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New generation reamer for finishing hole operation
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Self-clamp system Screw clamp system

Key

Reamer head

Dedicated screw

Holder

Parts

Axial stopper

Dove-tail groove

Radial stopper

Anti pull-out feature

Clamping area

Tool diameter: ø10 - ø11.499 mm Tool diameter: ø11.5 - ø32 mm

Clamping mechanism

New

Parts

Holder

Reamer head

Torque driver

- A quick-change twist lock mechanism allows for swift tool changes.

- Increased productivity thanks to high speed machining. 

- Minimizes costs by avoiding the needs for regrinding and re-coating. 

- Eliminates unstable part quality and tool life due to inconsistent re-coating quality.

Exchangeable head reamer for H7 hole accuracy in ø10 - 32 mm and 1.5xD - 8xD

Innovative head clamping system ensures high 
quality and productive reaming operation

Coolant passage

*Torque driver is sold separately
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Tool diameter: ø10 - ø11.499 mm Tool diameter: ø11.5 - ø32 mmNew

Optimal through-coolant supply to direct the coolant to the cutting point and the work surface

- Effective coolant supply promotes smooth chip evacuation, allowing high speed cutting for improved efficiency

- Effectively cools down the cutting edges, inhibiting edge wear progression for stable accuracy of hole dimensions 

- Effectively directs coolant to the work surface for improved surface quality

Variable pitch design prevents vibrations during high 

speed cutting

Anti-vibration variable pitch design

Axial coolant supply Peripheral coolant supply Radial coolant supply

Solid carbide reamers HSS reamer

Wear resistance

Impact resistance

Machining efficiency 
(high speed cutting)

Surface quality

Inventory management

Superior reaming performance vs. conventional solid reamers

AS head + body for blind holes BL head + body for through holes AS / BL head + common use body

Better cutting performance and 
streamlined inventory management
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Tool diameter
ø11.5 - ø32 mm

Tool diameter
ø10 - ø11.499 mm

REAMER HEADS

AS geometry for blind hole applications

Applications

Note: Radial coolant supply. 

Can also be used for blind holes in 

11.5 mm diameter or greater.  

Chip evacuation 

Chips out of Chips out of 
the entrancethe entrance

BL geometry for through hole applications

Applications Chip evacuation 

Chips out of Chips out of 
the exitthe exit

Tool 

Head

Workpiece material

: TRM-T7-R20-3, TRM-T7-R20-5

: HRM-18.000-AS-T7 AH725 

  (CICT = 6)

: S55C / C55

Pre hole diameter

Hole depth

Coolant

: ø17.8 mm

: H = 30 mm

: Internal

Tool 

Head

Workpiece material

: TRM-T7-R20-3, TRM-T7-R20-5

: HRM-18.000-AS-T7 AH725

  (CICT = 6)

: S55C / C55

Pre hole diameter

Hole depth

Coolant

: ø17.8 mm

: H = 30 mm

: Internal

Tool diameter
ø11.5 - ø32 mm

Tool diameter
ø10 - ø11.499 mm
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Tool 

Head

Cutting speed 

Feed per tooth

Coolant

Tool 

Cutting speed 

Feed per tooth

Coolant

Solid Reamer

Tool 

Head

Cutting speed 

Feed per tooth

H7 toleranceH7 tolerance

H7 toleranceH7 tolerance
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Machining Continued

: ø12.000 Solid Reamer (Uncoated)

: Vc = 50 m/min

: fz = 0.1 mm/t

: Internal

: TRM-T5-R16-3

: HRM-12.000-AS-T5 AH725

: Vc = 150 m/min

: fz = 0.1 mm/t

: Internal

: TRM-T5-R16-3

: HRM-12.000-AS-T5 AH725

: Vc = 150 m/min

: fz = 0.1 mm/t

TOOL LIFE

CIRCULARITY AND CYLINDRICITY

Geometric tolerances achievable with ReamMeister 

Circularity < 3 μm Cylindricity < 9 μm

S55C / C55

FCD600 / 600-3
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DCN DCX SSC L/D DCONMS L5 LF LH

TRM-D10B-R12-3 10 10.999 D10 3 12 5 89 44 HRM-10**-AS

TRM-D10B-R12-5 10 10.999 D10 5 12 5 109 64 HRM-10**-AS

TRM-D11B-R12-3 11 11.999 D11 3 12 5.5 92.5 47.5 HRM-11**-AS

TRM-D11B-R12-5 11 11.999 D11 5 12 5.5 114.5 69.5 HRM-11**-AS

D
C
O
N
M
S

D
C
N
-

D
C
X

LF
LH

L5SSC

TRM-D**B

TRM-D10..., TRM-D11... BLD-RM-D10.000-11.999 H-TB2W

DCN DCX SSC L/D DCONMS L5 LF LH

TRM-D10T-R12-3 10 10.999 D10 3 12 5 89 44 HRM-10**-BL

TRM-D10T-R12-5 10 10.999 D10 5 12 5 109 64 HRM-10**-BL

TRM-D11T-R12-3 11 11.999 D11 3 12 5.5 92.5 47.5 HRM-11**-BL

TRM-D11T-R12-5 11 11.999 D11 5 12 5.5 114.5 69.5 HRM-11**-BL

D
C
O
N
M
S

D
C
N
-

D
C
X

LF
LH

L5SSC

TRM-D**T

TRM-D10..., TRM-D11... BLD-RM-D10.000-11.999 H-TB2W

New

New

REAMER

Reamer tool  L/D = 3 and 5,  AS reaming head for  b l ind holes

Designation

OPTIONAL
SPARE PARTS 

Designation Torx Bit Grip

Reamer tool  L/D = 3 and 5,  BL reaming head for  through holes

Designation

Designation Torx Bit Grip

Head

Head

OPTIONAL
SPARE PARTS 

Spare parts are sold separately

Spare parts are sold separately



99

HRM-AS

LPR

D
C

A

S
S
C 45°

0.5

DC AH725 SSC LPR CICT

HRM-10.000-AS 10 D10 5 6

HRM-11.000-AS 11 D11 5.5 6

ø10.000 +0.012 / +0.008 +0.015 / 0

ø11.000 +0.015 / +0.011 +0.018 / 0

HRM-BL

LPR

D
C

A

S
S
C

25°

1

DC AH725 SSC LPR CICT

HRM-10.000-BL 10 D10 5 6

HRM-11.000-BL 11 D11 5.5 6

ø10.000 +0.012 / +0.008 +0.015 / 0

ø11.000 +0.015 / +0.011 +0.018 / 0

t u n g a l o y . c o m

Package quantity = 1 pcs.

Tolerance range 
of the headHead diameter range

Designation

Hole diameter 
tolerance (H7)

• All standard heads are designed to achieve H7 hole tolerance.
• Head diameters are produced so that the hole diameter achieved is 

close to the max tolerance limit.

REAMER HEAD

Tolerance range 
of the headHead diameter range

Designation

Hole diameter 
tolerance (H7)

• All standard heads are designed to achieve H7 hole tolerance.
• Head diameters are produced so that the hole diameter achieved is 

close to the max tolerance limit.

 : New

Package quantity = 1 pcs.

 : New

Detail in A

Detail in A

(For blind holes)

(For through holes)
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LF
LH

L5SSC

D
C
N
-

D
C
X

D
C
O
N
M
S

TRM

DCN DCX SSC L/D DCONMS L5 LF LH

TRM-T5-R16-1.5 11.5 13.5 T5 1.5 16 9.3 77.8 29.8

TRM-T5-R16-3 11.5 13.5 T5 3 16 9.3 97.8 49.8

TRM-T5-R16-5 11.5 13.5 T5 5 16 9.3 125 77

TRM-T5-R16-8 11.5 13.5 T5 8 16 9.3 165.5 117.5

TRM-T6-R16-1.5 13.501 16 T6 1.5 16 9.4 81.5 33.5

TRM-T6-R16-3 13.501 16 T6 3 16 9.4 105.4 57.4

TRM-T6-R16-5 13.501 16 T6 5 16 9.4 137.4 89.4

TRM-T6-R16-8 13.501 16 T6 8 16 9.4 185.4 137.4

TRM-T7-R20-1.5 16.001 20 T7 1.5 20 10.6 90.7 40.7

TRM-T7-R20-3 16.001 20 T7 3 20 10.6 120.6 70.6

TRM-T7-R20-5 16.001 20 T7 5 20 10.6 160.6 110.6

TRM-T7-R20-8 16.001 20 T7 8 20 10.6 220.6 170.6

TRM-T8-R20-1.5 20.001 25.999 T8 1.5 20 12.8 101 51

TRM-T8-R20-3 20.001 25.999 T8 3 20 12.8 137.8 87.8

TRM-T8-R20-5 20.001 25.999 T8 5 20 12.8 187.8 137.8

TRM-T8-R20-8 20.001 25.999 T8 8 20 12.8 262.8 212.8

TRM-T9-R32-1.5 26 32 T9 1.5 32 12.8 120.9 60.9

TRM-T9-R32-3 26 32 T9 3 32 12.8 167.1 107.1

TRM-T9-R32-5 26 32 T9 5 32 12.8 231.1 171.1

TRM-T9-R32-8 26 32 T9 8 32 12.8 327.1 267.1

TRMU-T5-R0.625-1.5 11.5 13.5 T5 1.5 15.875 9.3 77.7 29.7

TRMU-T5-R0.625-3 11.5 13.5 T5 3 15.875 9.3 97.8 49.8

TRMU-T5-R0.625-5 11.5 13.5 T5 5 15.875 9.3 125.0 77.0

TRMU-T5-R0.625-8 11.5 13.5 T5 8 15.875 9.3 165.4 117.3

TRMU-T6-R0.625-1.5 13.501 16 T6 1.5 15.875 9.4 81.5 33.5

TRMU-T6-R0.625-3 13.501 16 T6 3 15.875 9.4 105.4 57.4

TRMU-T6-R0.625-5 13.501 16 T6 5 15.875 9.4 137.4 89.4

TRMU-T6-R0.625-8 13.501 16 T6 8 15.875 9.4 185.4 137.4

TRMU-T7-R0.75-1.5 16.001 20 T7 1.5 19.05 10.6 90.7 40.6

TRMU-T7-R0.75-3 16.001 20 T7 3 19.05 10.6 120.4 70.6

TRMU-T7-R0.75-5 16.001 20 T7 5 19.05 10.6 160.5 110.5

TRMU-T7-R0.75-8 16.001 20 T7 8 19.05 10.6 220.5 170.7

TRMU-T8-R0.75-1.5 20.001 25.999 T8 1.5 19.05 12.8 101.1 51.1

TRMU-T8-R0.75-3 20.001 25.999 T8 3 19.05 12.8 137.7 87.6

TRMU-T8-R0.75-5 20.001 25.999 T8 5 19.05 12.8 187.7 137.7

TRMU-T8-R0.75-8 20.001 25.999 T8 8 19.05 12.8 262.9 212.9

TRMU-T9-R1.25-1.5 26 32 T9 1.5 31.75 12.8 120.9 61.0

TRMU-T9-R1.25-3 26 32 T9 3 31.75 12.8 167.1 106.9

TRMU-T9-R1.25-5 26 32 T9 5 31.75 12.8 231.1 171.2

TRMU-T9-R1.25-8 26 32 T9 8 31.75 12.8 327.2 267.0

Reamer tool  L/D = 1.5, 3, 8

Designation

•Key and screw are included.
•Maximum effective reaming depth = Head diameter(mm) x L/D ratio.

Ex. For a reamer with ø12 mm: 12 mm x 3D = 36 mm
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TRM-T5-R16-1.5 SCR-TRM-T5 K-TRM-T5

TRM-T5-R16-3 SCR-TRM-T5 K-TRM-T5

TRM-T5-R16-5 SCR-TRM-T5 K-TRM-T5

TRM-T5-R16-8 SCR-TRM-T5 K-TRM-T5

TRM-T6-R16-1.5 SCR-TRM-T6 K-TRM-T6

TRM-T6-R16-3 SCR-TRM-T6 K-TRM-T6

TRM-T6-R16-5 SCR-TRM-T6 K-TRM-T6

TRM-T6-R16-8 SCR-TRM-T6 K-TRM-T6

TRM-T7-R20-1.5 SCR-TRM-T7 K-TRM-T7

TRM-T7-R20-3 SCR-TRM-T7 K-TRM-T7

TRM-T7-R20-5 SCR-TRM-T7 K-TRM-T7

TRM-T7-R20-8 SCR-TRM-T7 K-TRM-T7

TRM-T8-R20-1.5 SCR-TRM-T8 K-TRM-T8

TRM-T8-R20-3 SCR-TRM-T8 K-TRM-T8

TRM-T8-R20-5 SCR-TRM-T8 K-TRM-T8

TRM-T8-R20-8 SCR-TRM-T8 K-TRM-T8

TRM-T9-R32-1.5 SCR-TRM-T9 K-TRM-T9

TRM-T9-R32-3 SCR-TRM-T9 K-TRM-T9

TRM-T9-R32-5 SCR-TRM-T9 K-TRM-T9

TRM-T9-R32-8 SCR-TRM-T9 K-TRM-T9

TRMU-T5-R0.625-1.5 SCR-TRM-T5 K-TRM-T5

TRMU-T5-R0.625-3 SCR-TRM-T5 K-TRM-T5

TRMU-T5-R0.625-5 SCR-TRM-T5 K-TRM-T5

TRMU-T5-R0.625-8 SCR-TRM-T5 K-TRM-T5

TRMU-T6-R0.625-1.5 SCR-TRM-T6 K-TRM-T6

TRMU-T6-R0.625-3 SCR-TRM-T6 K-TRM-T6

TRMU-T6-R0.625-5 SCR-TRM-T6 K-TRM-T6

TRMU-T6-R0.625-8 SCR-TRM-T6 K-TRM-T6

TRMU-T7-R0.75-1.5 SCR-TRM-T7 K-TRM-T7

TRMU-T7-R0.75-3 SCR-TRM-T7 K-TRM-T7

TRMU-T7-R0.75-5 SCR-TRM-T7 K-TRM-T7

TRMU-T7-R0.75-8 SCR-TRM-T7 K-TRM-T7

TRMU-T8-R0.75-1.5 SCR-TRM-T8 K-TRM-T8

TRMU-T8-R0.75-3 SCR-TRM-T8 K-TRM-T8

TRMU-T8-R0.75-5 SCR-TRM-T8 K-TRM-T8

TRMU-T8-R0.75-8 SCR-TRM-T8 K-TRM-T8

TRMU-T9-R1.25-1.5 SCR-TRM-T9 K-TRM-T9

TRMU-T9-R1.25-3 SCR-TRM-T9 K-TRM-T9

TRMU-T9-R1.25-5 SCR-TRM-T9 K-TRM-T9

TRMU-T9-R1.25-8 SCR-TRM-T9 K-TRM-T9

t u n g a l o y . c o m

SPARE PARTS 

Designation Screw Key
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HRM-AS

45°

0.5

LPR

D
C

A

S
S
C

DC AH725 SSC LPR CICT

HRM-11.501-AS-T5 11.501 T5 9.3 6

HRM-12.000-AS-T5 12 T5 9.3 6

HRM-12.700-AS-T5 12.7 T5 9.3 6

HRM-13.000-AS-T5 13 T5 9.3 6

HRM-13.500-AS-T5 13.5 T5 9.3 6

HRM-14.000-AS-T6 14 T6 9.4 6

HRM-15.000-AS-T6 15 T6 9.4 6

HRM-15.875-AS-T6 15.875 T6 9.4 6

HRM-16.000-AS-T6 16 T6 9.4 6

HRM-16.001-AS-T7 16.001 T7 10.6 6

HRM-17.000-AS-T7 17 T7 10.6 6

HRM-18.000-AS-T7 18 T7 10.6 6

HRM-19.000-AS-T7 19 T7 10.6 6

HRM-19.050-AS-T7 19.05 T7 10.6 6

HRM-20.000-AS-T7 20 T7 10.6 6

HRM-20.001-AS-T8 20.001 T8 12.8 8

HRM-21.000-AS-T8 21 T8 12.8 8

HRM-22.000-AS-T8 22 T8 12.8 8

HRM-23.000-AS-T8 23 T8 12.8 8

HRM-24.000-AS-T8 24 T8 12.8 8

HRM-25.000-AS-T8 25 T8 12.8 8

HRM-25.400-AS-T8 25.4 T8 12.8 8

HRM-26.000-AS-T9 26 T9 12.8 8

HRM-27.000-AS-T9 27 T9 12.8 8

HRM-28.000-AS-T9 28 T9 12.8 8

HRM-29.000-AS-T9 29 T9 12.8 8

HRM-30.000-AS-T9 30 T9 12.8 8

HRM-31.000-AS-T9 31 T9 12.8 8

HRM-31.750-AS-T9 31.75 T9 12.8 8

HRM-32.000-AS-T9 32 T9 12.8 8

ø11.500 - ø18.000 +0.015 / +0.011 +0.018 / 0

ø18.001 - ø30.000 +0.017 / +0.013 +0.021 / 0

ø30.001 - ø32.000 +0.021 / +0.016 +0.025 / 0

Package quantity = 1 pcs.

�: Line up

Tolerance range 
of the headHead diameter range

Designation

Hole diameter 
tolerance (H7)

• All standard heads are designed to achieve H7 hole tolerance.
• Head diameters are produced so that the hole diameter achieved is 

close to the max tolerance limit.

REAMER HEAD

Detail in A

(For blind holes)
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HRM-BL

S
S
C

A
D
C

LPR

25°

1.07

DC AH725 SSC LPR CICT

HRM-11.501-BL-T5 11.501 T5 9.3 6

HRM-12.000-BL-T5 12 T5 9.3 6

HRM-12.700-BL-T5 12.7 T5 9.3 6

HRM-13.000-BL-T5 13 T5 9.3 6

HRM-13.500-BL-T5 13.5 T5 9.3 6

HRM-13.501-BL-T6 13.501 T6 9.4 6

HRM-14.000-BL-T6 14 T6 9.4 6

HRM-15.000-BL-T6 15 T6 9.4 6

HRM-15.875-BL-T6 15.875 T6 9.4 6

HRM-16.000-BL-T6 16 T6 9.4 6

HRM-16.001-BL-T7 16.001 T7 10.6 6

HRM-17.000-BL-T7 17 T7 10.6 6

HRM-18.000-BL-T7 18 T7 10.6 6

HRM-19.000-BL-T7 19 T7 10.6 6

HRM-19.050-BL-T7 19.05 T7 10.6 6

HRM-20.000-BL-T7 20 T7 10.6 6

HRM-20.001-BL-T8 20.001 T8 12.8 8

HRM-21.000-BL-T8 21 T8 12.8 8

HRM-22.000-BL-T8 22 T8 12.8 8

HRM-23.000-BL-T8 23 T8 12.8 8

HRM-24.000-BL-T8 24 T8 12.8 8

HRM-25.000-BL-T8 25 T8 12.8 8

HRM-25.400-BL-T8 25.4 T8 12.8 8

HRM-26.000-BL-T9 26 T9 12.8 8

HRM-27.000-BL-T9 27 T9 12.8 8

HRM-28.000-BL-T9 28 T9 12.8 8

HRM-29.000-BL-T9 29 T9 12.8 8

HRM-30.000-BL-T9 30 T9 12.8 8

HRM-31.000-BL-T9 31 T9 12.8 8

HRM-32.000-BL-T9 32 T9 12.8 8

ø11.500 - ø18.000 +0.015 / +0.011 +0.018 / 0

ø18.001 - ø30.000 +0.017 / +0.013 +0.021 / 0

ø30.001 - ø32.000 +0.021 / +0.016 +0.025 / 0

t u n g a l o y . c o m

Package quantity = 1 pcs.

�: Line up

Tolerance range 
of the headHead diameter range

Designation

Hole diameter 
tolerance (H7)

• All standard heads are designed to achieve H7 hole tolerance.
• Head diameters are produced so that the hole diameter achieved is 

close to the max tolerance limit.

Detail in A

(For through holes)
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ISO

ø10 - ø16 ø16 - ø32 ø10 - ø16 ø16 - ø32

80 - 200 0.05 - 0.18 0.05 - 0.20 0.05 - 0.2 0.05 - 0.27

80 - 150 0.05 - 0.15 0.05 - 0.18 0.05 - 0.18 0.05 - 0.25

80 - 200 0.05 - 0.18 0.05 - 0.20 0.05 - 0.2 0.05 - 0.27

50 - 150 0.03 - 0.10 0.05 - 0.13 0.05 - 0.13 0.05 - 0.17

20 - 40 0.03 - 0.10 0.03 - 0.13 0.05 - 0.13 0.05 - 0.17

20 - 40 0.03 - 0.10 0.03 - 0.13 0.05 - 0.13 0.05 - 0.17

20 - 40 0.03 - 0.10 0.03 - 0.13 0.05 - 0.13 0.05 - 0.17

100 - 250 0.05 - 0.18 0.05 - 0.20 0.05 - 0.2 0.05 - 0.27

80 - 200 0.05 - 0.15 0.05 - 0.18 0.05 - 0.18 0.05 - 0.25

100 - 300 0.05 - 0.18 0.05 - 0.20 0.05 - 0.2 0.05 - 0.27

15 - 50 0.03 - 0.06 0.03 - 0.08 0.05 - 0.1 0.05 - 0.13

30 - 60 0.03 - 0.10 0.03 - 0.13 0.05 - 0.13 0.05 - 0.17

50 - 100 0.03-0.08 0.03 - 0.1 0.05-0.12 0.05 - 0.15

Low carbon steel (C＜0.3) 

SS400, SM490, S25C, E275A, etc.

Carbon steel (C＞0.3) 

S45C, S55C, C45, C55, etc.

Low alloy steel (C<0.3) 

SCM415, etc.

Alloy steel (C＞0.3)

 SCM440, SCr420, 42CrMo4, 20Cr4 etc.

Stainless steel（Austenitic）
SUS304, SUS316, X5CrNi18-9, 

X5CrNiMo17-12-3, etc.

Stainless steel（Martensitic and ferritic） 
SUS430, SUS416, X6Cr17, etc.

Stainless steel（Precipitation hardening）
SUS630, X5CrNiCuNb16-4 etc.

Gray cast iron

FC250, GG25, 250 etc.

Ductile cast iron

FCD700, etc.

Aluminum alloy

High temp. alloy

Inconel718 etc.

Titanium alloy

Ti-6Al-4V etc.

Hardened steel

Over 40HRC etc.

Cutting speed
Vc (m/min)

Feed: fz(mm/t)

AS: Straight fl ute（for blind holes）BL: Left hand fl ute（for through holes）Workpiece materials

Conversion table for feed per tooth

STANDARD CUTTING CONDITIONS
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ISO
ø10 - ø16 ø16.001 - ø20 ø20.001 - ø32 ø10 - ø16 ø16.001 - ø20 ø20.001 - ø32

80 - 200 0.3 - 1.08 0.3 - 1.2 0.4 - 1.6 0.3 - 1.2 0.3 - 1.62 0.4 - 2.16

80 - 150 0.3 - 0.9 0.3 - 1.08 0.4 - 1.44 0.3 - 1.08 0.3 - 1.5 0.4 - 2

80 - 200 0.3 - 1.08 0.3 - 1.2 0.4 - 1.6 0.3 - 1.2 0.3 - 1.2 0.4 - 2.16

50 - 150 0.18 - 0.6 0.3 - 0.78 0.4 - 1.04 0.3 - 0.78 0.3 - 1.02 0.4 - 1.36 

20 - 40 0.18 - 0.6 0.18 - 0.78 0.24 - 1.04 0.3 - 0.78 0.3 - 1.02 0.4 - 1.36

20 - 40 0.18 - 0.6 0.18 - 0.78 0.24 - 1.04 0.3 - 0.78 0.3 - 1.02 0.4 - 1.36

20 - 40 0.18 - 0.6 0.18 - 0.78 0.24 - 1.04 0.3 - 0.78 0.3 - 1.02 0.4 - 1.36

100 - 250 0.3 - 1.08 0.3 - 1.2 0.4 - 1.6 0.3 - 1.2 0.3 - 1.62 0.4 - 2.16

80 - 200 0.3 - 0.9 0.3 - 1.08 0.4 - 1.44 0.3 - 1.8 0.3 - 1.62 0.4 - 2

100 - 300 0.3 - 1.08 0.3 - 1.2 0.4 - 1.6 0.3 - 1.2 0.3 - 1.62 0.4 - 2.16

15 - 50 0.18 - 0.36 0.18 - 0.48 0.24 - 0.64 0.3 - 0.6 0.3 - 0.78 0.4 - 1.04

30 - 60 0.18 - 0.6 0.18 - 0.78 0.24- 1.04 0.3 - 0.78 0.3 - 1.02 0.4 - 1.36

50 - 100 0.18 - 0.48 0.18 - 0.6 0.24 - 0.8 0.3 - 0.72 0.3 - 0.9 0.4 - 1.2

t u n g a l o y . c o m

Low carbon steel (C＜0.3) 

SS400, SM490, S25C, E275A, etc.

Carbon steel (C＞0.3) 

S45C, S55C, C45, C55, etc.

Low alloy steel (C<0.3) 

SCM415, etc.

Alloy steel (C＞0.3)

 SCM440, SCr420, 42CrMo4, 20Cr4 etc.

Stainless steel（Austenitic）
SUS304, SUS316, X5CrNi18-9, 

X5CrNiMo17-12-3, etc.

Stainless steel（Martensitic and ferritic） 
SUS430, SUS416, X6Cr17, etc.

Stainless steel（Precipitation hardening）
SUS630, X5CrNiCuNb16-4 etc.

Gray cast iron

FC250, GG25, 250 etc.

Ductile cast iron

FCD700, etc.

Aluminum alloy

High temp. alloy

Inconel718 etc.

Titanium alloy

Ti-6Al-4V etc.

Hardened steel

Over 40HRC etc.

Cutting speed
Vc (m/min)

Workpiece materials

Feed: f (mm/rev)

AS: Straight fl ute（for blind holes） BL: Left hand fl ute（for through holes）

6 fl utes 6 fl utes 6 fl utes 6 fl utes8 fl utes 8 fl utes

Conversion table for feed per revolution
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D
C
O
N
M
S

D
C
O
N
W
S B
D

B
D
2

B
D
3

J

LSCN
LSC

LB2
LB

LF

DCONMS DCONWS BD3 BD BD2 LF LB LB2 LSCN LSC J

HSKA50HYDRO16X95 50 16 38 34 42 95 69 52 42 52 M12x1

HSKA50HYDRO20X100 50 20 42 38 42 100 74 74 42 52 M16x1

HSKA63HYDRO12X90 63 12 32 29 50 90 64 44 37 47 M10x1

HSKA63HYDRO16X95 63 16 38 34 50 95 69 52 42 52 M12x1

HSKA63HYDRO20X100 63 20 42 38 50 100 74 58 42 52 M16x1

HSKA63HYDRO32X125 63 32 60 56 53 125 99 83 52 62 M16x1

HSKA80HYDRO16X100 80 16 38 34 50 100 74 52 42 52 M12x1

HSKA80HYDRO20X105 80 20 42 38 50 105 79 52 42 52 M16x1

HSKA100HYDRO12X95 100 12 32 29 63 95 66 40 37 47 M10x1

HSKA100HYDRO16X100 100 16 38 34 63 100 71 47 42 52 M12x1

HSKA100HYDRO20X105 100 20 42 38 63 105 76 54 42 52 M16x1

HSKA100HYDRO32X120 100 32 60 56 63 120 91 59 52 62 M16x1

HSK A-HYDRO 

LB
LF

LB2

LSC
LSCN

B
D

B
D
2

BT
ED

D
C
O
N
W
S

SS

J

C
R
K
S

SS DCONWS BTED BD BD2 LF LB LB2 LSCN LSC J CRKS

BT30HYDRO12X72 30 12 29 32 50 72 50 44.5 37 47 M10x1 M12

BT30HYDRO16X90 30 16 34 38 50 90 68 47.5 42 52 M12x1 M12

BT30HYDRO20X90 30 20 38 42 50 90 68 47.5 42 52 M12x1 M12

BT40HYDRO12X90 40 12 29 32 50 90 63 44.5 37 47 M10x1 M16

BT40HYDRO16X90 40 16 34 38 50 90 63 47.5 42 52 M12x1 M16

BT40HYDRO20X90 40 20 38 42 50 90 63 47.5 42 52 M12X1 M16

BT40HYDRO32X110 40 32 56 60 60 110 81.5 81.5 52 62 M16x1 M16

BT50HYDRO12X110 50 12 29 32 80 110 72 42 37 47 M10x1 M24

BT50HYDRO16X110 50 16 34 38 80 110 72 45 42 52 M12x1 M24

BT50HYDRO20X110 50 20 38 42 80 110 72 47.5 42 52 M12x1 M24

BT50HYDRO32X110 50 32 56 60 80 110 72 47.5 54 64 M12x1 M24

BT-HYDRO

Hydraul ic endmil l  chuck holder (HSK-A)

Designation

• Applicable for 10 MPa coolant   Option: Clamping wrench

• Reduction sleeves are available for d = 12, 20 and 32 mm.

• Chucking force will reduce when using a reduction sleeve.

• Applicable for 10 MPa coolant  Option: Wrench for collet

• Reduction sleeves are available for d = 12, 20 and 32 m.

• Chucking force will reduce when using a reduction sleeve.

Designation

Hydraul ic endmil l  chuck holder (BT) 
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D
C

O
N

M
S

B
D

B
D

2

LS LF

H

LB CSI

B
D

B
D

2

LB
LS

G
H

LF 
CSI

Tt

Tt CSI LS LF LB BD BD2 H G

GFIMT2ER20 MT 2 ER20 1-13 64 60.5 34.5 34 50 1 22 M10

GFIMT3ER32 MT 3 ER32 2-20 81 81.9 45.9 50 65 1.6 36 M12

GFI-MT-ER

DCONMS CSI LS LF LB BD BD2 H

GFIST20ER20 20 ER20 1-13 65 55.5 34.5 34 50 1 22

GFIST25ER32 25 ER32 2-20 80 76.9 45.9 50 65 1.6 36

GFI-ST-ER

ER-SEAL-AA

D
C

O
N

W
S

SS
0.005

46-48 HRC

SS DCONWS

ER20SEAL12AA ER20 12

ER32SEAL12AA ER32 12

SS DCONWS

ER32SEAL16AA ER32 16

ER32SEAL20AA ER32 20

t u n g a l o y . c o m

FLOATING HOLDERS

Float ing reamer col let  chuck

Option: Wrench for ER collet

Designation Range

• Applicable for 3 MPa coolant

Maximum 2000 min-1

Float ing reamer col let  chuck

Designation Range

Option: Wrench for ER collet

Radial float

Radial float

• Applicable for 3 MPa coolant

Maximum 2000 min-1

ER sealed spr ing col lets (metr ic)

Designation Designation

During a reaming process, the alignment of the pilot bore with the tool axis is a prerequisite for the correct 

function of the reamer. When using a reamer on CNC lathes, it is often necessary to compensate for axial errors 

between the tool adapter and the bore to be machined. This error can be corrected by using a floating holder.
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60°

60°

  Thoroughly clean the 
connection of the body 
free of dusts with air gun.

   Insert the head into the 
body with the correct posi-
tion. (see Fig.1)

   Use the dedicated key 
(not included) to rotate the 
head clockwise 60°.

The dot “●” on the 
reamer head Before

clamping
After

clamping

Fig.1 Correct clamping position

Vertical notch on the 
reamer head flank

The dot “●” on the 
reamer body

For highest cutting edge repeatability and optimum internal coolant delivery, the reamer head must al-

ways be assembled in the correct position.

Assemble the reamer head on the reamer body so that the dot “ ” etched on the reamer body aligns with 

the matching dot “ ” on the reamer head when the reamer head is rotated 60° clockwise.

Assembling the ReamMeister

For successful head clamping

Cutting tools may fracture during use. To avoid injury always use safety precautions such as gloves, shields, 

and eye protection.

Cautions when using reamers with self-clamping system
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First assembly

Indexing

Cutting tools may fracture during use. To avoid injury always use safety precautions such as gloves, shields, and eye 

protection.

• Clean the tool holder pocket. (Fig. 1)

• Clean the reamer head clamping cone.

• Insert the clamping screw into the holder and rotate it 2-3 turns in the clockwise 

direction. (Fig. 2)

• Clamp the reaming head on the screw. Please note that T8 and T9 connections can 

be assembled only in a specific position relative to the screw. (rotate the head until 

locating the correct position) (Fig. 3)

• Manually rotate the head until feeling a slight torque.

• Tighten with the special key. (Fig. 4)

• Make sure there is no face gap between the tool holder and the reaming head. (Fig. 5)

* For recommended torque for T5 through T9 connections, see the chart on the right

• Release the reaming head with the key, turning in the counterclockwise direction until 

it rotates freely.

• Rotate it one more turn by hand.

• Remove the reamer head from the tool. The clamping screw should remain inside!!!

• Clean the pocket of the tool holder (Fig. 1)

• Clean the cone on the new reamer head.

• Clamp the reaming head on the screw. Please note that T8 and T9 connections can 

be assembled only in a specific position relative to the screw. (rotate the head until 

locating the correct position) (Fig. 3)

• Manually rotate the reaming head. In the beginning it should rotate without the screw 

and then (after 1/6 of a turn) it should engage with the screw. Rotate until it sits firmly 

in the pocket. If the screw rotates together with the reaming head from the beginning, 

remove the reaming head and turn the screw one more rotation. 

• Manually rotate the head until feeling a slight torque.

• Tighten with the special key. (Fig. 4)

• Make sure that there is no face gap between the tool holder and the reaming head. (Fig. 5)

* For recommended torque for T5 through T9 connections, see the chart on the right

Cautions when using screw clamping system
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Runout control is important to achieve proper reaming process.

Best: less than 0.005

Acceptable: 0.005 - 0.015

Not acceptable:  over 0.015

Recommended runout control
Runout

* If an acceptable runout is not achieved, adjust the runout as follows.

1. Make sure that there is no gap between the faces of the reaming head and 

the tool holder. 

If there is a gap, use the key and tighten again until the gap disappears.

2. Measure the runout of the cylindrical part for runout measurement on the 

upper part of the tool to check the installation accuracy of the tool and the arbor. 

If there is excessive runout on the cylindrical surface of the tool, remove the tool 

from the arbor, clean the tool and the arbor, then remount them and measure 

the runout.

T.I.R. (cylindrical 
part for runout 
measurement)

T.I.R. 
(cylindrical 
part for runout 
measurement)

Tooth runout

Tool body 
runout

1. Thoroughly clean the arbor and tool body free of dusts and chips. 

2. Assemble the tool body to the arbor. 

3. Check that the T.I.R. on the body indicates a runout of 0.005 mm 

or smaller. If not, proceed from Step 1. 

4. Thoroughly clean the connection between the reamer head and 

the tool body. 

5. Assemble the head to the body and tighten the head so that there 

is no gap between the head and body. (See pages 20 - 21.) 

6. Check that the runout of the cutting teeth are 0.010 mm or 

smaller. If not, repeat from Step 4. (A runout of 0.005 mm or 

smaller is preferred)  

Note: We recommend the use of a hydro-chuck arbor for high tool 

precision. A collet chuck or milling chuck may be used if the 

runout checked in  Step 3 is within the tolerance.   

How to check the cutting tooth runout
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Cautions when using 5D and 8D reamers

Without chamfer With chamfer

1. Provide internal chamfer (e.g. 45° x 0.5) on the hole entrance for
    smooth reamer engagement.

In long overhang applications with the length-to-diameter ratios of 5D to 8D, a reamer is prone to chatter due to 

low rigidity when entering the hole.

The following methods are recommended for process stability.

ChatterChatter WithoutWithout
chatterchatter

2. Cutting parameter modifications for tool engaging in the cut

No parameter modification 

upon engagement

Parameter modified upon 

engagement

 Reduce the cutting speed and feed rate for 2 to 3 mm after the tool 

engagement to the workpiece. 

 - For a reamer with 5xD length, Vc = 30 - 50 m/min and fz = 0.05 mm/t. 

 - For a reamer with 8xD length, Vc = 10 - 20 m/min and fz = 0.05 mm/t. 

 Increase the parameters to the preset values.

Hole surface machined with 8xD reamer

WithoutWithout
chatterchatterChatterChatter
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S = 100 rpm

F = 100 mm/min

①

②
③

11.500 - 13.500 13.501 - 16.000 16.001 - 26.000 26.001 - 32.000

Δ = 0.1 - 0.2 Δ = 0.1 - 0.3 Δ = 0.1 - 0.4 Δ = 0.2 - 0.5

Δ = 0.15 - 0.25 Δ = 0.2 - 0.3 Δ = 0.2 - 0.5 Δ = 0.2 - 0.6

*Use the same diameter heads for both piloting and deep reaming processes

3. Make a guide hole with a shorter reamer (1.5D or 3D), then use a long overhang tool. 

① Use a shorter reamer (1.5D or 3D) to make a guide hole with a 

depth of 0.5xD~1xD.

② Insert the long reamer (8D) in the guide hole rotating at a low 

speed (<100 rpm) and feeding slowly (at F=100) until the reamer 

reaches several millimeters from the bottom.

③ Rotate the reamer with the full machining speed and start feeding.
Machine speed

Machining 
feed

•Reaming allowance Δ is the stock material to be removed in the reaming process. For a successful reaming 

operation, reaming allowance must be determined with proper considerations. Refer to the table below for 

appropriate reaming allowance for various hole diameters and materials. Standard reaming allowance, unless 

otherwise required, will be the target diameter+0.2 mm for all hole diameter ranges and materials. 

•Reaming quality largely depends on the quality of the pre-drilled holes. Holes must have no diameter fluctuation 

and good straightness.

Δ : Reaming allowance

Δ = øDR - øDP

Workpiece material
Hole diemeter ø (mm)

Steel and cast iron

Aluminum and brass

øDR 
Reaming

øDP 
Pre-hole

Cautions when using 5D and 8D reamers

Reaming allowance

L/D = 1.5 or 3
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ø

  Ra    Rz

ø

  

(20° - 90°)

45
°

0.
5

①

②

③

④

⑤

t u n g a l o y . c o m

TAILORED REAMER HEAD

 Information sheet for quotation & order

Tungaloy will produce reaming heads with customized diameters and tooth geometries tailored to your specific 

application needs. Provide the necessary information below or contact your local distributor or Tungaloy sales team. 

Hole diameter and tolerance

Surface fi nish

Workpiece material

① Head diameter 

② Flute type

③ Engagement angle

④ Cutting edge length

⑤ Corner shape

Other specifi c needs

Tailored geometry - Samples

With flat bottom (end milling) edges + 
round corners 

With deburring edges on the back

(0.001 unit)

Straight Helix, Left Helix, Right

(R0.2 or higher)Up sharp Round
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TRM-T9-R32-5 TRM-T9-R32-5

HRM-27.000-BL-T9 HRM-27.000-BL-T9

AH725 AH725

100 90

1.2 0.8

1415 850

20 15

1600

1400

1200

1000

800

600

400

200

0

9

8

7

6

5

4

3

2

1

0

TRM-T9-R32-1.5 TRM-T6-R16-8

HRM-30.000-BL-T9 TRM-16.000-BL-T6

AH725 AH725

150 60

1.25 0.7

1990 836

30 18

2500

2000

1500

1000

500

0

900

800

700

600

500

400

300

200

100

0

Workpiece type

Tool

Insert

Grade

Workpiece material

Results

Cutting speed : Vc (m/min)

Feed : f (mm/rev)

Feed speed : Vf (mm/min)

Drilling depth : H (mm)

Machine

Coolant Internal 

Horizontal M/C

FCD500 / GGG50 / 450-10S

Flange yoke

Higher cutting speed and feed rates are attainable 
with ReamMeister over current brazed reamer due 
to coated insert and optimal edge geometry. 9 times 
higher productivity is possible with ReamMeister.
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Productivity Productivity 
9 times!9 times!

Internal 

Horizontal M/C

S45C / C45

Flange yoke

Higher cutting speed and feed rates are attainable 
with ReamMeister over current brazed reamer due 
to coated insert and optimal edge geometry. 1.5 
times longer tool life is possible with ReamMeister.

Tool lifeTool life
1.5 times!1.5 times!

T
o
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l 
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m
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n

s
e
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)

Competitor Competitor

PRACTICAL EX AMPLES

Workpiece type

Tool

Insert

Grade

Workpiece material

Results

Cutting speed : Vc (m/min)

Feed : f (mm/rev)

Feed speed : Vf (mm/min)

Drilling depth : H (mm)

Machine

Coolant

C
u

tt
in

g
c

o
n

d
it

io
n

s

FCD500 / GGG50 / 450-10S S45C / C45

Internal 

Horizontal M/C

Internal 

Horizontal M/C

Productivity Productivity 
15 times!15 times!

Productivity Productivity 
12 times!12 times!
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Diff case Hub

Competitor Competitor

ReamMeister, wi th opt imal coolant supply, 
inhibited edge wear progression, allowing the user 
to boost machining efficiency by 15x. 

A long overhang tool was needed to avoid tool 
collision with the workpiece. ReamMeister generated 
no chatter with increased tool stability. As the result, 
12x machining efficiency was achieved. 
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TRM-T8-R20-5 TRM-T7-R20-3

AH725 AH725

170 181

0.5 0.5

1350 1500

100 30

1650
1500
1350
1200
1050
900
750
600
450
300
150

0

1600

1400

1200

1000

800

600

400

200

0

330
300
270
240
210
180
150
120
90
60
30
0

TRM-T7-R20-1.5 TRM-T7-R20-5

HRM-20.000-BL-T7

AH725 AH725

38 100

0.9 0.3

700 480

30 40

800

600

400

200

0

40

30

20

10

0
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F
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Workpiece type

Tool

Insert

Grade

Workpiece material

Results

Cutting speed : Vc (m/min)

Feed : f (mm/rev)

Feed speed : Vf (mm/min)

Drilling depth : H (mm)

Machine

Coolant Internal 

NC lathe

FCD500 / GGG50 / 450-10S

Flange yoke

Higher cutting speed and feed rates are attainable 
with ReamMeister over current brazed reamer due to 
coated insert and optimal edge geometry. 10 times 
higher productivity is possible with ReamMeister.
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F
e
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)

Productivity Productivity 
10 times!10 times!

Tool lifeTool life
20 times!20 times!

Internal 

Horizontal M/C

S45C / C45

Flange yoke

Higher cutting speed and feed rates are attainable 
with ReamMeister over current brazed reamer due 
to coated insert and optimal edge geometry. 8 times 
longer tool life is possible with ReamMeister.

Productivity Productivity 
8 times!8 times!

Competitor Competitor

Tool life

Feed speed

T
o

o
l 
li
fe

 (
w

o
rk

 /
 c

o
rn

e
r)

Tailored ø15.5

Workpiece material

Results

Steel Casting Stainless SUS316 / X5CrNiMo17-12-3

Horizontal M/C

Internal 

Competitor Competitor

Internal 

Horizontal M/C

Turbine housing Turning wheel

The tool life has doubled due to the special 

cutting edge geometry that emphasizes  fracture 

resistance.

A solid carbide endmill was used for helical 

contouring in conventional machining. ReamMeister 

has shortened the machining time to 1/6.
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Machining Machining 
timetime

1/6 !1/6 !

Tool lifeTool life
2 times!2 times!

Workpiece type

Tool

Insert

Grade

Cutting speed : Vc (m/min)

Feed : f (mm/rev)

Feed speed : Vf (mm/min)

Drilling depth : H (mm)

Machine

Coolant

C
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Tailored ø20.050 Tailored ø19.2
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MEMO
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Tungaloy Scandinavia AB
Bultgatan 38
442 40 Kungälv, Sweden
Phone: +46-462119200 
Fax: +46-462119207
www.tungaloy.com/se

Tungaloy Rus, LLC
Andropova avenue, h.18/7, 
11 fl oor, offi ce 3, 115432, 
Moscow, Russia
Phone: +7-499-683-01-80 
Fax: +7-499-683-01-81
www.tungaloy.com/ru

Tungaloy Polska Sp. z o.o.
Ul. Irysowa 1, 55-040 Bielany
Wrocławskie, Poland
Phone: +48 607 907 237 
www.tungaloy.com/pl

Tungaloy-NTK UK Ltd.
Suite 3, Pioneer House, Mill Street, 
Cannock, WS11 0EF, UK
Phone: +44 121 4000 231 
Fax: +44 121 270 9694  
www.tungaloy.com/uk  

Tungaloy Hungary Kft
Erzsébet királyné útja 125
H-1142 Budapest, Hungary 
Phone: +36 1 781-6846
Fax: +36 1 781-6866
www.tungaloy.com/hu  

Tungaloy Turkey
Serifali Mah.bayraktar Bulvari Kule Sk. No:26
34775 Umraniye / Istanbul / Turkey 
Phone: +90 216 540 04 67  
Fax: +90 216 540 04 87
www.tungaloy.com/tr  

Tungaloy Benelux b.v.
Tjalk 70
NL-2411 NZ Bodegraven, Netherlands 
Phone: +31 172 630 420  
Fax: +31 172 630 429
www.tungaloy.com/nl

Tungaloy Croatia
Ulica bana Josipa Jelačića 87, 
10430, Samobor, Croatia 
Phone: +385 1 3326 604 
Fax: +385 1 3327 683
www.tungaloy.com/hr 

Tungaloy Cutting Tool 
(Shanghai) Co. Ltd.
Rm No 401 No.88 Zhabei 
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880 
Fax: +86-21-3621-1918
www.tungaloy.com/cn

Tungaloy Cutting Tools 
Taiwan Co. Ltd.
9F. No.293, Zhongyang Rd, 
Xinzhuang Dist, New Taipei City, 
24251 Taiwan
Phone: +886-2-8521-9986 
Fax: +886-2-8521-8935
www.tungaloy.com/tw 

Tungaloy-NTK Cutting Tool 
(Thailand) Co.,Ltd.
Interlink tower 4th Fl. 
1858/5-7 Bangna-Trad Road 
km.5 Bangna, Bangna, Bangkok 10260
Thailand
Phone: +66-2-751-5711 
Fax: +66-2-751-5715
www.tungaloy.com/th

Tungaloy Singapore (Pte.), Ltd.
62 Ubi Road 1, #06-11 Oxley BizHub 2
Singapore 408734
Phone: +65-6391-1833 
Fax: +65-6299-4557
www.tungaloy.com/sg

 Tungaloy Vietnam
 LE04.38, Lexington Residence
 67 Mai Chi Tho St., Dist. 2, 
 Ho Chi Minh City, Vietnam
 Phone: +84-2837406660 
 www.tungaloy.com/sg

Tungaloy India Pvt. Ltd.
One International Center,
Unit # 902-A, 9th Floor,
Tower 1, Senapati Bapat Marg,
Elphinstone Road (West),
Mumbai 400013, India
Phone: +91-22-6124-8803 
Fax: +91-22-6124-8899
www.tungaloy.com/in

Tungaloy Korea Co., Ltd
#1312, Byucksan Digital Valley 5-cha
Beotkkot-ro 244, Geumcheon-gu
153-788 Seoul, Korea
Phone: +82-2-2621-6161 
Fax: +82-2-6393-8952
www.tungaloy.com/kr

Tungaloy Malaysia Sdn Bhd
50 K-2, Kelana Mall, Jalan SS6/14
Kelana Jaya, 47301 
Petaling Jaya, Selangor Darul Ehsan 
Malaysia
Phone: +603-7805-3222 
Fax: +603-7804-8563
www.tungaloy.com/my

Tungaloy Australia Pty Ltd
Unit 68 1470 Ferntree Gully Road
Knoxfi eld 3180 Victoria, Australia
Phone: +61-3-9755-8147 
Fax: +61-3-9755-6070
www.tungaloy.com/au

PT. Tungaloy Indonesia
Ruko Blok AA.10 No3&5, Grand Wisata, 
Lambangjaya, Tambun Selatan, Bekasi, 
17510 Indonesia
Phone: +62-21-8261-5808 
Fax: +62-21-8261-5809
www.tungaloy.com/id

Tungaloy Corporation (Head offi ce)
11-1 Yoshima-Kogyodanchi
Iwaki-city, Fukushima 970-1144 Japan
Phone: +81-246-36-8501 
Fax: +81-246-36-8542
www.tungaloy.co.jp

Tungaloy-NTK America Inc.
3726 N Ventura Drive
Arlington Heights,IL 60004, U.S.A.
Phone: +1-888-554-8394 
Fax: +1-888-554-8392
www.tungaloy.com/us

 Tungaloy 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

Tungaloy-NTK De Mexico S.A.
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

Tungaloy-NTK do Brasil Ltda.
Avd. Independencia N4158 Residencial Flora
13280-000 Vinhedo, São Paulo, Brasil
Phone: +55-19-38262757 
Fax: +55-19-38262757
www.tungaloy.com/br

Tungaloy-NTK Germany GmbH.
Katzbergstr. 3a
D-40764 Langenfeld, Germany
Phone: +49-2173-90420-0 
Fax: +49-2173-90420-19
www.tungaloy.com/de

Tungaloy France s.a.s
Les Fjords
19 avenue de Norvège
91140 Villebon Sur Yvette, France
Phone: +33-1-6486-4300 
Fax: +33-1-6907-7817
www.tungaloy.com/fr

Tungaloy Italia S.r.I.
Via E. Andolfato 10
I-20126 Milano, Italy
Phone: +39-02-252012-1 
Fax: +39-02-252012-65
www.tungaloy.com/it

Tungaloy Czech s.r.o.
Turanka 115
CZ-627 00 Brno, Czech Republic
Phone: +420-532 123 391 
Fax: +420-532 123 392
www.tungaloy.com/cz

Tungaloy Ibérica S.L.
C/Miquel Servet, 43B, Nau 7 
Pol. Ind. Bufalvent
ES-08243 Manresa (BCN), Spain
Phone: +34 93 113 1360 
Fax: +34 93 876 2798
www.tungaloy.com/es
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follow us at:
facebook.com/tungaloyjapan
twitter.com/tungaloyjapan
www.youtube.com/tungaloycorporation

Tungaloy APP & SNS


