grooving and turning toolholder

CDX
ut =
m
2, 510 |
A LF
LH
LILI T
Y Right hand (R) shown.
Designation Seat size CDX H B LF LH HF WF ) Torque*
CTEFR/L2020-4T04 2,3,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 2,3,4 4.8 25 25 150 33 25 25.5 8.5
CTEFR/L2020-6T04 5,6 4.8 20 20 125 37 20 20.6 8.5
CTEFR/L2525-6T04 5,6 4.8 25 25 150 37 25 25.6 8.5

(1) "WF" value is calculated with groove width "CW" shown in the table.
Use the right-hand insert for the right-hand holder with DTF insert.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L2525-4T04 CM6X1X25-A P-5
CTEFR/L2020-6T04 CM6X1X20-A [P=)
CTEFR/L2525-6T04 CMBX1X25-A P-5

Groove width Face grooving Grooverain Face grooving
Min. machining dia. Min. machining dia.
CW DAXMIN cw DAXMIN

DGM /DGS / SGN 2 295 DTR 3 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM / DGS / DGL 5 60 DTR 6 48
DGM / DGS / DGL 6 57 DTX 3 22
DTE/DGG /DTM 3 62 DTX 4 20
DTE/DGG/DTM 4 42 DTX 5 20
DTE/DGG/DTM 5] 64 DTX 6 23
DTE/DGG /DTM 6 61 DTF 3 20
DTF 4 20

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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TUNGCUT

CGEUR/L
External 45° undercutting toolholder

B i

LF »l

DMIN

H,
S
‘><
' O
o

Right hand (R) shown.

Designation cw ] Y[|\BN Seat size CDX H B LF LH HF WEF () Insert Torque*
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU... 5
3 32

CGEUR/L2020-3T02 3 2.8 20 20 125 30 20 233  DTIU... 5
CGEUR/L2525-3T02 [N g2 3 2.8 25 25 150 30 25 28.3  DTIU... 5

CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 195  DTIU... 8.5
CGEUR/L2020-4T02  [ANGE 4 2.8 20 20 125 31 20 235  DTIU... 8.5
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU... 8.5
CGEUR/L2525-6T03  [IN6 84 5,6 3.4 25 25 150 35 25 289  DTIU... 8.5

(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CMB6X1X16-A R=5;
CGEUR/L2020-4T02 CM6X1X20-A P-5
CGEUR/L2525-4T02/6T03 CMBX1X25-A P-5

Reference pages: Inserts — P.30, Standard cutting conditions — P.58
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ACCELERATED MACHINING

CAER/L-CHP TUNGEMSEVYSTEM

Modular-type external grooving and parting blade, with high pressure coolant capability

8 ol
W

THT

:

Right hand (R) shown.

Designation Ccw Seat size CDX H B LF WF®)
CAER/L-2T16-CHP - 2 16 33 7.2 4.5 7.3
CAER/L-2T20-CHP 2 2 20 33 7.2 45.5 7.3
CAER/L-3T16-CHP ] 3 16 33 7.2 415 7.4
CAER/L-3T20-CHP 3 3 20 33 7.2 455 7.5
CAER/L-4T16-CHP _ 4 16 33 7.2 4.5 7.7
CAER/L-4T20-CHP 4 4 20 33 7.2 455 7.7
CAER/L-5T20-CHP I 5 20 33 7.2 463 7.8
CAER/L-6T20-CHP 6 6 20 33 7.2 463 7.8

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.

CAEFR/L-CHP TUNEMSVYSTEM

Modular-type face and external grooving blade, with high pressure coolant capability

TN
J&

THT
1

Right hand (R) shown.

Designation Cw Seat size CDX H B LF WF ()
CAEFR/L-4T04-CHP 2,34 4.8 33 7.2 41.5 7.7

CAEFR/L-6T04-CHP 6 5,6 4.8 33 7.2 46.3 7.8

Use the right-hand insert for the right-hand holder with DTF insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.

Groove width Face grooving Croorerain Face grooving
Insert Min. machining dia. Insert Min. machining dia.
cw DAXMIN cw DAXMIN

DGM /DGS / SGN 2 295 DTR 3 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM /DGS / DGL 5] 60 DTR 6 48
DGM /DGS / DGL 6 57 DTX 3 22
DTE/DGG/DTM 3 62 DTX 4 20
DTE/DGG /DTM 4 42 DTX 5 20
DTE/DGG/DTM 5 64 DTX 6 23
DTE/DGG/DTM 6 61 DTF 3 20
DTF 4 20

Reference pages: Inserts — P.20 - 33, Shank — P.40 - 41, Standard cutting conditions — P.58
Parts for coolant hose — P.60, Technical Reference — P.59
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CHSR/L-CHP TUNGEMSESVYSTEM

Shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY™*)
(LPOS) @
T
A
OAL
om
Right hand (R)
with right-hand blade shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CAER/L-CHP 5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAER/L-CHP 5

*WFASSY :Shank (WPOS) + blade (WF)

**LFASSY : Shank (LPOS) + blade (LF)

*Please see the page 59 for instructions on installing and removing the blade or the insert.

*Torque: Recommended clamping torque (N-m)

Note: Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Applicable for 30 MPa coolant

SPARE PARTS @ /é @ § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N PLUGG1/8ISO1179

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

LAR

CHFVR/L-CHP TUNGEMSVYSTEM

Shank for CAER/L-CHP blades with high pressure coolant capability

& &

£yl oy
s T
G1/8 28/|E: %l OAL

Fa3s
G 1/8"-28 ~y &

ke —

T LPOS Right hand (R

= (LFASSY™) with Ieﬂ—harﬁd)blade shown.

Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*

CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5| 20 10 CAER/L-CHP 5,
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 CAER/L-CHP 5

“WFASSY : Shank (WPOS) + blade (LF)
“LFASSY : Shank (LPOS) + blade (WF)

*Torque: Recommended clamping torque (N-m)

Note: Use right-hand blades (R) with left-hand shanks (L); and left-hand blades (L) with right-hand shanks (R).
Applicable for 30 MPa coolant

*Please see the page 59 for instructions on installing and removing the blade or the insert.

SPARE PARTS @ ﬁ & § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3
CHFVR/L... SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N PLUGG1/8ISO1179

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — P.20 - 33, Blades — P.39, Standard cutting conditions — P.58
Parts for coolant hose — P.60, Technical Reference — P.59
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C*CHSN-CHP

TUNGCAP TUNGMSVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY*)

(LPOS)

.
£
LPR
Designation DCONMS LPR LPOS WPOS
C3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 215 21
C5CHSN26047-CHP 50 47 22.5 26
CB6CHSN33050-CHP 63 50 24.5 32.5

*WFASSY :Shank (WPOS) + blade (WF)

**LFASSY : Shank (LPOS) + blade (LF)

*Torque: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

*Please see the page 59 for instructions on installing and removing the blade or the insert.

& &

SPARE PARTS

s

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3
C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

C*CHFVN-CHP

g
=

DCONMS

==

Blade (Option)
CAER/L...-CHP
CAER/L...-CHP
CAER/L...-CHP
CAER/L...-CHP

Wrench 2
HWS5.0

ORS5X1N

@

Right-hand (R) blade shown.

Torque*

5

5
5
5

TUNGCAP TUNGMSVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

(WPOS)

Designation DCONMS LPOS wB WPOS
C3CHFVN26040-CHP 32 40 26 15
C4CHFVN26046-CHP 40 46 26 1.5
C5CHFVN26046-CHP 50 46 26 15
C6CHFVN33046-CHP 63 46 33 8.5

*WFASSY : Shank (WPOS) + blade (LF)

**LFASSY : Shank (LPOS) + blade (WF)

*Torque: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

*Please see the page 59 for instructions on installing and removing the blade or the insert.

& A &

Clamping screw 1 Wrench 1 Clamping screw 2
SRM5-04451 T-20/5 SRM6X12DIN6912

&

Clamping screw 3
SRM6X20-XT

SPARE PARTS

Designation
C*CHFVN...-CHP

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

(LFASSY™)

DCONMS

Blade (Option)
CAER/L...-CHP
CAER/L...-CHP
CAER/L...-CHP
CAER/L...-CHP

Wrench 2
HWS5.0

OR5X1IN

Reference pages: Inserts — P.20 - 33, Blades — P.39, Standard cutting conditions — P.58

Technical Reference — P.59

@

Left-hand (L) blade shown.

Torque*

5

5
5
5
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CTIR/L
Internal grooving and turning toolholder

o) C— 6]
2
)
4+ . 2 _|Z
a
>
= 3
= ¥—— Seal cap Right hand (R) shown.
Designation cw DMIN Seat size CDX DCONMS H LF® LH WF Insert Torque*
CTIR/L16-2T08-D250 2 8 16 14 125 = 165  DGIM..., DGIS.. 5
CTIR/L20-2T06-D250 2 25 2 6 20 18 160 40 15.8  DGIM..., DGIS.. 5
CTIR/L20-3T06-D250 |86 3 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-3T05-D250 3 25 3 5.1 25 23 200 40 17.5 DTI..., DTX... 5
CTIR/A25-3T0s-D320  [NEI G 3 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-3T10-D400 3 40 3 10 32 30 250 60 27 DTI..., DTX... 5
CTIR/L20-4T06-D250 |4 o6 ] 4 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-4T08-D320 4 32 4 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-4T04-D310 ARG 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 40 4 10 32 30 250 60 27 DTI..., DTX... 5
CTIR/L25-5T05-D310  [INEIGIn 5 5 25 23 200 60 17.3 DTl..., DTX... 85
CTIR/L32-5T10-D400 5 40 5 10 32 30 250 60 27 DTl..., DTX... 8.5
CTIR/AL32-6T04-D310 GG 6 4 32 30 250 60 20.8 DTI..., DTX... 85
CTIR/L32-6T10-D400 6 40 6 10 32 30 250 60 27 DTl..., DTX... 8.5
CTIR/L32-8T05-D370  [INENG7 8 5 32 30 250 60 21.3 DTI..., DTX... 85
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTI..., DTX... 8.5
(1) LF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)
When using the inserts that are not in the above
SPARE PARTS @ ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;hcrgiget(y:ﬁsn INSERT cw DMIN
CTIR/L16-2T08-D250  CMS5X0.8X10-A P-4  CA-16 M6 DGM / DGS / SGN / DGL / DTM 3
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS / SGN/DTM / DGL & 50
CTIR/L20-3T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 DIE1Y /IDIESS) /DY / DIEIL 9 Gl
CTIR/L25-3T05-D250  CMS5X0.8X16-A P-4  CA-25  R1/8" DGM/DGS /DTM/ DGL 6 e
DGM /DGS / DTM 8 70
CTIR/L25-3T08-D320  CM5X0.8X16-A P-4  CA-25  R1/8" - 3 20
CTIR/L32-3T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" BTE/ DGG 4 o
CTIR/L20-4T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 DTE /DGG 5 50
CTIR/L25-4T08-D320  CM5X0.8X16-A P-4  CA-25  Ri/8" DTE / DGG 6 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4  CA-32  Ri/8" DTE /DGG 8 62
CTIR/L32-4T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" (DT e 55
CTIR/L25-5T05-D310 CM6X1X16-A  P-5 CA-25  R1/8" g;g g Z:
CTIR/L32-5T10-D400 CM6X1X20-A  P-5 CA-32  R1/8" TR 6 6
CTIR/L32-6T04-D310 CM6X1X20-A  P-5 CA-32  Ri/8" DTR 8 T
CTIR/L32-6T10-D400 CM6X1X20-A  P-5 CA-32  R1/8"
CTIR/L32-8T05-D370 CM6X1X20-A  P-5 CA-32  Ri/8"
CTIR/L40-8T05-D420 CM6X1X25-A  P-5 CA-40  R1/8"

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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ACCELERATED MACHINING

CTIFR/L
External/Internal face grooving and turning toolholder

g : JJL
g 2 i i
i ——— I
o Ciommm— | 1 E
- DMIN = O / = 3| |8 Gy
A y . N o | —
AN T T C IR
Seal cap Right hand (R) shown.
Designation Seat size CDX DCONMS LF HF WF () Torque*
CTIFR/L25-4T05-D270 [ 3,4 55 25 200 11.5 13.3 5
CTIFR/L32-4T05-D340 4 3,4 5.5 32 250 15 16.8 5
CTIFR/L25-5T05-D270  [6 5,6 55 25 200 11.5 13.3 5
CTIFR/L32-5T05-D340 6 5,6 55 32 250 15 16.8 5

(1) WF is calculated with the groove width CW in the above table.
Use the right-hand insert for the right-hand holder with DTF insert.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ ( @

Designation Clamping screw Wrench Seal cap
CTIFR/L25-4T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-4T05-D340 CM6X1X20-A P-5 CA-32
CTIFR/L25-5T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-5T05-D340 CM6X1X20-A P-5 CA-32
. Min. machining dia
Seat size
DCONMS = 25 mm DCONMS = 32 mm
3 26.3 33.3
4 26.8 33.8
5 26.3 33.3
6 26.8 33.8
Groove width Face grooving Grooverain Face grooving
Insert Min. machining dia. Insert Min. machining dia.
CW DAXMIN cw DAXMIN
DGM /DGS / SGN / DGL 3 92 DTR 3 44
DGM /DGS /SGN / DGL 4 37 DTR 4 32
DGM / DGS / DGL 5 60 DTR 5 48
DGM / DGS / DGL 6 57 DTR 6 48
DTE/DGG /DTM 3 62 DTX 3 22
DTE/DGG/DTM 4 42 DTX 4 20
DTE/DGG/DTM 5 64 DTX 5 20
DTE/DGG /DTM 6 61 DTX 6 23
DTF 3 20
DTF 4 20

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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TUNGCUT

CGIUR/L
Internal 45° undercutting toolholder

DMIN

H DCIONMS‘

Right hand (R) shown.

Designation cw ] Y[[\B Seatsize CDX DCONMS H LF LH WF ™ Insert Torque*
CGIUR/L20-3T02-D380 8 2.8 20 19 160 - 12.8 DTIU... 5
3 38 3

CGIUR/L25-3T02-D380

2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 4 2.8 20 19 160 o 12.9 DTIU... 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5
CGIUR/L25-6T02-D460 5,6 2.8 25 23 200 = 15.2 DTIU... 8.5

(1) WF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4

CGIUR/L**-4T02-D... CM5X0.8X16-A P-4
CGIUR/L25-6T02-D460 CMBX1X25-A P-5

Reference pages: Inserts — P.30, Standard cutting conditions — P.58
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ACCELERATED MACHINING

CTFR/L
Face grooving and turning toolholder

3 )
- “& “coxk 9]

= ‘ DAXX
; T I¢ -
Right hand (R) shown.

Designation (/A (|| BV O @l Seat size CDX H B LF LH HF WF®  Torque*
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 25.5 5
3 29 40

CTFR/L2525-3T10-029040 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-034050 [ 088460 = 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-064100  [NGIINGA 00" 3 15 25 25 150 38 25 255 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042 [ o8 as 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-042070  [NANGZT60E 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-112200  [ANHi2o00 | 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-070110 NGO o 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-140200  [NEIH40 200 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100  [NEGE 00" 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400  [EIHe8 400 6 25 25 25 150 49 25 25.6 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
Max. groove depth will be 15 mm with DTF insert.
Use the right-hand insert for the right-hand holder with DTF insert.
(1) WF is calculated with the groove width (CW) in the above table.
*Torque:Recommended torque (N-m)
SPARE PARTS @ ( Insert GrOO\c/;?NWidth Mi:ér?'lea(?;?:ixg%ia.
OAXMIN
CTFR/L2525-3T - 4T... CM6X1X25-A P-5 DGM/DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CMB8X1.25X25-A P-6 DGM/DGS /SGN/DGL 4 ST
DGM / DGS / DGL 5 60
INSERT DGM /DGS / DGL 6 57
Designation Seat size Insert DIE/DGGI/DIM 3 62
CTFR/L2525-3T10-024035 3 DTF, DTX IDIE / IDETE! /DAY & 2
CTFR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM 5 &4
DTE / DGG / DTM 6 61
CTFR/L2525-3T10-034050 B DTF, DTX 5 3 a4
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM DTR 4 30
CTFR/L2525-3T15-064100 3 D1t DTX DTE, DGG, DGM, DGS, DTR 5 48
DTR, SGN, DGL, DTM oTR o 48
CTFR/L2525-4T10-022036 4 DTF, DTX oTx s 2
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR T 7 m
CTFR/L2525-4T20-034050 4 01 (L ETE DR, BOM DS, gz 2 22
CTFR/L2525-4T20-042070 4 D DJTXF'{,DQENI,DSTGMI,DS& e e . o
CTFR/L2525-4T20-062120 4 DTF, DJ‘F(ﬁ,DsTcEN?S'?M?Sgﬁ DGS, DTF 4 20
CTFR/L2525-4T20-112200 4 DI D[-)I—'I)'(IZ‘{,D;(E;\II,DS'EI\‘/II,DSQAI_‘ Dl
CTFR/L2525-5T25-... 5  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL
CTFR/L2525-6T25-... 6  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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CTFVR/L
Perpendicular toolholder for face grooving and turning

. 0 o ,
- ><§ o [a)
cw 787
° LH LF DAXMIN
\’i DAXX —
- 5 G wer B
- Right hand (R) shown.

Designation CcwW YOIV ¢ @ Seat size CDX H B LF LH HF  Torque*
CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5
3 29 40

CTFVR/L2525-3T10-029040 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-034050 [ N8 g4 s 3 10 25 25 150 18 25 5
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
CTFVR/L2525-3T15-054085  [INGGA T gs 3 15 25 25 150 18 25 5
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-032050 |4 iga s 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-052085  [NANG gs 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110  [IEIIZo o 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-140200 B0 00 5 20 25 25 150 22 25 12
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-073150  [IEN78 is0 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.
Use the right-hand insert for the right-hand holder with DTF insert.
*Torque:Recommended torque (N-m)
SPARE PARTS & ( Insert GI’OOé?NWidth er':ar?'leagfr]cl)r:)l:’/]g?ﬂla
DAXMIN
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM/DGS / SGN/DGL 3 92
CTFVR/L2525-4T... CMBX1X25-A P-5 DGM/DGS /SGN/DGL 4 37
CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 DGM/DGS /DGL 5 60
DGM / DGS / DGL 6 57
INSERT DTE / DGG / DTM 3 62
Designation Seat size Insert DTE/DGG/DTM 4 42
CTFVR/L2525-3T10-024035 3 DTF, DTX DTE/DGG/DTM ° 64
DTE / DGG / DTM 6 61
CTFVR/L2525-3T10-029040 3 DTF, DTX TR 5 44
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTR 4 30
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTE, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX 3 19
CTFVR/L2525-4T15-032050 4 Bz DD-I-'IZ(F-’X,DIZ-)F‘II'EI(/II,DSSI’_,DSGG% Das, EK g ig
CTFVR/L2525-4T15-042060 4 DU DJT)(é,DsTgh?gsM?ggﬁ DGS, '[3)1T'>F< g ?:
CTFVR/L2525-4T15-052085 4 DI DJ‘?(E{,DQCEN?S‘?M?SC’;AL’ e, DI 7 o
CTFVR/L2525-5T20-... 5 DS DU, DSTGI\/’I,DDGGMLY IDXE, TR
CTFVR/L2525-6T20-... 6 T TR O L o TR

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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ACCELERATED MACHINING

JCTER/L
External grooving and parting toolholder, for Swiss lathes

o - I
o} W
LF [
E

Right hand (R) shown.

Designation CwW Seat size CUTDIA H B LF LH HF WF® HBH Torque*
JCTER/L1010X1.4T10 |44 1 20 10 10 120 18 10 10.2 - 3
JCTER1010-1.4T10 1.4 1 20 10 10 125 18 10 10.2 - 3
JCTER/L1212F1.4T12 _ 1 24 12 12 85 19.5 12 12.2 = 3
JCTER/L1212X1.4T12 1.4 1 24 12 12 120 19.5 12 12.2 - 3
JCTER1212-1.4T12 14 1 24 12 12 125 19.5 12 122 5 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16 _ 1 32 16 16 120 24 16 16.2 = 3
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 10.1 2 3
JCTER/L1212F2T12 [ ] 2 24 12 12 85 19 12 12.1 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 12.1 2 3
JCTER/L1414-2T12 _ 2 24 14 14 125 19 14 14.1 = 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 16.1 - 3
JCTER/L1212F3T12 E 3 24 12 12 85 19 12 12.3 2 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 12.3 2 3
JCTER/L1616X3T16 _ 3 32 16 16 120 24 16 16.3 = 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 - 3

(1) "WF" value is calculated with groove width "CW" shown in the table. ¢ CUTDIA: Max. parting diameter
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & %’S

Designation Clamping screw Wrench
JCTER/L... CSHB-4-A T-15F
JCTER/L2012

External grooving and parting toolholder, for Swiss lathes

“EnlE
y I
LF
II
Right hand (R) shown.
Designation cw Seat size CUTDIA H B LF LH HF WF™ Torque*

JCTER/L2012H2T18 2 36 20 12 100 25 20 0.1 8!
JCTER/L2012H3T21 B 3 42 20 12 100 28 20 0.3 3

(1) "WF" value is calculated with groove width "CW" shown in the table. ® CUTDIA: Max. parting diameter
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /<§

Designation Clamping screw Wrench
JCTER/L2012... CSHB-4-A T-15F

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
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JCTER/L-CHP TUNG TJET

External grooving and parting toolholder with the direct internal coolant supply system

LF [
T ";",% 8 gl mi left-hand %Uw@

CUTDIAK * | _~5/16"-24UNF o
A . Y ; @

e
/
i\
L
T

i
J
@
B ]

Right hand (R) shown.

Designation (/BN Seat size CUTDIA H B LF LH HF WF® HBH HBL Torque*
JCTER/L1212X2T12-CHP - 2 25 12 12 120 24.7 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 245 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

(1) "WF" value is calculated with groove width "CW" shown in the table. "WF" value depends on the tool hand. With 0/12, WF is O for the right hand and 12 for the left hand.
* CUTDIA: Max. parting diameter *Torque: Recommended clamping torque (N-m)

SPARE PARTS & ﬁ @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
CGER/L

External deep grooving and parting toolholder, for Swiss lathes

R E K-

il LF n

HBH

— A Right hand (R) shown.
Designation Seat size CUTDIA®  CDX H B LF LH HF WF@  HBH
CGER/L2020-1.4T14 _ 1 29/29 9.7 20 20 125 31 20 20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 12.1 6
CGER/L1616-2T17 - 2 35/35 11.8 16 16 150 31 16 16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 _ 3 38/40 2 2 12 150 31 2 12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/L2020-3T19 - 3 38/45 13.2 20 20 125 31 20 20.3 =
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 20.4 -

e Wrench (CRW**) is not included. Please order it separately. Insert is clamped by the elastic deformation of the upper jaw.
(1) DG*/SG* maximum parting diameter will depend on the insert. (2) "WF" value is calculated with groove width "CW" shown in the table.

SPARE PARTS ?
Designation Wrench (Option)
CGER/L2020-1.4T14 CRW23
CGER/L***-2T17 - 4T19 CRW33

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.58
Parts for coolant hose — P.60
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ACCELERATED MACHINING

CGP32-CHP
External deep grooving and parting blade, with high pressure coolant capability

CUTDIA

LN &

5. T
HiN:
150° e
Designation Seat size CUTDIA H B LF HF
CGP32-2D-CHP ] 2 50 32 1.8 150 24.8
CGP32-3D-CHP 3 3 100 32 2.5 150 24.8
CGP32-4D-CHP _ 4 100 32 3.2 150 24.9
CGP32-5D-CHP 5 5 120 32 4 150 24.9
CGP32-6D-CHP _ 6 120 32 5.2 150 24.9
When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended. To be released in 2020

* CUTDIA Max. parting dia
Wrench (CRW...) is not included. Please order it separately.

SPARE PARTS @ 9

Wrench
(Optional)
CGP32-*D-CHP SGC340 CRW33

Designation Sealing screw

M Use the tool block CTBU25-32-CHP. (p.51)

w~

Caution

@®—@ : unclamp

Newly developed clamp
@—@: clamp

Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

Reference pages: Inserts — P.20 - 33, Tool block — P.51
Standard cutting conditions — P.58, Parts for coolant hose — P.60
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CGP
External deep grooving and parting blade

o Lo ams g
E B \< ") Iy = E=)
) LF B Y
50w '~ cutoia 5 -
Fig.2 /:g; A 150
150° 4l LF
Designation Seatsize  CUTDIA H B LF HF Fig. Torque*
CGP26-1.4S 14 1 26 26 1 150 21.4 1 -
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S I 2 40 26 1.8 150 21.4 1 =
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S e 3 50 26 2.4 150 214 1 =
CGP32-3D 3 3 100 32 2.4 150 24.8 2 -
CGP26-4S e 4 80 26 32 150 21.4 1 =
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D A 4 120 45 3.2 150 38.1 2 =
CGP32-5D 5 5 120 32 4 150 24.9 2 -
CGP32-6D e 6 120 32 5.2 150 24.9 2 2
CGP32-85-CL 8 80 32 6.2 150 24.9 3 3

When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
e CUTDIA Max. parting dia

*Torque: Recommended clamping torque (N-m)

Wrench (CRW...) is not included. Please order it separately.

SPARE PARTS @ ( ?

Designation Clamping screw Wrench (<\3Ag§3$|)
CGP**-1.4* - - CRW23
CGP**-2/3/4/5/6 = - ClrEE
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -

Reference pages: Inserts — P.20 - 33, Tool block — P.51 - 52
Standard cutting conditions — P.58

50 TUNG-CUT



ACCELERATED MACHINING

CTBU
Tool block for CGP blades

— (5
LH
H
OAH
L/
[\

B |l OAL i
oaw _|F
. . Blade
Designation H B OAL LH HBH OAH OAW (Optional)
CTBU20-26 20 21 86 21.4 9 43 38 CGP26...
CTBU25-26 25 23 110 21.4 5 45 43 CGP26...
CTBU20-32 20 19 100 24.8 13 50 38 CGP32...
CTBU25-32 25 23 110 24.8 8 50 42 CGP32...
CTBU32-32 32 29 110 24.8 5 54 48 CGP32...
SPARE PARTS % @ (
Designation Clamp Clamping screw Wrench
CTBU20-26 CT-86 CM6X30-S P-5
CTBU25-26 CT-105 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32 CT-110 CM6X30-S P-5
CTBU32-32 CT-110 CM6X30-S P-5

CTBU-CHP
Tool blocks for high pressure coolant

i
<
o
>
—
<D
Y

/ A
[ v B Ly
<B, A A G1/87-28 A
OAW _ T
. . Blade
Designation H B OAL LH HBH OAH OAW (Optional)
CTBU25-32-CHP 25 23 110 24.8 8 50 43.2 CGP32-*D-CHP

Applicable for 14 MPa coolant

SPARE PARTS & f ( @

Designation Clamping screw Clamp Wrench O-ring
CTBU25-32-CHP SRM6X16DIN912-12.9 CT-110 75 OR14X2.5NN

Reference pages: Blades — P.49 - 50, Parts for coolant hose — P.60
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CTBF
Tool block for CGP blades (fixed clamp)

:ﬁ — [
I 1T 1T 1T 1T
5 /3
1 \ |
B_| OAL
_OAW |8
o BI
Designation H B OAL LH HBH OAH OAW  (onteral)
CTBF25-45 25 22 110 38.1 25 66 40 CGP45...
CTBF32-45 32 28 120 38.1 18 66 45 CGP45...
SPARE PARTS @ (
Designation Clamping screw Wrench
CTBF... CM6X1.0X40-A P-5

TUNGCAP

C-TBK-R/L
Adapter for parting blades

g @
12
(@)
O
o
L1
[
A Right hand (R) shown.
Designation DCONMS WF LF H
C6TBK-32R/L 63 32 138 32
Applicable for 3 MPa coolant
SPARE PARTS f @ ( a
Designation Clamp Clamping screw Wrench Coolant parts

C6TBK-32R/L BK32-9WEDG SRM6X16DIN912-12.9 HWS5.0 EZ125

Reference pages: Blades — P.50
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ACCELERATED MACHINING

CTER/L-15A
Square shank toolholder for profiling aluminium wheel

A
: ]
A

Th
=

Right hand (R) shown.

Designation (o) /AN Seat size CDX H B LF HF WF HBH HBL Insert Torque*
CTER/L2525-6T25-15A 6 25 25 25 150 25 32.2 7 50.5 DTA... 5
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2525-****-15A CMBX1X25-A P-5

CGIUR/L-15A
Round-shank toolholder for profiling aluminium wheel

2 @
1= /
o
(®]
(a]
1 A
9- T
Y
¥ Seal cap
Right hand (R) shown.

. . . Seal
Designation Ccw 5] "||\M Seat size CDX DCONMS H WF LF HF HBL Insert cap Torque*
e 5 s 4

CGIUR/L40-6T50-D160-15A 385 197 320 19 60 DTA.. CA-40 5
CGIUR/L40-8T83-D160-15A 8 160 8 83 40 385 205 320 19 85 DTA..  CA-40 5
CGIUR/L50-6T85-D200-15A _ 6 85 50 485 252 350 235 85 DTA... = 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 485 259 350 235 85 DTA... - 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & ( @

Designation Clamping screw Wrench Seal cap
CGIUR/L™*-15A CMBX1X25-A P-5 CA-40
NOZZLE
Coolant pipe Coolant nozzle
PNZ5 CNZ125

Reference pages: Inserts — P.33, Standard cutting conditions — P.58
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CAER/L
External grooving, parting and turning blade

3 ol
]

CDX

al
w1 O
O
WE

-

mla =

Right hand (R) shown.

Designation Seat size CDX LF WF Shank Torque*
s 3

CAER/L-3T16 16 45 10.4 CHSRI/L..., CHFVL/R... 5
CAER/L-4T16 4 4 16 45 10.5 CHSRI/L..., CHFVL/R... 5
CAER/L-5T20 _ 5 20 49 10.5 CHSRI/L..., CHFVL/R... 5
CAER/L-6T20 6 6 20 49 10.5 CHSRI/L..., CHFVL/R... 5

*Torque: Recommended clamping torque (N-m)
Not compatible with TungModularSystem
When groove depth is larger than insert length - 1.5 mm, please use 1-cornered insert.

SPARE PARTS ¢ S: (

Designation Clamping screw Wrench
CAER/L... BHM6-20-A P-4

Reference pages: Inserts — P.20 - 33, Shank — P.56 - 57, Standard cutting conditions — P.58
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ACCELERATED MACHINING

CAFR/L
Face grooving and turning blade

I

o
\ O
O .
Right hand (R) shown.
Designation CcwW DAXMIN DAXX Seat size CDX LF WEF (1) Torque*
CAFR/L-3T12-040055 3 12 45 10.4 5
CAFR/L-3T12-055075 3 55 75 3 12 45 10.4 5
CAFR/L-3T12-075100 _ 3 12 45 10.4 5
CAFR/L-3T12-100140 3 100 140 3 12 45 10.4 5
CAFR/L-3T12-140200 _ 3 12 45 10.4 5
CAFR/L-4T16-050070 4 50 70 4 16 45 105 5
CAFR/L-4T16-070100  [IIAN 70 o0 4 16 45 10.5 5
CAFR/L-4T16-100150 4 100 150 4 16 45 105 5
CAFR/L-4T16-150250  [[AN 50 gs0 e 4 16 45 10.5 5
CAFR/L-5T20-055080 5 55 80 5 20 49 105 5
CAFR/L-5T20-080120  [IIEIgo g0 5 20 49 10.5 5
CAFR/L-5T20-120180 5 120 180 5 20 49 105 5
CAFR/L-5T20-180300  [NE g0 g0 5 20 49 10.5 5
CAFR/L-5T20-300000 5 300 - 5 20 49 105 5
CAFR/L-6T25-060090  [IIGN g0 e 6 25 55 10,5 5
CAFR/L-6T25-090150 6 90 150 6 25 55 10.5 5
CAFR/L-6T25-150250  [E B0 gs0 e 6 25 55 10.5 5
CAFR/L-6T25-250400 6 250 400 6 25 55 10.5 5

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

Not compatible with TungModularSystem

(1)WF is calculated with the groove width (CW) in the above table.

(2) Not applicable to CAFR/L-3T12-040055

(3) Seat sizes of DTF are only 3 and 4.

*Torque: Recommended clamping torque (N-m)

& ( ) Face grooving
SPARE PARTS Groog\erdth Min. machining dia.,
Designation Clamping screw Wrench DAXMIN

CAFR/L... BHM6-20-A P-4 DGM/DGS / SGN / DGL 3

DGM /DGS / SGN / DGL 4 37
DGM / DGS / DGL 5 60
DGM / DGS / DGL 6 57
DTE/DGG /DTM 3 62
DTE/DGG/DTM 4 42
DTE /DGG /DTM 5 64
DTE/DGG /DTM 6 61
DTR 8 44

DTR 4 32

DTR 5 48

DTR 6 48

DTX 8 22

DTX 4 20

DTX 5] 20

DTX 6 23

DTF 3 20

DTF 4 20

Reference pages: Inserts — P.20 - 33, Shank — P.56 - 57, Standard cutting conditions — P.58
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CHSR/L
Shank for CAER/L and CAFR/L blades

wn
S —r—— < § : OAL
' Z K
s (rassvy
ﬁétg‘c LPOS)
Hﬁ é | i O v g
== L
A A Right hand (R)
= with right-hand blade shown.
Designation H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L..., CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L..., CAFL/R...
CHSR/L3232 32 32 153 125 - 22 32 - CAER/L..., CAFL/R...
*WFASSY :Shank (WPOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)
Not compatible with TungModularSystem
SPARE PARTS & ‘(
Designation Clamping screw Wrench
CHSR/L... CSHB-6-A P-4
CHFVR/L
Shank for CAER/L and CAFR/L blades
OAL
I - = !
CHT ggq | fEew e
el LPOS
1 i = (LFASSY™)
| E
== Right hand (R)
Qo with left-hand blade shown.
Designation H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)

CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R..., CAFR/L...

CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R..., CAFR/L...

CHFVR/L3232 32 32 170 160 25 4 - 32 - CAEL/R..., CAFR/L...

“WFASSY : Shank (WPOS) + blade (LF)
“LFASSY : Shank (LPOS) + blade (WF)

Not compatible with TungModularSystem

SPARE PARTS & (

Designation Clamping screw Wrench
CHFVR/L... CSHB-6-A P-4

Combination of blade and toolholder

Blade
ety CAER.. CAEL.. CAFR.. CAFL..
CHSR... ® _
CHSL... ° o
CHFVR... ° ®
CHFVL... L] b

@ : Corresponding

Reference pages: Inserts — P.20 - 33, Blades — P.54 - 55, Standard cutting conditions — P.58
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C-CHSRI/L TUNGCA

TungCap shank for CAER/L and CAFR/L blades

2 ®
U = g

Sl ol —T e

B9 == 8

= g\ ] =)

S‘ S R
< LPR (LPOS)
(LFASSY*) Right hand (R)
- = with right-hand blade shown.
Designation LPR LPOS L2 WPOS Blade (Option)

C3CHSR/L22050N 50 221 85) 11.5 CAER/L..., CAFL/R...
C4CHSR/L27050N 40 50 221 36 16.5 CAER/L..., CAFL/R...
C5CHSR/LL35060N 50 60 32.1 36 24.5 CAER/L..., CAFL/R...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAER/L..., CAFL/R...

*WFASSY :Shank (WPOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
CBCHSR/L45065N SATE-M10X1-M5 CSHB-6-A P-4

C-CHFVR/L TUNGCA

TungCap shank for CAER/L and CAFR/L blades

o ®
{1 —=
— N 5
=== o ©
5 (6]
A g ©N @ o
= n:- E o i
- = ' || <LPOS
" (LFASSY** Right hand (R)
with left-hand blade shown.
Designation DCONMS LPOS L2 WB WPOS Blade (Option)
C3CHFVR/L22040N 32 32.5 85 22 -5.9 CAEL/R..., CAFR/L...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R..., CAFR/L...
C5CHFVR/L35060N 50 49.5 36 35 71 CAEL/R..., CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 171 CAEL/R..., CAFR/L...

*WFASSY : Shank (WPOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder

Blade
Toolholder CAEL..  CAFR..
C*CHSR... [ ] [ ]
C*CHSL... [ ] [ ]
C*CHFVR... [ ] [ ]
C*CHFVL... o [ @ : Corresponding

Reference pages: Inserts — P.20 - 33, Blades — P.54 - 55, Standard cutting conditions — P.58
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material

Steels
(C45, 34CrMod4, etc.)

Stainless steel
(X10CrNiS18-9, etc.)

Gray cast iron
(GG25, 250, etc.)

Ductile cast irons
(GGG45, 450-108S, etc.)

Aluminium alloys
(Si<12%)

Superalloys
(Inconel718, etc.)

Titanium alloys
Ti-6Al-4V, etc.

Hardened steels
(834CrMo4, etc.)

T o 2 @ =

*Please see the page P15 - 19 for feed: f (mm/rev).

Hardness

<300 HB
<300 HB
< 300 HB
< 300 HB
< 300 HB
<200 HB
<200 HB

< HRC 40
< HRC 40
< HRC 40
< HRC 40
< HRC 40

> HRC 50

Priority

First choice
Priority for wear resistance
Priority for wear resistance
Priority for impact resistance
Priority for surface finish
First choice
Priority for impact resistance
First choice
Priority for impact resistance
First choice
Priority for impact resistance
First choice
First choice
First choice
Priority for wear resistance
First choice
Priority for impact resistance

Priority for surface finish

First choice

Grade

AH7025, AH725
T9225
T9125
GH130

NS9530

AH7025, AH725

GH130
T515, AH7025
GH130
T515, AH7025
GH130
TH10
KSO05F
AH7025
AH905
AH905

AH7025, AH725
KSO05F

BX360

Cutting speed
Ve (m/min)
50 - 180
80 - 300
80 - 200
50 - 120
80 - 220
50 - 120
50 -120
50 - 180
50 - 180
50 -120
50 - 120
100 - 500
100 - 600
20 -60
20 -80
20-80
20-80
20-60

80 - 150
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TUNGMEYSTEM
B HOW TO INSTALL AND REMOVE THE BLADE AND INSERT

Assembly

Place the blade and tighten
two bottom clamping screws.

Remove all four screws and
ensure the O rings are all in
place.

Place the long screw in the
angular direction and tighten
to clamp the insert.

Place the insert in the pocket
and tighten the fixing screw in
the center.

Please follow the installation order as shown above. When the screws are tightened
in the @ — @ order, the insert clamping may be insufficient and unstable.

Disassembly

Loosen the fixing screw in the
center and remove the insert.

First loosen the long screw in
the angular direction.

Loosening the long screw alone may not release the insert.

Plug Screw Long diagonal screw
PLUG G1/81SO1179 SRM6X20-XT
(Wrench : HW5.0) (Wrench : HW5.0)
<«+—— |l ong diagonal screw O-rin
-ring
SR M6X20-XT OR5X1N

o, (Wrench 1 HW5.0)

Plug screw for oil hole

. SRM4X8IS014580

(?F;ZQPN 0 (Wrench : HW5.0)
] - «—— Center (fixing) screw

V@& Center (fixing) screw ¥VS SRM6X12DIN6912

% SR M6X12DING912 (Wrench : HW5.0)

% (Wrench : HW5.0) % I
L Short bottom screws Short bottom screws
SR M5-04451 SRM5-04451

(Wrench : T-20/5) (Wrench : T-20/5)

* All parts listed here are included in the tool holder.
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Bl PARTS FOR COOLANT HOSE

Connecting hose

Fig.1 Fig.2
% . Ih.l Th ] Th1
G * ?
|
é;ﬂ =N & S f_l_
Designation Length Screw Max. pressure Fig.
L Th Th1 (Mpa)
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF 7/16"-20 UNF 20 1
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF G1/8"-28 BSPP 20 1
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
Adapter Seal washer

HEX9/16”
7/16”-20 UNF / 1/8”-28 BSPP

o
) W\ ~ \
%// 1 «Q I % -g )
37°( ] e}
i i |
14 L 71 ’ W
2875 o
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 15 10 1
CHP-COPPER-SEAL5/16 11 8 1
Connector for small lathe CHP-COPPER-SEAL5/16-2.5 11 8 25

with seal washer

T
A
o

G1/87-28 BSPP
[
L
11‘

H.P. Coolant Hose
1/8” BSPP Adapter

.25 Y 013 i Washer
5/16”"-24 UNF -

Designation
CHP-CONECTOR5/16-G1/8

Plug Screw 2B

60 TUNG-CUT




ACCELERATED MACHINING

Tube-less design streamlines tool setup
Through-coolant supply enables high productivity

Coolant is supplied from the tool post
directly to the tools

Tool post

Coolant outlet
on the tool post

Tool —IT

No need for coolant tube setup.
Eliminates chip entanglement on tubes
and streamlines tool replacements.
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Il GUIDELINE FOR ORDERING SPECIAL INSERTS

Specially designed inserts are available upon request.

Acceptable specification

e Special inserts are manufactured from the base insert styles shown below.
* Please contact Tungaloy for more details.

Internal grooving &

External grooving & turning Profiling & undercutting

turning

DTE DGE DTI DTR DTIU
(Ground) (Ground) (Ground) (Ground) (Ground)

Bl DESIGNATION SYSTEM FOR SPECIAL INSERTS (sample)

DTE 320 - 000R-025L AH725

@ Main style of insert © Additional codes

Bl SHAPE SAMPLES

Shape Samples of designation Note

Base style: DTE type
Special corner radius

DTE400-050 AH7025

by}
k) 4.0 S}
§ i}n

Base style: DTE type
Special corner radius, asymmetric type

DTE320-000R 025L AH725

Base style: DTR type
Full radius type with special insert width

DTR330-165 T515

Base style: DTE type
Special figure of groove, asymmetric type

DTE530-120R-25LA T9225

E = DGGA40-035-20A KSO5F -0 SWIe: DTE type
] Special figure of groove

Base style: DTE type
DTE400-030R-005RA NS9530 Right handed insert with special angle and

RO.3 |5 corner radius.
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Expedited delivery service for
special grooving insert

Expedited delivery service for special grooving inserts is rendered under
the following lead time and quantity terms. Please note that this service
is applicable only for the order of an initial test batch; a repeat order is to
be placed through the regular ordering process.

ORDER LEAD TIME | DELIVERY
3 - 15 pes. b e

COATED INSERT I m
=l 4 weeks =l
NON-COATED INSERT
3 weeks )

TUNGCUT Grace

DTE500
DTE600
DTE800

DGN Chipbreaker Coated carbide Cermet
AH7025 AH725 NS9530
Special width With chamfer DGN200 . o o
& corner radii edges DGN300 . 0 .
DGN400 . . .
/ DGN500 . . o
DGN600 . . o
DTE Chipbreaker DTE300 o o o
o DTE400 . . .
; L] L] L]
L] L] L]
L] L]
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Special width & corner radll

Groove width:

CW
A A A
Groove depth: G
Y
A W
Corner radius (L): R1 / \Corner radius (R): R2
External dia.: D1 External dia.: D2
Groove bottom dia.: d

TUNGCUT

Edge Insert Seat Groove width Max. groove Corner radii
type  blank  size  (CW)  depth(G) (R1/R2) oonolder

0.5-0.74 mm -1.5mm
[ 0.75 - 0.99 mm [EEEKE:Ralnl
A pecid 2-6 CTEFR/L
DTE 1-1.49mm RPN
1.5-6 mm -4.8 mm or
DGN300/DTE300 3 PIEESEN T Up to holder 005 - W/2
DGN400/DTE400 4 CRIVESESI (Max.18 mm) (Fulradiusis  GTER/
available)
B DGN500/DTE500 5 P Up to holder CTEFR/L Edge type A Edge type B
DGN600/DTE600 6 5.2-6 mm (Max.28 mm)
DTE800 8 6.4 - 8 mm CTER/L

*Tolerances of the insert are based on the standard item.

Grooving & chamfering

Groove width:

Ccw

\\ Groove depth: G
Chamfer (L): C1 / y { Chamfer (R): C2
Corner radius (L): R1 / \Corner radius (R): R2

External dia.: D1 External dia.: D2

Groove bottom dia.: d

TUNGCUT

Insert eat Groove width Max. groove Corner radii

Dok sme oW e ey (1 Ry Tooholder
DGN200 0

DGN300 or CTEFR/L
DoNSGO framm 000 w2 CTEFRL
DGN600 available) ~ (Modified)

*Tolerances of the insert are based on the standard item.
Max. width of chamfer is 0.5 mm.

Some combinations of a groove width, depth, a corner radius(R),
and chamfer may not be manufacturable.
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Il PRACTICAL EXAMPLES

Workpiece type Ring encoder Gear Housing
Toolholder CTER2020-4T25 CTER2525-3T09
Insert DGM4-030 DTX3-030
Grade AH7025 AHT725
Sum22L SCM420 / 20Cr4
Workpiece material E . .
3
Q
@ | Grooving width : CW (mm) 4 3
2 [Cutting speed : Vc (m/min) 180 120
2 [Feed : f (mm/rev) 0.2 0.15
g Cutting edge depth : CDX (mm) 8 7
'% Machining Parting off Grooving
3 Coolant Wet Wet
900
Tool life T
2 Q700 f--o . . |
8 £ e00| 1.3 times!
o o
- o 500 f--eeees !
° 2 400 | !
3 8 300 }.ooooo- N —
S €
Results 2 3 200 e 1 T
100 [--oeeo- {— —
0 0
TUNGCWUT Competitor TUNGCUT Competitor
TungCut increased cutting speed and feed. The competitor's insert had microchipping
Despite the frequent impacts in parting off, issues. TungCut has improved productivity at
TungCut provided stable machining with no greater cutting speed and feed rate with no
fracture even under high cutting conditions. micro-chipping on the cutting edge.
Workpiece type Valve Gear Segment
Toolholder CTIR25-3T05-D250 Special
Insert DTX3-030 DTX3.8-020
Grade AH7025 AH7025
SUS304 / X5CrNi18-9 Inconel 718
Workpiece material M .
@ | Grooving width : CW (mm) 3 3.8
;.% Cutting speed : V¢ (m/min) 80 8
2 [Feed : f (mm/rev) 0.08 0.02
g, Cutting edge depth : CDX (mm) 2.2 7
'3% Machining Grooving Grooving
3 Coolant Wet Wet

Results

250 0
Tool life
200
150

100

Number of pieces

50

0
TUNGCLT Competitor

Conventional tool caused vibration, tool life
was 30 pcs/edge. TungCut has high rigid-
ity clamping, improving productivity, cutting
surface and tool life drastically.

Number of pieces

TUNGCLUT Competitor

The shape of the work piece had heavy
interrupted cutting. Conventional tool could
machine only 2.5pcs per edge before fracture,
limiting productivity improvement. AH7025
could increase feed rate without fracture.
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PRACTICAL EXAMPLES

Workpiece type Automotive parts Machine parts
Toolholder CTER1616-2T08 CTER2525-4T10
Insert DGM2-020 DGM4-030
Grade AH725 AH725
SCr440/ 41Cr4 SCr440/ 41Cr4

Workpiece material

@ | Grooving width : CW (mm) 2 4
2 [Cutting speed : Vc (m/min) 94 150
2 [Feed : f (mm/rev) 0.08 0.10
g Cutting edge depth : CDX (mm) - 6
'% Machining Parting off Grooving
3 Coolant Wet Wet
1400 T | |f 2000
g 1200 - OO_ e 2 1600
g 1000 1.5 times! 8
'E- 800 E— 1200
o o
g 600 g 800
Results § 400 § 400
Z 200 z
OTUNGCUT Competitor OTUNGCUT Competitor
TungCut has higher wear resistance and TungCut provided better chip control doubling
achieves tool life improvements by150%. tool life.
Workpiece type Machine parts Gear
Toolholder CTEL2020-3T09 CTER2525-2T08
Insert DTE3-040 SGN200-020
Grade T9125 BX360
S53C / C53 SCM415H (58HRC) / 18CrMo4
=~ Bsomm —jiss mm H
Workpiece material
@ | Grooving width : CW (mm) 3
2 [cutting speed : Ve (m/min) 200 120
2 [Feed : f (mm/rev) 0.2 0.05
g, Cutting edge depth : CDX (mm) 5 0.8
'3% Machining Grooving Grooving
3 Coolant Wet Wet
250 q 700
Tool life 600
€ 200 g W 2
ks 8 500
o 1507 < 400
[e] (o]
G 100N g 300
1S E 200
Results S ol BN 3
z %0 Z 100

Excellent wear resistance of

0
TUNGCLT Competitor

TungCut improved tool life by 25% at

higher cutting speed.

0
TUNGCUT Competitor

TungCut extended tool life by 1.5 times
in cutting hardened steel thanks to extremely
stable CBN grade.
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Expansion of CBN inserts for
iNnterrupted grooving of hardened steel
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D40

I TUNGCUT Thay

EI.-'

For more information

Il Two new options of edge preparations are available for grooving
hardened steel parts

150 1
€ 1o SGN***-020
g | BX0 SGN***-020-S
g BX360 SGN***-020-H
o oOf BX360
':% 30 -
O
0
& - Q> - &
Continuous Light Interrupted Heavy Interrupted

I Edge preparations

\ No symbol | ] -S | ] -H \
0.13 mm 0.13 mm

[+

=
R-honing /\225" |
-honing o
R-honing R-honing/ 35

Bl CUTTING PERFORMANCE

@ Continuous grooving

Toolholder : CTEL2525-3T
. Workpiece material : SCM420 (58HRC)
Cutting speed : Ve =150 m/min
Feed :f=0.05 mm/rev
Coolant : Wet
o Chattering Inserts without edge preparation symbol
recommended for continuous grooving

SGN300-020 SGN300-020-S
BX360 BX360

Q Heavy interrupted grooving

Workpiece material : SCM435 (58HRC)

100 Toolholder CTEL2525-3T
80
I I Cutting speed : Ve =100 m/min

60 Feed :f=0.05 mm/rev
Coolant : Dry

40

20

Tool life (pcs/edge)

-H type edge preparation recommended
for heavy interrupted grooving

0

SGN300-020 SGN300-020-S SGN300-020-H
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External grooving of hardened steel

INSL Ref.

5 o

- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys Y : First choice
Hard materials | ¥ Y% : Second choice
CBN Edge prep.
Designation Seat |ow.005 RE |Q INSL| h |2
size 9 % S|H
ey E
SGN200-020 2 2 02 | @ 20 5 O
SGN200-020-S 2 2 02 | @ 20 5 e
SGN200-020-H 2 2 02 | @ 20 5 O
SGN300-020 3 3 02 @ 20 5 (@)
SGN300-020-S 3 3 02 | @ 20 5 (@)
SGN300-020-H 3 3 02 | @ 20 5 O
SGN400-020 4 4 02 | @ 20 5 O
SGN400-020-S 4 4 02 | @ 20 5 (@)
SGN400-020-H 4 4 02 | @ 20 5 O
SGN500-020-S 5 5 02 | @ 25 5.5 (@)
SGN500-020-H 5 5 02 | @ 25 55 O
@®: New
Bl STANDARD CUTTING CONDITIONS
ISO Grade Edge preparation Workpiece condition cv:'(':ﬁ'/mﬁfd f (nf;e/gev)
No symbol Continuous 80 - 150 0.03 - 0.08
BX360 -S Light interrupted 50 - 120 0.03 - 0.08
-H Heavy interrupted 40 - 100 0.03 - 0.06
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Expanded lineup with AH8005 and KSO05F grade inserts for
HRSAS and DGS geometry with 0.05 or 0.1 mm corner radii
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O AHSO00S

For more information

Incredible reliability in grooving of

heat-resistant alloys

B Nano-multi-layered AITiN coating with

high Al content
- Increases hardness by 20%

- Prevents micro cracks from developing
— Long tool life & stable machining

B Improved adhesion strength

Prevents notch wear that tends to occur in

machining heat-resistant alloys

B Newly developed substrates

Il CUTTING PERFORMANCE

. Inconel 718

Competitor

__ 075
€
£
o
> 0.5
£
kel
2
g 025 AH8005
B ___——e—9
9]
IS
8 0 10 20 30 40
Number of grooves machined
Cutting speed : Ve =60 m/min
Feed 1 f=0.05 mm/rev
Groove width :CW=5mm
Depth of cut rap=5mm
Machining : External Grooving
Coolant : Wet (7MPa)

AHSO005
After 40 grooves (Insert: DGM5-030)
"8 ' * % 1

Competitor
After 20 grooves
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DGM
External grooving and parting, 2 corners
RE Neutral Left hand RE RE Right hand
PSIRL RE 9
=
O PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
CH - IR T EEEC
-Steel * |k | PAq
M Stainless * ||| *
Cast iron Yo | %k | Yo | & Pie
Non-ferrous pie
Superalloys * |k |k * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet Uncoated
. . Seat Y b o Q
Designation eize |[HAND CW:005 RE (@ § § 8 8 & 2 w INSL| h |PSIRLPSIRR
IR = ) o
SITITIIcCI 7] %)
FCAICIC<O P4 N4
DGM2-020 2 N 2 02 @ ®© @0 [ [ ] [ ] 20 5 0° 0°
DGM3-020 3 N 3 0.2  © @@ 000 [ J ([ J 20 5 0° 0°
DGM4-030 4 N 4 03  © @@ 0600 [ ) [ J 20 5 0° 0°
DGM5-030 5 N 5 03  © @@ 0600 ([ ([ J 25 5.5 0° 0°
DGM6-030 6 N 6 03 © © 0 000 o 25 5.5 0° 0°
DGM8-040 8 N 8 04  © @ @0 [ ] o 30 6.7 0° 0°
@®: New
@: Line up
SGM
External deep grooving and parting, 1corner
RE Neutral PSIRL  Left hand RE Right hand
RN
HEr— =
© RE// PSIRR
INSL Ref. ‘ o INSL Ref. INSL Ref.

it

bl S

it

Bl steel * || [*
M Stainless b dhAdhxdh ¢
Cast iron * DAdRA PAG
Non-ferrous S
Superalloys % | Y [ *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat il o Bl o w
Designation size |HAND |CW:005| RE |S & & ® ] INSL| h |PSIRL|PSIRR
TE2X B
IO N4
SGM2-020 2 N 2 02 @@ 00 ([ 20 5 0° 0°
SGM3-020 3 N 3 02 ©® @ 0 [ ] 20 5 0° Q°
SGM4-030 4 N 4 03 @00 (] 20 5 0° 0°
SGM5-030 5 N 5 03 ®© @0 0 [ J 25 5.5 0° 0°
SGM6-030 6 N 6 03 @ @ [ ] [ ] 25 55 0° 0°
SGM8-040 8 N 8 04 | @ [ ] 30 6.7 0° Q°
@: New
@: Line up

www.tungaloy.com




TUNGCUT

DGS
External grooving and parting, 2 corners
RE Neutral PSIRL Left hand RE Right hand
ENet=—= o, EE==TER
INSL Ref. o H INSL Ref. ‘ 7 INSL Ref.
. ﬁj v
Bl steel * Yol ¥ *
M Stainless ) db dbidhidh ¢
Cast iron AdD ¢ DAdikg DA¢ DA
Non-ferrous DA
Superalloys % | Y% | % * % : First choice
H Hard materials ¢ : Second choice
Coated Cermet Uncoated
Designation Seat | \ND |cWs005| RE |© § 9 § =3 % L INSL| h |PSIRLIPSIRR
size NI = )] 3
o I IITI n (2]
FI<I<<O P4 X
DGS1.4-005 1 N 1.4 0.05 [ ) 16 4.3 0° 0°
DGS1.4-010 1 N 1.4 0.1 [ ] 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 [ ] 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ] 20 5 0° 0°
DGS2-020 2 N 2 02 @0 00 [ J ([ 20 5 0° 0°
DGS3-020 3 N 3 02 00 0o [ ] ([ 20 5 0° 0°
DGS4-030 4 N 4 03 © @0 060 [ J ([ 20 5 0° 0°
DGS5-030 5 N 5 03 © 06 0o [ J [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 ®© © ®© 6 O ([ 25 5.5 0° 0°
@®: New
@: Line up
SGS
External deep grooving and parting, 1corner
RE Neutral PSIRL  Left hand RE Right hand
ot
PSIRR
INSL Ref INSL Retf. INSL Ref.

g

b _
CER T SRR S

Bl stee! * ¥ %
M Stainless ) dbAdbAdl ¢
Cast iron * AR A S
Non-ferrous Y
Superalloys %* Y K * % : First choice
H Hard materials 5% : Second choice
Coated Uncoated
. . Seat & ITe) 8 o L
Designation size | HAND CW:005 RE | & 8 ® o INSL| h |PSIRLPSIRR
NN © = o
I T I I ()]
S-S O] X
SGS2-020 2 N 2 0.2 @ @ 00 [ J 20 5 0° 0°
SGS3-020 3 N 3 02 ® ® @ @ [ J 20 5 0° 0°
SGS4-030 4 N 4 03 ®© ® @ O [ J 20 5 0° 0°
SGS5-030 5 N 5 03 @ @ 0 [ J 25 5.5 0° 0°
SGS6-030 6 N 6 03 @ @ [ ] [ J 25 5.5 0° 0°
@®: New
@: Line up
TUNG-CUT



ACCELERATED MACHINING

DTM

External face grooving and turning

-Steel *
M Stainless * Y%
Cast iron ¥* | Y
Non-ferrous
Superalloys * | % % : First choice
H Hard materials Y¢ : Second choice
Coated
0 W
Designation Seat loww005) RE |N S INSL| h
size = 8
I I
<<
DTM3-030 3 3 03 @ @ 20
DTM4-040 4 4 04 @ @ 20 5
DTM4-080 4 4 08 @ @ 20
DTM5-080 5 5 08 @ @ 25 5.5
DTM6-080 6 6 0.8 o 0o 25 5.5
DTM8-080 8 8 08 @ @ 30 6.7
@®: New
@: Line up
DTX

External/Internal face grooving and turning

RE

o e
O

7 INSL Ret.

Bl steel * Aol [ *
M Stainless ¥ [ | Y% [
Cast iron Adh ¢ PAdPAS PG DA
Non-ferrous DA
Superalloys . EhAdD ¢ * % : First choice
H Hard materials 57 : Second choice
Coated Cermet Uncoated
To] 0 o
Designation Seat |ow.005 RE |0 N 9 S 8 3 L INSL| h
size YIKKN o= I =
N
> LTI X n n
i S - S ) = X
DTX3-030 3 3 [INN BN BN BN BN J [ J [ J 20 5
DTX4-040 4 4 04 © @ @ 00 [ J [ J 20
DTX5-040 5 5 04 © @ @ 0 O o (] 25 5.5
DTX6-080 6 6 0.8 000 [ J 25 5.5
@®: New
@: Line up
www.tungaloy.com 5



DTR

Profiling and undercutting

RE

i

7 INSL Ref.

e W

TUNGCUT

Bl stee * | % | % e *
M Stainless * | | Y| *
Cast iron PAdb ¢ DAdbAdhAd DA S
Non-ferrous Pig
Superalloys b dhAdh db ¢ * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet Uncoated
: . Seat © oy o
Designation iz |CW:005 RE § § é’ § § § § § INSL| h
SIIIICI %] 1)
F<< <O P X
DTR3-150 3 3 15 © © @ ®© 06 0 [ J (] 20
DTR4-200 4 4 2 00000 [ J [ ] 20 5
DTR5-250 5 5 25 | @ © ®© © 0 O o (] 25 5.5
DTR6-300 6 6 3 0 0 e [ ] (] 25 5.5
DTR8-400 8 8 4 @ @ [ ] (] 30 6.7
@®: New
@: Line up
STR
Profiling and undercutting, 1 corner
RE
ey ——""1
(@)
7 INSLRef.  _
T e o
Bl stee *
M Stainless * |5
Cast iron * |5 S
Non-ferrous DA
Superalloys %* | % * Y : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat el S
Designation size |CW=005| RE S w INSL| h
N o o
I T (]
<< X
STR3-150 3 3 15 | @ @ [ J 20
STR4-200 4 4 2 @0 [ J 20 5
STR5-250 5 5 25 @ @ [ J 25 5.5
STR6-300 6 6 3 @ @ [ J 25 5.5
STR8-400 8 8 4 @ @ [ J 30 6.7
@®: New

6 TUNG-CUT



ACCELERATED MACHINING

Il S TANDARD CUTTING CONDITIONS

ISO Workpiece material
Steel
. S45C, SCM435, etc.
C45, 34CrMod4, etc.
Stainless steel
M SUS303, SUS304, etc.

X10CrNiS18-9, etc.

Grey cast iron

. FC250, etc. 250, etc.
Ductile cast iron

FCD450, etc. 450-10S, etc.

Aluminium alloys
Si<12%

Superalloys
. Inconel718, etc.
Titanium alloys
Ti-6Al-4V, etc.

Hardened steel
SCM435, etc. SUJ2, etc.

Hardness

<300 HB
<300 HB
<300 HB
<300 HB
<200 HB
<200 HB
<200 HB

< HRC 40
< HRC 40
< HRC 40
< HRC 40

> HRC 50

Priority

First choice
Wear resistance
Impact resistance

Suface quality

First choice
Wear resistance
Impact resistance

First choice
Impact resistance

First choice
Impact resistance

First choice

First choice

First choice
Impact resistance

First choice

Impact resistance

First choice

Grade

AH7025, AH725
T9225
GH130

NS9530
AH7025, AH725
AH8005
GH130
T515, AH7025
GH130
T515, AH7025
GH130
TH10
KSO05F
AH8005

AH7025, AH725
KSO05F

AH7025, AH725

BX360

Cutting Speed
Ve (m/min)

50 - 180
80 - 300
50 - 120
80 - 220
50-120
50-120
50-120
50 - 180
50 - 180
50 - 120
50 -120
100 - 500
100 - 600
20 - 80
20-60
20-80
20-80

80 - 150

www.tungaloy.com
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TUNGCUT

Tungaloy Report No. 391S3-G

Now offers TungFeed-Blade holders
for grooving and parting-off




TUNGCUT

For more information

Strong holder design ensures excellent stability
and productivity during demanding applications

- The support blade is designed to eliminate
chatter during machining, providing better DGM type (2 corners) UHF
surface finish and straightness of the groove. SGM type (1 corner)

[l Increase with High feed blade

0.5

[ standard

TungFeed-Blade
04 - elreel EE ] e —

- Each blade has three insert seats for tool economy.

U s o = =
S 0.2 fo L I rrrrrrrr
enhanced rigidity. 0. I

Feed: f (mm/rev)

- The holder has two contact faces for

a

0

Groove width: CW (mm)

Enables high feed machining when
used with high rigidity holders

CHGP TUNGF3LADE

Parting-off and external grooving blade

I

Designation cw Seat size CUTDIA HF D
CHGP52-2T 2 52 27 48.3
CHGP52-3T 3 3 52 27 48.3
CHGP82-3T D 3 82 42 69.3
CHGP82-4T 4 4 82 42 69.3

When depth is deeper than insert length - 1.5mm, 1 corner type is recommended.
SPARE PARTS ?
Designation Xcv)ft?ocr:;
CHGP... CRW33

2 TUNG-CUT



=

CHTBR/L

TUNGF3LADE

Tool block for CHGP blade

q OAL
—— CUTDIA <
i =0 [0S ﬁ i
[ — o /@
i | el S =
g&'\j o, A 5
OAW L - &»’ Right hand (R) shown.
Designation CUTDIA H B OAL OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 50 26.5 37
CHTBR/L2525-52 52 25 25.5 125 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 75 26.5 53
CHTBR/L2525-82 82 25 25.5 150 75 31.5 53

Note: The blade clamping screw heads protrude out for as much as 3.1 mm over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

&

o/

SPARE PARTS
Designation Clamping screw Grip Torx bit
CHTBRI/L... SR-1S014580M4X10 SW6-SD BLDT20/S7

B Maximum groove depth (T max) as function of workpiece diameter (gD1)

Designation
CHTBR/L***-D52 53 54 55
CHTBR/L***-D82 104 108 112

56 58 60 62 65 68 72 78

116 121 127

84 92 102 115 133 159 198
192 212 237 270 313 375 468

Designation

CHTBR/L****-D82 83 84 85

18 17 16 15 14 13 12 11

10 9 8 7 6 5 4
Maximum
Workpiece groove depth
101 diameter

T max
oD1 Y

30 29 28 27 26 25 24 23

Il PRACTICAL EXAMPLES

Workpiece type Bolt parts Elevator parts
Toolholder CHGP82-4T / CHTBR2525-82 CHGP52-3T / CHTBR2020-52
Insert SGS4-030 SGMS3-020
Grade AH7025 AH7025
S45C / C45 STKM13A
Workpiece material : .
2 | Grooving width : CW (mm) 4 3
2 |Cutting speed : Vc (m/min) 70 190
2 [Feed - f (mm/rev) 0.15 0.1
g Cutting edge depth : CDX (mm) 25 5
'_5: Machining Parting off Parting off
3 Coolant Wet
25
3 2
o _ RS
5S Eg
2¢ 22 qol. N T
€= <
< <
Results E] E] RN
= =

0
TUNGCUT Competitor

TungFeed-Blade doubled tool life, while also
increasing feed rate 5 times when used with
the high rigidity CHTBR holder.

0
TUNGCUT Competitor

The high rigidity holder increasing 5 times
feed rate while also tool life by 3 times.

www.tungaloy.com
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TUNGCUT

Tungaloy Report No. 391S4-G

Expansion of TungModular Adapter
Line for OD and Face Grooving




TUNGCUT

B Highly rigid insert clamping
provides stability in all OD
and face grooving processes

# Through-coolant technology
provides improved chip
evacuation

] . For External Grooving (Non CHP)

§ Modular tooling provides r ; .

customers with reduced cycle A A A A2
9 & ’ K,

time and tool cost

CAER/L-CHP TUNGMSVYSTEM

Modular-type external grooving and parting adapter, with high pressure coolant capability

i
e

t \ ,_.——:::::::::33:::'::‘
=0 @ v
S LF
O > A
T TEE i K\J U‘W m
A A

Right hand (R) shown.
Designation cw Seat size CDX H B LF WF ()
@D CAER/L-8T25-CHP 8 25 33 7.2 51.1 8.3
(1) WF is calculated with the groove width (CW) in the above table.

ULAR

CAER/L-MD TUNGEMSVYSTEM

Modular-type external grooving and parting adapter

I T ”
LTHT ]
Ve
[T
=y
Right hand (R) shown.
Designation Seat size CDX H B LF WE®
CAER/L-2T16-MD _ 2 16 33 7.2 415 7.3
CAER/L-3T16-MD 3 3 16 33 7.2 415 7.4
CAER/L-4T16-MD _ 4 16 33 7.2 415 7.7
CAER/L-5T20-MD 5 5 20 33 7.2 46.3 7.8
CAER/L-6T20-MD _ 6 20 33 7.2 46.3 7.8
CAER/L-8T25-MD 8 8 25 33 7.2 51.1 8.3

(1) WF is calculated with the groove width (CW) in the above table.

2 TUNG-CUT



ULAR

CAFR/L-CHP TUNGMSVYSTEM

Modular-type Face grooving and turning adapter

=

eJ

/

P
-

Right hand (R) shown.

Designation Ccw DAXMIN DAXX Seat size CDX LF WF®
CAFR/L-3T12-040055-CHP 3 12 43 7.5
CAFR/L-3T12-055075-CHP 3 55 75 3 12 43 7.5
CAFR/L-3T12-075100-CHP _ 3 12 43 7.5
CAFR/L-3T12-100140-CHP 3 100 140 3 12 43 7.5
CAFR/L-3T12-140200-CHP [N a0 00 3 12 43 7.5
CAFR/L-4T16-050070-CHP 4 50 70 4 16 43 8
CAFR/L-4T16-070100-CHP _ 4 16 43 8
CAFR/L-4T16-100150-CHP 4 100 150 4 16 43 8
CAFR/L-4T16-150250-CHP [T 60 as0 e 4 16 43 8
CAFR/L-5T20-055080-CHP 5 55 80 5 20 47 8.5
CAFR/L-5T20-080120-CHP _ 5 20 47 8.5
CAFR/L-5T20-120180-CHP 5 120 180 5 20 47 8.5
CAFR/L-5T20-180300-CHP [ g0 800 5 20 47 8.5
CAFR/L-5T20-300000-CHP 5 300 o 5 20 47 8.5
CAFR/L-6T25-060090-CHP _ 6 25 52 9
CAFR/L-6T25-090150-CHP 6 90 150 6 25 52 9
CAFR/L-6T25-150250-CHP  [[E 60 g0 6 25 52 9
CAFR/L-6T25-250400-CHP 6 250 400 6 25 52 9

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

Seat sizes of DTF are only 3 and 4.

(1) WF is calculated with the groove width (CW) in the above table.

Combination of adapter and toolholder

adapter Face grooving

Toolholder CAER... CAEL... CAFR... CAFL.. Groove width Min. machining dia.
CHSR... ° ° o DAXMIN
CHSL... [ o DGM /DGS / SGN / DGL 3 92
CHFVR... [ [ DGM /DGS / SGN / DGL 4 37
CHFVL... [} o DGM /DGS / DGL 5 60

@ : Corresponding IDIEL] /IDIEES)/ IDIEIL 6 57
DTE/DGG/DTM 3 62
DTE/DGG/DTM 4 42
DTE/DGG/DTM 5] 64
DTE /DGG/DTM 6 61

DTR 3 44
DTR 4 32
DTR 5 48
DTR 6 48
DTX 8] 22
DTX 4 20
DTX 5) 20
DTX 6 23
DTF 3 20
DTF 4 20
www.tungaloy.com 3
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Grooveline

| Expansion 5 |

Grooving and parting-off tool

TUNGCUT

Tungaloy Report No. 391S5-G

Now offers 2 mm groove widths
and inch size inserts

ACCELERATED LINES




TUNGCUT

For more information

I INSERT

DGM

External grooving and parting, 2 corners

RE

T

INSL Ref.

Nkt S

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
Hard materials % : First choice
Coated
[To}
Designation Zezaet CW=0.05| RE § INSL| h
I
<
DGM2.39-020 2 2.39 02 |@ 20
DGMS3.18-020 3 3.18 02 |@ 20 5
DGM4.76-040 5 4.76 04 | @ 25 55
DGM®6.35-040 6 6.35 04 | @ 25 55
@ : Line up
DGS
External grooving and parting, 2 corners
RE
BN =—=
(@]
7 INSL Ref.
E
Bl steel *
M Stainless *
Cast iron Y
Non-ferrous
Superalloys *
Hard materials % : First choice
Coated
Designation S_eat CW=:0.05| RE § INSL| h
size 2
I
<
DGS2.39-020 2 2.39 02 |@ 20 5
DGS3.18-020 3 3.18 02 | @ 20 5
DGS4.76-040 5 4.76 04 | @ 25 55
DGS6.35-040 6 6.35 04 | @ 25 55
@ : Lineup

2 TUNG-CUT



DGL

External grooving and parting

RE
N S—
(@]

7 INSL Ref.

- el

Bl steel *
M Stainless *
Cast iron >
Non-ferrous
Superalloys *
Hard materials % : First choice
Coated
Designation Seat |op.00s| RE | INSL| h
size - 2
I
<
DGL2-020 2 2 02 | @ 20 5
@ : Line up
DTX
External/Internal face grooving and turning
RE
B ==
O
7 INSL Ref.
Bl steel *
M Stainless * | v%
Cast iron >* | Y% Pig
Non-ferrous PAd
Superalloys * |k *
Hard materials % : First choice
Coated | Uncoated
Designation Seat | w005 RE S L INSL| h
size ’ 2 K S8
I I (%)
<< X
DTX2-020 2 2 02 @ @ [ ] 20 5
DTX8-080 8 8 08 @ @ [} 30 6.7
@ : Line up
www.tungaloy.com 3



DTR

Profiling and undercutting

RE

i

7° INSL Ref.

T-e W

- Steel *
M Stainless * | Y%
Cast iron % | % DA
Non-ferrous PAd
Superalloys % [ % * Y : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation Seat | w005 RE S L INSL| h
size ’ 2K S8
I I (%)
<< X
DTR2-100 2 2 1 [ AN ] [ ] 20 5
@ : Line up
STR
Profiling and undercutting, 1 corner
RE
ey ——"11%
O
i< INSL Ref. -
Rl
Bl steel *
M Stainless * [
Cast iron % | Y% DA
Non-ferrous Y
Superalloys b db ¢ *  : First choice

H Hard materials Y% : Second choice

Coated | Uncoated
Designation Seat | o005 RE S L INSL| h
size : = 3 P
I T ()]
<< X
STR2-100 2 2 1 [ BN ] [ ] 20 5
@ : Line up

www.tungaloy.com
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