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Grooving and parting-off tool
For more information

New TungCut internal grooving inserts 

for DMIN = 12 mm

https://qrtn.jp/btugf


2 TUNGSHORTCUT
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(Toolholder that accommodates 

downsized internal grooving insert)

Robust toolholder design

New double-ended small-size internal grooving 

inserts with exceptional features

CTIR**S

Large chip 
pockets

Improved chatter resistance

-  Larger pockets promote smooth chip 

evacuation

Screw location

-  Optimized screw location enhances insert 

clamping capability 

-  Shorter slot length

Effective chip evacuation

Internal coolant system

-  Precision coolant delivered from the top to the 

cutting point for best performance and smooth 

chip evacuation.

Slot length
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Internal grooving holder

BoreMeister head
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Groove width: CW (in)

Standard feedDGS*S type 
(2 corners)

Uniquely designed edge and chipbreaker

CW = 0.079" - 0.118"

Lower cutting force and superior 
sharpness

Internal grooving and parting

CHIPBREAKER GUIDE

Provides effective chip control during 

profile turning application

Molded inserts available

CW = 0.079" - 0.118"

Standard feed and DoC

Feed: f (ipr)
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Full radius type

Profiling and undercutting

DTR*S type 
(2 corners)

Groove width: CW (in)

General internal grooving
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CTIR**S

LF

LH

CW

W
F

H

DMIN D
C
O
N
M
S

Inch CW DMIN CDX DCONMS H LF (1) LH WF

CTIR06S2T03-D08U 0.079 0.500 S2 0.118 0.375 0.350 4.000 0.875 0.319 D**2S... 0.96

CTIR08S2T04-D10U 0.079 0.625 S2 0.157 0.500 0.475 4.000 1.125 0.433 D**2S... 1.70

CTIR10S2T06-D12U 0.079 0.750 S2 0.236 0.625 0.591 4.500 1.438 0.571 D**2S... 2.58

CTIR08S3T04-D10U 0.118 0.625 S3 0.157 0.500 0.475 4.000 1.125 0.433 D**3S... 1.70

CTIR10S3T06-D12U 0.118 0.750 S3 0.236 0.625 0.591 4.500 1.438 0.571 D**3S... 2.58

CTIR06S2T03-D08U CSTB-2.5L080 T-8F

CTIR08S*T04-D10U CSTB-3.5D T-9F

CTIR10S*T06-D12U CSTB-4 T-15F

Metric CW CDX DMIN DCONMS LF(1) WF

S25-CTIRS2T06D320-H 2 6 32 25 (1.00") S2 19 19 D25 (D1.00) D**2S...

S32-CTIRS2T07D400-H 2 7 40 32 (1.25") S2 23 23.5 D32 (D1.25) D**2S...

S25-CTIRS3T06D320-H 3 6 32 25 (1.00") S3 19 19 D25 (D1.00) D**3S...

S32-CTIRS3T07D400-H 3 7 40 32 (1.25") S3 23 23.5 D32 (D1.25) D**3S...

S-CTIRS-H

WF C
W

CDX

DCONMS

LF

DMIN

S25-CTIRS*T06D320-H CM3X0.5X6 P-2.5

S32-CTIRS*T07D400-H CM5X0.8X8 P-4

Internal  grooving and turn ing toolholder

Seat size Insert Torque*

(1) LF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque: Ibs∙ft

Designation Clamping screw Wrench

SPARE PARTS

Right hand (R) shown.

Exchangeable bor ing head, for  internal  grooving

MODULAR HEAD

ShankSeat size

(1) The LF value is true when the insert with the same CW as indicated in the matching line is mounted in the pocket. 

Right hand (R) shown.

TOOLHOLDER

Designation Clamping screw Wrench

SPARE PARTS

Insert
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Metric DCONWS DCONMS OAL OHX CNT

D25-L255-7D-C 25 25 257.5 155 G1/4

D25-L330-10D-C 25 25 332.5 230 G1/4

D32-L320-7D-C 32 32 323 192 G3/8

D32-L416-10D-C 32 32 419 288 G3/8

D1.00..., D25-L... SRM4X12DIN912 HW3.0

D1.25..., D32-L... SRM5X12DIN912 HW4.0

D
C
O
N
W
S

H

DCONMS
A

A C
N
T

OAL

Metric DCONWS DCONMS OAL CNT H

D25-L200-4D-SH 25 25 200 UNF-2B 1/2"-20 23

D32-L218-4D-SH 32 32 218 UNF-2B 1/2"-20 29

D#4D-SH

D1.00-L7.2-4D-SH, 
D25-L200-4D-SH SRM4X12DIN912 HW3.0

D1.25-L8.74-4D-SH,
D32-L218-4D-SH

SRM5X12DIN912 HW4.0

Inch DCONWS DCONMS OAL OHX CNT

D1.00-L10.2-7D-C 0.984 1.000 10.200 6.200 G1/4

D1.00-L13.21-10D-C 0.984 1.000 13.210 9.200 G1/4

D1.25-L12.48-7D-C 1.260 1.250 12.480 7.500 G3/8

D1.25-L16.24-10D-C 1.260 1.250 16.240 11.200 G3/8

Inch DCONWS DCONMS OAL CNT H

D1.00-L7.2-4D-SH 1.000 1.000 7.200 UNF-2B 1/2"-20 0.921

D1.25-L8.74-4D-SH 1.250 1.250 8.740 UNF-2B 1/2"-20 1.142

tunga loy.com/us

Ant i-v ibrat ion bars wi th through coolant for  interchangeable turn ing heads

Material

Steel

Steel

Steel

Steel

Straight Shank

SPARE PARTS

Designation Clamping screw Wrench

Steel  shank for  internal  turn ing,  wi th through coolant

Steel

Steel

Material

A-A cross section

SPARE PARTS

Designation Clamping screw Wrench

Material

Steel

Steel

Steel

Steel

Steel

Steel

Material
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CW±0.05

(mm)
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DTR2S-100 S2 2 0.079 0.039  0.354 0.087

DTR3S-150 S3 3 0.118 0.059  0.354 0.087

DTR*S
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CW±0.05

(mm)

CW±0.002

(in)
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(in)

INSL

(in)    
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(in)

A
H

7
0
2
5

DGS2S-010 S2 2 0.079 0.0039  0.354 0.087

DGS3S-020 S3 3 0.118 0.0079  0.354 0.087

10˚ INSL Ref.

h

RE

C
W

DGS*S

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Coated

Designation
Seat
size

Prof i l i ng and undercut t ing

 : New

: First choice

 : New

: First choice

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Coated

Designation
Seat
size

In te rna l  g roov ing and par t ing

INSERT
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ISO

< 300 HB AH7025 164 - 591

< 200 HB AH7025 164 - 394

- AH7025 164 - 591

- AH7025 164 - 394

< HRC 40 AH7025 66 - 197

< HRC 40 AH7025 66 - 262

CTIR16S2T06-D200 CTIR16S2T06-D200

DGS2S-010 DGS2S-010

AH7025 AH7025
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Steel
1045, 4137, etc.

Stainless steel
303SS, 304SS, etc.

Gray cast iron
Class 25, etc. 

Ductile cast iron
65-45-12, etc.

Superalloys
Inconel718, etc.

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

Workpiece material Hardness Grade
Cutting speed

Vc (sfm)

STANDARD CUTTING CONDITIONS

Competitor

Tool lifeTool life
1.6 1.6 

times!times!

Ring

Internal grooving

Wet

Workpiece type

Toolholder

Insert

Grade

Workpiece material

Results

C
u

tt
in

g
 

c
o

n
d

it
io

n
s

PRACTICAL EX AMPLES

Flywheel

Internal grooving

Wet
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Cutting speed : Vc (sfm)

Feed : f (ipr)

Groove width : CW (in)

Machining

Coolant

4140 5120

TungShortCut improved chip control 

and eliminated built-up edge, successfully 

achieving 1.6x tool life.

TungShortCut provided superior chip 

evacuation, eliminating chip jamming. As a 

result, 1.5x tool life.

Competitor
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To see Tungaloy products in action visit:

Tungaloy-NTK America Inc.
United States
3726 N Ventura Drive, Arlington Heights, IL 60004, U.S.A.

Inside Sales: +1-888-554-8394

Technical Support: +1-888-554-8391 

Fax: +1-888-554-8392
www.tungaloy.com/us

Canada
432 Elgin St. Unit 3, Brantford, Ontario N3S 7P7, Canada
Phone: +1-519-758-5779 Fax: +1-519-758-5791

www.tungaloy.com/ca

Mexico
C Los Arellano 113, Parque Industrial Siglo XXI
Aguascalientes, AGS, Mexico 20290
Phone:+52-449-929-5410 Fax:+52-449-929-5411

www.tungaloy.com/mx

facebook.com/tungaloyamer ica
instagram.com/tungaloyamer ica
l inkedin.com/company/tungaloy-amer ica

follow us at:

tungaloy.com/us
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