CONTENTS

| . .
‘s | General product information

oy

Added products
y & JPVJNR/L**

A Latest turning toolholders with easy insert clamping system

NS9530/GT9530/AT9530

New grades and chipbreakers for this economical insert series

4 GNMG/FNMG

Introducing GNMG and FNMG inserts

-I Member IMC Group I '

View

View

View

View






IsoETFfuaN
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Cartridge Set alows the use of ISO-Ecolum
nsert with no need to swap the toolnoloer
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IsoET URN Regular size inserts
CNMG 332E type CNMG 432 type

Cost effective:
|dentical cutting performance, just a smaller size
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ISO-EcoTurn small sized inserts,
offer an economical advantage

Cartridge Set allows more flexibility with use of ISO-EcoTurn
inserts and lever-lock holders. This increases the ability to
maximize potential cost efficiency and productivity

CNMG 43... CNMG 43... WNMG 43...
Applicable l | l
combination ISO-EcoTurn ISO-EcoTurn ISO-EcoTurn
CNMG 33*E WNMG 33*E WNMG 33*E
Cartridge Set ;
A 3
ISO-EcoTurn \\
Insert
|
WNM E *
CNMG 33°E 4@ G33 WNMG 33°E 49
Cartridge “ Cartridge Cartridge ’
Spring ol _—
Spring pin ~ pring pin Spring pin —u
Detail of Shim 46 Shim ‘ b Shim *
Cartridge Set
Lever—* Lever o Lever—‘ .
; ” |
‘ | |
il
. AD-CL-4/3-SET
Cartridge Set AD-CL-4/3-SET-S AD-CL-4/3-W-SET AD-WL-4/3-SET
Applicable PCLNR/L*4 PCLNR/L*4 PWLNR/L*4
Tool holder

Note: How to install the cartridge set page 11. Cartridge set cannot be assembled on Tungaloy's P-style holders.
This product might correspond to the Export Trade Control Order.
When you export this product, you might need apply for export licenses to the authorities in your country.
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Over 75%* of the turning market only uses a depth of cut at or
less than 0.118"

Percentage in total
turning market (%)

< 0.059
Depth of cut : ap (inch)

Chip control

ISO-EcoTurn inserts incorporate an identical chipbreaker
geometry as regular size inserts providing the same chip
removal at a depth of cut up to 0.118"m.

=0.118 0.118 <

25%

* Based on Tungaloy market research.

c ©
ISOETURN Regular size inserts

750, WNMG 332E type WNMG 432 type 254

0.018<

Workpiece 11045
Cutting speed : Vc = 656 sfm
Coolant : Wet

Regular size inserts
CNMG 432 T™M

IsoETuU=2N
CNMG 332ETM
A
p %
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o FL ’ :

B o RN
Condt 0.004 | 0.006 | 0.008 | 0.012
ondition

Feed : f (ipr)
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2| i P | X5 |\
S| "I & e 3 \\\:
ol A% Bog. (T9 -~
_10.004 | 0.006 | 0.008 | 0.012 | 0.016
Feed : f (ipr)

www.tungaloy.com/us 5
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Uncompromising insert performance

- Comparison of ISO-EcoTurn and regular sized inserts

Same performance ISO-EcoTurn inserts feature the

identical thickness and chipbreaker

Insert ) .
thickness geometry as Tungaloy’s regular size
4 inserts.
These properties provide cutting

performance equal to that of the
regular size inserts, including chip
control at a depth of cut up to 0.018".

5 S

3 mm

-

Depth of cut Regular size inserts

range: = 3 mm iIsocETuaN CNMG 432 type
CNMG 332E

Fracture resistance

- BEven used Cartridge Set ISO-Eco Turn inserts preserve the
thickness of standard inserts in order to maintain fracture

resistance.

f(ipr)
0.008 0.010 0.012 0.014

IsoEFfuaN
Cartridge Set

+
CNMG 332E TM

="

Workpiece : 1045

Cutting speed : Vc = 492 sfm

Feed :f=0.008 - 0.014 ipr
Depth of cut :ap=0.118"

Work process : Face turning (Interrupted)
Coolant : Wet

isoETURN
CNMG 332ETM

Regular size insert
CNMG 432 T™M

0 2,000 4,000 6,000 8,000
Number of impacts

6 ISO-ECOTURN




A complete tooling solution is now available with ISO-EcoTurn

For a wide range of turning applications.

CNMG 33
.

H_’ i A - L@|

R

) Colar y G L
Indexing of insert Indexing of insert
Type A Type B
Type Tool holder Insert Cartridge Set fdirection (um) L direction (um)
A soEfuaN PCLNR**33 CNMG 333E T™M - 1 2
1IsoETuaN
. PCLNR**4 CNMG 333E TM AD-CL-4/3-SET 1.7 25
Cartridge Set
c: C°“:§§|“;%rl d'z:ype PCLNR*4 CNMG 433 T™ . 2 4

www.tungaloy.com/us 7
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I GRADES & CHIPBREAKERS

T9200 SERIES cvo

PREMIUMTEC
0.197 :
T9205 : Good wear resistance
T9215 : First choice for machining steel 5 0.157 5
T9225 : Grade with a good balance of wear resistance % ;
and fracture toughness ® 0418 T """ H
3
S o079l R~
£
&
O oosof[[EF NS S——
0 0.004 0,008 0,072 0076 0020 0024
NS9530 & GT9530 Foed: (1)
(Cermet) (Coated cermet) 0.197 ‘ - 5
PREMIUMTEC _ A O RO NUUS NN
% 0.157 '
£ ;
NS9530 : Suitable for finishing to medium cutting of steel s | L
GT9530 : Ideal for finishing with high surface quality f; 0.118 r [
[6)
E 0.079
a
[0
© 0.039
0 0.054 o.o]os 0.0:12 0.0:16 0.0:20 0.024
Feed: f (ipr)
AHGO0O SERIES (v M
PREMIUMTEC .
0.197 Stelunless
AHG630 : Good resistance to wear and fracture in machining stainless
steel at low to medium cutting speed Py 4 WS A S S SRS SO
AHG645 : High fracture resistance in machining stainless steel g
£
o 0.118
©
%
w5 0.079
TE100 SERIES cvo) £
& 0.039
PREMIUMTEC
: 1 | : :
0 0.004 0.008 0.012 0.016 0.020 0.024

T6120 : Good wear resistance in continuous cutting at high speed
T6130 : High wear resistance in cutting at medium to high speed

Feed: f (ipr)

ISO-ECOTURN



I GRADES & CHIPBREAKERS

TS100 SEXRIES (©w) .

PrREMIUMTEC Cast Iron
T5115 : Stable machining in a wide range of applications _ ! ‘ . ! |
from continuous to interrupted cutting S 0457 f--mcbemane- I R
g : : | : !
S o018} Fooeees ‘ S fnnees joeeees
8 i i '
TSIS (cvo) R - -
= ‘
PREMIUMTEC a |
0.039L--.___ 3 _______ ‘ M
T515 : Good wear resistance even in high speed machining o Sw

0 0.004 0.008 0.02 0.016 0.020 0.024
Feed: f (ipr)

AHB8000 SERIES (Pvp) M .

PREMIUMTEC Suvorall
T A— : uperalloys
0.197 Stainless andptitanil},m
AHB8015 : Strong resistance to wear and built up edge : ‘
B 0187 oo
£ - - ! - !
o
S 0118
3
o
2 0079
o
[0]
a
0.039
0 0.004 0.008 0.012 0.016 0.020 0.024
Feed: f (ipr)
PREMIUMTEC .
Steel Stainless Cast Iron  Superalloys
and titanium

AH120 : Suitable for machining steel, stainless steel, cast iron
and heat resistant alloys under general cutting conditions

www.tungaloy.com/us 9
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AD-*L-4/3-* -SET
Cartridge Set for ISO-Eco Turn insert

Fig.1 AD-CL-4/3-(-S) CartridgeSet Fig.2 AD-CL-4/3-W-CartridgeSet Fig.3 AD-WL-4/3-CartridgeSet
IC S Insert Fig.
AD-CL-4/3-SET 0.5 0.186 CNM* 33°E... 1
AD-CL-4/3-SET-S 0.5 0.186 CNM* 33*E... 1
AD-CL-4/3-W-SET 0.5 0.197 WNM* 33*E... 2
AD-WL-4/3-SET 0.5 0.197 WNM* 33"E... 3
SPARE PARTS E & ﬁ
Designation Cartidge Lever Wrench
AD-CL-4/3-SET AD-CL-4/3 LR4/3 HW3.0/5
AD-CL-4/3-SET-S AD-CL-4/3 LR4/3-T HW3.0/5
AD-WL-4/3-SET AD-WL-4/3 LR4/3 HW3.0/5
AD-CL-4/3-W-SET AD-CL-4/3-W LR4/3 HW3.0/5
/o] H
TCN423 -
TWN423 -
LSC42-ECO D30 LSP4

Shim and spring pin are not included

10 ISO-ECOTURN



How to install the Cartridge Set

1. Remove the Shim sheet and Lever from the using toolholder (P type: Lever lock style).
2. Install the Lever — Shim sheet — Spring Pin — Catridge.

Note: Use the key for easy assembly of the spring pin.

3. Offset the cutting edge position.

4. OK to machining.

WNMG 33*E
CNMG 33*E

Cartridge

b

WNMG 33°E *9

Cartridge

Spring pin 4U

Lever
C
y

Cartridge

' ' Spring pin
Spring pin

Shim
Shim

L
Lever —* ever

Cartridge for Cartridge for Cartridge for
CNMG 4 — Eco CNMG 3 CNMG 4 — Eco WNMG 3 WNMG 4 — Eco WNMG 3

o

Magnet ID marking Make sure to place the “R” side face
up when using the right-hand insert
Ensures TOP side is placed face up for both
right- and left-hand inserts

|
. |
Note: Cartridge set cannot be assembled on Tungaloy's P-style holders.
This product might correspond to the Export Trade Control Order.
When you export this product, you might need apply for export licenses to the authorities in your country.

www.tungaloy.com/us 11
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® : Continuous cutting

| -t € : Light interrupted cutting
N S e I NEGATIVE TYPE % : Heavy interrupted cutting
Bl steel ® [occx o |oclcx| ¢ | x ez x oc ocjec oc RE
M Stainless oc ®e|c c | xecc /S
Cast iron ec (eoc c oc |
Q Rhombic, 80° Non-ferrous o
with hole Superalloys oc €
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
. S 10 Q9 =]
© [Chipbreaker Designation LLOVLWVLLLYLOYJYR]S ) Q a (4
s SrdqorAdadn3ddVqgguwur |8V 3
3 S S 5500 IITIbib |- )
< FFFFFFFFSS<S<<<FF O 4 RE|IC | S D1
o CNMG 330.5E TF e 0 0.008|0.375/0.187|0.15
C
'-g 1ETF [ N ) 0.016/0.375/0.187|0.15
£ 2ETF [ N ) 0.032{0.375[0.187|0.15
5
(2]
©
<
o
CNMG 330.5E TSF [ N ) 0.008{0.375(0.187|0.15
> 1E TSF [ N J A A [ Y J [ ] 0.016/0.375/0.187|0.15
£ 2E TSF 0 AA o0 ° 0.032(0.3750.1870.15
z
£
_ CNMG 331E FW © 00 AAA ) ° 0.016(0.3750.1870.15
3 2E FW ©0 0 AAA ° ) 0.031/0.3750.1870.15
g
()]
C
£
a
C
= &
ZF CNMG 331E ZF 00 AA 0.016/0.375/0.187| 0.15
D
c
£
2
C
£
£ CNMG 332E SW ®© 00 A AA [ ] 0.031/0.375(0.187/0.15
§7§ 3E SW ©0 0 AAA ° 0.047/0.375(0.187|0.15
S - Wi
25 bl . " Wiper
(o)) =
25
_5*% +1.<0:008 i
c S
T =
* Please contact our sales representative for your inquiries about the program adjustment when using @ : Lineup
SW/FW for machining of radius shape or for taper machining. A : To be discontinued
Reference pages : External toolholders — P.21 - Internal toolholders — P.29

12 ISO-ECOTURN



® : Continuous cutting

| n r-t € : Light interrupted cutting
S e NEGATIVE TYPE % : Heavy interrupted cutting
Bl steel ® [occx o |oclcx| ¢ | x ez x oc ocjec oc RE
M Stainless oc e c|c|xec ¢ /~S~
Cast iron ec (eoc c oc |
Q Rhombic, 80° Non-ferrous )
with hole Superalloys oc €
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
® | N 10 Qo Q
© [Chipbreaker Designation LLOYOVLOVLVWLORLRS ) Q a ]
S Qraoradmo3IV8Fwr-r KL Y
3 S 5550 b LI Ihh kB i)
< FFFFFFFFSSSSEFE (O 4 RE|IC | S |D1
CNMG 331E SS (N} 0.016/0.375/0.187|0.15
o 2E SS o0 0.0310.375/0.187|0.15
c
£
7
C
£
> CNMG 331ETM 0 AAOGOO o000 0.016/0.375(0.187 0.15
£ 2ETM 0 AAOGOO o000 0.031/0.375(0.1870.15
3 CNMG 333ETM 0 AAOGOO 00O 0.047/0.3750.187]0.15
5
e
(9}
=
o CNMG 332E ZM [ ) A A 0.031/0.375(0.187/0.15
£
o3
c o
@5
23
i3
IS
o
° CNMG 331E SM o000 0.016/0.3750.187/0.15
£ 2E SM o000 0.031/0.375(0.187/0.15
3 3E SM o000 0.047/0.375(0.187 0.15
5
3 0.010
= s
ol - CNMABS31E () 0.016/0.375/0.187|0.15
c
O)':g 2E () 0.0310.375/0.187/0.15
£ ; 3E () 0.047/0.375/0.187/0.15
E 4E ® 0.063|0.375(0.187/0.15
o]
@ : Lineup
A : To be discontinued
Reference pages : External toolholders — P.21 - Internal toolholders — P.29

www.tungaloy.com/us 13
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® : Continuous cutting

| .t € : Light interrupted cutting
N S e I NEGATIVE TYPE % : Heavy interrupted cutting
Bl steel o [oc/cx @ [oc/cx| € | ¥ cx x |oc ocjec oc
M Stainless oc @ c c i ecCcC
Cast iron ec| |oc ¢ ocC
Rhombic, 55° Non-ferrous
with hole Superalloys oc ¢
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
W | N 10 oo o
© [Chipbreaker Designation LLOVLWVLLLYLOYJYR]S ) Q a (4
s SrdqorAdadn3ddVqgguwur |8V 3
g S 55555 I Ibhs ke )
< FFFFFFFFSS<S<<<FF O 4 RE|IC | S D1
o | TF DNMG 330.5E TF o0 0.008/0.375/0.187/0.15
C
< 1ETF o0 0.016/0.375(0.187 0.15
= 2E TF o0 0.032(0.375/0.187/0.15
5
(2]
©
<
o
DNMG 330.5E TSF o0 0.008/0.375(0.1870.15
o 1E TSF [ N J A A [ N J [ ] 0.016|0.375/0.187|0.15
£ 2E TSF 0 AA o0 ° 0.032/0.3750.1870.15
2 3E TSF 00 AA o0 ® 0.047/0.375/0.187| 0.15
[T
. DNMG 331E FW ([ ] A 0.016|0.375(0.187|0.15
8 2E FW ° A 0.031/0.375(0.187/ 0.15
2
()]
C
£
a
C
£
ZF DNMG 331E ZF 00 AA 0.016/0.375(0.187 0.15
> )
c
£ @
2
£
w 0.008
S
E |SW DNMG 332E SW [ A 0.031/0.375/0.187| 0.15
§7§ 3E SW ) A 0.047/0.375(0.187|0.15
ISP
2
(o))
(o))
E';% 0.008
<5
23 ’ﬁg
[
* Please contact ogrlsales rep_resentative for your inquirie_s gbout the program adjustment when using @ : Lineup
SW/FW for machining of radius shape or for taper machining. A : To be discontinued

Reference pages : External toolholders — P.24 - Internal toolholders — P.30

14 ISO-ECOTURN



® : Continuous cutting
€ : Light interrupted cutting

| N S e rt NEGATIVE TYPE % : Heavy interrupted cutting
Bl steel o |ocici| o joc/cx| ¢ | [ex| x [oc eclec oc
M Stainless oc ¢ c xeocc RE
Cast iron (13 eCc € (13 =
Rhombic, 55° Non-ferrous
with hole Superalloys oc ¢
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
kS . . . 0 o o o
© [Chipbreaker Designation LLOYOVLOVLVWLORLRS ) Q a ]
S Qraoradmo3IV8Fwr-r KL Y
3 NS5 550 LIIIhn k& i)
< FFFFFFFFSSSS<EFEF (O 4 RE|IC | S |D1
SS DNMG 331E SS (N} 0.016(0.3750.1870.15
2E SS [ N} 0.031(0.375(0.187/0.15
2
£
@
[
£
> ™ DNMG 331E TM [ ) A A 0.016(0.375(0.187/0.15
£ 2ETM [ ) A A 0.031(0.3750.1870.15
3 3ETM 00 AA 0.047/0.375/0.1870.15
5
K 0008
= %&:
o ZM DNMG 332E ZM [ ) A A 0.031(0.3750.1870.15
£
o3
c o
35
23
g
€
o
DNMG 331E SM o0 e 0.016/0.3750.187/0.15
()]
£ 2E SM o000 0.031/0.375(0.187/0.15
3
€
3
e
[0}
=
o DNMA 331E () 0.016/0.375|0.187/0.15
C
m’:g 2E () 0.031(0.375|0.187/0.15
£°2 3E () 0.047/0.375|0.187/0.15
€
25
25
i3
€
o]
@ : Lineup

A : To be discontinued

Reference pages : External toolholders — P.24 - Internal toolholders — P.30

www.tungaloy.com/us 15
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® : Continuous cutting
€ : Light interrupted cutting

| N S e rt NEGATIVE TYPE % : Heavy interrupted cutting

-Steel o |ocici| o joc/cx| ¢ | [ex| x [oc eclec oc RE
M Stainless (12 @ C | C % |oC ¥

| {o

Cast iron ec |oc ¢ oc /\
Triangular, 60° [\ Non-ferrous O\ I RS
Q with hole Superalloys oc € c
H Hard materials

5 Coated Coated Cermet | Dimension (inch)
W | N 10 Qo Q
© [Chipbreaker Designation LLOYOVLOVLVWLORLRS ) Q a ]
5 Qraoradmo3IV8Fwr-r KL Y
o S 55555 I Ibhs ke &
< FFFFFFFFSS<S<<<FF O 4 RE|IC | S D1
o TF TNMG 230.5E TF o0 0.008| 0.25 |0.187/0.089
< 1ETF o0 0.016/0.25(0.187/0.089
£ ; 2E TF o0 0.032/0.25/0.187/0.089
S
(2]
S
o
o

0.008| 0.25 [0.187|0.089
A A [ N J [ J 0.016/ 0.25 0.187/0.089

1E TSF
CJ 2E TSF o0 AA ) ° 0.032/0.25[0.187/0.089

T TNMG 230.5E TSF

Finishing

-
A

S
&N
—
o
™
-
2
N
|
0

__ |FW TNMG 231E FW ® A 0.016/0.25(0.187/0.089
8 2E FW ° A 0.031/0.25(0.187(0.089
2 * Wiper
=)
c
£
2]
c
£
E TNMG 232E SW ® A 0.031/0.25(0.187/0.089
3% 3E SW ° A 0.047/0.25(0.187)0.089
ES Wi
o 2 Wiper
o2
E *g .008 i
< o
i g..
* Please contact our sales representative for your inquiries about the program adjustment when using @ : Lineup
SW/FW for machining of radius shape or for taper machining. A : To be discontinued

Reference pages : External toolholders — P.28

16 ISO-ECOTURN




Insert wesative TYPE

® : Continuous cutting
€ : Light interrupted cutting
* : Heavy interrupted cutting

Bl steel o |ocici| o joc/cx| ¢ | [ex| x [oc eclec oc
M Stainless (12 @ Cc c 1w eccC
Cast iron oc ec ¢ ocC
Triangular, 60° [\ Non-ferrous
Q with hole Superalloys eoc ¢
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
kS . . . 0 o o o
© [Chipbreaker Designation LLOVLWVLLLYLOYJYR]S ) Q a (4
s SrdqorAdadn3ddVqgguwur |8V 3
o S5 550 IIIIhn EFo &»
< FFFFFFFFSS<S<<<FF O 4 RE|IC | S D1
TNMG 231E SS o0 0.016]0.25(0.187/0.089
2E SS o0 0.031/0.25(0.187/0.089
2
£
7
C
£
TNMG 231E TM 00 AA 0.016/0.25(0.187/0.089
2ETM 00 AA 0.031/0.25(0.187/0.089
3ETM 00 AA 0.047/0.25(0.187/0.089
.g 0008
3 F%eo
§ SM TNMG 231E SM o0 0 0.016/0.25|0.187/0.089
é O\ 2E SM XX 0.0310.25(0.1870.089
.d'f.—.-'. .‘-:‘
0.010
ﬁé’
o - TNMA231E () 0.016/0.25(0.187/0.089
c
m’g 2E ° 0.031/0.25(0.187/0.089
£°2 3E ° 0.047/0.25(0.187/0.089
55
23
]
€
o]
@ : Lineup

Reference pages : External toolholders — P.28

A : To be discontinued

www.tungaloy.com/us
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® : Continuous cutting

| n S e r-t € : Light interrupted cutting
NEGATIVE TYPE % : Heavy interrupted cutting
VN Bl steel o |ocici| o joc/cx| ¢ | [ex| x [oc eclec oc
M Stainl
Cal:.ess oc e clc | :: c I RE S
ast iron oC
Non-ferrous ‘ EiID
Rl_'lomblc, 35° Superalloys oc ¢
with hole H  Hard materials
5 Coated Coated Cermet | Dimension (inch)
© . 0 o o o
o i i o vo @ @
2 Chipbreaker Designation BLLwLYLLOO 338 é o 2 B 2 3
o S5 550 IIIIhn EFo &»
< FFFFFFFFSS<S<<<FF O 4 RE|IC | S D1
o TF VNMG 2.330.5E TF o0 0.008/0.281/0.1870.15
< 1ETF o0 0.016(0.281(0.187/0.15
£ @ 2E TF o0 0.03200.2810.187/0.15
S
172
o
TSF VNMG 2.330.5E TSF 00 AA o0 ) 0.008/0.281/0.187/0.15
1E TSF 00 AA [ ) ) 0.016/0.281/0.1870.15
@ 2E TSF o0 AA ) ° 0.0310.2810.187/0.15
¥
&
o &
£
5
€ |SS VNMG 2.331E SS o000 0.016/0.281(0.1870.15
L
2E SS 000 0.031/0.281/0.187/0.15
~
™ VNMG 2.331E TM o0 A A 0.016/0.281/0.187/0.15
. 2ETM 00 AA 0.031/0.281(0.187/0.15
> 0.008
£ F:?%—
— ©
5
(6]
S SM VNMG 2.331E SM o000 0.016(0.281(0.187/0.15
3 2E SM o000 0.031/0.281(0.187/0.15
2 e
0.010
%é
o = VNMA 2.331E ® 0.016(0.281(0.187/0.15
b= 2E ) 0.031/0.281(0.187/0.15
o3
c0
57 g
5
Lo
€
[e]
@ : Line up

A : To be discontinued

Reference pages : External toolholders — P.26 - Internal toolholders — P.30

18 ISO-ECOTURN



® : Continuous cutting

| n r-t € : Light interrupted cutting
S e NEGATIVE TYPE % : Heavy interrupted cutting
Bl steel o [oc/cx @ [oc/cx| € | ¥ cx x |oc ocjec oc
i RE
M Stainless oc e c c | xecc P ‘§,
Cast iron ec| |oc ¢ ocC
i : i D1
O TI‘IgOI"I, 80° Non-ferrous / \ .I
with hole Superalloys oc € IC
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
® L I o) oo =3
© [Chipbreaker Designation LLOYOVLOVLVWLORLRS ) Q a ]
S OSr Ao rAdAa®B83INQuwr- |BWL 0
2 S8 555 boIIIThh EE& |8
< FFFFFFFFSISISI<FEF (O 4 RE|IC | S |D1
o TF WNMG 330.5E TF e 0 0.008/0.375/0.187/0.15
'-g 1ETF [ N ) 0.016|0.375/0.187| 0.15
£ 2ETF [ N ) 0.032/0.375/0.187/0.15
5
(2]
.g ]
a 2y
TSF WNMG 330.5E TSF o0 0.0080.375(0.187/0.15
> i 1E TSF [ N J A A [ Y J [ ] 0.016|0.375/0.187/ 0.15
£ 2E TSF 0 AA o0 ° 0.032/0.3750.1870.15
2 3E TSF o0 AA ° ° 0.047(0.3750.1870.15
[T
. WNMG 331E FW 0 0 A AA [ ] [ ] 0.016|0.375/0.187/ 0.15
8 2E FW © 00 AAA [ ° 0.031/0.375(0.187| 0.15
2 Wi
; y — Wiper
= ot
£
a
= Q
i ’\q
ZF WNMG 331E ZF (N A A 0.016/0.375(0.187/0.15
c
£
2
C
£
0.008
<§’
E |SW WNMG 332E SW ®© 00 AAA ° 0.031/0.375(0.187| 0.15
§7§ 3E SW ©0 0 AAA ° 0.047/0.375(0.187|0.15
IS5 Wi
25 Wiper
25
.5*5 0.008
< 7@&
ic =
* Please contact our sales representative for your inquiries about the program adjustment when using @ : Lineup
SW/FW for machining of radius shape or for taper machining. A : To be discontinued

Reference pages : External toolholders — P.22 - Internal toolholders — P.29
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Insert wesative TYPE

® : Continuous cutting
€ : Light interrupted cutting
* : Heavy interrupted cutting

Bl steel o |ocici| o joc/cx| ¢ | [ex| x [oc eclec oc
i RE
M Stainless oc ®| c c | xecc = ‘§>
Cast iron oc ec ¢ ocC
. . Y
O TI‘IgOI"I, 80° Non-ferrous / \ _I
with hole Superalloys oc € IC
H Hard materials
5 Coated Coated Cermet | Dimension (inch)
® | N 10 Qo Q
© [Chipbreaker Designation LLOVLWVLLLYLOYJYR]S ) Q a ]
s SrdqorAdadn3ddVqgguwur |8V 3
3 S 5550 b LI Ihh kB i)
< FFFFFFFFSSSS<EFEF (O 4 RE|IC | S |D1
WNMG 331E SS ( 3 0.016/0.375(0.187/0.15
o 2E SS o0 0.031/0.375(0.187 0.15
£ E SS o0 0.047/0.375(0.187 0.15
z
£
> WNMG 331E TM 00 AA 0.016/0.375(0.187 0.15
£ 2ETM 00 AA 0.031/0.375(0.1870.15
3 3ETM 00 AA 0.047/0.3750.187]0.15
5
e
(9}
=
WNMG 333E NM (] A 0.047/0.375(0.187 0.15
()]
£
5
[&]
€
3
k3
E WNMG 332E ZM o0 A4 0.031/0.3750.187/0.15
>
c
£
7
c
£
WNMG 331E SM o000 0.016/0.375(0.187 0.15
()]
£ 2E SM o000 0.031/0.375(0.187 0.15
3 3E SM o000 0.047/0.375(0.187 0.15
5
3 0.010
ol = WNMA 331E () 0.016|0.375(0.187/0.15
C
m’g 2E () 0.031/0.375(0.1870.15
= 3E ° 0.047/0.375(0.187/ 0.15
25 4E () 0.063(0.375/0.187/0.15
o
L
@ : Line up

Reference pages : External toolholders — P.22 -

Internal toolholders — P.29

A : To be discontinued
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External toolholders

ACLNR/L-Eco
Double-clamp toolholder with 95° approach angle, for negative 80° rhombic inserts

oy w = o}

I LH
— ~  F
95°
™ 4 e
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
ACLNR/L1233-A 0.750 0.750 4.500 0.900 0.750 1.000 0.031 CN**33... 3.0
ACLNR/L1633-A 1.000 1.000 6.000 1.000 1.000 1.250 0.031 CN**33... 3.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @ (& § j @ @ %’S

Designation Spring Spring pin Shim screw Wrench
ACLNR/L**-A ACP3S-E ACS-5W BP-7 SP-2.5 ASC322 CSTB-3.5 T-15F

TUNG LET

PCLNR/L-CHP-Eco

Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts,
with high pressure coolant capability

o @

Q | LF .

95°

| 3 E

Cuttlng edge style L G1/8 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*

PCLNR/L1233-CHP 0.750 0.750 4.500 1.300 0.750 1.250 0.031 CN**33... 2.0

PCLNR/L1633-CHP 1.000 1.000 6.000 1.300 1.000 1.250 0.031 CN**33.... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS /6/ ( @ &

Designation Shim Clamping screw Wrench 1 Spring pin Lever
PCLNR/L*-CHP LSC317 LCS3 P-2.5 LSP3 LCL33
SPARE PARTS @ & Vs © & (

Designation Coolant unit Mounting screw Wrench 2 Coolant screw Wrench 3
PCLNR/L*-CHP CU-CW-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2
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PCLNR/L-Eco
Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts

95° " t
m
i
o
| LH
— I LF o
95° W
: E:
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*

PCLNR/L1233 0.750 0.750 4.500 0.813 0.750 1.000 0.031 CN**33... 2.0
PCLNR/L1633 1.000 1.000 6.000 0.813 1.000 1.250 0.031 CN*33... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS /E/ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PCLNR/L* LSC317 LCS3 P-2.5 LSP3 LCL33

AWLNR/L-Eco
Double-clamp toolholder with 95° approach angle, for negative 80° trigon inserts

N & =

> LF
95°
B« =
. v
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert  Torque*
AWLNR/L1233-A 0.750 0.750 4.500 1.125 0.750 1.000 0.031 WN*33... 3.0
AWLNR/L1633-A 1.000 1.000 6.000 1125 1.000 1.250 0.031 WN*33... 3.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @ (& § y @ %

Designation Clamp screw Spring Spring pin Shim screw Wrench
AWLNR/L**-A ACP3S-E ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
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PWLNR/L-CHP
Lever-lock toolholder with 95° approach angle, for negative 80° trigon inserts,
with high pressure coolant capability

95°

1

“ 0

t LF
95°
B
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
PWLNR/L1233-CHP 0.750 0.750 4.500 1.969 0.750 1.250 0.031 WN*383... 2.0
PWLNR/L1633-CHP 1.000 1.000 6.000 1.969 1.000 1.250 0.031 WN*38... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @Q ( @ &

Designation Shim Clamping screw Wrench 1 Spring pin Lever
PWLNR/L**-CHP LSW312 LCS3 P=25 LSP3 LCL3
SPARE PARTS @ & Vs O & (

Designation Coolant unit Mounting screw Wrench 2 Coolant screw Wrench 3
PWLNR/L**-CHP CU-CW-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 (P2

PWLNR/L-Eco
Lever-lock toolholder with 95° approach angle, for negative 80° trigon inserts

95° g ; < o ¢

Y

)
Wi o LF
95° ‘ >
£} ks

Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert  Torque*

PWLNR/L1233 0.750 0.750 4.500 0.625 0.750 1.000 0.031 WN*33... 2.0

PWLNR/L1633 1.000 1.000 6.000 0.719 1.000 1.250 0.031 WN*33... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @ @‘@ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PWLNR/L™ LSw312 LCS3 P-2.5 LSP3 LCL3

%
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ADJNR/L-Eco
Double-clamp toolholder with 93° approach angle, for negative 55° rhombic inserts

L,
' o 5 =
¥ LH_|
- 2 LF
N S ~l
93° N
T | T
Cutting edge style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
ADJNR/L1233-A 0.750 0.750 4.500 1.250 0.750 1.000 0.031 DN**33... 3.0
ADJNR/L1633-A 1.000 1.000 6.000 1.250 1.000 1.250 0.031 DN**38... 3.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS e <& § j /o/ @ /@S

Designation Spring Spring pin Shim screw Wrench
ADJNR/L™*-A ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F

TUNG TLET

PDJNR/L-CHP-Eco

Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts,
with high pressure coolant capability

* s By “ ©

9, N \5 LH LF _
93° ]
-
e
. i fo =
Cuttlng edge Style J G1/8 e Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
PDJNR/L1233-CHP 0.750 0.750 4.500 1.420 0.750 1.250 0.031 DN**33... 2.0
PDJNR/L1633-CHP 1.000 1.000 6000 1.420 1.000 1.250 0.031 DN*33... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

V4 < i
SPARE PARTS S/ &

Designation Shim Clamping screw Wrench 1 Spring pin Lever
PDJNR/L*-CHP ELSD32 LCS3 P-2.5 LSP3 LCL33L
SPARE PARTS @ & Vs © & (

Designation Coolant unit Mounting screw Wrench 2 Coolant screw Wrench 3
PDJNR/L*-CHP CU-D-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2
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PDJNR/L-Eco
Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts

A
! s A @)
L N t% l‘H LF

93° ‘
Sl K
Right hand (R) shown.

Cutting edge style J

H B LF LH HF WF RE** Insert Torque*
PDJNR/L1033 0.625 0.625 4.000 1.125 0.625 0.875 0.031 DN**38... 2.0
PDJNR/L1233 0.750 0.750 4.500 1.125 0.750 1.000 0.031 DN**38... 2.0
PDJNR/L1633 1.000 1.000 6000 1.125 1.000 1.250 0.031 DN**33... 2.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

& { 1) B

Clamping screw Wrench Spring pin Lever
LCS3 P-2.5 LSP3 LCL33L

SPARE PARTS
Designation Shim
PDJNR/L™ ELSD32

ADQNR/L-Eco
Double-clamp toolholder with 107.5° approach angle, for negative 55° rhombic inserts

1 \1075° @ §L ﬁ o}

|
1075 DE I._ S

Cutting edge style Q

Right hand (R) shown.

T + B LF LH HF WF RE** Insert  Torque*
ADQNR/L1233-A 0.750 0.750 4.500 1.150 0.750 1.000 0.031 DN**33... 2.2
ADQNR/L1633-A 1.000 1.000 6.000 1.150 1.000 1.250 0.031 DN**38... 2.2

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

e & & I A

SPARE PARTS
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ADQNR/L**-A ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F
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AVJNR/L-Eco
Double-clamp toolholder with 93° approach angle, for negative 35° rhombic inserts

i
L
m
1| b £ ¢
— 8
& <t
93° ‘
£ K
. T T
Cutting edge style J Y Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
AVJUNR/L122.33-A 0.750 0.750 4.500 1.500 0.750 1.000 0.031 VN*2.38... 3.0
AVJUNR/L162.33-A 1.000 1.000 6.000 1.500 1.000 1.250 0.031 VN*2.33... 3.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS e <& § y gt @ /8

Designation Spring Spring pin Shim screw Wrench
AVINR/L**-A ACP3L-E ACS-5W BP-7 SP-2.5 ASV222 CSTB-3.0 T-15F

TUNG TLET

PVJNR/L-CHP

Lever-lock toolholder with 93° approach angle, for negative 35° rhombic inserts,
with high pressure coolant capability

= @

4==|0) &
< LF i
93°
Ex
Cutting edge Style J G1/8 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
PVJNR/L122.33-CHP 0.750 0.750 4.500 2.000 0.750 1.250 0.031 VN*2.33... 2
PVJUNR/L162.33-CHP 1.000 1.000 6.000 2.000 1.000 1.250 0.031 VN**2.33... 2

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

< i
SPARE PARTS <> &

Designation Shim Clamping screw Wrench 1 Spring pin Lever
PVJUNR/L*-CHP LSv212 LCS3V P-2.5 LSP3 LCL3V
SPARE PARTS @ & /8 = & (

Designation Coolant unit Mounting screw Wrench 2 Coolant screw Wrench 3
PVJNR/L**-CHP CU-V-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2
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AVQNR/L-Eco
Double-clamp toolholder with 117.5° approach angle, for negative 35° rhombic inserts

s P o}
1 117.5° Q EM
- <'-H»‘ LF
e B E—
117.5°
A
£ =
Cutting edge style Q Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
AVQNR/L122.33-A 0.750 0.750 4.500 1.250 0.750 1.000 0.031 VN**2.33... 3.0
AVQNR/L162.33-A 1.000 1.000 6.000 1.250 1.000 1.250 0.031 VN*2.38... 3.0

*Torque: Recommended torque (lb-f) for clamping
**RE: The holder measurements are true with this insert radius

e & & I 2= & B

Clamp screw Spring pin Shim screw Wrench
SP-2.5 ASV222 CSTB-3.0 T-15F

SPARE PARTS

Designation
AVQNR/L*-A ACP3L-E ACS-5W BP-7

AVVNN-Eco
Double-clamp toolholder with 72.5° approach angle, for negative 35° rhombic inserts

L
=0 =i - o)
LH
- LF |
- -
72.5°

S =

Cutting edge style \') Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*

AVVNN122.33-A 0.750 0.750 4.500 1.500 0.750 0.375 0.031 VN**2.33... 3.0
AVVNN162.33-A 1.000 1.000 6.000 1.500 1.000 0.500 0.031 VN*2.38... 3.0

*Torque: Recommended torque (Ib-f) for clamping
**RE: The holder measurements are true with this insert radius

e & &€ I 2= & 5

SPARE PARTS
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
AVVNN**-A ACP3L-E ACS-5W BP-7 SP-2.5 ASV222 CSTB-3.0 T-15F
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PTGNR/L-Eco
Lever-lock toolholder with 91° approach angle, for negative triangular inserts

L] w A
5 2
=05
\ LH
91° ' = LF
Y
[0« =)
Cutting edge style G Right hand (R) shown.
H B LF LH HF WF RE** Insert  Torque*
PTGNR/L1223 0.750 0.750 4.500 0.750 1.000 1.000 0.031 TN*23... 2.0
PTGNR/L1623 1.000 1.000 6.000 0.750 1.000 1.250 0.031 TN*23... 2.0

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS & ( &

Designation Clamping screw Wrench Lever
PTGNR/L™ LCS23A P25 LCL23

TUNG TJET

PTGNR/L-CHP
Lever-lock toolholders with 91° approach angle, for negative 60° triangular inserts,
with high pressure coolant capability

NI
91°

a ©

LF ~
H T | ‘ I¢
Cutting edge style G G1/8 > Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
PTGNR/L1223-CHP 0.750 0.750 4.500 1.500 0.750 1.250 0.031 TN*23... 2.0
PTGNR/L1623-CHP 1.000 1.000 6.000 1.500 1.000 1.250 0.031 TN*23... 2.0
*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius
@
N\
SPARE PARTS ( @
Designation Shim Clamping screw Wrench 1 Spring pin Lever
PTGNR/L*-CHP - LCS23A P-2.5 LSP3 LCL23
SPARE PARTS @ @ / f o & (

Designation Coolant unit Mounting screw Coolant screw Wrench 3

PTGNR/L*-CHP CU-CW-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 72
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Internal toolholders

A-ACLNR/L-Eco
Double-clamp boring bar, for negative 80° rhombic inserts

@

95'°/'

LF

J -
- 95°
Cutting edge style L

y
DCONMS, |

Right hand (R) shown.

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16-ACLNR/L33-D20 Steel 1250 1.000 0.672 12.000 1.750 0.906 0.172 -6 -13  0.031 CN“33... 3
A20-ACLNR/L33-D25 Steel 1.560 1.250 0.859 14.000 1.938 1.188 0.234 -6 -10 0.031 CN**33... 3

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @ (& § y @ %g

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A*-ACLNR/L33... ACP3S-E ACS-5W BP-7 SP-2.5 ASC322 CSTB-3.5 T-15F

A-AWLNR/L-Eco
Double-clamp boring bar, for negative 80° trigon inserts

& @

95¢ l

LF

fe= |

DCONMS

Right hand (R) shown.

Cutting edge style L

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16-AWLNR/L33-D20 Steel 1.250 1.000 0.672 12.000 1.750 0.906 0.172 -6 -13 0.031 WN**383... &
A20-AWLNR/L33-D25 Steel 1.560 1.250 0.859 14.000 1.938 1.188 0.234 -6 -10 0.031 WN*33... 3

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS @ (& § j & %

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A*-AWLNR/L33... ACP3S-E ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
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A-ADUNR/L-Eco
Double-clamp boring bar, for negative 55° rhombic inserts

DMIN H
L | ;i y @ @
gv)mzm P AT%)

t—-= i GAMF < & LF ‘%)
Q
cAMP L8] 18
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF  LF LH H f2 GAMP GAMF RE** Insert Torque*
A16-ADUNR/L33-D20 Steel 1250 1.000 0.672 12.000 1.750 0.906 0.172 -6 -13  0.031 DN*33... 3
A20-ADUNR/L33-D25 Steel 1.560 1.250 0.859 14.000 1.938 1.188 0.234 -6 -11 0.031 DN**33... 3

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS & <& § f @ /6

Designation Clamp screw Spring Spring pin Shim screw Wrench
A**-ADUNR/L33... ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F

A-PVUNR/L-Eco
Lever-lock boring bar, for negative 35° rhombic inserts

e LH o LF

®
>
<
i
DCONMS

Right hand (R) shown.

Cutting edge style U

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*

A16-PVUNR/L2.33-D20 Steel 1250 1.000 0.672 12.000 1.750 0.906 0.167 -6 -183  0.031 VN*"2.33"E... 3.0
A16-PVUNR/L2.33-D24 Steel 1.500 1.000 0.859 12.000 1.750 0.906 0.354 -6 -10  0.081 VN*2.33"E... 3.0
A20-PVUNR/L2.33-D26 Steel 1.643 1.250 0.859 14.000 2.000 1.188 0.229 -6 -10  0.081 VN*™2.33"E... 3.0

*Torque: Recommended torque (Ib-ft) for clamping
**RE: The holder measurements are true with this insert radius

SPARE PARTS & /@ & < @ & &

Designation Clamping screw Wrench Spring pin agial:#rgzm* Screw for oil hole*
A16-PVUNR/L2.33-D20 LCS3V P-2.5 LCL3V LSv212 LSP3 EA-25 SSHM4-5
A16-PVUNR/L2.33-D24 LCS3V P-2.5 LCL3V LSv212 LSP3 EA-25 SSHM4-5
A20-PVUNR/L2.33-D26 LCS3V P-2.5 LCL3V LSv212 LSP3 EA-32 SSHM4-5

*Optional
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Bl Economical sized insert bring benefits in small diameter ID Turning

- The new VNMG233 insert combined with a P-type holder can turn and profile an inner
diameter as small as @1.250".

A16-PVUNR/L2.33-D20

- ISO-EcoTurn also offers a holder line for a minimum working diameter of @1.500" with

VNMG2.33 insert. This holder makes an excellent alternative to a standard holder with
VNMGS3 insert, whose minimum working diameter is also @1.500" .

A16-PVUNR/L2.33-D24

21.500"

www.tungaloy.com/us 31
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C-ACLNR/L
TurningA double-clamp toolholder with 95° approach angle. For negative 80° rhombic insert.

95° Min. gd1 /
1 0 /
— — = -
Y N
95° N
= = -
L

e \

Right hand (R) shown.
oD L1 L2 f od1 od2 rex Insert

C4ACLNR/L27050-0904N 40 50 25 27 140 110 0.8 CN**0904.../CN**33
CBACLNR/L45065-0904N 63 65 35 45 190 110 0.8 CN**0904.../CN**33

Applicable for 7 MPa pressure coolant.

SPARE PARTS @ (& @ @ & § y / ﬁ

Designation Clamp Clamping screw Coolant parts Shim screw Spring Spring 1 Wrench Wrench 1
C*ACLNR/L**-0904N  ACP3S-E ACS-5W SATZ-M10X1-M5 ASC322 CSTB-3.5 BP-7 SP-2.5 = T-15F
C-ACMNN
TurningA double-clamp toolholder with 95° approach angle. For negative 80° rhombic insert.
] 95°
“ @
pum v
95° @
L L1
Right hand (R) shown.
oD L1 L2 f od1 od2 rex Insert
C6ACMNNO0100-0904N 63 100 - 0 110 - 0.8 CN**0904.../CN**33
C6ACMNNO00140-0904N 63 140 - 0 110 - 0.8 CN**0904.../CN**33

Applicable for 7 MPa pressure coolant.

SPARE PARTS @ (& g @ & § f / %’g

Designation Clamp  Clamping screw Coolant parts Shim screw Spring 1 Wrench Wrench 1
C6ACMNN**-0904N ACP3S-E ACS-5W - ASC322 CSTB-3.5 BP-7 SP-2.5 - T-15F

ISO-ECOTURN




C-ADJNR/L

TurningA double-clamp toolholder with 93° approach angle. For negative 55° rhombic insert.

' /\ 0 ] ] Min. od1
*o A Q ’ q 1' H
2% - J@JQ < Min. ad2 :
J
93° V. ' - ) @ __J
= = !
L1 \
\
Right hand (R) shown.
oD L1 L2 f od1 od2 re Insert
C4ADJNR/L27050-1104N 40 50 25 27 145 110 0.8 DN**1104.../DN**33
C6ADJNR/L45065-1104N 63 65 35 45 190 119 0.8 DN**1104.../DN**33

Applicable for 7 MPa pressure coolant.

SPARE PARTS @ (& @ & § y / ﬁ

Designation Clamp  Clamping screw Coolant parts Shim Shim screw Spring Spring 1 Wrench Wrench 1
C*ADJNR/L*-1104N  ACP3S-E ACS-5W SATZ-M10X1-M5 ASD322 CSTB-3.5 BP-7 SP-2.5 - T-15F
C-AWLNR/L
TurningA double-clamp toolholder with 95° approach angle. For negative 80° trigon inserts.
95° @ }
1 | Q
— 0 Q
= = =
95 — = L1
[
Right hand (R) shown.
oD L1 L2 f ad1 od2 rex* Insert
C4AWLNR/L27050-0604N 40 50 25 27 140 110 0.8 WN**0604.../CN**33

Applicable for 7 MPa pressure coolant.

SPARE PARTS @ 6@ @ @ @ § / / ﬁ

Designation Clamp  Clamping screw Coolant parts Shim screw Spring Spring 1 Wrench Wrench 1
C4AWLNR/L27050-0604N ACP3S-E ACS-5W = ASW322 CSTB-3.5 BP-7 SP-2.5 = T-15F

www.tungaloy.com/us
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C-AVJNR/L
TurningA double-clamp toolholder with 93° approach angle. For negative 35° rhombic insert.
' : Min.od1 /
=y, I X
- % P = i
% ) . D < Min. ad MJ
@ S IN. a2 \‘
\
Right hand (R) shown.
oD L1 L2 f od1 od2 re* Insert
C4AVJINR/L27060-1204N 40 60 20 27 140 55 0.8 VN**1204...//N*2.33
C6AVJINR/L45065-1204N 63 65 315 45 190 81 0.8 VN**1204...//N**2.33

Applicable for 7 MPa pressure coolant.

e ¢ G = & & I £ A

SPARE PARTS
Shim screw Spring Spring 1 Wrench Wrench 1

T-15F

Designation Clamp  Clamping screw Coolant parts
- ASV222 CSTB-3 BP-7 SP-2.5 T-9F

C4AVJINR/L27060-1204N  ACP3L-E ACS-5W
CBAVINR/L45065-1204N  ACP3L-E ACS-5W SATZ-M10X1-M5 ASV222 CSTB-3 BP-7 SP-2.5 T-9F T-15F
C-PTJNR/L

Lever lock type toolholder with 93° approach angle. For negative 60° triangular insert.

Min. ad1

Ir “ - ﬂ @ % £ !
93° = = e ) @ AN !
L1 :
Right hand (R) shown.
oD L1 L2 f od1 od2 re** Insert
40 50 25 27 140 110 0.8 TN**1104.../TN**23

C4PTJNR/L27050-1104N

Applicable for 7 MPa pressure coolant.

2 ¢
SPARE PARTS &

Designation Clamping Lever Wrench 1
C4PTJNR/L27050-1104N  LCS23A LCL23 P-2.5

ISO-ECOTURN




C-PCLNR/L-CHP
Lever lock type toolholder with 95° approach angle. For negative 80° rhombic insert.

TUNG TET
Q
Q
CHP type " Right hand (R) shown.
oD L1 L2 f ad1 od2 rex* Insert
C4PCLNR/L27050-0904-CHP 40 50 25 27 140 110 0.8 CN**0904.../CN**33
CBPCLNR/L45065-0904-CHP 63 65 35 45 190 110 0.8 CN**0904.../CN**33

Applicable for 14 MPa pressure coolant

SPARE PARTS @ & ( SPARE PARTS @ & /<§ —

Designation Shim C'ggr‘gwg Spring pin Lever Wrench 1 Designation Coolant unit gé‘rrgwg Wrench 2 O-ring
C*PCLNR/L*-0904-CHP  LSC317 LCS3 LSP3 LCL33 P-2.5 C*PCLNR/L**-0904-CHP CU-CW-CHP SRM3 T-8F OR6.4X0.9N

C-PDJNR/L-CHP
Lever lock type toolholder with 93° approach angle. For negative 55° rhombic insert.

uan |

TuNna TJET Min. a1

Right hand (R) shown.

CHP type
oD L1 L2 f od1 od2 re** Insert
C4PDJNR/L27055-1104-CHP 40 (515) 27 27 145 110 0.8 DN**1104.../DN**33
C6PDJNR/L45065-1104-CHP 63 65 35 45 195 95 0.8 DN**1104../DN*"33

Applicable for 14 MPa pressure coolant

SPARE PARTS @‘@ @ & ( SPARE PARTS @ @ /6 o

Mounting

Designation Shim C'Saé?gwg Spring pin Lever Wrench 1 Designation Coolant unit W Wrench 2 O-ring
C*PDJNR/L**-1104-CHP  ELSD32 LCS3 LSP3 LCL33 P-2.5 C*PDJNR/L*-1104-CHP CU-D-CHP SRM3 T-8F OR6.4X0.9N
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C-PDMNL-CHP

Lever lock type toolholder with 93° approach angle. For negative 55° rhombic insert.

TUNG TUET
48° :
\ - | 0
4T R 3 .
+ \\ (H) o (U)
70° =
L1 .
CHP type Left hand (L) shown.
oD L1 L2 f od1 od?2 rex* Insert
C6PDMNL00130-1104-CHP 63 130 - 0 - - 0.8 DN**1104.../DN**33

Applicable for 14 MPa pressure coolant.

SPARE PARTS @ & ( SPARE PARTS @ & %g @

Designation Shim ClsacrngQ Spring pin Lever Wrench 1 Designation Coolant unit é’é‘r’éwg Wrench 2 O-ring
C6PDMNLO00130-1104-CHP ELSD32 LCS3 LSP3 LCL33L P-2.5  C6PDMNL00130-1104-CHP CU-D-CHP SRM3 T-8F ORG6.4X0.9N

C-PVJNR/L-CHP

Lever lock type toolholder with 93° approach angle. For negative 35° rhombic inserts.

TUuNe TET

L AT
) By

CHP type Right hand (R) shown.

oD L1 L2 f ed1 od2 rex* Insert
C4PVJNR/L27060-1204-CHP 40 60 20 27 140 90 0.8 VN**1204...//N**2.33
C6PVJNR/L45065-1204-CHP 63 65 31.5 45 190 81 0.8 VN**1204.../VN**2.33

Applicable for 14 MPa pressure coolant.

SPARE PARTS @ & ( ( SPARE PARTS @ & %’g @

Designation Shim Clgg;l \”‘9 Spring pin  Lever Wrench 2 Designation Coolant unit 8&%&&‘9 Wrench 2 O-ring
C*PVJNR/L*-1204-CHP LSV212 LCS3V LSP3 LCL3V P-2.5 P-3 C*PVJUNR/L**-1204-CHP CU-V-CHP SRM3 T-8F OR6.4X0.9N
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I STANDARD CUTTING CONDITIONS

. Steel

Cutting speed Vc (sfm)

L . Depth of cut Feed
Application Chipbreaker | Grades | Low carbon steels [Medium carbon steels| High carbon steels 5 .
Alloy steels Alloy steels Alloy steels ap (inch) f (ipr)
.. . T9215 492 - 1312 492 - 1312 394 - 984
Precision finishing TF T9225 394 -984 394 -984 328820 0.004 - 0.020.001 - 0.006
NS9530 492 - 820 262 - 722 262 - 591
GT9530 492 - 984 262 - 820 262 - 656
TSF |[AT9530 492 - 984 262 - 820 262 -656  |0.008 - 0.0590.003 - 0.016
Finishing T9215 492 - 1312 492 - 1312 394 - 984
T9225 394 - 984 394 - 984 328 - 820
T9215 492 - 1312 492 - 1312 394 - 984
ZF T9225 394 - 984 394 - 984 328 - 820 -008 - 0.059,0.003 - 0.008
T9205 591 - 1312 591 - 1312 492 - 1148
T9215 492 - 1312 492 - 1312 394 - 984 0.008 - 0.059 0.003 - 0.016
Finishing (Wiper) FW T9225 394 - 984 394 - 984 328 - 820
NS9530 492 - 820 262 - 722 262 - 591
GT9530 492 - 984 262 - 820 262 - 656 0.02-0.05910.008 - 0.01§
Finishing to medium T9215 492 - 1312 492 - 1312 394 - 984 _ _
cutting ZM 5535 394 - 984 394 - 984 38-820  |°028-0.0790.006-0.016
T ] T9205 591 - 1312 591 - 1312 492 - 1148
F'“éfl’;'t'i‘r?gtfw"i‘:gr')“m SW | T9215 492 - 1312 492 - 1312 394-984  |0.02-0.079[0.012 - 0.024
T9225 394 - 984 394 - 984 328 - 820
Finishing g odm | NIM | T9225 |  394-984 394 - 984 328-820  |0.02-0.0790.006 - 0.016
. . T9215 492 - 1312 492 - 1312 394 - 984
Medium cutting ™ 15235 394 - 984 394 - 984 308-820  |039-0.118/0.008-0.02
M Stainless
Cutting speed Vc (sfm) Depth of cut Feed
Application Chipbreaker | Grades . Ferritic / Precipitation epih ot el e
Austenitic Martensitic hardened ap (inch) f (ipr)
s AH630 295 - 623 361 - 689 197 - 295
Finishing SS AH645 530 -49> 595 ~EEg - 0.02 - 0.118 {0.003 - 0.008
T6120 459 - 787 525 -919 262 - 492
Medium cutting SM T6130 328 - 656 394 - 787 230 - 361 0.039 - 0.118/0.008 - 0.02
AH630 295 - 623 361 - 689 197 - 295
. Cast Iron
Cutting speed Vc (sfm) D Feed
Application i epth _of cut :
pplicatl G ZSREer)| EEeEs Grey cast irons Ductile cast irons ap (inch) f (ipr)
Finishing to medium _ _ _ _
cutting (Wiper) SW T5115 459 - 1312 459 - 1214 0.02 - 0.0790.012 - 0.024
Medium cutting ™ T515 492 - 2297 459 - 1214 0.039 - 0.118|0.008 - 0.02
Superalloys
and titanium
Cutting speed Vc (sfm Feed
Application Chipbreaker | Grades . : N : Depth_of cut .
Titanium alloys Ni-base alloys ap (inch) f (ipr)
Medium cutting TM |AH8015 66 - 492 66 - 328 0.039 - 0.118/0.008 - 0.02

www.tungaloy.com/us
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I PRACTICAL EXAMPLES

Workpiece type Machine part Shaft
Toolholder AWLNR1633-A ADJNR1633-A
Insert WNMG 332E TM DNMG 332E TSF
Grade T9215 T9215
low alloy steel 1045

Workpiece material

»|Cutting speed: Vc (sfm) 787 853
25 |Feed :f (ipr) 0.004 - 0.01 0.008
g;‘g Depth of cut :ap (inch) 0.039 0.039
O 5|Machining External face turning External turning
°[Coolant Wet Wet
1000 250

@
o
(=]

200 f--------

-
o
o

-
o
o

N
o
(=]

o
o

Number of pieces
(pcs)
B O
o o
o o
Number of pieces
(pcs)

Results

0 0
iIsoE¥uanN Competitor iIsoEfuanN Competitor

ISO-EcoTurn insert has demonstrated ISO-EcoTurn insert in T9215 grade has

excellent chip control at 1 mm depth of cut. increased tool life by 1.3 times over the

With T9215 grade, tool life has been doubled competitor's regular sized DNMG 43 insert

over the competitor's regular sized CNMG with added machining stability.

43 insert.

Eco-size

38 ISO-ECOTURN
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For more information

I ISoETURN

Enables easy and quick insert
exchange

Il New tool holders for VNMG2.33**E (VNMG1204**E) insert

@ B Machine type B Machine type
5 For Swiss machines For general CNC lathes
M Features B Features
- Lever lock clamping - Standard lever lock clamping
(to be clamped from the back) - With offset
- Without offset - Square shanks in sizes:
i - Square shanks in sizes: @D0.625" X 0.625" (16X16),
0.500" X 0.500" (12X12) and 0.750" X 0.750" (20X20), and Sl
1-9-l 0.625" X 0.625" (16X16) 1.000" X 1.000" (25X25) Mﬁ.‘ﬂ’""
L - Insert: VNMG2.33**E - Insert: VNMG2.33*E Ju& >
' (VNMG1204**E) (VNMG1204**E) j

Il Latest grades offer excellent cutting performance
in a wide variety of applications

VNMG2.33**E (VNMG1204**E) line up

Material Grade Chipbreaker
PK ToR21S CVD coating TF/TSF/TM
. To225 CVD coating TF/TSF

B Arssso/eresso/Nsss30|  Coatedand TSF
M AHS30 AHG4S PVD coating SS/SM
M TS120/TS130 CVD coating SS/SM

Il Cutting performance

350

Insert : VNMG 2.331E TSF T9215
300 Workpiece material : 1045
250 Cutting speed 1 Ve =492 sfm

Feed :f=0.004 ipr .
200 LN Depth of cut - ap = 0.020" 0.984

150 Coolant : Wet

100

50

Number of parts machined
(pcs/edge)

TO215 Conventional

2 ISO-ECOTURN



ACCELERATED MACHINING

PVJNR/L-Eco

Lever-lock toolholder with 93° approach angle, for negative 35° rhombic inserts

TR
- I °
o ©,
=R S =, LH -
93° {9 -
£ E
Cutting edge style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
@PVJNR/U 02.33 0.625 0.625 4.000 1.380 0.625 0.875 0.031 VNMG2.33... 1.48
H B LF LH HF WF RE** Insert Torque*
PVJNR/L1616H1204 16 16 100 35 16 20 0.8 VN*1204... 2
PVJNR/L2020K1204 20 20 125 35 20 25 0.8 VN*1204... 2
PVJNR/L2525M1204 25 25 150 35 25 32 0.8 VN**1204... 2
Torque: Recommended clamping torque: Ibs-ft (“N-m)
**RE: The holder measurements are true with this insert radius
&
< { m
SPARE PARTS
Designation Shim Clamping screw Wrench Spring pin Lever
PVJUNR/L102.33
PVJNR/L**1204 LSv212 LCS3V P-2.5 LSP3 LCL3V
JPVJ2NR/L-Eco
Back-clamp toolholder with 93° approach angle, for negative 35° rhombic inserts
w Without offset
— | o S 7 =)
~=lo S - LH
& > LF
93°
L
. £ TN E |
CUttlng edge Style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JPVJ2NR082.33 0.500 0.500 4.75 0.900 0.500 0 0.0078 VNMG2.33... 0.66
JPVJ2NR102.33 0.625 0.625 4.75 0.900 0.625 0 0.0078 VNMG2.33... 0.66
H B LF LH HF WF RE** Insert Torque*
JPVJ2NR/L1212X1204 12 12 120 23 12 0 0.2 VN**1204... 0.9
JPVJ2NR/L1616X1204 16 16 120 23 16 0 0.2 VN*1204... 0.9
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: The holder measurements are true with this insert radius
(&)
=
SPARE PARTS % @ ¥ /<
Designation Lever Pin Clamping screw Wrench
JPVJ2NR/L**.33
JPVJONR/L*1204 SLLV-4 SL-PI-2 SR10400611 HW2.0/5RED
www.tungaloy.com/us 3
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New grades and chipbreakers for
this economical insert series
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For more information

Latest grades and chipbreakers for
improved performance in all ISO applications

GRADES & CHIPBREAKERS

T9200 SEXUES o) .

PREMIUMTEC Steel
0.200 T T T T T

T9205 : Good wear resistance
T9215 : First choice for machining steel 0160 -~ I NS IS M

T9225 : Grade with a good balance of wear resistance and %
fracture toughness S ool I : N R
E : : !
2 0.080f------k--o-e- T
£ .
[0
[a]
0.0401 : -
ngsao 0~ 0004 0008 0,072 0.016 0020 0024
Feed : f (ipr)
(Cermet) 0.200 : —
GTOS30/AT9530 _ o
(Coated cermet) <
© : : : : :
<. 0.120f~-----F------ Fomome R At EEEEEE
PREMIUMTEC = T
(s} i ' . . .
NS9530 : Suitable for finishing to medium cutting of steel o 0080 &F -y - S
GT9530 : Provides stable tool life and excellent surface finish for z '
finish machining of steel at high cutting speeds O ookl O NV &IVEE
AT9530 : Outstanding wear resistance. First choice for
machining alloy steel . . ;
0 0.004 0.008 0.072 0.076 0.020 0.024
Feed : f (ipr)
0.200 . . .
— T A — — A E—
é ' ' 1 ' i
[e
T 0120
3
2 0.080
2
o
0.040

0 0.004 0.008 0.012 0.016 0.020 0.024
Feed : f (ipr)

2 [ISO-EcoTurn



AHGO0O SERIES (v M

PREMIUMTEC
0.200 Stainless
AH630 : Good resistance to wear and fracture in machining stainless steel ' ' ' ' ' '
at low to medium cutting speed
AHG645 : High fracture resistance in machining stainless steel B S e R
<
o
T 0.120
3
TI6100 SERIES (cvo) 5 oo
Q
DREMIUMTEC & o0
T6120 : Good wear resistance in continuous cutting at high speed : : , , ,
T6130 : High wear resistance in cutting at medium to high speed 0 0.004 0.008 0.012 0.016 0.020 0.024

Feed : f (ipr)

TS5IS (cvp) .

PREMIUMTEC
Cast Iron
T515 : Good wear resistance even in high speed machining 0200
2 o6
& mEmn
T5100 SERIES ©w) R e
PREMIUMTEC 2 0,080} —. R
"6_ . !
T5115 : Stable machining in a wide range of applications 3 :
from continuous to interrupted cutting 0.040p -~ "Elat“; “SW

0 0.004 0.008 0.012 0.016 0.020 0.024
Feed : f (ipr)

AHSB8000 SERIES (rvp) M

PREMIUMTEC
Stainless Sudp?{allpys
AH8015 : Strong resistance to wear and built up edge 0.200 _and Tanim
£ 0.160
Q
»
= 0120
o
ks
£ 0.080
Q
[
o
0.040
0 0004 0.008 0.012 0.016 0.020 0.024
Feed : f (ipr)
AHI2O Fw) PvE s
PREMIUMTEC
Steel Stainless ~ Castlron ~ Superalloys
AH120 : Suitable for machining steel, stainless steel, cast iron and and titanium
heat resistant alloys under general cutting conditions
www.tungaloy.com/us 3
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® : Continuous cutting

€ : Light interrupted cutting
| n S e rt NEGATIVE TYPE 1 Heavy interrupted cutting
Bl steel o loclex| ¢ | x ex| x |oc ecloc oc
N M Stainless oc @ Cc c ¥ eccC
Cast iron oc eoc ¢ ocC
Rhombic, 80° Non-ferrous
with hole Superalloys oc €
H Hard materials
5 Coated gg,?r.},%‘% Cermet | Dimension (in)
© . . . 0 o o o
% Chipbreaker Designation BLLoa@ILIS 2 B8 8
NANQN»Y QO X0 - o o 2
o . OO0 0WOIIIIuwvwuw = = (7]
< Inch Metric FFFFFIS<IFF |0 z RE|IC | S | D1
o) CNMG 330.5E TF CNMGO090402E-TF [ N} () 0.0080.375 | 0.187 | 0.150
< 1ETF 04E-TF L) ® 0.016{0.375| 0187 | 0150
= 2E TF O8E-TF o0 ® 0.031{0.375| 0.187 | 0.150
S
i)
(&)
o
o
CNMG 330.5E TSF  CNMGO090402E-TSF [ N ) [ N J [ J o 0.008{0.375 | 0.187 | 0.150
1E TSF 04E-TSF ([ N ] [ N J ( M ([ 0.016{0.375 | 0.187 | 0.150
2E TSF 08E-TSF| © @ [ N} [ N [ ) 0.031{0.375 | 0.187 | 0.150
()]
£
%
= CNMG 330.5ETS CNMGO090402E-TS () () 0.0080.375 | 0.187 | 0.150
- 1ETS 04E-TS o [ ] 0.016{0.375 | 0.187 | 0.150
2ETS 08E-TS () () 0.031[0.375 | 0.187 | 0.150
. CNMG 331E FW CNMGO090404E-FW | @ ® @ () () 0.016{0.375 | 0.187 | 0.150
8 2E FW 08E-FW | @ @ @ ® ) 0.031/0.375 | 0.187 | 0.150
3 W
e Wiper
£
<
i)
£
[V
CNMG 331E ZF CNMGO090404E-ZF e 0 0.016(0.375 | 0.187 | 0.150
o 2E ZF 08E-ZF [ ) 0.031/0.375| 0.187 | 0.150
E
N2
£
[T
g CNMG 332E SW CNMGO090408E-SW © ® ® [ ] 0.031(0.375| 0.187 | 0.150
?E 3E SW 12E-SW | ©@ @ @ [ ] 0.047/0.375| 0.187 | 0.150
1S5S Wi
9‘;’ Wiper
2g
6“(3: 0.008" ]
£ #9
[T
* Please contact our sales representative for your inquiries about the program adjustment when using ® : New product
SW/FW for machining of radius shape or taper machining. @ : Line up
4 ISO-EcoTurn



® : Continuous cutting

€ : Light interrupted cutting
| n S e rt NEGATIVE TYPE 1 Heavy interrupted cutting
- Steel o ociex/ e | ezl = oc eclec oc
N M Stainless oC e c| c x|ec C
Cast iron (13 eoC € oC
Rhombic. 80° Non-ferrous
Q with hole’ Superalloys oc €
H Hard materials
< Coated Coated | Germet | Dimension (in)
© 3 . . 7o) [} =) (=]
S [Chipbreaker Designation Lwwo2l8@IFRo,2 B 3
g S§9c5£2:835 22 |3
< Inch Metric FFFFF<I<IIFF (O Z RE|IC | S | D1
CNMG 331ESS CNMGO090404E-SS [ N J 0.016{0.375 | 0.187 | 0.150
o 2E SS 08E-SS [ N ] 0.031/0.375 | 0.187 | 0.150
£
]
<
[
> CNMG 331ETM CNMGO090404E-TM 00000 [ 3 X J 0.0160.375 | 0.187 | 0.150
£ 2ETM 08E-TM 00000 [ 3 N J 0.031/0.375 | 0.187 | 0.150
3 3ETM 12E-TM 0000 00 0.047{0.375|0.187 | 0.150
§
2
[0}
=
> ZM CNMG 332EZM CNMGO090408E-ZM [ ) 0.031{0.375 | 0.187 | 0.150
m’:g : 3E ZM 12E-ZM o0 0.047{0.375|0.187 | 0.150
c O
%5
3
€
o
° SM CNMG 331E SM CNMGO090404E-SM 00 0.016{0.375 | 0.187 | 0.150
£ A 2E SM 08E-SM o000 0.031/0.375 | 0187 | 0.150
3 ‘H’%"F’ 3E SM 12E-SM o000 0.047|0.375 | 0187 | 0.150
5
3 0.010"
< ’F:ég
o = CNMA 331E CNMAO090404E [ 0.016(0.375 | 0.187 | 0.150
m’g 2E 08E [ 0.031/0.375 | 0.187 | 0.150
E; 3E 12E [ 0.047{0.375|0.187 | 0.150
Eg 4E 16E [ 0.063/0.375 | 0.187 | 0.150
Lo
€
2

® : New product
@ : Line up

www.tungaloy.com/us 5
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Insert nesative TYPE

® : Continuous cutting
€ : Light interrupted cutting
1 Heavy interrupted cutting

- Steel o ociex/ e | ezl = oc eclec oc
DN M Stainless ec e c|(c|xecc RE
Cast iron ec| |oc C oc /§T
Rhombic. 55° Non-ferrous ‘@ D1
with hole’ Superalloys oc € i-d
H Hard materials
'g Coated gg,?r.},%‘% Cermet | Dimension (in)
© . . . 0 o (=}
% Chipbreaker Designation BOLWLoS@IRIS 2 |3 § 8
NANQN»Y QO X0 - o o 2
Q . OO0 0WOIIIIuwvwuw = = (7]
< Inch Metric FFFFFISSI<<FF OC 2 RE|IC | S | D1
o) TF DNMG 330.5E TF DNMG110402E-TF o0 o 0.008/0.375 | 0.187 | 0.150
< 1ETF 04E-TF L) ® 0.016{0.375| 0187 | 0150
£ $ 2E TF 08ETF | @ ® ° 0,031/ 0375 0.187 | 0.150
S
iz}
o
TSF DNMG 330.5E TSF  DNMG110402E-TSF| @ @ o0 () () 0.0080.375 | 0.187 | 0.150
. 1E TSF 04E-TSFf © @ o0 [ N J ® 0.016(0.375 | 0.187 | 0.150
@ 2E TSF 08E-TSF| @ @ ) 0 ° 0.031]0.375 | 0187 | 0150
3E TSF 12E-TSF [ N ] o0 o0 o 0.047/0.375 0.187 | 0.150
%
€ | TS DNMG 330.5ETS DNMG110402E-TS () () 0.0080.375 | 0.187 | 0.150
- 1ETS 04E-TS () () 0.016(0.375 | 0.187 | 0.150
@ 2ETS 08E-TS ° ° 0031]0.375] 0187 | 0.150
__|FwW DNMG 331E FW DNMG110404E-FW [ ] 0.016{0.375 | 0.187 | 0.150
8 -~ 2E FW 08E-FW [ 0.031[0.375 | 0.187 | 0.150
2 "'-"‘?': - , * Wiper
o 4
£
e
2 ;}r
= &
S &
ZF DNMG 331E ZF DNMG110404E-ZF [ N J 0.0160.375 | 0.187 | 0.150
o 2E ZF 08E-ZF o0 0.031/0.375 | 0.187 | 0.150
F <
iz
C
[ 0.008"
S
£ sSwW DNMG 332E SW DNMG110408E-SW [ 0.031(0.375| 0.187 | 0.150
?g 3E SW 12E-SW [ ] 0.047/0.375 | 0.187 | 0.150
E-= o
B\Z Wiper
_CE’% 0.008"
2° B
[T

* Please contact our sales representative for your inquiries about the program adjustment when using
SW/FW for machining of radius shape or taper machining.

® : New product
@ : Line up

6 [ISO-EcoTurn




® : Continuous cutting

€ : Light interrupted cutting
| n S e rt NEGATIVE TYPE 1 Heavy interrupted cutting
DN -Steel o ociex/ e | ezl = oc eclec oc
M Stainless oC e c| c x|ec C RE
Cast iron (13 eoC € oC ’/g
Rhombic, 55° e=eiols Ao/ D1
with hole’ Superalloys oc € C
H Hard materials
5 Coated Coated | Cermet | Dimension (in)
© 3 . . 7o) [} =) (=]
£ (Chipbreaker Designation LYol l8@IRo,,0 B3 9
2 SSS5GEIZIZon B2 B
< Inch Metric FFFFF<I<IIFF (O Z RE|[IC | S | D1
SS DNMG 331ESS DNMG110404E-SS [ N J 0.016(0.375 | 0.187 | 0.150
o 2E SS 08E-SS o0 0.031(0.375 | 0.187 | 0.150
2
=
w I\__ﬁ
> ™ DNMG 331ETM DNMG110404E-TM o0 o0 0.016{0.375 | 0.187 | 0.150
£ 2ETM 08E-TM [ ) o0 0.031/0.375 | 0.187 | 0.150
3 3ETM 12E-TM o0 o0 0.047(0.375 | 0.187 | 0.150
5
8 0.008"
2 *F:%r
> ZM DNMG 332E ZM DNMG110408E-ZM [ ) 0.031(0.375|0.187 | 0.150
m’:g 3E ZM 12E-ZM o0 0.047{0.375 | 0.187 | 0.150
c O
i @
£3 ?
£ R
Ie]
> SM DNMG 331E SM DNMG110404E-SM o000 0.016{0.375 | 0.187 | 0.150
£ i 2E - .031/0.375 [ 0.187 | 0.1
£ (J,'..-,.F} SM 08E-SM 00 0.031[0.375|0.187 | 0.150
o S e
£
=]
% 0.010"
[} [
= =
of = DNMA 331E DNMA110404E o 0.0160.375 | 0.187 | 0.150
m‘g 2E 08E ® 0.031/0.375 | 0.187 | 0.150
= ‘ 3E 12E ) 0047/ 0.375| 0.187 | 0.150
(9}
£
2

@ : New product
@ : Line up

www.tungaloy.com/us 7



8

IsoETURN

Insert nesative TYPE

® : Continuous cutting
€ : Light interrupted cutting
1 Heavy interrupted cutting

- Steel o ociex/ e | ezl x oc eclec oc
I N M Stainless oC e c| c x|ec C
Cast iron (13 eoC € oC
Triangular, 60° Non-ferrous
with hole Superalloys oc €
H Hard materials
5 Coated gg,?r.},%‘% Cermet | Dimension (in)
R N 10 o o
% Chipbreaker Designation nwueog R o? |8 § 8
NANQN»Y QO X0 - o o 2
2— . OO0 0WOIIIIuwvwuw = = (7]
Inch Metric FFRFFFRFF<SSS<<FF O 4 RE|IC | S | D1
o TF TNMG 230.5E TF TNMG110402E-TF [ N ) [ ) 0.008|0.250 | 0.187 | 0.089
= 1ETF 04E-TF o0 ® 0.016{0.250 | 0.187 | 0.089
£ 2E TF 08E-TF ) ) 0.031/0.250 | 0.187 | 0.089
S | —
@
(6]
@ 5
¢ ==
TSF TNMG 230.5E TSF  TNMG110402E-TSF o0 [ J o 0.008/0.250 | 0.187 | 0.089
° b 1E TSF 04E-TSF| © @ o0 ® 0.016/0.250 | 0.187 | 0.089
£ ® 2E TSF 0SE-TSF| © @ ) ° 0.031/0.250 | 0.187 | 0.089
2
[T
j ‘?:J
__|FW TNMG 231EFW  TNMG110404E-FW ® 0.016{0.250 | 0.187 | 0.089
3 2E FW 08E-FW (] 0.031/0.250 | 0.187 | 0.089
B ppp
= Wiper
£
£ .
)
IS
i ’\ﬁg
E |SW TNMG 232E SW TNMG110408E-SW [ 0.031/0.250 | 0.187 | 0.089
8% 3E SW 12E-SW| @ 0.047/0.250 | 0.187 | 0.089
€2 Py
QE’ Wiper
2 -
Ss
S‘g 0.008"
€ f:4§
L

* Please contact our sales representative for your inquiries about the program adjustment when using

SW/FW for machining of radius shape or taper machining.

@ : New product
@ : Lineup

[ISO-EcoTurn




® : Continuous cutting

€ : Light interrupted cutting
| nse rt NEGATIVE TYPE = : Heavy interrupted cutting
- Steel o ociex/ e | ezl x oc eclec oc
I N M Stainless oC e c| c x|ec C
Cast iron (13 eoC € oC
Triangular, 60° Non-ferrous
with hole Superalloys oc €
H Hard materials
5 Coated Coated | Cermet | Dimension (in)
© 3 . . 7o) [} =) (=]
L |Chipbreaker Designation LwwLoo 8928s ) 33 2
g SNSc5EEI2np B2 |8
< Inch Metric FFFFF<I<IIFF (O Z RE|[IC | S | D1
SS TNMG 231E SS TNMG110404E-SS [ N ) 0.016/0.250 | 0.187 | 0.089
o 2E SS 08E-SS o0 0.031(0.250 | 0.187 | 0.089
i é
iz}
=
w
™ TNMG 231E TM TNMG110404E-TM o0 0.016/0.250 | 0.187 | 0.089
2ETM 08E-TM [ N} 0.031{0.250 | 0.187 | 0.089
3ETM 12E-TM o0 0.047(0.250 | 0.187 | 0.089
()]
.g 0,008"
3 f:%&,
S SM TNMG 231E SM TNMG110404E-SM 00 0.016{0.250 | 0.187 | 0.089
é l\ 2E SM 08E-SM 00 0.031/0.250 | 0.187 | 0.089
AL
0.010" y
)
o| - TNMA 231E TNMA110404E [ 0.016{0.250 | 0.187 | 0.089
m‘g 2E 0SE [ 0.031{0.250 | 0.187 | 0.089
g; 3E 12E ° 0.047/0.250 | 0.187 | 0.089
25
o]
@ : Lineup
www.tungaloy.com/us 9
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Insert nesative TYPE

® : Continuous cutting
€ : Light interrupted cutting
1 Heavy interrupted cutting

VN -Steel o ociex/ e | ezl = oc eclec oc
M ztai;ﬂ.ess oC ® € C % :: c REg
ast iron oC € oC
Non-ferrous EID
RI_10mb|c, 35° Superalloys oc €
with hole H Hard materials
'g Coated gg,?r.},%‘% Cermet | Dimension (in)
© . . . ) o o o
$ [chipbreaker Designation 2eRR]8 838302 B8 i
Q OO ITIIILL |F 7]
< Inch Metric CeReRIIIILE ok 2 RE IC| S | D1
TF VNMG 2.330.5E VNMG120402E-TF o0 o 0.008|0.2810.187 | 0.150
§o 1ETF 04E-TF o0 () 0.016(0.281 [ 0.187 | 0.150
2= @ 2E TF 08E-TF [ 3} ® 0.031{0.281 0.187 | 0.150
P
E"’g [ﬂ?
N
TSF VNMG 2.330.5E TSF VNMG120402E-TSF o0 (N J (] 0.0080.281 | 0.187 | 0.150
1E TSF 04E-TSF [ N} (N J ® 0.016(0.281 | 0.187 | 0.150
@ 2E TSF 08E-TSF o0 [ N J ® 0.031(0.281 | 0.187 | 0.150
~E
R
ZF VNMG 2.331EZF  VNMG120404E-ZF [ N ) 0.016{0.281 | 0.187 | 0.150
2 » 2E ZF 08E-ZF [ N 0.031(0.281 | 0.187 | 0.150
L el
i.JE_ 0.008" a
SS VNMG 2.331ESS VNMG120404E-SS o000 0.016(0.281 [ 0.187 | 0.150
2E SS 08E-SS o000 0.031(0.281 | 0.187 | 0.150
L
> ZM VNMG 2.332EZM VNMG120408E-ZM o0 0.031(0.281 | 0.187 | 0.150
m‘g 3E ZM 12E-ZM o0 0.047(0.281 | 0.187 | 0.150
c O
S| s
Eg v
o 1
™ VNMG 2.331ETM VNMG120404E-TM [ ) 0.016/0.281 | 0.187 | 0.150
2ETM 08E-TM o0 0.031[0.281 | 0.187 | 0.150
w 3ETM 12E-TM { N ) 0.047(0.2810.187 | 0.150
E’ 0.008"
g SM VNMG 2.331E SM  VNMG120404E-SM o000 0.016{0.281 | 0.187 | 0.150
°
2 - 2E SM 08E-SM o000 0.031[0.281 | 0.187 | 0.150
0.010"
o = VNMA 2.331E VNMA120404E ® 0.016(0.281 | 0.187 | 0.150
E 2E 08E ® 0.031(0.281 | 0.187 | 0.150
23
s :
5
Lo
£
]

® : New product
@ : Line up

10 [ISO-EcoTurn



® : Continuous cutting

€ : Light interrupted cutting
| n S e rt NEGATIVE TYPE 1 Heavy interrupted cutting
Bl steel o loclex| ¢ | x ex| x |oc ecloc oc
WN M Stainless oc e clc|xjec/c /E é‘
Cast iron oc eoc ¢ ocC
Trigon, 80° Non-ferrous / \ D1
Q with hc,)le Superalloys oc € IC
H Hard materials
5 Coated Coated | Germet | Dimension (in)
© . . . 0 [ M=) o
S [Chipbreaker Designation Lwwo2l8@IFRo,2 B 3
g S§9c5£2:835 22 |3
< Inch Metric FFFFF<I<<<FF |0 Z RE|IC | S | D1
o) TF WNMG 330.5E TF WNMGO060402E-TF [ N} () 0.0080.375 | 0.187 | 0.150
< 1ETF 04E-TF L) ® 0.016{0.375| 0187 | 0150
= ﬂ 2E TF O08E-TF o0 () 0.031{0.375| 0.187 | 0.150
S
@
(&)
& X
WNMG 330.5E TSF WNMGO60402E-TSFf @ @ [ N ) [ J [ J 0.008/0.375 | 0.187 | 0.150
1E TSF 04E-TSFf © @ o0 ([ ) ® 0.016{0.375 | 0.187 | 0.150
2E TSF 08E-TSFf @ @ o0 o0 () 0.031(0.375 | 0.187 | 0.150
3E TSF 12E-TSF [ N ] o0 o o 0.047{0.375|0.187 | 0.150
2
%
= WNMG 330.5ETS WNMGO060402E-TS () () 0.0080.375 | 0.187 | 0.150
- 1ETS 04E-TS [ ] [ ] 0.016/0.375 | 0.187 | 0.150
2ETS 08E-TS () () 0.031[0.375 | 0.187 | 0.150
R WNMG 331E FW WNMGO060404E-FW | @ ® ® [ J o 0.016{0.375 | 0.187 | 0.150
8 2E FW 08E-FW| @ ® @ ® ) 0.031/0.375 | 0.187 | 0.150
2 My
e Wiper
£
<
(2]
£
[V
WNMG 331E ZF WNMGO060404E-ZF [ N ) 0.016{0.375 | 0.187 | 0.150
- 2E ZF 08E-ZF [ N J 0.031{0.3750.187 | 0.150
E
(2]
£
[T
g SW WNMG 332ESW  WNMGO060408E-SW ® ® @ [ ] 0.031(0.375|0.187 | 0.150
§7§ 3E SW 12E-SW|® ® @ ( 0.047|0.375| 0187 | 0.150
EE F -. * Wiper
25
6“(3: 0.008"
< S
= &
SS WNMG 331E SS WNMGO060404E-SS e 0 0.016{0.375 | 0.187 | 0.150
o 2E SS 08E-SS [ N J 0.031[0.375 | 0.187 | 0.150
-~
£ Q 3E SS 12E-SS L ) 0.047/0.375 0187 | 0.150
2 L
[
* Please contact our sales representative for your inquiries about the program adjustment when using @ : New product
SW/FW for machining of radius shape or taper machining. @ : Line up
www.tungaloy.com/us 11



® : Continuous cutting

€ : Light interrupted cutting
| N S e rt NEGATIVE TYPE % : Heavy interrupted cutting

Bl steel o oclex| ¢ | x [ex| x e ocloc oc RE
M Stainless oc |® c c | xocic 1
Cast iron [ 1 oc € oC _
Trigon, 80° Non-ferrous / \ LD
with hc,)le Superalloys oc € C
H Hard materials ~
5 Coated ggt‘ant1% Cermet | Dimension (in)
_S Chipbreaker Designation LLWWoo LRSS .0 § § B
E S5535855:8285 BE 8
< Inch Metric PRPRRRI<I<I<RE |o< 2 RE|IC | S | D1
- WNMG 331ETM  WNMGO60404E-TM| @ © L) 0.0160.375| 0187 | 0.150
5 2ETM 08E-TM| @ @ o0 0.031]0.375 | 0.187 | 0.150
3 3ETM 12E-TM| © @ o0 0.047| 0375 0.187 | 0.150
5
°
[}
=
WNMG 333ENM  WNMG060412E-NM o 0.047/0.375 0.187 | 0.150
(@]
£
E
(8]
£
=)
2
g WNMG 332EZM  WNMGO60408E-ZM| @ @ 0.031/0.375| 0.187 | 0.150
> 3E ZF 12E-ZM| @ @ 0.047/0.375 | 0.187 | 0.150
£
@
=
[
. WNMG 331E SM WNMGO060404E-SM 00 0.016{0.375 | 0.187 | 0.150
£ 2E SM 08E-SM o000 0.031/0.375 0.187 | 0.150
3 3E SM 12E-SM 'YX 0.047[0.375 | 0.187 | 0.150
5
3 010"
2 | gn
o- WNMA 331E WNMAO060404E ° 0.016/0.375] 0187 | 0.150
.= 2E 08E ® 0.031]0.375 | 0.187 | 0.150
= 3E 12E [ 0.047(0.375 | 0.187 | 0.150
g3 4E 16E ° 0.063/0.375 | 0.187 | 0.150
Lo
£ ’7
o

® : New product
@ : Line up

www.tungaloy.com/us
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Tungaloy Report No. 426S3-US

Introducing GNMG and FNMG inserts
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IsoETFfuaN

For more information

New GNMG and FNMG insert shapes for
ISO-EcoTurn, an economical insert series

Innovative insert designs with reduced corner angles
for better chip control and machining stability

- GNMG33 insert with 70° corners: good @ GNMG type
alternative to CNMG with 80° corners ~ Comerangle: 70°

- FNMGS33 insert with 45° corners: good
alternative to DNMG with 55° corners

- 70° and 45° corner angles provide the inserts N
with larger clearances with the workpiece 4

- Better chip control and chip flow generated @ FNMG type
by larger clearances of the insert side and end

eliminate part damage. In addition, reduced
corner angles help reduce the radial force that
acts on the insert during machining, eliminating
chatter, while providing stability

Corner angle: 45°

Versatility and economy

- The new inserts can be used with existing 1ISO-
EcoTurn toolholders for CNMG33 or DNMG33

- ISO-EcoTurn decreases cost per insert on the
production line without compromising insert
performance

- Three types of insert grades are available for
machining of a wide range of materials

2 [ISO-EcoTurn




Bl CUTTING PERFORMANCE

1. Excellent chip control during profiling (longitudinal turning and outward face turning)

@ FNMG type DNMG type
Corner angle: 45° Corner angle: 55°
GNMG and FNMG inserts provide larger Toolholder : ADJNL1633-A
clearances for low cutting force and excellent Insert : FNMG331E-TSF T9215

DNMGS331E-TSF T9215
Workpiece material : 4140

chip control during profile machining.

Cutting speed :( Ve =820 sfm, @ Vc = 490 sfm
Feed :(Df=0.012 ipr, @ f = 0.010 ipr
Depth of cut :Map =0.020", @ ap =0.010"
Machining : (D External turning, @ Face turning
Coolant : Dry

2. Excellent chip evacuation during face turning

@ FNMG type DNMG type
Corner angle: 45° Corner angle: 55°
GNMG and FNMG inserts provide larger Toolholder : ADQNL1633-A
clearances for the chips to smoothly flow Insert : FNMGB331E-TSF T9215

and evacuate out of the cutting zone. This DNMGS331E-TSF T9215

significantly reduces chip re-cutting when é"otf[‘fpiece m;‘te”a' : 3140 490 <f
the insert is fed in any direction. utting spee - Ve =43usim
y Feed :f=0.010 ipr
Depth of cut :ap =0.010"
Machining : Face turning
Coolant : Dry
www.tungaloy.com/us 3
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3. Cutting force (thrust force)

@& GNMG type CNMG type
Corner angle: 70° Corner angle: 80°
400 400
350 350
2 300 g 300
8 250 8 250
o o
= 200 200
g g
£ 150 £ 150
T 100 T 100
Average: Average:
50 228 (N) 50 244 (N)
0 0
0 05 1 15 2 25 0 05 1 1.5 2 25
Time (sec) Time (sec)
Reduced corner angles of GNMG and FNMG Toolholder : ACLNR1633-A
inserts enable less cutting contact with the Insert : GNMG332E-TM T9215
workpiece. This lowers the radial cutting force . ~ CNMG332E-TM T9215
that applies on the insert during machining, Workpiece material : 4140
eliminating chatter, while improving machining Cutting speed Ve =980 sfm
stabilit Feed :f=0.008 ipr
Y- Depth of cut - ap = 0.118"
Machining : External turning
Coolant : Dry
Il APPLICATION AREA
TSF chipbreaker TM chipbreaker
. . . 0.197
Excellent chip control and low cutting Excellent chip control and stable
force geometry for finish machining. machining for medium machining. E 057 frreeebrr b et
5
= 0.118f--r
3
0.008" B 0070 My
o
2 = 8 0039 rap o~
0 0.004 0.008 0.012 0.016 0.0:20 0.024
Feed : f (ipr)
Il GRADES
Recommended
Grade workpiece material Feature
PREMIUMTEC - Well-balanced between wear and chipping resistance
TORIS . M . - First choice for steel
- High versatility for a wide range of applications
PREMIUMTEC ) . . . .
. - First choice for roughing to medium cutting
To225 - High fracture resistance
PREMIUMTEC . .
. M . . - PVD coated grade with a balanced resistance to wear and fracture
AHSO0OIS - First choice for stainless steel and heat-resistant superalloys
4 ISO-EcoTurn



® : Continuous cutting

€ : Light interrupted cutting
| nse rt NEGATIVE TYPE % : Heavy interrupted cutting

Bl steel oclc
M Stainless ocC c

RE
/S
Cast iron oc
)=
[

Rhombic, 70° Non-ferrous
H
@ with hole Superalloys o S

H Hard materials

CJ

5 Coated Dimension (in)
§ Chipbreaker Designation 0 10 g
g . NN
< Inch Metric PR3 RE|IC | S | D1

GNMG 330.5E TSF GNMGO090402E-TSF @ ® @ 0.008(0.375(0.187|0.150
o 1E TSF 04E-TSF | @ ® © 0.016{0.375(0.187|0.150
£ 2E TSF 08E-TSF |®@ @ ® 0.032(0.3750.187 |0.150
2
[

&
> ™ GNMG 331ETM GNMGO090404E-TM © ©® @ 0.016{0.375(0.1870.150
£ 2ETM 08E-TM @ @ @ 0.032|0.375|0.187 | 0.150
3 3ETM 12E-TM @ @ © 0.047|0.375/0.187|0.150
5
o)
[0}
=
Make sure to offset the cutting edge position after insert change. @ : New product

Do not use ISO-EcoTurn cartridge set for CNMG33 (AD-CL-4/3-SET or -SET-S) with GNMG33 insert.
The insert may move during machining.

F N Bl steel
. RE
M St
alnl.ess oC c ’/§
Cast iron (13 i
Rhombic. 45° Non-ferrous Z (@) D1
with hole e € c.
H Hard materials
s Coated Dimension (in)
R S )
© |Chipbreaker Designation 019 5
2 . Ny
< Inch Metric |°_7 ez RE|IC | s | D1
TSF FNMG 330.5E TSF FNMG110402E-TSF | @ ® @ 0.008/0.375/0.187 [ 0.150
o e 1E TSF 04E-TSF @ ® © 0.016(0.375|0.1870.150
£ @ 2E TSF 08E-TSF (@ ® ® 0.032(0.375/ 0.187 | 0.150
2 3E TSF 12E-TSF|@ ® @ 0.047(0.375(0.187 0150
[T
&
> ™ FNMG 331ETM FNMG110404E-TM @ © @ 0.0160.375(0.187{0.150
£ 2ETM 08E-TM @ @ ® 0.032(0.375/0.187|0.150
3 @ 3ETM 12E-TM (@ @ © 0.047[0.375/0.187 | 0.150
5
3 02
= F% %
Make sure to offset the cutting edge position after insert change. @ : New product

Please note that the insert shim may interfere with the workpiece when FNMG insert is used with Q-style toolholder
to undercut a work diameter of 1.969" or smaller.

www.tungaloy.com/us 5
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I STANDARD CUTTING CONDITIONS

Cutting speed: Vc (sfm)

. . Depth of cut Feed
ISO Operation Chipbreaker ~ Grade ap (in) f (ipr) Low carbon steel, Medium carbon High carbon steel,
alloy steel steel, alloy steel alloy steel
. T9215 0.008 - 0.059 0.003 - 0.016 492 - 1312 492 - 1312 394 - 984
Finishing TSF
. T9225 0.008 - 0.059 0.003 - 0.016 394 - 984 394 - 984 328 - 820
. . T9215 0.039-0.118 0.008 - 0.020 492 - 1312 492 - 1312 394 - 984
Medium cutting ™
T9225 0.039-0.118 0.008 - 0.020 394 - 984 394 - 984 328 - 820
Stainless steel
T9215 0.008 - 0.059 0.003 - 0.016 328 - 820
Finishing TSF T9225 0.008 - 0.059 0.003 - 0.016 328 - 820
M AHB8015 0.008 - 0.059 0.008 - 0.016 295 - 623
T9215 0.039-0.118 0.008 - 0.020 328 - 820
Medium cutting ™ T9225 0.039-0.118 0.008 - 0.020 328 - 820
AH8015 0.039-0.118 0.008 - 0.020 295 - 623
Castiron
. T9215 0.008 - 0.059 0.003 - 0.016 459 - 1640
Finishing TSF
. T9225 0.008 - 0.059 0.003 - 0.016 459 - 1640
. . T9215 0.039-0.118 0.008 - 0.020 459 - 1640
Medium cutting ™
T9225 0.039-0.118 0.008 - 0.020 459 - 1640
Heat-resistant alloys
. Finishing TSF AH8015 0.008 - 0.059 0.003 - 0.016 66 - 262
Medium cutting ™ AH8015 0.039-0.118 0.008 - 0.020 66 - 262
6 ISO-EcoTurn
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Tungaloy Canada

Tungaloy de Mexico S.A.

Scan for instant
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follow us at:
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linkedin.com/company/tungaloy-america

To see Tungaloy products in action visit:
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