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Internal Toolholder - Content structure

- Indexable toolholders are listed by cutting edge shape.
- In the same cutting edge shape, the inserts are sorted alphabetically.
The order of the list: CNJ[] insert — DN[I[] insert = RNLCI[] insert = SNIIL] insert —
TNLILC] insert = VNI insert = WNLIL] insert
- Toolholders in the catalog are our standard stock items.

How to use the page

Method @ Select the cutting edge shape described at the left end of each page, jump to the page on the left index, and
choose a designation you need (@) in the dimension table (€). Applicable inserts are shown in (@) and (®).

Method @ Select the cutting edge on D003 and check the details on the product page.

Method 3 Select the series name of a toolholder on D003 and check the details on each page.

Method @ Select an item from Quick Guide on D006-D011.
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Reference pages: A-AGLNR/L-Eco: Insert > B054 - @ [peference pages: A-PCLNR/L: Insert — BO54 -, CBN — B170 -, PCD — B186 - ]
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@ : Cutting edge shape
@ : Series name of indexable boring bars
© : Dimension table
@ : Toolholder designation
e.g. To select right-handed steel shank for
minimum machining diameter 13

- a10k-spxxRo7-D130

: Dimension drawing (conforming to ISO13399)
: Applicable insert

: Spare parts

: Insert selection

: Reference pages

(O AN NN

When ordering

- Please specify the designation and quantity.
e.g. A12M-SDZXR/L07-D140 ... 1 (one boring bar per package)
* Inserts are not included. Please order those separately.
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Main products

SOREMEISTER

Boring head suitable for L/D=10
@ Shank 16 - 60 mm D012

MINIFTFU2N

Economical double-sided inserts with excellent sharpness

@ Shank 10 - 20 mm D028, D035, D085

iIsoETuaN

o5° [
100 -

T -
1420[ﬁ ?}_ﬁ\all-sized “Eco” insert series for maximized profits D029 -DS)(?;O, Bgig
7,§° = g;o Shank 916 - 32 mm D054, D061, D072

10 =
o3
10c7?5°é
030

STREAMJETBAR

Highly rigid toolholders providing good chip evacuation
@ Shank @4 - 50 mm D013

Y=-rPrRO SERIES

Inserts with 25° corner angle for profiling

@ Shank @12 - 16 mm D076, D084

TURNINGA

Highly rigid clamping system with excellent repeatability

D025, D032, D041

TUNG TUET

Toolholders for high pressure coolant supply

@ D025, D057

Sleeve

D092 - D094

Tungaloy D003




Designation system for Toolholders
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O Clamping system

© Bar composition

80° Rhombic

55° Rhombic

55° Parallelogram

R Round

S Square

T Triangular

V] 35° Rhombic

¢ >mjoell ¢ ¢

Y | <= 25°Rhombic

(Non 1SO)

w O Trigon

O Insert shape

® Bar diameter

Bar diameter is
shown in mm.

i
S T

® Toolholder length (mm)
80

90

A Steel shank
with oil hole
E Carbide shank with steel
head & oil hole
c Carbide shank
with steel head
S Steel shank
Steel shank reinforced
T with carbide plates
(“Tsuppari-lchiban”)
JS J series Steel shank

D004 www.tungaloy.com
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® Min. bore diameter (mm)

Stream Jet Bar | Tsuppari-Ichiban
D140 | ¢14.0 |D14| ©14.0

@ Oil hole

For M, S, & C types

conformed to ISO Only “Tsuppari-

Ichiban” holder

R
S T C
o e
“In ISO metric system, a two digit number
indicates the edge length (L) of the insert
L to be used in mm.

If the insert thickness is different for the
same edge length, add the thickness
symbol (S) (two digit number).

In above example, TP*“000110200

Tungaloy D005




Internal Toolholder - Quick Guide

Positive type
n
n
n
« 0
(O]
(2]
i g
Style Designation & Application 8 >’_ Material
S-SCLCR/L-H
Boring & internal facing Steel
Insert : CCOO
. S-SDUCR/L-H
Boring & internal profiling Steel
Insert : DCOO
. _ S-SVUCR/L-H
Boring & internal profiling Steel
Insert : VCOO
} S-SVLCR/L-H
Boring & internal profiling Steel
Insert : vCOO
i S-DDUNR/L-H
Boring & internal profiling Steel
Insert : DNOIO
} _ S-DVUNR/L-H
r Boring & internal profiling Steel
Insert : VNOO
SEXPR/L Steel
Boring & internal facing ee
Insert : EPOOO Carbide
Steel
SCLCR/L
Boring & internal facing Carbide
Insert : CcOO Reinforced
Boring .
Insert : WBOO Carbide
Steel
STUPR/L
Boring Carbide
Insert : TPOO Reinforced
Blind hole boring :
Insert : TPOICT Carbide
Steel
SCLPR/L .
Boring & internal facing Carbide
Insert : CPOO Reinforced
STFCR/L teel
Blind hole boring Stee
Insert : TCOO Carbide

D006 www.tungaloy.com
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Positive type

n
n
n
« 0
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(2]
i f
Style Designation & Application 8 >’_ Material
***** SSKPR
la\v')_ Through boring
Insert : SPOO
— SDUCR/L
@ad Boring & internal profiling )
Insert : DCOO Carbide
S SDUPR/L
@155 Boring & internal profiling
Insert : DPMTOIO Carbide
- s0° SVUCR/L .
Boring & internal profiling Carbide
Insert : VCOO Reinforced
Steel
N SVUBR/L :
Boring & internal profiling Carbide
Insert : VBOO Reinforced
Steel
—F SDQCR/L .
155 Boring & internal profiling Carbide
Insert : DCOO Reinforced
— SDQPR/L Steel
30 Boring & internal profiling
Insert : DPMTO Carbide
Steel
ST SVQCR/L _
255 Boring & internal profiling Carbide
Insert : VCOO Reinforced
Steel
P—— SVQBR/L ;
@25,5” Boring & internal profiling Carbide
Insert : VBOO Eo
T SDZCR/L
Insert : DCOO Carbide
N — SVZCR/L
Insert : VCOO
—- SVZBR/L
50 Back boring
Insert : VBOO

SORKEMEISTER

N STREAMIETBAR

oace

MINIFFUaN

Min. bore diameter DMIN (mm)

Page
10 20 30 40 50
020 | o31 D038
o3[ 032
o3 027 D050
a15 - 922
D051
015 @22
016 032
D068
o8] 232 D06s
032 |
020 | o032
D064
0245/ 034 DOB5
25 |
o13[ 030
013 025 Bg;g
020 032
o15 922
= D079
015 022
o135 0215
o135 @215 ngg
032 |
o7, 2305
o17 0305 ng?
025 |
o14 - 925
D086
018 022
16 | D090
@20 @40 D089

Int. Toolholder
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Internal Toolholder - Quick Guide

Positive type
" :
i o
ﬁ - Z
i
g 332
0|
} S8l
< ) g 2 Min. bore diameter DMIN (mm) b
i i icati @) i = age
Style Designation & Application ? >_ Material N i 0 10 20 30 40 50 9
L SEZPR/L Steel 055/ 06.5
ol Back boring v D088
Insert : EPOO Carbide z5.5| 6.5
SVJCR/L
% Internal sphere cutting Steel 16 .g20 D037
Insert : VCOO
SVJBR/L
Internal sphere cutting Steel @25 . 230 D036
Insert : VBOO
P SYQBR/L teel
s0° Boring, undercutting & profiling Stee gﬂ. 021.5 D084
Insert : YWOIOI Carbide o17|  021.5
. SYUBR/L
. teel
60 Boring & internal profiling Stee 020 D076
Insert : YW Carbide 220 . 024.5
g
1.4
u f
- Z
W3
T
Clamp on i t
ISO g E i Min. bore diameter DMIN (mm) b
i i icati i = age
Style Designation & Application Insert Material a0 i 0 10 20 30 20 50 9
******* : CTFRRIL —
Blind hole boring St 016 040 D044
Insert : TPOO (without hole) Carbide o016 . 220
P — — CSKPR/L
@ Through boring V4 Steel 020 o32 D039

Insert : SPOO (without hole)

D008 www.tungaloy.com




Grade

Positive double side
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Z Z
lm lm
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c Z 2 Min. bore diameter DMIN (mm) b h)
. ) N = ) = a0e »
Style Designation & Application 8 2 Material i 0 10 20 30 40 50 9 =
SWLXR/L 12 @22 =
Boring & internal facing V4 Steel v/ ° - D028 %
Insert : WXGU Carbide e12- 222 <
o
'_
— . SDXXR/L -
15.5 Steel o13 024 =
Boring & internal profiling ee - D035
Insert : DXGU Carbide ¢13-¢24 o
C
SDZXR/L 14 0 =
Back boring Steel ? -ﬂ 0 D085 g
Insert : DXGU Carbide 018 022 =
(o)
c
>
o)
o
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°
L
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S
o
=
=
8
5
(@]
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k=
=
E
©
c
L

Drilling tool

User's Guide Tooling System

Index
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Internal Toolholder - Quick Guide

Negative type

Lever lock

Designation & Application

PTUNR/L
Boring

Insert : TNOO

PTFNR/L
Boring
Insert : TNOO

PSKNR/L
Through boring

Insert : SNOIO

PDUNR/L
Boring & internal profiling

Insert : DNOO

PCLNR/L
Boring & internal facing
Insert : CNOO

PWLNR/L
Boring & internal facing

Insert : WNOO

PVUNR/L
Boring & internal profiling

Insert : V/YNOO

PDZNR/L
Back boring
Insert : DNOO

D010 www.tungaloy.com

1SO Insert

isoEfuanN

@
k=
.
i
S K
U,
% Min. bore diameter DMIN (mm) b
i age
Material M £ 20 30 40 50 60 70 @9
Steel |7 (G200 D061 -
Reinforced _ 263 D063
D045
Stee ‘ oo Iees 594
Steel ‘ @40 63 D040
sieol [PNIN oo e o
Reinforced 040 ee3 D057
Steel > AR e63  po2t
D023-
Reinforced 020 263 D025
D029
Steel (G200 D031
D032
D072
Steel 037 050 D073
Steel @400 263 D087




Negative type

m
k=
z
i v
2 2 2
Double clamp ?g i.l.l Z
£ 0 g Min. bore diameter DMIN (mm) b
: : L anti ; age
Style Designation & Application 8 m Material N 20 30 40 50 60 70
—— - ATFNR/L 5
Boring Steel v 032 40 D047 3
Insert : TNOIO %
'—
e — ASKNR/L £
Boring Steel 032 040 D041
Insert : SNOO
e ADUNR/L
A Boring & internal profiling Steel 232 _ 263 ggg;
Insert : DNOO
fffffffff ACLNR/L
Boring & internal facing Steel 032 o83 ngg
Insert : CNOO, GNOO
————————— AWLNR/L D030
Boring & internal facing Steel @32 o683 D032
Insert : WNOO
———— T AVUNR/L
25 Boring & internal profiling Steel 240 50 D074
Insert : VNOO
Screw-on £ 5 5
‘_":’ 5 5 Min. bore diameter DMIN (mm) b
. . o ; age
Style Designation & Application 8 F Material E 40 50 60 70 80 90

777777777 = S-TLANR/L
@ Boring & internal facing /| steel 4 @53 e85 D091

Insert : LNMXOO

Tungaloy Do11




SOREMEISTER

Unique anti-vibration mechanism in the tool body
reduces vibration during deep hole boring with
long overhangs of up to L/D =10

M Vibration Dampening Mechanism

When cutting forces create vibration on boring bar set up with long overhangs, the bar’s
dampening mechanism counters the tool’'s motion and cancels the vibration.

The dampening mechanism consists of a weight supported by spring elements.

The vibrations die out quickly eliminating noise and chatter marks.

- Tool vibrations with and without

vibration damper
Springs 0.6

- Concept image of dampening

IL, —— w/ o damper

= 04

f% 02 ““.H‘ —— w/ damper

C

[0]

§ 0.0 MMMJ\MKMAMAAVAVAVAVAVAVMA

g o T

@2

O 4 “ ' ' ' [T

-0.6 HN
0 | | | |
0 0.2 0.4 0.6 0.8 1.0

Springs Time (sec.)

I Standard Lineup

BoreMeister is comprised of the anti-vibration bar and interchangeable boring head,
featuring serrated interfaces for high precision indexing. They are connected by
screws, allowing the fitting of a wide range of cutting heads for great flexibility.

- Minimum bore diameter : @20 mm

Anti-vibration bar

Boring head

Serration

Reference pages: D014 - D015, D026 - D027, D048 - D049, D052 - D053, D066 - D067, D070 - D071

D012 www.tungaloy.com




STREAMIETBAR

Engineered for tool strength and
optimal chip evacuation

Il Tool body of special alloy steel, designed to reduce chatter !

Competitor STREAMUETBAR
B Minimum bore diameter from 4.5 mm

[l Steel and carbide shank available
B New pocket design for excellent chip evacuation

Cutting performance
The excellent chip evacuation minimizes tool failure caused by recutting chips and poor chip control.

Damage to the work surface from chips is also eliminated.
STREAMIETBAR | |Competitor

Direction of chip evacuation

cuation

Chip packing is likely to occur.

Combination of the well designed chip pocket and
coolant flow helps chips to effectively evacuate.

Reference pages: D016 - D020, D023 - D024, D031 - D034, D036 - D040, D042 - D044, D046,
D050 - D051, D055 - D056, D058 - D060, D062 - D065, D068 - D069, D073,

D075, D077 - D083, D086 - D090

Int. Toolholder

Tungaloy D013




BSBOREMEISTER

S-SCLCR/L-H
Screw-on exchangeable boring head, for positive 80° rhombic inserts

@

Cutting edge style L Right hand (R) shown.
Designation DMIN DCON WF LF Shank Insert
S16-SCLCR/L06-H 20 16 11 20 D/G16 CC*0602...

L E S20-SCLCR/L09-H 25 20 13 20 D/G20 CC*09T3...
S25-SCLCR/L09-H 32 25 17 22 D25 CC*09T3...
S32-SCLCR/L09-H 40 32 22 32 D32 CC*09T83...
S40-SCLCR/L12T-H 50 40 27 38 D40, D50, D60 CC*1204...

Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).

SPARE PARTS @ %’g @ &

Designation Clamping screw Wrench Shim Shim screw
S$16-SCLCR/L06-H SR14-548 T-7/5 = =
S20-SCLCR/L09-H SR16-236 T-15/5 - -
$25-SCLCR/L09-H SR16-236 T-15/5 = =
S§32-SCLCR/L09-H SR16-236 T-15/5 = =
S40-SCLCR/L12T-H SR16-212 T-20/5 TCC4-2 SRTC-4

I INSERT SELECTION

. Application Zﬁ:;qsllr?; Finishing mc’a:g:Lsnngttt‘i)ng Medium cutting M Application Zﬁ:ﬁfg Finishing m:g;ﬁ:";ﬂé?n g Medium cutting
Grade NS9530 NS9530 T9215 T9215 Grade GH330 AH725 AH630 T6130
ot PSS PS PM W"*/ PSF PSS PM
Breaker Breaker [ 1
-
Cutting conditions B018 Cutting conditions B020
. Py meF:jr::]sﬂt_\:r;lgj t';?ng . Application Zﬁg;ﬁfg Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM T-DIA withrake T-D]A AL
Breaker Breaker
Shape Shape O \. > @
Cutting conditions B022 Cutting conditions B024
I T Finishing to N Precision S
. Application Finishing medium cutting . Application finishing Finishing
Grade AH8015 AH8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Breaker Breaker g~ o  ~ -
Shape Shape ’ @
Cutting conditions B026 Cutting conditions B028

Reference pages: S-SCLCR/L-H: Insert — B109 -, CBN — B180, PCD — B194 -

D014 www.tungaloy.com




BSOREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

DCONMS

“p

g - »1 I - DCONWS
Il e =8k
Q = I av
OAL o 50 & 60 mm Shank
Designation Material DCONWS DCONMS OAL OHX CNT
D16-L156-7D-C Steel 16 16 156.3 92 G1/8
G16-L204-10D-E Carbide 16 16 204.3 140 - S
D20-L200-7D-C Steel 20 20 200.3 120 G1/4 2
G20-1260-10D-E Carbide 20 20 260.3 180 - §
D25-1255-7D-C Steel 25 25 257.5 155 G1/4 £
D25-L330-10D-C Steel 25 25 332.5 230 G1/4
D32-1320-7D-C Steel 32 32 323 192 G3/8
D32-L416-10D-C Steel 32 32 419 288 G3/8
D40-L408-7D-C Steel 40 40 411 248 Gi/2
D40-L528-10D-C Steel 40 40 531 368 Gi/2
D50-L518-7D-C Steel 40 50 523 318 G1/2
D50-L668-10D-C Steel 40 50 673 468 G1/2
D60-1.628-7D-C Steel 40 60 633 388 GB/4
D60-L808-10D-C Steel 40 60 813 568 G3/4
SPARE PARTS @ %ﬁ
Designation Clamping screw Wrench
D16-L..., G16-L... SRM3X10DIN912 HW2.5
D20-L..., G20-L... SRM3.5X10DIN912 HW2.5
D25-L... SRM4X12DIN912 HW3.0
D32-L... SRM5X12DIN912 HW4.0
D40 L D90k SRMBX16DIN912-12.9 HW5.0

Tungaloy D015




STREAMIETBAR

A/E-SCLCR/L

Screw-on boring bar, for positive 80° rhombic inserts

Cutting edge style L

Designation
A04F-SCLCR/L03-D050

AO05F-SCLCR/L03-D060
A06G-SCLCR/L04-D070
A07G-SCLCR/L04-D080
A08H-SCLCR/L06-D100
A10F-SCLCR06-D120
A10K-SCLCR/L06-D120
A12H-SCLCR06-D140
A12M-SCLCR/L06-D140
A12H-SCLCR06-D160
A12M-SCLCR/L06-D160
A16K-SCLCR09-D180
A16Q-SCLCR/L09-D180
A16K-SCLCR09-D200
A16Q-SCLCR/L09-D200
A20R-SCLCR/L09-D220
A25S-SCLCR/L09-D270
E04G-SCLCR/L03-D050
E05G-SCLCR/L03-D060
EO6H-SCLCR/L04-D070
E07H-SCLCR/L04-D080
E08G-SCLCR06-D100
E08K-SCLCR/L06-D100
E10F-SCLCR06-D120
E10H-SCLCR06-D120
E10M-SCLCR/L06-D120
E12G-SCLCR06-D140
E12J-SCLCR06-D140
E12Q-SCLCR/L06-D140
E12G-SCLCR06-D160
E12J-SCLCR06-D160
E12Q-SCLCR/L06-D160
E16H-SCLCR09-D180
E16L-SCLCR09-D180
E16R-SCLCR/L09-D180
E16H-SCLCR09-D200
E16L-SCLCR09-D200
E16R-SCLCR/L09-D200
E20S-SCLCR09-D220
E25T-SCLCR09-D270

Material

Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius

5
6
7
8
10
12
12
14
14
16
16
18
18
20
20
22
27

DMIN DCONMS

25

o N o o &

10
10
12
12
12
12
12
12
16
16
16
16
16
16
20
25

0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.8

DMIN
=
& Ces 1

e LH g

GAMF = LF -2

(&)

aAvPl-= =] 8

WF LF LH H GAMP GAMF RE*

2.5 80 8 3.8 0° -15°
3 80 9 4.8 0° -18°
5 90 11 5.77% 0° -13°
4 90 12 6.75 0° -11°
55 100 16 7.5 0° -13°
6 80 20 9 0° -10°
6 125 20 9 0° -10°
7 100 24 11 0° -8°
7 150 24 11 0° -8°
9 100 24 11 0° -7°
9 150 24 11 0° -7°
9 125 32 15 0° -9°
9 180 32 15 0° -10°
11 125 32 15 0° -9°
11 180 32 15 0° -9°
11 200 32 18 0° -8°
13.5 250 45 23 0° -6°
2.5 90 9 3.8 0° -15°
3 90 10 4.8 0° -13°
3.5 100 12 5.75 0° -13°
4 100 14 6.75 0° -11°
55 90 22 7.5 0° -13°
55 125 22 7.5 0° -13°
6 80 25 9 0° -10°
6 100 25 9 0° -10°
6 150 25 9 0° -10°
7 90 27 11 0° -8°
7 110 27 11 0° -8°
7 180 27 11 0° -8°
9 90 27 11 0° -7°
9 110 27 11 0° _7°
9 180 27 11 0° -7°
9 100 32 15 0° -10°
9 130 32 15 0° -10°
9 200 32 15 0° -10°
11 100 32 15 0° -9°
11 130 32 15 0° -9°
11 200 32 15 0° -9°
11 250 36 18 0° -8°
13.5 300 45 23 0° -6°

Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).

Reference pages: A/E-SCLCR/L: Insert — B109 -, CBN — B180, PCD — B194 -
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0.8

Right hand (R) shown.

Insert

CC*03X1...
CC*™03X1...
CC™04T1...
CC*04T1...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC™09T8...
CC™09T8...
CC*09T3...
CC™09T8...
CC™09T3...
CC*09T8...
CC*™03X1...
CC*™03X1...
CC*04T1...
CC™04T1...
CC™0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*0602...
CC*09T3...
CC*™09T3...
CC*09T3...
CC*™09T3...
CC*™09T8...
CC™09T8...
CC™09T8...
CC™09T3...

Torque*
0.6
0.6
0.6
0.6
1.2
1.2
1.2
1.2

W W wWwwwwow w




SPARE PARTS @ 7/ Q

Designation Clamping screw Wrench
A**-SCLCR/L03-D... CSTA-1.6 T-6F
A*-SCLCR/L04-D... CSTB-2 T-6F
A*-SCLCR/L06-D... CSTB-2.5S T-8F
A*-SCLCR/L09-D... CSTB-4S T-15F
E**-SCLCR/LO03-D... CSTA-1.6 T-6F
E**-SCLCR/L04-D... CSTB-2 T-6F
E**-SCLCR/L06-D... CSTB-2.5S T-8F
E16*-SCLCR/L09-D... CSTB-4L060 T-15F
E2**-SCLCR/L09-D... CSTB-4S T-15F

Int. Toolholder

I INSERT SELECTION

A Precisi Finishing t " 2 ey Precisi Finishing t q .
Application ﬂr:lg:_ﬁ::’g" Finishing meéir;:fmlgﬂtt(i)ng Medium cutting M Application fi;ei:;fif; Finishing me::iri"usmlgtgjtt?ng Medium cutting
Grade NS9530 NS9530 T9215 T9215 Grade GH330 AH725 AH630 T6130
o1 PSS PS PM WH* PSF PSS PM
Breaker : Breaker Qf/‘ / s
Shape Shape R v
i
Cutting conditions B018 Cutting conditions B020
. Application m::ir;:f:\"(‘:gttt?ng . Application Zﬁgﬁ':gn Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
cM T-DIA _ vihekeTDIA AL
Breaker Breaker Y 3 .
Shape Shape O \ ’ @
Cutting conditions B022 Cutting conditions B024
Application Finishin Finishing to Application FicaE Finishing
PP 9 medium cutting finishing
Grade AHB8015 AHB8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Breaker Breaker ( m~ Y «' )
Shape Shape L, 2,
Cutting conditions B026 Cutting conditions B028

Tungaloy D017




T-SCLCR/L

Screw-on boring bar, for positive 80° rhombic inserts (Tsuppari-lchiban)

. . H @ Y
DMIN Reinforced carbide M
B v ©
= LH - L3 |2
LF ;
GAMF ‘ —
, camP =] -8
Cutting edge style L e Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMF GAMP RE* Insert Torque*
T12M-SCLCR/L06 Reinforced 16 = 12 9 150 22 59 11 -10° 0° 0.4 CC*0602... 1.2
L E T16Q-SCLCR/L09 Reinforced 20 - 16 11 180 27 59 15 -10° 0° 0.8 CC*09T3... 3
T20R-SCLCR/L09C Reinforced 25 Rcl1/4 20 13 200 35 49 18 -8° 0° 0.8  CC*™09TS... 3
T25S-SCLCR/L09C Reinforced 32 Rc1/4 25 17 250 40 64 23 -6° 0° 0.8 CC*09T3... 3
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).
SPARE PARTS & /8
Designation Clamping screw Wrench
T12M-SCLCR/L06 CSTB-2.5 T-8F
T16Q-SCLCR/L09 CSTB-4S T-15F
T20R-SCLCR/L09C CSTB-4S T-15F
T25S-SCLCR/L09C CSTB-4S T-15F
I INSERT SELECTION
- Precision T Finishing to . . A Precision SR Finishing to : :
Application finishing Finishing medium cutting Medium cutting M Application finishing Finishing medium cutting Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
Js PS PM 01 Js PS PM
Breaker 0 Breaker >
Shape o ° ‘ Shape @ o ° °
Cutting conditions B018 Cutting conditions B020
. Application m:::lr;lijsnl;iggttt‘i)ng . Application Zﬁgﬁ'&;‘ Finishing Medium cutting
Grade T515 Grade DX120 TH10 KSO05F
CM T-DIA _ wineke W20 AL
Breaker Breaker 3 3 .
Shape Shape s /. @ o
Cutting conditions B022 Cutting conditions B024
. Application ':lrrﬁ(s:;ﬁlr?gn m:jr::;s;:iggttt?n g Application Zﬁgﬁlr?gn Finishing
Grade BX470 AH8005 Grade BXM10 BXM20
T-CBN_ PS T-CBN T-CBN
Breaker f Breaker g~ -} (-~ Y
Shape Shape ». o-
Cutting conditions B026 Cutting conditions B028

Reference pages: T-SCLCR/L: Insert — B109 -, CBN — B180, PCD — B194 -

D018 www.tungaloy.com




STREAMIETBAR

A/E-SCLPR/L

Screw-on boring bar, for positive 80° rhombic inserts

DMIN H @
/
]

|
CUtting edge Style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert  Torque*

A08H-SCLPR/L06-D100 Steel 10 8 5.5 100 16 7.5 5° -8° 0.4 CP**0602... 1.2
A10K-SCLPR/L06-D120 Steel 12 10 6 125 20 9 5° -5° 0.4 CP**0602... 1.2 S
A10K-SCLPR/L08-D120 Steel 12 10 6 125 20 9 & -5° 0.4 CP**0802... 1.4 E
A12M-SCLPR/L06-D140 Steel 14 12 7 150 24 11 5° -4° 0.4 CP**0602... 1.2 §
A12M-SCLPR/L08-D140 Steel 14 12 7 150 24 11 5° -4° 0.4 CP*0802... 1.4 g
A12M-SCLPR/L08-D160 Steel 16 12 9 150 24 11 5° -3° 0.4 CP**0802... 1.4
A16Q-SCLPR/L09-D180 Steel 18 16 9 180 32 15 58 -3.5° 0.8 CP**0908... 3
A16Q-SCLPR/L09-D200 Steel 20 16 11 180 32 15 5° -3° 0.8 CP**0908... 3
A20R-SCLPR/L09-D220 Steel 22 20 11 200 36 18 5° -2° 0.8 CP*0908... 3
A25S-SCLPR/L09-D270 Steel 27 25 13.5 250 45 23 5° -1° 0.8 CP**0903... 3
EO8K-SCLPR/L06-D100 Carbide 10 8 515) 125 22 7.5 58 -8° 0.4 CP**0602... 1.2
E10M-SCLPR/L06-D120 Carbide 12 10 6 150 25 9 5° -5° 0.4 CP**0602... 1.2
E10H-SCLPR08-D120 Carbide 12 10 6 100 25 9 5° -5° 0.4 CP*0802... 1.4
E10M-SCLPR/L08-D120 Carbide 12 10 6 150 25 9 5° -5° 0.4 CP*0802... 1.4
E12Q-SCLPR/L06-D140 Carbide 14 12 7 180 27 11 58 -4° 0.4 CP**0602... 1.2
E12G-SCLPR08-D140 Carbide 14 12 7 90 27 11 5° -4° 0.4 CP**0802... 1.4
E12J-SCLPR08-D140 Carbide 14 12 7 110 27 11 5° -4° 0.4 CP*0802... 1.4
E12Q-SCLPR/L08-D140 Carbide 14 12 7 180 27 11 5° -4° 0.4 CP**0802... 1.4
E12G-SCLPR08-D160 Carbide 16 12 9 90 27 11 & -3° 0.4 CP*0802... 1.4
E12J-SCLPR08-D160 Carbide 16 12 9 110 27 11 5° -3° 0.4 CP**0802... 1.4
E12Q-SCLPR/L08-D160 Carbide 16 12 9 180 27 11 5° -3° 0.4 CP*0802... 1.4
E16H-SCLPR09-D180 Carbide 18 16 9 100 32 15 5° -3.5° 0.8 CP*0908... 3
E16L-SCLPR09-D180 Carbide 18 16 9 130 32 15 &7 -3.5° 0.8 CP*0908... 3
E16R-SCLPL09-D180 Carbide 18 16 9 200 32 15 5° -3.5° 0.8 CP**0908... 3
E16H-SCLPR09-D200 Carbide 20 16 11 100 32 15 5° -3° 0.8 CP**0908... 3
E16L-SCLPR09-D200 Carbide 20 16 11 130 32 15 5° -3° 0.8 CP**0903... 3
E16R-SCLPL09-D200 Carbide 20 16 11 200 32 15 & -3° 0.8 CP**09083... 3

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (SCLPR**) with left-hand inserts (L); and left-hand toolholders (SCLPL**) with right-hand inserts (R).

SPARE PARTS @ %ﬁ

Designation Clamping screw Wrench
A*-SCLPR/L06-D... CSTB-2.58 T-8F
A10K-SCLPR/L08-D120 CSTB-3L042 T-9F
A12M-SCLPR/L08-D... CSTB-3L050 T-9F
A*-SCLPR/L09-D... CSTB-4L060 T-15F
E**-SCLPR/L06-D... CSTB-2.58 T-8F
E10*-SCLPR/L08-D... CSTB-3L042 T-9F
E12*-SCLPR/L08-D... CSTB-3L050 T-9F
E16*-SCLPR/L09-D... CSTB-4L060 T-15F

I INSERT SELECTION

L Finishing to q g - Finishing to A q N Finishing to
Application F i cutting Medium cutting M Application L it cutting Medium cutting Application L cutting
Grade T9215 T9215 Grade T9215 T9215 Grade T515
PS PS PM CM
Breaker Breaker Breaker
Shape Shape Shape
Cutting conditions B018 Cutting conditions B020 Cutting conditions B022

Reference pages: A/E-SCLPR/L: Insert = B116 -
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T-SCLPR/L

Screw-on boring bar, for positive 80° rhombic inserts (Tsuppari-lchiban)

Cutting edge style L

Designation Material
T12M-SCLPR08-D14 Reinforced

L E T12M-SCLPR/L08 Reinforced
T16Q-SCLPR09-D18 Reinforced
T16Q-SCLPR/L09 Reinforced
T20R-SCLPR09C-D22 Reinforced
T20R-SCLPR/L09 Reinforced
T25S-SCLPR09C-D27 Reinforced
T25S-SCLPR/L09 Reinforced

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

Reinforced carbide

0w far = -— _

- P - o

GAMEAMP{‘ =1 18

— [a)

DMIN CNT DCONVS WF LF LH L3 H GAMFGAMP RE*

14 - 12 7 150 22 59 11 -4° & 0.4
16 - 12 9 150 25 59 11 -3° 5° 0.4
18 - 16 9 180 27 59 15 -3.5° 5 0.8
20 - 16 11 180 30 59 15 -4° 5° 0.8
22 Rci1/4 20 11 200 85 49 18 -2° 58 0.8
25 - 20 13 200 35 49 18 -2° 5° 0.8
27 Rc1/4 25 13.5 250 40 64 23 -1° 5 0.8
32 - 25 17 250 40 64 23 0° 5° 0.8

Note: Use right-hand toolholders (SCLPR**) with left-hand inserts (L); and left-hand toolholders (SCLPL**) with right-hand inserts (R).

&

Clamping screw

SPARE PARTS

Designation

T12M-SCLPR/LOS... CSTB-3L050
T16Q-SCLPR09-D18 CSTB-4L060
T16Q-SCLPR/L09 CSTB-4S
T20R-SCLPR09C-D22 CSTB-4L060
T20R-SCLPR/L09 CSTB-4S
T25S-SCLPR09C-D27 CSTB-4L060
T25S-SCLPR/L09 CSTB-4S

I INSERT SELECTION

Pl

Wrench
T-9F
T-15F
T-15F
T-15F
T-15F
T-15F
T-15F

Application Finishing m::ir::.usnﬁlgﬂttt?n 9 Medium cutting M Application Finishing ms;?{fn':igﬂttt?n g Medium cutting
Grade NS9530 T9215 T9215 Grade AH725 AH630 T6130
PSS PS PM PSF PSS PM
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
Application ~_Finishing to Application Finishin
PP medium cutting PP 9
Grade T515 Grade DX140
CM T-DIA
Breaker Breaker >
Shape Shape O
Cutting conditions B022 Cutting conditions B024
Application Finishing mgciirilzjs;igﬂttt?n g
Grade AH8015 AH8015
PSS PS
Breaker
Shape
Cutting conditions B026

Reference pages: T-SCLPR/L: Insert — B116 -

D020 www.tungaloy.com

{% @

Right hand (R) shown.

Insert
CP**0802...

CP**0802...
CP**0908... 3
CP*0908... 3
CP**0908... 3
CP**0908... 3

3

3

Torque*
1.4

CP**0908...
CP*0903...




Cc O
IsSoETURN
A-PCLNR/L-Eco
Lever-lock boring bar, for negative 80° rhombic inserts

: ®
®

-t

LF

DCONMS

Right hand (R) shown.

Cutting edge style L

Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16M-PCLNR/L0904-D200 Steel 20 16 11 150 32 15 8 -6° -16° 0.8 CN**0904... 1.7
A20Q-PCLNR/L0904-D250 Steel 25 20 13 180 36 18 3 -6° -12° 0.8 CN*0904... 1.7

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
&
5 & = &
o &

Int. Toolholder

SPARE PARTS

. . . Oil supply Screw
Designation Clamping screw Wrench Lever attachment* oir el e
A16M-PCLNR/L0904-D200 LCS33 P-2F LCL33N = SSHM3-4
A20Q-PCLNR/L0904-D250 LCS33 P-2F LCL33N EA-20 SSHM3-4
*Optional
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™ )
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
. Application  Medium cutting . Application  Medium cutting
Grade T515 Grade AH8015
™ ™
Breaker Breaker
Shape Shape

Cutting conditions B022 Cutting conditions B026

Reference pages: A-PCLNR/L-Eco: Insert = B054 -
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IsoETuRN

A-ACLNR/L-Eco

Double-clamp boring bar, for negative 80° rhombic inserts

95:/1

7 —
«95°
Cutting edge style L

Designation Material
A25R-ACLNR/L0904-D320 Steel
L E A32S-ACLNR/L0904-D400 Steel

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

DMIN

DMIN DCONMS WF LF LH H
32 25 17 200 45 23
40 32 22 250 50 30

SPARE PARTS e (& § /
Designation Clamp Clamp screw Spring Spring pin
A**-ACLNR/L0904... ACP3S-E ACS-5W BP-7 SP-2.5
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120
TSF ™ SS

Breaker
Shape
Cutting conditions B018
. Application  Medium cutting
Grade T515

™
Breaker
Shape

Cutting conditions B022

Breaker a4 - D

Shape ﬁv

Cutting conditions B020
. Application  Medium cutting
Grade AH8015
™
Breaker
Shape

Cutting conditions B026

Reference pages: A-ACLNR/L-Eco:

Insert — B054 -

D022 www.tungaloy.com

g
LF =
Q
| O
| A
Right hand (R) shown.
f2 GAMP GAMF RE** Insert Torque*
4.5 -13° 0.8 CN**0904... 3
6 -10° 0.8 CN**0904... 3

[©]

Shim
ASC322

&

Shim screw
CSTB-3.5 T-15F

P

Wrench




STREAMIETBAR

A-PCLNR/L
Lever-lock boring bar, for negative 80° rhombic inserts

LF .
H
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A16M-PCLNR/L09-D200 Steel 20 16 11 150 32 15 3 -6° -14° 0.8 CN*0903... 1.7
A20Q-PCLNR/L09-D250 Steel 25 20 13 180 36 18 3 -6° -12° 0.8 CN*0903... 1.7 g
A25R-PCLNR/L09-D320 Steel 32 25 17 200 45 23 4.5 -6° -11° 0.8 CN**0908... 1.7 §
A25R-PCLNR/L12-D320 Steel 32 25 17 200 45 23 45 -6° -13° 0.8  CN*™1204... 2.7 §
A32S-PCLNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -11° 0.8 CN*1204... 4.8 g
A40T-PCLNR/L12-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 CN*1204... 4.8
A50U-PCLNR/L12-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8 CN**1204... 4.8

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (PCLNR**) with left-hand inserts (L); and left-hand toolholders (PCLNL**) with right-hand inserts (R).

SPARE PARTS E @& @@ y ( @ & @ &

Designation i Clamping Clampmg Wrench 1 Wrench 2 Spring pin Lever SIETRE

Screw

screw 1 screw 2 attachment* for oil hole*

A**-PCLNR/L09-D**0 - LCS22A - P-2F - - LCL32N EA-25 SSHM5-6

A25R-PCLNR/L12-D320 - LCS43 - - P-2.5 - LCL43N EA-32 SSHM5-6
A32S-PCLNR12-D400 LSC42BR - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM5-6
A32S-PCLNL12-D400 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6

A40T-PCLNR12-D500 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6

A40T-PCLNL12-D500 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6

A50U-PCLNR12-D630 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNL12-D630 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6

*Optional

I INSERT SELECTION

Application ';’;g;ﬁ'l:’; Finishing  Medium cutting MU to ;“"V M Avplication Finishing  Medium cutting Me"“(‘:[‘j’n‘iﬁ;ea"y
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF . TH
Breaker - Breaker
Shape Shape
Cutting conditions B006 Cutting conditions B008
Application Finishin Medium cuttin itz i zvig Application RIECISION Finishin Medium cuttin
PP 9 9 cutting PP finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA vithrake T_DIA P
Breaker Breaker
e € = PO S
Cutting conditions B010 Cutting conditions B012
. Application Zﬁiﬁfg Finishing  Medium cutting H  Avpiication ':I':I‘s’;ﬁ':; Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker . .
Shape v @ @ Shape | Ny f | f
Cutting conditions B0O14 Cutting conditions B016

Reference pages: A-PCLNR/L: Insert = B054 -, CBN — B170 -, PCD — B192 -
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T-PCLNR

Lever-lock boring bar, for negative 80° rhombic inserts (Tsuppari-lchiban)

o M T

DMIN Reinforced carbide

TR
=

-

|

GAMF

95°

'
GAMP% =

DCONM|

Cutting edge style L

Designation Material DMIN CNT DCONMS WF LF LH L3
T16Q-PCLNRO9 Reinforced 20 = 16 11 180 27 59 1S
T20R-PCLNR09C Reinforced 25 Rc1/4 20 13 200 35 49 18
T25S-PCLNR09C Reinforced 32 Rc1/4 25 17 250 40 64 23
T32U-PCLNR12C Reinforced 40 Rc1/2 32 22 350 50 103 30
T40V-PCLNR12C Reinforced 50 Rc1/2 40 27 400 655) 88 37
T50W-PCLNR12C Reinforced 63 Rc1/2 50 35 450 65 63 47

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

-] b {

Wrench 1 Wrench 2

Clamping screw 2

SPARE PARTS

Designation Clamping screw 1

5"
-6°
-6°
-6°
-6°
-6°

H GAMP GAMF RE*

-14° 0.8
-12° 0.8
-11° 0.8
-11° 0.8
-10° 0.8
-8° 0.8

Spring pin

i

Right hand (R) shown.

Insert  Torque*
CN*0903... 1.7
CN*0903... 1.7
CN**0903... 1.7
CN**1204... 4.8
CN*1204... 4.8
CN*1204... 4.8

e

T**-PCLNRO9... - LCS22A - P-2F - - LCL32N
T**-PCLNR12C LSC42BR - LCS4 - P-3 LSP4 LCL4
S-PCLNR/L
Lever-lock boring bar, for negative 80° rhombic inserts
w H
s alc
Z m
[0]® /] \ =
—
LA LF 2
GAMF y - o)
=7 O
_ GAMP (—&=] -]
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMP GAMF RE* Insert Torque*
S16M-PCLNR/L09 Steel 20 16 11 150 30 15 15.5 -6° -14° 0.8 CN*0903... 1.7
$20Q-PCLNR/L09 Steel 25 20 13 180 35 18 19 -6° -12° 0.8 CN*0903... 1.7
S25R-PCLNR/L09 Steel 32 25 17 200 40 23 24 -6° -11° 0.8 CN*0903... 1.7
$32S-PCLNR/L12 Steel 40 32 22 250 50 30 29.5 -6° -11° 0.8 CN**1204... 48
S40T-PCLNR/L12 Steel 50 40 27 300 55 37 37.5 -6° -10° 0.8 CN*1204... 4.8
S50U-PCLNR/L12 Steel 63 50 35 350 65 47 47.5 -6° -8° 0.8 CN**1204... 4.8

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

B & L > <

Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2

SPARE PARTS

Designation

$**-PCLNR/L09 - LCS22A = P-oF .
$32S-PCLNR/L12 LSC42BR/L - LCs4 = P-3
S40T-PCLNR/L12 LSC42BR/L - LCs4 - P-3
S50U-PCLNR/L12 LSC42BR/L - LCs4 - P-3

Spring pin

Reference pages: T-PCLNR, S-PCLNR/L: Insert = B054 -, CBN — B170 -, PCD — B192 -

D024 www.tungaloy.com
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LCL32N
LCL4
LCL4
LCL4




TURNINGA

A-ACLNR/L

Double-clamp boring bar, for negative 80°

Cutting edge style L

rhombic inserts

LF

Right hand (R) shown.

Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-ACLNR/L12-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 CN*1204... 3
A32S-ACLNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 CN**1204... 3 g
A40T-ACLNR/L12-D500 Steel 50 40 27 300 55 37 7 -6° -8° 0.8 CN*1204... 3 o
A50U-ACLNR12-D630 Steel 63 50 35 350 65 47 10 -6° -7° 0.8 CN*1204... 3 S

*Torque: Recommended clamping torque (N-m) £
**RE: Standard corner radius -
SPARE PARTS & (& § & %&
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A*-ACLNR/L12-D... ACP4S ACS-5W BP-7 SP-2.5 ASC422 CSTB-3.5 T-15F

TUNG TLET

C-PCLNL-CHP

Lever-lock boring bar with TungCap connection, with 95° approach angle, for negative 80° rhombic

inserts, with high pressure coolant capability
952 DMIN o 2 "
AP ” )
° 7 = =
Y/ 8 °
l ° AN a L @
95° *& Y ‘ N LB
>
- LF
Cutting edge style L - = Left hand (L) shown.
Designation DMIN DCONMS BD LF LB WF f2 RE* Insert
C6PCLNL17100-12-CHP 32 63 25 100 67.5 17 4.5 0.8 CN*1204...
Applicable for 14 MPa coolant
**RE: Standard corner radius P
- ¢ B
SPARE PARTS &
Designation Clamping screw Coolant unit Wrench Lever
C6PCLNL17100-12-CHP LCS43 S-CU-CHP P-2.5F LCL43N
I INSERT SELECTION
. Application F;Irrﬁg;_ﬁﬁ'gn Finishing Medium cutting Medigrl:lnti?‘;eavy M Application Finishing Medium cutting Medilé:‘lﬁtig;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF ; SM
Breaker 7 \/é| o Breaker p ,’(31 S &", 3
Shape & M Shape &,\’ i 3 N
- ‘Qﬁ p R
Cutting conditions B006 Cutting conditions B008
. Application Finishing Medium cutting MedizTﬂti?]; eavy . Application Ff,::‘s:ﬁl:gn Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA vith rake T_-DIA P
Breaker Breaker
< <@ = QPN O
Cutting conditions B010 Cutting conditions B012
— Precision - ang q g e Precision A pnn
. Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker
Shape O @ @ Shape L’;» .ff L’;» .ff
Cutting conditions B014 Cutting conditions B0O16

Reference pages: A-ACLNR/L, C-PCLNL-CHP

: Insert — B054 -, CBN — B170 -, PCD — B192 -

Tungaloy D025




L

BOREMEISTER

S-SVLCR/L-H

Screw-on exchangeable boring head, for positive 35° rhombic inserts

95° vy ) %
A 50 A 8
L
= ® y
! LF
Cutting edge style L
Designation DMIN DCON WF LF Shank
$32-SVLCR/L16T-H 40 32 22 32 D32
S40-SVLCR/L16T-H 50 40 27 32 D40, D50, D60

Note: Use right-hand toolholders (SVLCR**) with left-hand inserts (L); and left-hand toolholders (SVLCL**) with right-hand inserts (R).

SPARE PARTS & %’S @ &

Designation Clamping screw Wrench Shim Shim screw
S32-SVLCR/L16T-H SR16-236P T-15/5 TVC 3-1P SRTC-3P
S40-SVLCR/L16T-H SR16-236P T-15/5 TVC 3-1P SRTC-3P

I INSERT SELECTION

. Application Finishing m:tl:lr;:fr:"(l:ugjttt?ng M Application Finishing m::ir;:lsrzlgﬂt::?ng Medium cutting
Grade NS9530 T9215 Grade AH725 AH630 T6130
PSS PS PSF PSS PM
Breaker Breaker o
e D e D S N
Cutting conditions B018 Cutting conditions B020
L Finishing to o Precision L . )
. Application 1 cqium cutting . Application finishing Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM T-DIA withrake T-D]A AL
Breaker Breaker ol =
Shape ‘ Shape @ \G—n @
Cutting conditions B022 Cutting conditions B024
] - Finishing to - Precision T
. Application Finishing medium cutting Application finishing Finishing
Grade AH8015 AH8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Breaker Breaker
e S D T o a®
Cutting conditions B026 Cutting conditions B028

Reference pages: S-SVLCR/L-H: Insert — B153 -, CBN — B190, PCD — B194 -

D026 www.tungaloy.com

@

Right hand (R) shown.

Insert
VC**1604...
VC**1604...




SBOREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

Designation

D16-L156-7D-C
G16-L204-10D-E
D20-L200-7D-C
G20-L260-10D-E
D25-1255-7D-C
D25-1330-10D-C
D32-1L.320-7D-C
D32-L416-10D-C
D40-L408-7D-C
D40-L528-10D-C
D50-L518-7D-C
D50-L668-10D-C
D60-L628-7D-C
D60-L808-10D-C

SPARE PARTS

Designation

D16-L..., G16-L...
D20-L..., G20-L...

D25-L...
D32-L...

D40-L..., D50-L...

D60-L...

. OHX

%)A o . I =

2 s 5t 5

Q) o | a
- OAL

Material DCONWS DCONMS OAL
Steel 16 16 156.3
Carbide 16 16 204.3
Steel 20 20 200.3
Carbide 20 20 260.3
Steel 25 25 257.5
Steel 25 25 3325
Steel 32 32 323
Steel 32 32 419
Steel 40 40 411
Steel 40 40 531
Steel 40 50 523
Steel 40 50 673
Steel 40 60 633
Steel 40 60 813
Clamping screw Wrench

SRM3X10DIN912 HW2.5

SRM3.5X10DIN912 HW2.5

SRM4X12DIN912 HW3.0

SRM5X12DIN912 HW4.0

SRM6X16DIN912-12.9 HWS5.0

DCONMS

DCONWS

@

50 & 60 mm Shank

OHX
92
140
120
180
155
230
192
288
248
368
318
468
388
568

CNT
G1/8

G1/4

Int. Toolholder

G1/4
G1/4
G3/8
G3/8
G172
G172
G1/2
G1/2
G3/4
G3/4

Tungaloy D027



MINIFTURN

A/E-SWLXR/L

Screw-on boring bar, for WXGU inserts

Cutting edge style L

Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE**
A10K-SWLXR/L04-D120 Steel 12 10 6 125 20 9 -10° -16° 0.4
L E A12M-SWLXR/L04-D140 Steel 14 12 7 150 24 11 -10° -14° 0.4
A16Q-SWLXR/L04-D180 Steel 18 16 9 180 32 15 -10° -11° 0.4
A20R-SWLXR/L04-D220 Steel 22 20 1 200 36 18 -10° -10° 0.4
E10M-SWLXR/L04-D120 Carbide 12 10 6 150 25 9 -10° -16° 0.4
E12Q-SWLXR/L04-D140 Carbide 14 12 7 180 27 11 -10° -14° 0.4
E16R-SWLXR/L04-D180 Carbide 18 16 9 200 32 15 -10° -11° 0.4
E20S-SWLXR/L04-D220 Carbide 22 20 11 250 36 18 -10° -10° 0.4

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R)

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A/E**-SWLXR/L... SR34-514 T-7F

I INSERT SELECTION

Application Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 AH725 Grade AHB8015 AHB8015
SS TS SS TS
Breaker Breaker
Shape Shape
Cutting conditions D095 Cutting conditions D095
. Application Finishing Medium cutting Application Finishing Medium cutting
Grade NS9530 AH725 Grade KSO05F KSO05F
SS TS Ss o TS A
Breaker Breaker g Q
Shape Shape g @
Cutting conditions D095 Cutting conditions D095

Reference pages: A/E-SWLXR/L: Insert — B158 -
Standard cutting conditions — D095

D028 www.tungaloy.com

DCONMS

Right hand (R) shown.

Insert Torque*
WXGUO0403*L/R... 0.9
WXGUO0403**L/R... 0.9
WXGUO0403*L/R... 0.9
WXGUO0403*L/R... 0.9
WXGUO0403*L/R... 0.9
WXGUO0403**L/R... 0.9
WXGUO0403*L/R... 0.9
WXGUO0403*L/R... 0.9




IsoETuRN

A-PWLNR/L-Eco

Lever-lock boring bar, for negative 80° trigon inserts

@

(%)
LF =
~Z
o]
ke
. o
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16M-PWLNR/L0604-D200 Steel 20 16 11 150 32 15 3 -8° -17° 0.8  WN*0604.. 1.7
A20Q-PWLNR/L0604-D250 Steel 25 20 13 180 36 18 3 -6° -14° 0.8  WN*0604.. 1.7

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
A
S
R

Y B

SPARE PARTS
. f ; Oil supply
Designation Clamping screw Wrench Lever e
A16M-PWLNR/L0604-D200 LCS33 P-2F LCL33N -
A20Q-PWLNR/L0604-D250 LCS33 P-2F LCL33N EA-20
*Optional
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™ SS »
Break ® Break ZAS
reaker reaker o
Shape Shape / /‘;.L \'
—
Cutting conditions B006 Cutting conditions B008
. Application  Medium cutting
Grade T515
™
Breaker
Shape
Cutting conditions B0O10

Reference pages: A-PWLNR/L-Eco: Insert — B099 -

Int. Toolholder

&

Screw
for oil hole*

SSHM3-4
SSHM3-4

Tungaloy D029




L B

IsoETuRN

A-AWLNR/L-Eco

Double-clamp boring bar, for negative 80° trigon inserts

95'0/1

s @

2
S | LF =
4/ 95° Q
] O
. e
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A25R-AWLNR/L0604-D320 Steel 32 25 17 200 45 23 4.5 -13° 0.8  WN*0604.. 3
A32S-AWLNR/L0604-D400 Steel 40 32 22 250 50 30 6 -10° 0.8  WN*™0604... 3

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

SPARE PARTS &
Designation Clamp Clamp screw Spring Spring pin
A*™-AWLNR/L... ACP3S-E ACS-5W BP-7 SP-2.5

I INSERT SELECTION

Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™
Breaker Breaker \
Shape Shape 2
Cutting conditions B006 Cutting conditions B008
. Application  Medium cutting
Grade T515

™
Breaker
Shape

Cutting conditions B010

Reference pages: A-AWLNR/L-Eco: Insert — B099 -

D030 www.tungaloy.com

&S & J & A

Shim
ASW322

Shim screw Wrench
CSTB-3.5 T-15F




STREAMIETBAR

A-PWLNR/L
Lever-lock boring bar, for negative 80° trigon inserts

s @
= S
[%)
GAMF <l F . %
GAMP‘E%‘M H 8
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16M-PWLNR/L06-D200 Steel 20 16 11 150 32 15 3 -8° -17° 0.8 WN**0604... 1.7
A20Q-PWLNR/L06-D250 Steel 25 20 13 180 36 18 3 -6° -14° 0.8 WN**0604... 1.7 g
A25R-PWLNR/L06-D320 Steel 32 25 17 200 45 23 4.5 -6° -12° 0.8 WN*0604... 2.7 §
A32S-PWLNR/L06-D400 Steel 40 32 22 250 50 30 6 -6°  -11° 0.8  WN“0604.. 2.7 §
A25R-PWLNR/L08-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 WN**0804... 2.7 g
A32S-PWLNR/L08-D400 Steel 40 32 22 250 50 30 6 -6° -11° 0.8 WN**0804... 4.8
A40T-PWLNR/L08-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 WN*0804... 4.8

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Note: Use right-hand toolholders (PWLNR**) with left-hand inserts (L); and left-hand toolholders (PWLNL**) with right-hand inserts (R).

SPARE PARTS & y ( @ & @ &

Designation ggﬁgwqg 2?2\7)”29 Wrench 1 Wrench 2 Spring pin Lever aggsﬁrﬁgm* Scrivglggr @l
A16M-PWLNR/L06-D200 = LCS33 = P-2F = = LCL33N = SSHM3-4
A20Q-PWLNR/L06-D250 = LCS33 = P-2F = = LCL33N EA-20 SSHM3-4
A25R-PWLNR/L06-D320 LSW312BR/L - LCS3B - P-2.5 LSP3 LCL3 EA-25 SSHM4-5
A32S-PWLNR/L06-D400 LSW312BR/L = LCS3 = R=25 LSP3 LCL3 EA-32 SSHM4-5
A25R-PWLNR/L08-D320 = LCS43 = = P25 = LCL43N EA-25 SSHM4-5
A32S-PWLNR/L08-D400  LSWA42BR/L = LCS4 = P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PWLNR/L08-D500  LSWA42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM4-5

*Optional

Il INSERT SELECTION

Application ';’;g;ﬁ'l:’; Finishing  Medium cutting MU to ;“"V M Avplication Finishing  Medium cutting Me"“(‘:'l?n‘iz;ea"y
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF ™ TH SH
Breaker Breaker A \
Shape A Shape y: { ’ )
Cutting conditions B006 Cutting conditions B008
. Application Finishing Medium cutting Med“éTnti?‘; cavy . Application Zﬁ:ﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade BX480 AH8005 AH8005
All-rou All-roun All-roun T-CBN _ HRF HRM
Breaker Breaker
Cutting conditions B010 Cutting conditions B014
H Application erz:;'ﬁ:'?gn Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker y
Shape % / %
Cutting conditions B016

Reference pages: A-PWLNR/L: Insert — B099 -, CBN — B179

Tungaloy D031




S-PWLNR/L

Lever-lock boring bar, for negative 80° trigon inserts

DMIN rﬂL
an L. | ‘m[
§i@>¢ 1 ﬂ \ )
e < LH LF J %’
GAMF I ' &
. = — 9
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S16M-PWLNR/L06 Steel 20 16 11 150 30 15 15.5 Tz 0.8 WN*0604...
L E S20Q-PWLNR/L06 Steel 25 20 13 180 35 18 19 -14° 0.8 WN*0604...
S25R-PWLNR/L06 Steel 32 25 17 200 40 23 24 =" 0.8 WN*0604...
J (& R
7 — @ & =

Shim Wrench 1 Wrench Lever

Designation Clamping screw 1 Clamping screw 2 Spring pin

**RE : Standard corner radius

S**-PWLNR/L06 _ LCS33 ~ P-2F _ _ LCL33N Note: Use right-hand toolholders (R) with
S25R-PWLNR06  LSW312BR - LCS3B - P-2.5 LsP3 LCL3 ieﬂ;:al';d '”Si”s‘ '?r;); _a';‘:' Leﬂ'g_a”d o
S25R-PWLNLO6  LSW312BL . LCS3B - P25 LSP3 LcL3 oolholders (L) with right-hand inserts (R).
A-AWLNR/L
Double-clamp boring bar, for negative 80° trigon inserts
: @
]
1 -
i T
g
LF =
(@]
1O
) =)
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-AWLNR/L06-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 WN**0604... 3
A32S-AWLNR/L06-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 WN**0604... 3
A25R-AWLNR/L08-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 WN**0804... 3
A32S-AWLNR/L08-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 WN**0804... 3
A40T-AWLNR/L08-D500 Steel 50 40 27 300 85 37 7 -6° -8° 0.8 WN**0804... 3
A50U-AWLNR/L08-D630 Steel 63 50 35 350 65 47 10 -6° -7° 0.8 WN**0804... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius f
SPARE PARTS & C& & & /8
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A™*-AWLNR/L06-D... ACP3S ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
A**-AWLNR/L08-D... ACP4S ACS-5W BP-7 SP-2.5 ASW422 CSTB-3.5 T-15F
I INSERT SELECTION
. Application Zﬁg;ﬁ:“’; Finishing Medium cutting Meditér'.rllntizgheavy M Application Finishing Medium cutting Medilérl?tttizgheavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF P ™ TH - SF O SM SH y
Breaker Vi ) Breaker =0 70 7
Shape A ,/‘Q S Shape 4 !\,,&.@\} Pl ” P ,(”\\)
Cutting conditions B006 Cutting conditions B008
. Application Finishing Medium cutting Medigﬂ‘ﬂ‘ig; eavy . Application Zﬁ:ﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade BX480 AH8005 AH8005
All-round All-round All-round T-CBN - HRF HRM
e a = o A 8
ape Shape » .
Cutting conditions B0O10 Cutting conditions B014
H Application Zﬁgﬁfg Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker y Q Q
Shape e R G Reference pages: S-PWLNR/L, A-AWLNR/L:
Cutting conditions B016 Insert — B099 B CBN — B179

D032 www.tungaloy.com




STREAMIETBAR

A/E-SEXPR/L

Screw-on boring bar, for positive 75° rhombic inserts

Cutting edge style X

Designation
A04F-SEXPR/L03-D045
A04F-SEXPR/L03-D050
AO05F-SEXPR/L04-D055
A06G-SEXPR/L04-D070
A08H-SEXPR/L04-D055
AO08H-SEXPR/L04-D070
E04G-SEXPR/L03-D045
E04G-SEXPR/L03-D050
E05G-SEXPR/L04-D055
E06H-SEXPR/L04-D070
E08K-SEXPR/L04-D055
E08K-SEXPR/L04-D070

Material DMIN DCONMS WF

Steel
Steel
Steel
Steel
Steel
Steel
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

4.5
5
5.5
7
5.5
7
4.5
5
5.5
7
5.5
7

e

DMIN

9

GAMF

GAMP7\

LF
4 2.3 80
4 25 80
5 2.75 80
6 3.6 90
8 2.75 100
8 3.6 100
4 2.3 90
4 25 90
5 2.75 90
6 3.6 100
8 2.75 125
8 3.6 125

LH

ih
16
20

10
12
28

H
3.8
3.8
4.8

5.75
7.5
7.5
3.8
3.8
4.8

5.75
7.5
7.5

GAMP GAMF
0° -15°
0° -13°
0° -12°
0° 120
0° 120
0° 120
0° -15°
0° -13°
0° -12°
0° 120
0° 120
0° 120

Note: Use right-hand toolholders (SEXPR**) with left-hand inserts (L); and left-hand toolholders (SEXPL**) with right-hand inserts (R).

SPARE PARTS
Designation Clamping screw Wrench
A*-SEXPR/L03-D... CSTA-1.6 T-6F
A**-SEXPR/L04-D... CSTB-2 T-6F
E**-SEXPR/L03-D... CSTA-1.6 T-6F
E**-SEXPR/L04-D... CSTB-2 T-6F
I INSERT SELECTION
Application Finishing M Application Finishing
Grade SH725 Grade SH725
Js Js
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
- Precision A -
. Application finishing Finishing H Application
Grade DX140 GH110 Grade
T-DIA wos T-
Breaker % Breaker
Shape \\ Shape
Cutting conditions B024 Cutting conditions

&

Pl

Application

Grade

Breaker
Shape

Cutting conditions

Precision
finishing
BX310
CBN

B028

Finishing
SH725

@

B022

Reference pages: A/E-SEXPR/L: Insert = B127 -, CBN — B184, PCD — B195

wy

RE*
0.2
0.2
0.4
0.4
0.4
0.4
0.2
0.2
0.4
0.4
0.4
0.4

Straight &

LF 2

shank

Right hand (R) shown.

Insert Torque*
EP~03X1... 06
EP703X1.. 06 3
EP~0401.. 06 2
EP*0401... 06 9
EP“0401.. 06 £
EP~0401.. 0.6
EP~03X1.. 06
EP~03X1.. 0.6
EP~0401.. 0.6
EP~0401.. 0.6
EP~0401... 0.6
EP~0401.. 0.6

Tungaloy D033




S-SERIES

JS-SEXPR/L
Screw-on boring bar, for positive 75° rhombic inserts
H
DMIN
= ] \
_ [/ Q 7o) .
P i
LH =
GAMF > LF - §
Cutting edge style X a Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMF RE* Insert  Torque*
JS08H-SEXPR045 Steel 5.5 2.7 100 16 7 12° 0.4 EP**0401... 0.6
JS08H-SEXPR047 Steel 7 3.6 100 20 7 12° 0.4 EP**0401... 0.6
X SPARE PARTS @
Designation Clamping screw

JS08H-SEXPRO04... CSTB-2

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SEXPR**) with left-hand inserts (L); and left-hand toolholders (SEXPL**) with right-hand inserts (R).

I INSERT SELECTION
Finishing M

Application

Grade SH725 Grade

Js
Shape o Shape

Cutting conditions

Breaker

Cutting conditions B018

. Application ':Irrﬁg;:'r(l)gn Finishing
Grade DX140 GH110
T-DIA wos

Breaker

Cutting conditions B024

Application

Breaker

Shape Q Q

Finishing Application Finishing
SH725 Grade SH725
Js Js
Breaker
Shape

B020 Cutting conditions B022

Application Precision
finishing
Grade BX310

T-CBN

Breaker Vip:}
Shape

Cutting conditions B028

Reference pages: JS-SEXPR/L: Insert = B127 -, CBN — B184, PCD — B195

D034 www.tungaloy.com




MINIFTURN

A/E-SDXXR/L

Screw-on boring bar, for DXGU inserts

Cutting edge style X

Designation
A10K-SDXXR/L07-D130
A12M-SDXXR/L07-D160
A16Q-SDXXR/L07-D200
A20R-SDXXR/L07-D240
E10M-SDXXR/L07-D130
E12Q-SDXXR/L07-D160
E16R-SDXXR/L07-D200
E20S-SDXXR/L07-D240

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius

Material
Steel
Steel
Steel
Steel

Carbide
Carbide
Carbide
Carbide

DMIN DCONMS
13 10
16 12
20 16
24 20
13 10
16 12
20 16
24 20

WF
7.6
8.6

10.6

12.6
7.6
8.6

10.6

12.6

LF
125
150
180
200
150
180
200
250

1L
L T
Y @
LA LF c§>
y e 3
GAMPk =i
LH H f2 GAMP GAMF RE**
20 9 26 -14° -16° 0.4
24 11 26  -14°  -14° 04
32 15 26 -13° -13° 04
36 18 26  -13°  -12° 04
25 9 26 -14° -16° 0.4
27 11 26 -14°  -14° 04
32 15 26  -13° -13° 04
36 18 26  -13°  -12° 04

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R)

SPARE PARTS

Designation
A/E**-SDXXR/L...

&

Clamping screw
SR34-514

I INSERT SELECTION

Swiss lathes
. Application Finishing
Grade SH725
JSs

Breaker
Shape

D095

Cutting conditions

Small CNC lathes

. Application

Grade AH725

SS

Breaker
Shape

D095

Cutting conditions

Finishing

Medium cutting M
AH725

JTS

Medium cutting
AHT725

TS

Pl

Wrench

Application

Grade

Breaker
Shape

Cutting conditions

Application

Grade

Breaker
Shape

Cutting conditions

Finishing
SH725
Jss

W =S

Finishing
AH8015

Reference pages: A/E-SDXXR/L: Insert — B125 -
Standard cutting conditions — D095

Medium cutting

AHT725

JTS

D095

Medium cutting
AH8015

TS

D095

WP =S

Right hand (R) shown.

Insert

DXGUO0703*L/R...
DXGU0703*L/R...
DXGUO0703*L/R...
DXGU0703*L/R...
DXGUO0703*L/R...
DXGU0703*L/R...
DXGU0703*L/R...
DXGU0703*"L/R...

Tungaloy D035

Torque*

0.9
0.9
0.9
0.9
0.9
0.9
0:9
0.9

Int. Toolholder



J (é SPARE PARTS

STREAMJIETBAR

A-SVJBR/L

Screw-on boring bar, for positive 35° rhombic inserts

: @
@

LF o

DCONMS| | |

DMIN
\ “-i
%@ Er - - e
iyt LH
GAMF = >
GAMP: e |
Cutting edge style J
Designation Material DMIN DCONMS WF LF LH H
A20R-SVJBR/L11-D250 Steel 25 20 2 200 40 18
A25S-SVJBR/L11-D300 Steel 30 25 35 250 50 23

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Right hand (R) shown.

GAMP GAMF RE* Insert Torque*
-5° -5° 0.4 VB**1103... 1.2
-5° -5° 0.4 VB**1103... 1.2

Note: Use right-hand toolholders (SVJBR**) with left-hand inserts (L); and left-hand toolholders (SVJBL**) with right-hand inserts (R).

&

Clamping screw
CSTB-2.5

Al

Wrench
T-8F

Designation
A™*-SVJB*11-D...

I INSERT SELECTION

Application Finishing ~_Finishing o s IVl Appication Finishing ~_Finishing to o
Grade SH725 T9215 Grade SH725 T9215
Js PS Js PS
Breaker Breaker
Shape ‘ ‘ Shape ‘ ‘
Cutting conditions B018 Cutting conditions B020
it Finishing to it Precision AU
. Application medium cutting H Application finishing Finishing
Grade T515 Grade BXM10 BXM20
cM T-CBN T-CBN
Breaker Breaker .
Shape ° Shape GN;\‘/ ___ ‘ﬁ\ug,g __—
Cutting conditions B022 Cutting conditions B028

Reference pages: A-SVJBR/L: Insert = B150 -, CBN — B189
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STREAMIETBAR

A-SVJCR/L

Screw-on boring bar, for positive 35° rhombic inserts

: ®
;L P e \‘T |
- N [ '
142° y - @
GAMF LH LF =
B 3
14 a
. GAMP{~ez I ]
Cutting edge style J Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
A12M-SVJCR/L08-D160 Steel 16 12 2 150 28 11 -5° -5° 0.4 VC*0802... 0.6
A16Q-SVJCR/L08-D200 Steel 20 16 2 180 35 15 -5° -5° 0.4 VC*0802... 0.6

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SVJCR**) with left-hand inserts (L); and left-hand toolholders (SVJCL**) with right-hand inserts (R).

& A

SPARE PARTS
Designation Clamping screw Wrench
A*-SVJC*08-D... CSTB-2L T-6F
I INSERT SELECTION
L Finishing to - Finishing to
Application medium cutting M Application medium cutting
Grade T9215 Grade T9215
PS PS
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
. Application mc’;iir:fjsr:irr‘;%ttt‘i)ng . Application ':ﬁg';:’; Medium cutting
Grade T515 Grade DX120 KSO05F
CM T-DIA with rake AL
Breaker Breaker — “ -~
Shape ° Shape @ V
Cutting conditions B022 Cutting conditions B024
. Application mziir;ilsr:]\iggttt?n g Application Zﬁgﬁfg Finishing
Grade AH8005 Grade BXM10 BXM20
PS T-CBN T-CBN
Breaker Breaker
Shape ‘ Shape ‘"’\9/" "’X’/’
Cutting conditions B026 Cutting conditions B028

Reference pages: A-SVJCR/L: Insert = B153 -

Int. Toolholder

Tungaloy D037




K &

STREAMJIETBAR

A-SSKPR

Screw-on boring bar, for positive square inserts

Cutting edge style K

Designation Material
A16Q-SSKPR09-D200 Steel
A20R-SSKPR09-D240 Steel
A25S-SSKPR12-D310 Steel

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

DMIN DCONMS

20
24
31

WF
16 11
20 13
25 17

DMIN H
;i Ti |
1 !
) o1 ] @'
b LH ‘%’
GAMF [ — LF -z
o)
g
GAMP%@; !
LF LH H GAMP GAMF RE* Insert
180 32 15 5 -6° 0.8 SP**0903...
200 36 18 5° -2° 0.8 SP**0903...
250 45 23 57 -2° 0.8 SP**1204...

)

Right hand (R) shown.

Note: Use right-hand toolholders (SSKPR**) with left-hand inserts (L); and left-hand toolholders (SSKPL**) with right-hand inserts (R).

i

Wrench
T-15F

T-20F

&

Clamping screw
CSTB-4L060

CSTB-5S8

SPARE PARTS

Designation
A**-SSKPR09-D2*0

A25S-SSKPR12-D310

I INSERT SELECTION

Finishing to

Application medium cutting M
Grade T9215
PS
Breaker
Shape
Cutting conditions B018
o Finishing to
. Ppllieiien medium cutting
Grade T515
CM
Breaker
Shape
Cutting conditions B022

Application
Grade

Breaker
Shape

Cutting conditions

Finishing to
medium cutting
T9215

PS-

B020

Reference pages: A-SSKPR: Insert — B134 -, CBN — B184

D038 www.tungaloy.com

Torque*
3
3
6




S/C-CSKPR/L

Clamp-on boring bar, for positive square inserts

DMIN n H
i e
= p@‘\‘ i (¢} =y
LH 2
GAMF > - Lk %
o _ T 1‘ o
. m%ﬁ &‘ | 8
Cutting edge style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S16Q-CSKPR09 Steel 20 16 11 180 30 15 15 -4° 0.8 SP**0903...
S20R-CSKPR/L09 Steel 25 20 13 200 40 18 18.5 -2° 0.8 SP**0903...
S25S-CSKPR12 Steel 32 25 17 250 45 23 22.5 0° 0.8 SP**1203...

**RE : Standard corner radius

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS @ (

Designation Clamp set Wrench
S16Q-CSKPR09 CSG-58 P-2.5
S20R-CSKPR/L09 CSG-5 R=225
S25S-CSKPR12 CSG-6 P-3
I INSERT SELECTION
Application m:g:ijsn'?\iggttt?n g M Application  Medium cutting
Grade T9215 Grade T6130
PS PM
S
Breaker Breaker .
Shape ’ Shape u
—
Cutting conditions B018 Cutting conditions B020
Avplicati Finishing to o s
pplication medium cutting Application Finishing
Grade T515 Grade DX140
cM T-DIA
Breaker Breaker
Shape Shape
Ny
Cutting conditions B022 Cutting conditions B024

Reference pages: S/C-CSKPR/L: Insert — B134 -, CBN — B184, PCD — B195

Int. Toolholder

Tungaloy D039




STREAMIETBAR

A-PSKNR/L

Lever-lock boring bar, for negative square inserts

75° j
[%)
= =
LF -8
(@]
Ho
Cutting edge style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A32S-PSKNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 SN**1204... 4.8
A40T-PSKNR/L12-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 SN**1204... 4.8
A50U-PSKNR/L12-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8 SN**1204... 4.8
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (PSKNR**) with left-hand inserts (L); and left-hand toolholders (PSKNL**) with right-hand inserts (R).
&
o] = & o ¢
SPARE PARTS o ©
K @ Designation Shim Screw Wrench Spring pin Lever agg(fﬁrgglr}'t* forsé:ilri\gle*
A32S-PSKNR/L12-D400 LSS42BR/L LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PSKNR/L12-D500 LSS42BR/L LCS4 P-3 LSP4 LCL4 = SSHM6-6
A50U-PSKNR/L12-D630 LSS42BR/L LCS4 P-3 LSP4 LCL4 = SSHM6-6
*Optional
S-PSKNR
Lever-lock boring bar, for negative square inserts
DMIN H>
A r\ \
N I}
F | @
gt
LF - =
(0]
()
i o
Cuttlng edge style K Right hand (R) shown.
Designation Material DMIN DCONMS  WF LF LH H B GAMF RE* Insert
S32S-PSKNR12 Steel 40 32 22 250 50 30 29.5 -10° 0.8 SN**1204...
S40T-PSKNR12 Steel 50 40 27 300 55 37 37.5 -10° 0.8 SN**1204...
S50U-PSKNR12 Steel 63 50 85 350 65 47 47.5 -8° 0.8 SN**1204...

**RE : Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

&>
g & < @ &
SPARE PARTS & hn
Designation Shim Clamping screw Wrench Spring pin Lever
S**-PSKNR12 LSS42BR LCS4 P-3 LSP4 LCL4

Reference pages: A-PSKNR/L, S-PSKNR: Insert = B075 -, CBN — B175, PCD — B193

D040 www.tungaloy.com




TURNINGA

A-ASKNR/L

Double-clamp boring bar, for negative square inserts

75"

Cutting edge style K

Designation Material DMIN DCONMS WF LF
A25R-ASKNR/L12-D320 Steel 32 25 17 200
A32S-ASKNR/L12-D400 Steel 40 32 22 250

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

&

Clamp screw

&

SPARE PARTS

Designation

2
LF - Z
()
Lo
ra
Right hand (R) shown.
LH H f2 GAMP GAMF RE* Insert  Torque*
45 23 4.5 -6° -13° 0.8 SN**1204... 3
50 30 6 -6° -10° 0.8 SN**1204... 3

Spring pin

Int. Toolholder

Pl

Shim screw

ACP4S ACS-5W BP-7

A*-ASKN*12-D...

I INSERT SELECTION

Application Ff:rrz:;::-?g Finishing  Medium cutting Medi‘é‘:“n‘i:";ea"y M
Grade NS9530 GT9530 T9215 T9215
Breaker
Shape

SP-2.5

Application
Grade

Breaker
Shape

Cutting conditions B006 Cutting conditions
. Application Finishing Medium cutting Medilé:_?ﬂ';ﬁ ;eavy . Application
Grade T515 T515 T515 Grade
All- All- All-
round round round
Breaker Breaker
Shape Shape
Cutting conditions B010 Cutting conditions
. Application ';ﬁg;ﬁ:?g" Finishing Medium cutting
Grade BX480 AHB8005 AHB8005
T-CBN - HRF HRM
[ =
Breaker I =
Shape Q N o=/
-\
Cutting conditions B0O14

ASS422 CSTB-3.5 T-15F

Finishing  Medium cutting Medium to ;ea"y
T6120 T6130 T6130
SF 7\_‘ .
hD S
y {iomy)
By /\m\,\:\" Ph=dy
= ! | |
B008
Finishing Medium cutting
DX140 TH10
T-DIA

Reference pages: A-ASKNR/L: Insert — B075 -, CBN — B175, PCD — B193
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STREAMIETBAR

A/E-STFCR/L

Screw-on boring bar, for positive 60° triangular inserts

DMIN |, H
5, ‘ 5
91° , s~ .
) [> == |
QA DA
[ A o 2
— GAMF L LH LF =
= ~Q
GAMP ! I
. VT x I
Cuttlng edge Style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A10K-STFCR/L1103-D120 Steel 12 10 6.5 125 20 9 0.6 0° -13° 0.4 TC*1103... 1.2
A12M-STFCR/L1103-D140 Steel 14 12 7 150 24 11 0.5 0° -10° 0.4 TC*1103... 1.2
A16Q-STFCR/L1103-D180 Steel 18 16 9 180 32 15 0.5 0° -7° 0.4 TC*1108... 1.2
E10M-STFCR/L1103-D120 Carbide 12 10 6.5 150 25 9 0.7 0° -13° 0.4 TC**1108... 1.2
E12Q-STFCR/L1103-D140 Carbide 14 12 7 180 27 11 0.5 0° -10° 0.4 TC*1103... 1.2
E16R-STFCR/L1103-D180 Carbide 18 16 9 200 32 15 0.5 0° -7° 0.4 TC*1103... 1.2
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (STFCR**) with left-hand inserts (L); and left-hand toolholders (STFCL**) with right-hand inserts (R).
SPARE PARTS & /8
F E Designation Clamping screw Wrench
A*™*-STFCR/L1103-D... CSTB-2.5 T-8F
E**-STFCR/L1103-D... CSTB-2.5 T-8F
I INSERT SELECTION
frelfEst Precision T Finishing to . . A Precision SR Finishing to : :
pplication finishing Finishing medium cutting Medium cutting M Application finishing Finishing medium cutting Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
= A b A A = AL A A
Shape Shape
Cutting conditions B018 Cutting conditions B020
. Application m:(iﬂlijsnl;iggttt?ng . Application Zﬁ(s:ﬁr?; Medium cutting
Grade T515 Grade DX120 KSO05F
CM T-DIA withrake A
Breaker Breaker
Shape A Shape
Cutting conditions B022 Cutting conditions B024

Reference pages: A/E-STFCR/L: Insert — B137 -, PCD — B194
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STREAMIETBAR

A/E-STFPR/L

Screw-on boring bar, for positive 60° triangular inserts

DMIN H @
= ! J
) © 1
Nk I cgk
GAMF B LH LE 2
GAMpm | 8
[Y¢ | |
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A08H-STFPR/L09-D100 Steel 10 8 5.5 100 16 7.5 0.7 5° -8° 0.4  TP*0902... 0.9
A10K-STFPR/L1102-D120 Steel 12 10 6.5 125 20 9 0.7 5° -6° 04  TP*1102.. 1.2 S
A12M-STFPR/L1102-D140 Steel 14 12 7.0 150 24 11 0.6 58 -4° 0.4  TP*1102.. 1.2 £
A16Q-STFPR/L13-D180 Steel 18 16 9 180 32 15 0.7 5° -2° 0.4  TP*1303... 1.4 §
A20R-STFPR13-D220 Steel 22 20 11 200 36 18 0.8 5° -2° 0.4  TP*1303... 1.4 £
A25S-STFPR16-D270 Steel 27 25 135 250 45 23 0.6 5° -1° 04  TP™6T3.. 3
E08K-STFPR/L09-D100 Carbide 10 8 515 125 22 7.5 0.7 5° -8° 04  TP*0902... 0.9
E10M-STFPR/L1102-D120 Carbide 12 10 6.5 150 25 9 0.7 5° -6° 04  TP™1102... 1.2
E12Q-STFPR/L1102-D140 Carbide 14 12 7 180 27 11 0.6 5° -4° 04  TP*1102... 1.2
E16R-STFPR13-D180 Carbide 18 16 9 200 32 15 0.7 5° -2° 04  TP*1303... 1.4
E20S-STFPR13-D220 Carbide 22 20 11 250 36 18 0.8 5° -2° 04  TP*1308... 1.4

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

Note: Use right-hand toolholders (STFPR**) with left-hand inserts (L); and left-hand toolholders (STFPL**) with right-hand inserts (R).
(1) TPGH, TPGM, and TPGA inserts cannot be used.

SPARE PARTS & %’g

Designation Clamping screw Wrench
AO08H-STFPR/L09-D100 CSTB-2.2S T-7F
A10K-STFPR/L1102-D120 CSTB-2.5B T-8F
A12M-STFPR/L1102-D140 CSTB-2.5 T-8F
A16Q-STFPR/L13-D180 CSTB-3S T-9F
A20R-STFPR13-D220 CSTB-3 T-9F
A25S-STFPR16-D270 CSTB-4M T-15F
E08K-STFPR/L09-D100 CSTB-2.2S T-7F
E10M-STFPR/L1102-D120 CSTB-2.5B T-8F
E12Q-STFPR/L1102-D140 CSTB-2.5 T-8F
E16R-STFPR13-D180 CSTB-3S T-9F
E20S-STFPR13-D220 CSTB-3 T-9F

I INSERT SELECTION

Application Finishing m:;?zaniggé?n g Medium cutting M Application Finishing mleftiir;ilsn':igﬂttt?n g Medium cutting
Grade SH725 T9215 T9215 Grade SH725 T9215 T9215
Js PS PM Js PS PM
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
- Finishing to ] Precision
. Application e jium cutting . Rl finishing
Grade T515 Grade DX120

T-DIA with rake

M A
Breaker Breaker a
Shape A Shape -
——

Cutting conditions B022 Cutting conditions B024
N Precision N Precision A
s Application finishing H Application finishing Finishing
Grade BX470 Grade BXM10 BXM20
T-CBN T-CBN _ T-CBN
Breaker -~ Breaker .
Shape & ab Shape - ai«) N ‘ - ,Q«z D
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-STFPR/L: Insert — B142 -, CBN — B186 -, PCD — B196
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S/C-CTFPR/L

Clamp-on boring bar, for positive 60° triangular inserts

DMIN H
v
|
o r(\ -m
= I " A
%) T
LH LF S
ro 8
o
O _ |
n — | 8
Cuttlng edge Style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S12M-CTFPR/L11 Steel 16 12 9 150 25 11 11.5 -6° 0.4 TP**11083...
S16Q-CTFPR/L11 Steel 20 16 11 180 30 15 15 -4° 0.4 TP**1108...
S20R-CTFPR/L16 Steel 25 20 13 200 40 18 18.5 -2° 0.8 TP**16083...
S25S-CTFPR/L16 Steel 32 25 17 250 45 23 225 0° 0.8 TP**16083...
S32T-CTFPR/L16 Steel 40 32 22 300 50 30 29.5 0° 0.8 TP**16083...
C12Q-CTFPR/L11 Carbide 16 12 9 180 - 11 - -6° 0.4 TP**1108...
C16R-CTFPR/L11 Carbide 20 16 11 200 = 15 = -4° 0.4 TP**1108...
**RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
F L % 7 B &
SPARE PARTS (@) €
Designation Clamp set 1 Clamp set 2 Wrench Shim Shim screw
S12M-CTFPR/L11 CSW-00 - P-2.5 - -
S16Q-CTFPR/L11 = CSG-58 P-2.5 = =
S20R-CTFPR/L16 = CSG-6S P-3 = =
S25S-CTFPR/L16 - CSG-6 P-3 - -
S32T-CTFPR/L16 - CSG-6 P-3 PAT-32 M3X0.5X6
C12Q-CTFPR/L11 CSW-00 - P-2.5 - -
C16R-CTFPR/L11 = CSG-5S8 P-2.5 = =
I INSERT SELECTION
Application F;Irnelg;_ﬁ:_?g Finishing meF(Iir::anngt?t?n 9 Medium cutting M Application Finishing msijri‘ijsn':iggttt?n g Medium cutting
Grade NS9530 NS9530 T9215 T9215 Grade AH725 AH630 T6130
o1 PSS PS PM
Breaker Breaker
= A A AA v A A A
Cutting conditions B018 Cutting conditions B020
. Application mgci:lr;::sr:iggttt‘i)n g . Application Finishing
Grade T515 Grade DX140
CM TDIA
Breaker Breaker
Shape Shape a
e
Cutting conditions B022 Cutting conditions B024
H Application ?r:g;:fgn Finishing
Grade BXM10 BXM20
T-CBN . T-CBN .
Breaker = NN
Shape ,@ab y ,@ab N
Cutting conditions B028

Reference pages: S/C-CTFPR/L: Insert — B142 -, CBN — B186 -, PCD — B196
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IsoETuRN

A-PTFNR/L-Eco

Lever-lock boring bar, for negative triangular inserts

DMIN

@

A
&

5
) % LH

LF

'DCONMS

-« N
GAMF
et g
Cutting edge style F
Designation Material DMIN DCONMS WF LF LH H
A25R-PTFNR/L1104-D320 Steel 32 25 17 200 45 23
A32S-PTFNR/L1104-D400 Steel 40 32 22 250 50 30

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

S
SPARE PARTS § ( & =
. . . Oil supply
Designation Clamping screw Wrench Lever attachment*
A25R-PTFNR/L... LCS23A P25 LCL23 EA-25
A32S-PTFNR/L... LCS23A P-2.5 LCL23 EA-32
*Optional
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™ ss
Breaker Breaker g
Shape Shape £ ._ A
Eo i

Cutting conditions B006 Cutting conditions

Reference pages: A-PTFNR/L-Eco: Insert — B084 -

Right hand (R) shown.

f2 GAMP GAMF RE** Insert  Torque*
1.31 -6° -12° 0.8 TN**1104... 2
1.25 -6° -10° 0.8 TN*1104... 2

Int. Toolholder

&

Screw
for oil hole*

SSHM4-5
SSHM4-5

Tungaloy D045




STREAMIETBAR

A-PTFNR/L

Lever-lock boring bar, for negative 60° triangular inserts

91°/ 3

Cutting edge style F

Designation Material
A25R-PTFNR/L16-D320 Steel
A32S-PTFNR/L16-D400 Steel
A40T-PTFNR/L16-D500 Steel
A50U-PTFNR/L16-D630 Steel

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

DMIN H
= \ ;;
: 1>~ 2 P
LH_| o
L - |
GAMF > LF 5
[ 1 Q
GAMP-f == | a
DMIN DCONMS WF LF LH H  f2 GAMP GAMF RE~
32 25 17 200 45 23 1.2 -6° -12° 0.8
40 32 22 250 50 30 1.1 -6° -10° 0.8
50 40 27 300 60 37 11 -6 -10° 08
63 50 35 350 65 47 11 -6° -8° 0.8

Note: Use right-hand toolholders (PTFNR**) with left-hand inserts (L); and left-hand toolholders (PTFNL**) with right-hand inserts (R).

Right hand (R) shown.

Insert  Torque*
TN*1604... 2.7
TN**1604... 2.7
TN**1604... 2.7
TN**1604... 2.7

d { i s &

\

SPARE PARTS Yo Q &

. . . . . QOil supply Screw
E Designation Clamping screw Wrench Spring pin attachment* for oil hole*

F A25R-PTFNR/L16-D320 ELST317BR/L LCS3 P-2.5 LSP3 LCL33 EA-25 SSHM4-5
A32S-PTFNR/L16-D400 LST317BR/L LCS3 P-2.5 LSP3 LCL3 EA-32 SSHM4-5
A40T-PTFNR/L16-D500 LST317BR/L LCS3 P-2.5 LSP3 LCL3 - SSHM6-6
A50U-PTFNR/L16-D630 LST317BR/L LCS3 pP-2.5 LSP3 LCL3 - SSHM6-6

*Optional
S-PTFNR/L
Lever-lock boring bar, for negative 60° triangular inserts
DMIN H
St v
R
ran T ‘ ) ) o
T j NP
N\~ ; LH J U)[ i
- = LF o =
GAMF ¥ (ZD
o S
. I [a)
Cuttlng edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert Torque*
S32S-PTFNR/L16 Steel 40 32 22 250 50 30 29.5 -10° 0.8 TN**1604... 2.7
S40T-PTFNR/L16 Steel 50 40 27 300 55 37 37.5 -10° 0.8 TN**1604... 2.7
S50U-PTFNR16 Steel 63 50 35 350 65 47 47.5 -8° 0.8 TN**1604... 2.7

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS

Designation Shim
S32S-PTFNR16 LST317BR
S32S-PTFNL16 LST317BL
S40T-PTFNR16 LST317BR
S40T-PTFNL16 LST317BL
S50U-PTFNR16 LST317BR

£ <
Clamping screw Wrench
LCS3 R=2'5
LCS3 P-2.5
LCS3 P-2.5
LCS3 P-2.5
LCS3 P-2.5

Spring pin

a

LSP3
LSP3
LSP3
LSP3
LSP3

Es

Lever
LCL3

LCL3
LCL3
LCL3
LCL3

Reference pages: A-PTFNR/L, S-PTFNR/L: Insert — B084 -, CBN — B176 -, PCD — B192 -
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TURNINGA

A-ATFNR/L

Double-clamp boring bar, for negative 60° triangular inserts

@

DMIN
o177 . ) i
J
[7%)
LF J =
o
1o
ro
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-ATFNR/L16-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 TN**1604... 8
A32S-ATFNR/L16-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 TN**1604... 3

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

& &

SPARE PARTS

Int. Toolholder

Dl

Shim screw Wrench

Designation Clamp screw Spring pin

A*-ATFNR/L16-D... ACP3S ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F
I INSERT SELECTION
Application Z’rﬁgﬁ":’; Finishing  Medium cutting Medium to ;ea"y M Avplication Finishing  Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130
TF TSF A ™ TH SM
Breaker o Breaker
Shape 2 Shape
P _
Cutting conditions B006 Cutting conditions B008
Application Finishing  Medium cutting Medium to heavy Application Biscisicn Finishing  Medium cuttin
PP 9 9 cutting PP finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA with rake T_DJ A P
Breaker Breaker A - //
Shape Shape ® D _.s
| == —] ——
Cutting conditions B010 Cutting conditions B012
. Application ';ﬁg;ﬁ'r?g" Finishing Medium cutting Application ':I':glhslfg" Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN_ HRF HRM T-CBN T-CBN
Breaker 4 Breaker y y
Shape @ A A Shape .. 2N . o
Cutting conditions B0O14 Cutting conditions BO16

Reference pages: A-ATFNR/L: Insert — B084 -, CBN — B176 -, PCD — B192 -
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S0OREMEISTER

S-SDUCR/L-H

Screw-on exchangeable boring head, for positive 55° rhombic inserts

930 /V‘ [’
30°

Cutting edge style U

Designation DMIN
$16-SDUCR/LO7-H 20
$20-SDUCR/L11-H 25
$25-SDUCR/L11-H 32
$32-SDUCR/L11T-H 40
S40-SDUCR/L11T-H 50

DCON

16
20
25
32
40

WF LF
11 20
13 20
17 20
22 32
27 32

Shank
D/G16
D/G20

D25
D32
D40, D50, D60

Note: Use right-hand toolholders (SDUCR**) with left-hand inserts (L); and left-hand toolholders (SDUCL**) with right-hand inserts (R).

&

SPARE PARTS
Designation Clamping screw
$16-SDUCR/L07-H SR14-548
S$20-SDUCR/L11-H SR16-236P
S$25-SDUCR/L11-H SR16-236P
S32-SDUCR/L11T-H SR16-236P
u é S40-SDUCR/L11T-H SR16-236P

I INSERT SELECTION

. Application Finishing m:g:.'f,ﬂ"éﬂ ttt?ng
Grade NS9530 T9215

Breaker
Shape
Cutting conditions B018
- Finishing to
Application  medium cutting
Grade T515
CM
Breaker
Shape
Cutting conditions B022
. Application Finishing mztiiri‘{lsr:iglgjttt?n g
Grade AH8015 AH8015
PSS PS
Breaker
Shape
Cutting conditions B026

Pl

Wrench

T-7/5
T-15/5
T-15/5
T-15/5
T-15/5

Medium cutting

T9215

s E e

&

@

Right hand (R) shown.

Insert
DC*0702...
DC*11T3...
DC*11T3...
DC*11T3...
DC*11T3...

Medium cutting

T6130

Shim Shim screw
TDC3-1P SRTC-3P
TDC3-1P SRTC-3P
o Precision S Finishing to
M appication finishing GEhing medium cutting
Grade GH330 AH725 AH630
WH*
Breaker 4 b
Shape R . P o ° .
Cutting conditions B020
. Application Zﬁ:;ﬁf; Finishing Medium cutting
Grade DX120 DX140 KSO05F
T-DIA withrake T-D]A AL
Breaker a “
Shape »
e
Cutting conditions B024
e Precision A
. Application finishing Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker 7 &
Shape \@/ \@f

Cutting conditions

B028

Reference pages: S-SDUCR/L-H: Insert — B119 -, CBN — B182, PCD — B194 -
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SOREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

DCONMS

“p

g = ~ I . DCONWS
Il e =8k
Q = I av
OAL - 50 & 60 mm Shank
Designation Material DCONWS DCONMS OAL OHX CNT
D16-L156-7D-C Steel 16 16 156.3 92 G1/8
G16-L204-10D-E Carbide 16 16 204.3 140 - g
D20-L200-7D-C Steel 20 20 200.3 120 G1/4 §
G20-L260-10D-E Carbide 20 20 260.3 180 - ,8
D25-1.255-7D-C Steel 25 25 257.5 155 G1/4 g
D25-L.330-10D-C Steel 25 25 332.5 230 G1/4
D32-L320-7D-C Steel 32 32 323 192 G3/8
D32-L416-10D-C Steel 32 32 419 288 G3/8
D40-L408-7D-C Steel 40 40 411 248 G1/2
D40-L528-10D-C Steel 40 40 531 368 G1/2
D50-L518-7D-C Steel 40 50 523 318 G1/2
D50-L668-10D-C Steel 40 50 673 468 G1/2
D60-L628-7D-C Steel 40 60 633 388 G3/4
D60-L808-10D-C Steel 40 60 813 568 G3/4
SPARE PARTS @ %ﬁ
Designation Clamping screw Wrench
D16-L..., G16-L... SRM3X10DIN912 HW2.5
D20-L..., G20-L... SRM3.5X10DIN912 HW2.5
D25-L... SRM4X12DIN912 HW3.0
D32-L... SRM5X12DIN912 HW4.0
D40 L D90k SRMBX16DIN912-12.9 HW5.0

Tungaloy D049




STREAMIETBAR

A/E-SDUCR/L
Screw-on boring bar, for positive 55° rhombic inserts

DMIN H
T 7/

GAﬁF :‘9—‘ ‘LH, LF |
GAMP: = ! H
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*

A10K-SDUCR/L07-D130 Steel 13 10 7 125 20 9 2 0° -10° 0.4 DC**0702... 1.2
A12M-SDUCR/L07-D160 Steel 16 12 9.3 150 24 11 3.3 0° -6° 0.4 DC*0702... 1.2
A16Q-SDUCR/L07-D200 Steel 20 16 11.8 180 32 15 3.3 0° -5° 0.4 DC**0702... 1.2
A20R-SDUCR/L11-D270 Steel 27 20 16.1 200 36 18 6.1 0° -5° 0.8 DC*11T3... 3
A25S-SDUCR/L11-D320 Steel 32 25 18.6 250 45 23 6.1 0° -4° 0.8 DC*11T3... 3
E10H-SDUCR07-D130 Carbide 13 10 7 100 25 9 1.9 5° -3.5° 0.4 DC**0702... 1.2
E10M-SDUCR/L07-D130 Carbide 13 10 7 150 25 9 2 0° -10° 0.4 DC*0702... 1.2
E12J-SDUCR07-D160 Carbide 16 12 9.3 110 27 11 3.2 0° -6° 0.4 DC*0702... 1.2
E12Q-SDUCR/L07-D160 Carbide 16 12 9.3 180 27 11 3.3 0° -6° 0.4 DC*0702... 1.2
E16L-SDUCRO07-D200 Carbide 20 16 11.3 130 32 15 3.2 0° -5° 0.4 DC*0702... 1.2
E16R-SDUCR/L07-D200 Carbide 20 16 11.3 200 32 15 3.3 0° -5° 0.4 DC*0702... 1.2
E20S-SDUCR11-D270 Carbide 27 20 16.1 250 36 18 6.1 0° -5° 0.8 DC*11T3... 3

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
U E Note: Use right-hand toolholders (SDUCR**) with left-hand inserts (L); and left-hand toolholders (SDUCL**) with right-hand inserts (R).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F
A16Q-SDUCR/L07-D200 CSTB-2.5 T-8F
A2**-SDUCR/L11-D**0 CSTB-4S T-15F
E1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F
E16*-SDUCR/L07-D200 CSTB-2.5 T-8F
E20S-SDUCR11-D270 CSTB-4S T-15F

I INSERT SELECTION

Application ';’;g;ﬁ::’; Finishing ~_Finishing o o Mediumcutting (]  Application Ff’ﬁ‘s",j':; Finishing ~_Finishing to o Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
— Finishing to S Precision o q
. Application medium cutting . Application finishing Medium cutting
Grade T515 Grade DX120 KSO05F
CcMm T-DIA withrake AL
Breaker Breaker ~) =
Shape ° Shape qgr W
Cutting conditions B022 Cutting conditions B024
At Precision Finishing to At Precision P
. Rty finishing medium cutting H applicaton finishing Ginishing
Grade BX470 AH8005 Grade BXM10 BXM20
T-CBN PS T-CBN T-CBN
Breaker a Breaker . ¢
Shape & s _’&i,;;! Shape \\5/ "“&'/‘
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-SDUCR/L: Insert — B119 -, CBN — B182, PCD — B194 -
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STREAMIETBAR

A/E-SDUPR/L

Screw-on boring bar, for positive 55° rhombic inserts

DMIN H
e St ®
i J :

' sied -
GAMF S1LH, LF 3
(@)
GAMP{\F:ﬁ l 19
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A12M-SDUPR07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5} 0 0.4 DPMTO0702... 1.2
A12M-SDUPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.4 DPMTO0702... 1.2 g
A12M-SDUPR07-D180-P Special alloy steel 18 12 10.3 150 24 11 4.3 5 0 0.4 DPMTO0702... 1.2 E
A12M-SDUPL07-D180-P Special alloy steel 18 12 10.3 150 24 11 4.3 5 0 0.4 DPMTO0702... 1.2 §
A16Q-SDUPR07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMTO0702... 1.2 e
A16Q-SDUPL07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPR07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPL07-D150 Carbide 15 12 83 180 27 11 23 5 0 04  DPMTO0702.. 1.2
E12Q-SDUPR07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPL07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2
E16R-SDUPRO07-D220 Carbide 22 16 12.3 200 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
E16R-SDUPL07-D220 Carbide 22 16 12.3 200 32 15 4.3 5 0 0.4 DPMTOQ702... 1.2

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SCLPR**) with left-hand inserts (L); and left-hand toolholders (SCLPL**) with right-hand inserts (R).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A**-SDUPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDUPR/L07-D**0 CSTB-2.58 T-8F

I INSERT SELECTION

Application Finishing to medium cutting

Grade T9225 NS9530
PS PS

Breaker
Shape

Cutting conditions B018

L Finishing to
s Application medium cutting
Grade AH8015
PS

Breaker
Shape

Cutting conditions B026

Reference pages: A/E-SDUPR/L: Insert — B125
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BSBOREMEISTER

S-DDUNR/L-H

Double-clamp exchangeable boring head, for negative 55° rhombic inserts

e A
y W)

A —

Cutting edge style U

Designation DMIN DCON WF LF Shank Insert
S32-DDUNR/L11T-H 40 32 22 32 D32
S40-DDUNR/L15T-H 50 40 27 32 D40, D50, D60

Note: Use right-hand toolholders (DDUNR**) with left-hand inserts (L); and left-hand toolholders (DDUNL**) with right-hand inserts (R).

SPARE PARTS & = éy § /<'$

Right hand (R) shown.

DN**1104...
DN**1504/06...

Designation Shim Shim screw Clamp Clamp Screw Spring Wrench
S32-DDUNR/L11T-H RDT3-2 SR40085I LCGR-3 SRRC3 KSP3 HW2.5
S40-DDUNR/L15T-H RDT433 SR14-506 DLM4 DLS4 DSP4 HW3.0
S40-DDUNR/L15T-H RDT443 SR14-506 DLS4 DSP4 HW3.0

Il INSERT SELECTION
. Application F;ﬁg;ﬁﬁ’g Finishing Medium cutting I (o (CEw) Application Finishing Medium cutting Medi‘émttiﬂ; eavy
Grade NS9530 GT9530 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM
Breaker P Breaker A
Sraee - S S s
Cutting conditions B006 Cutting conditions B008
Application Finishing Medium cutting Medilé[]nntiﬁgh eavy . Application Ff:ﬁ:;_ﬁ:?g" Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All d All d All d T_DlA with rake T_DlA P
Breaker Breaker
Shape ‘ ‘ ‘ Shape \?L‘; -
Cutting conditions BO10 Cutting conditions
. Application ',’I’rﬁg'rﬁ'r“’g" Finishing  Medium cutting . Application ':I';‘s’;:'l:’g" Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker
Shape W e o share Mgl gd D
Cutting conditions BO16

Cutting conditions B014

Reference pages: S-DDUNR/L-H: Insert = B065 -, CBN — B172 -, PCD — B192 -
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SBOREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

. - OHX - DCONMS DCONWS @
=f o = g
Q o 'l =4
L OAL . 50 & 60 mm Shank
Designation Material DCONWS DCONMS OAL OHX CNT
D16-L156-7D-C Steel 16 16 156.3 92 G1/8
G16-L204-10D-E Carbide 16 16 204.3 140 - g
D20-L200-7D-C Steel 20 20 200.3 120 G1/4 §
G20-L260-10D-E Carbide 20 20 260.3 180 - §
D25-L255-7D-C Steel 25 25 257.5 155 G1/4 g
D25-L330-10D-C Steel 25 25 332.5 230 G1/4
D32-L320-7D-C Steel 32 32 323 192 G3/8
D32-L416-10D-C Steel 32 32 419 288 G3/8
D40-L408-7D-C Steel 40 40 411 248 G1/2
D40-L528-10D-C Steel 40 40 531 368 G1/2
D50-L518-7D-C Steel 40 50 523 318 G1/2
D50-L668-10D-C Steel 40 50 673 468 G1/2
D60-L628-7D-C Steel 40 60 633 388 G3/4
D60-L808-10D-C Steel 40 60 813 568 G3/4
SPARE PARTS @ %’g
Designation Clamping screw Wrench
D16-L..., G16-L... SRM3X10DIN912 HW2.5
D20-L..., G20-L... SRM3.5X10DIN912 HW2.5
D25-L... SRM4X12DIN912 HW3.0
D32-L... SRM5X12DIN912 HW4.0
D40 L D90 SRMBX16DIN912-12.9 HW5.0

Tungaloy D053
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IsoETuRN

A-PDUNR/L-Eco

Lever-lock boring bar, for negative 55° rhombic inserts

DMIN H @
> iy 7
- g = T
P gy ®)
‘LZA [90]
GAMF <—J‘ Ao o LF A2
O
GAMP%? { H 8
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A20Q-PDUNR/L1104-D250 Steel 25 20 13 180 36 18 3 -6° -14° 0.8 DN*1104.. 1.7

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (PDUNR**) with left-hand inserts (L); and left-hand toolholders (PDUNL**) with right-hand inserts (R).

SPARE PARTS ﬁ )y & @ &

Designation Clamping screw atczgcsﬁrzgm* forsézilri\gle*
A20Q-PDUNR/L1104-D250 LCS22A P-2F LCL33NL EA-20 SSHM2.5-3
*Optional

iIsoETFfuanN

A-ADUNR/L-Eco

Double-clamp boring bar, for negative 55° rhombic inserts

DMIN H @
, = 7
93;°//’ L y @
‘ ) 20° A
r—-—= i Pl LF %
Q
cAmPL 28] 18
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A25R-ADUNR/L1104-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 DN*1104... 3
A32S-ADUNR/L1104-D400 Steel 40 32 22 250 50 30 6 -6° -11° 0.8 DN*1104.. 3

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

SPARE PARTS = <& § j L7 @ /<§

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

I INSERT SELECTION

. Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™ Ss SM
Breaker Breaker - T P (&‘r. <
sh sh N & | N
Cutting conditions B006 Cutting conditions B008
. Application  Medium cutting
Grade T515
™
Breaker
Shape
Cutting conditions B0O10

Reference pages: A-PDUNR/L-Eco, A-ADUNR/L-Eco: Insert — B065 -
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STREAMIETBAR

A-PDUNR/L
Lever-lock boring bar, for negative 55° rhombic inserts

CUtting edge Style U Right hand (R) shown.
Designation Material DMIN DCONMS WF  LF LH H f2 GAMP GAMF RE* Insert  Torque*
A20Q-PDUNR/L11-D250 Steel 25 20 13 180 36 18 3 -6° -14° 08 DN*1104.. 1.7
A25R-PDUNR/L11-D320 Steel 32 25 17 200 45 23 4.5 -6° -12° 0.8  DN*1104.. 2.7 g
A32S-PDUNR/L15-D400 Steel 40 32 22 250 50 30 6 -6° -13° 0.8 DN*1504... 4.8 2
A40T-PDUNR/L15-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 DN*1504... 4.8 §
A50U-PDUNR/L15-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8  DN**1504.. 4.8 £
A32S-PDUNR/L1506-D400 Steel 40 32 22 250 50 30 6 -6° -13° 0.8 DN*™1506.. 4.8
A40T-PDUNR/L1506-D500 Steel 50 40 27 300 60 37 7 -6°  -11° 0.8 DN*1506.. 4.8
A50U-PDUNR/L1506-D630 Steel 63 50 35 350 65 47 10 -6° -10° 0.8 DN*™1506.. 4.8

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius

SPARE PARTS @@ }y ( @ & o) &

Designation gsﬁzwqg (23;25)29 Wrench 1 Wrench 2 Spring pin agg;:’rzgm* forsc:i[ivgle*
A20Q-PDUNR/L11-D250 = LCS22A = P-2F = = LCL33NL EA-20 SSHM2.5-3
A25R-PDUNR/L11-D320 ELSD317BR/L = LCS3 = P-2.5 LSP3 LCL33L EA-25 SSHM3-4
A32S-PDUNR/L15-D400  LSD42BR/L = LCS4 = P-3 LSP4 LCL4 EA-32 SSHM5-6
A40T-PDUNR/L15-D500  LSD42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PDUNR/L15-D630  LSD42BR/L = LCS4 = P-3 LSP4 LCL4 = SSHM6-6
A32S-PDUNR/L1506-D400 ELSD42 = ELCS4 = P-3 LSP4S LCL44 EA-20 SSHM5-6
A40T-PDUNR/L1506-D500 ELSD42 = ELCS4 = (-8 LSP4S LCL44 ° SSHM6-6

A50U-PDUNR/L1506-D630 ELSD42 - ELCS4 - P-3 LSP4S LCL44 - SSHM6-6
*Optional

Il INSERT SELECTION

Application F;r;g;_ﬁ:_?g Finishing Medium cutting Medil;';‘ntig ;eavy M Application Finishing Medium cutting MEdi‘éTﬂtiz ;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM SH
Breaker T Breaker i 20
Cutting conditions B006 Cutting conditions B008
Application Finishin Medium cuttin itz i zvi) Application RISEISION Finishin Medium cuttin
PP 9 9 cutting 2B finishing g 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA with rake T_ DI A P
Breaker Breaker
Cutting conditions B010 Cutting conditions B012
s Application :’:gﬁfg Finishing Medium cutting H Application ':Ir:lg;:fg Finishing
Grade BX470 AH8005 AHB8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker s = .
Shape F\\.//H @ 0 Shape Me/ ] %’ >
Cutting conditions B0O14 Cutting conditions B016

Reference pages: A-PDUNR/L: Insert — B065 -, CBN — B172 -, PCD — B192 -
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T-PDUNR
Lever-lock boring bar, for negative 55° rhombic inserts (Tsuppari-Ichiban)

DMIN . Reinforced carbide ‘JIL‘ @
. y | — )
&2 - :Srw @
L | LH A L3 =
| AN
GAMF S e LF = z
o L O
ok 1 } a
Cutting edge style U Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMF RE** Insert
T32U-PDUNR15C Reinforced 40  Rcl/2 32 22 350 50 103 30 6 -13° 0.8  DN*™1504...
T40V-PDUNR15C Reinforced 50  Rcl/2 40 27 400 55 88 37 7 -10° 0.8  DN*1504...
T50W-PDUNR15C Reinforced 63 Rc1/2 50 35 450 65 63 47 10 -8° 0.8 DN**1504...

**RE : Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

@
N
SPARE PARTS Y4 £ % ( @ &
Designation Shim Clamping screw Wrench Spring pin Lever
T**-PDUNR15C LSD42BR LCS4 P-3 LSP4 LCL4
Uk
S-PDUNR/L

Lever-lock boring bar, for negative 55° rhombic inserts

DMIN H
;i A ] @Jﬂ
; T n |
LH, ] S
GAMF LF - Z
ol g &
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S20Q-PDUNR/L11 Steel 25 20 13 180 85 18 19 -14° 0.8 DN**1104...
S25R-PDUNR/L11 Steel 32 25 17 200 40 23 24 -12° 0.8 DN**1104...
S32S-PDUNR/L15 Steel 40 32 22 250 50 30 29.5 -13° 0.8 DN**1504...
S40T-PDUNR/L15 Steel 50 40 27 300 55 37 37.5 -10° 0.8 DN**1504...
S50U-PDUNR/L15 Steel 63 50 35 350 65 47 47.5 -8° 0.8 DN**1504...

**RE : Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

L)
SPARE PARTS @é ’ /@ ( @ &

Designation Shim Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin Lever
S20Q-PDUNR/L11 = LCS22A = P-2F = o LCL33NL
S25R-PDUNR11 ELSD317BR - LCS3 - P-2.5 LSP3 LCL33L
S25R-PDUNL11 ELSD317BL = LCS3 = P-2.5 LSP3 LCL33L
S32S-PDUNR15 LSD42BR = LCS4 = P-3 LSP4 LCL4
S$32S-PDUNL15 LSD42BL o LCS4 = P-3 LSP4 LCL4
S40T-PDUNR15 LSD42BR - LCS4 - P-3 LSP4 LCL4
S40T-PDUNL15 LSD42BL = LCS4 = P-3 LSP4 LCL4
S50U-PDUNR15 LSD42BR = LCS4 = 28 LSP4 LCL4
S50U-PDUNL15 LSD42BL o LCS4 = P-3 LSP4 LCL4

Reference pages: T-PDUNR, S-PDUNR/L: Insert — B065 -, CBN — B172 -, PCD — B192 -
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TURNINGA

A-ADUNR/L
Double-clamp boring bar, for negative 55° rhombic inserts

o L@

2
LF =
o
o
=)
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF  LF LH H f2 GAMP GAMF f° RE* Insert  Torque*
A25R-ADUNR/L15-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 30 0.8 DN**1504... 3
A32S-ADUNR/L15-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**1504... 3 g
A40T-ADUNR15-D500 Steel 50 40 27 300 55 37 7 -6° -8° 15 0.8 DN**1504... 3 E
A50U-ADUNR15-D630 Steel 63 50 35 350 65 47 10 -6° -7° 15 0.8 DN**1504... 3 g
A25R-ADUNR/L1506-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 15 0.8 DN**1506... 3 t
A32S-ADUNR/L1506-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**1506... 3 =

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius

SPARE PARTS & (& § / L7 @ /<§

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A**-ADUNR/L15-D... ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F
A**-ADUNR/L1506-D... ACP4S ACS-5W BP-7 SP-2.5 ASD423 CSTB-3.5 T-15F

TUNG TUET

C-PDUNL-CHP

Lever-lock boring bar with TungCap connection, with 93° approach angle, for negative 55° rhombic
inserts, with high pressure coolant capability

DMIN ! VW @
L 1

()
=
8 c
&/ 8 o 5y
== ! S B
. ‘ LF
Cutting edge style U - - Left hand (L) shown.
Designation DMIN DCONMS BD LF LB WF f2 RE* Insert
C6PDUNL17100-1104-CHP 32 63 25 100 67.5 17 4.5 0.8 DN**1104...
Applicable for 14 MPa coolant
**RE : Standard corner radius o
4
)4 f D { L
SPARE PARTS G & ©
Designation Shim Clamping screw Coolant unit Wrench Spring pin Lever
C6PDUNL17100-1104-CHP ELSD317BL LCS43 S-CU-CHP P-2.5 LSP3 LCL33L
I INSERT SELECTION
. Application F;Irrﬁ:;_ﬁ:_?gn Finishing Medium cutting Mediléll"nnti?‘gheavy M Application Finishing Medium cutting Mediléz'lﬁtiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM SH
Breaker g Breaker TN
Shape @ = ()= 0 o Shape ’ ‘5*,?’;‘ =
Cutting conditions B006 Cutting conditions B008
e S 0 . Medium to heavy - Precision e . .
. Application Finishing Medium cutting cutting . Application finishing Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA with rake T_ DA P
Breaker Breaker
Shape ‘ ‘ ‘ Shape L %y l P& kol 5 | ®
Cutting conditions B010 Cutting conditions B012
. Application Zﬁgﬁfg Finishing Medium cutting H Application ':::g;_ﬁfg Finishing
Grade BX470 AH8005 AHB8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker s <
Cutting conditions B014 Cutting conditions B016

Reference pages: A-ADUNR/L, C-PDUNR/L-CHP Insert — B065 -, CBN — B172 -, PCD — B192 -
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STREAMIETBAR

A/E-STUPR/L

Screw-on boring bar, for positive 60° triangular inserts

Cutting edge style U

Designation
A07G-STUPR/L07-D080
A08H-STUPR/L07-D080
A08H-STUPR/L09-D100
A10F-STUPR1102-D120
A10K-STUPR/L1102-D120
A10K-STUPR/L1103-D120
A12H-STUPR1102-D140
A12M-STUPR/L1102-D140
A12M-STUPR/L1103-D140
A12H-STUPR1102-D160
A12M-STUPR/L1102-D160
A16K-STUPR13-D180
A16Q-STUPR/L1103-D180
A16Q-STUPR/L13-D180
A16K-STUPR13-D200
A16Q-STUPR/L13-D200
A20R-STUPR/L1103-D220
A20R-STUPR/L13-D220
A25S-STUPR/L16-D270
A32T-STUPR/L16-D340
E07H-STUPR/L07-D080
E08G-STUPR07-D080
E08K-STUPR/L07-D080
E08G-STUPR09-D100
E08K-STUPR/L09-D100
E10F-STUPR1102-D120
E10H-STUPR1102-D120
E10M-STUPR/L1102-D120
E10M-STUPR/L1103-D120
E12G-STUPR1102-D140
E12J-STUPR1102-D140
E12Q-STUPR/L1102-D140
E12Q-STUPR/L1103-D140
E12G-STUPR1102-D160
E12J-STUPR1102-D160
E12Q-STUPR/L1102-D160
E16H-STUPR13-D180
E16R-STUPR/L1103-D180
E16L-STUPR13-D180
E16R-STUPR/L13-D180
E16H-STUPR13-D200
E16L-STUPR13-D200
E16R-STUPL13-D200
E20S-STUPR1103-D220
E20S-STUPR13-D220
E25T-STUPR16-D270

Material
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel

Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

DMIN DCONMS

8
8
10
12
12
12
14
14
14
16
16
18
18
18
20
20
22
22
27
34
8
8
8
10
10
12
12
12
12
14
14
14
14
16
16
16
18
18
18
18
20
20
20
22
22
27

7

8

8
10
10
10
12
12
12
12
12
16
16
16
16
16

25

DMIN

WF

© © © © © © NN N~

4 a4
O e

13.5

=
i =2
©
o g
LA LF JZ
CAMP L 18
g | I
LF LH H 2 GAMP GAMF RE*
90 12 6.75 0.4 &° -10°
100 19.5 7.5 0.5 5° -10°
100 16 7.5 0.6 & -8°
80 20 9 1.4 5° -6°
125 20 9 0.7 5° -6°
125 20 9 0.6 5° -10°
100 24 11 0.8 58 -4°
150 24 11 0.8 5° -4°
150 24 11 0.6 & -6°
100 24 11 0.6 5° -3°
150 24 11 0.6 5° -3°
125 32 15 0.8 5° -3°
180 32 {5 0.8 58 -4°
180 32 15 0.8 5° -3°
125 32 15 0.6 & -3°
180 32 15 0.6 5° -3°
200 36 18 0.7 58 -2°
200 36 18 0.7 5° -2°
250 45 23 05 58 =1°
300 50 30 0.7 5° 0°
100 14 6.75 0.3 &° -10°
90 44.5 7.5 0.5 5° -10°
125 44.5 5 15 & -10°
90 22 7 0.6 5° -8°
125 22 7 0.6 & -8°
80 25 9 0.5 5° -6°
100 25 9 0.6 5° -6°
150 25 9 0.6 5° -6°
150 25 9 0.7 58 -10°
90 27 11 0.8 5° -4°
110 27 11 0.8 & -4°
180 27 11 0.8 5° -4°
180 27 11 0.7 & -6°
90 27 11 0.6 5° -3°
110 27 11 0.6 58 -3°
180 27 11 0.6 5° -3°
100 32 15 0.9 & -3°
200 32 15 0.8 5° -3°
130 32 15 0.6 5° -3°
200 32 15 0.6 5° -3°
100 32 15 0.6 & -3°
130 32 15 0.6 5° -3°
200 32 15 0.6 & -3°
250 36 18 0.7 5° -2°
250 36 18 0.6 5° -2°
300 45 23 0.5 5° -1°

Note: Use right-hand toolholders (STUPR**) with left-hand inserts (L); and left-hand toolholders (STUPL**) with right-hand inserts (R).
(1) TPGH, TPGM, and TPGA inserts cannot be used.

Reference pages: A/E-STUPR/L: Insert — B142 -, CBN — B185 -, PCD — B196

0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8

Right hand (R) shown.

Insert
TP**0701...
TP*0701...

TP*0902..."
TP*1102...0
TP*1102...0"
TP**1103..."
TP*1102...0
TP*1102..."
TP**1103..."
TP*1102...0
TP*1102...0
TP**1303..."
TP*1103...0"
TP*1303...0
TP**1303..."
TP**1303..."
TP*1103...0"
TP**1303..."
TP**16T3...("
TP*16T3...
TP*0701...
TP*0701...
TP*0701...
TP*0902..."
TP*0902..."
TP*1102...0
TP*1102..."
TP*1102..."
TP*1103...0"
TP*1102..."
TP*1102..."
TP**1102..."
TP**1103..."
TP*1102.."
TP*1102...0
TP*1102..."
TP**1303..."
TP**1103..."
TP**1303..."
TP**1303..."
TP**1303..."
TP**1303..."
TP**1303..."
TP**1103..."
TP**1303..."
TP*16T3...

Torque*
0.9
0.9
0.9
1.2
1.2
1.4
1.2
1.2
1.4
1.2
1.2
1.4
1.4
1.4
1.4
1.4
1.4
1.4

3
3
0.9
0.9
0.9
0.9
0.9
1.2
1.2
1.2
1.4
1.2
1.2
1.2
1.4
1.2
1.2
1.2
1.4
1.4
1.4
1.4
1.4
1.4
1.4
1.4
1.4
3




SPARE PARTS @ ﬁ

Designation Clamping screw Wrench
A/EQ7*-STUPR/LO7-... CSTB-2.2L038 T-7F
A/E08*-STUPR/LO7-... CSTB-2.2L.038 T-7F
A/E08*-STUPR/L09-... CSTB-2.2L038 T-7F
A/E10*-STUPR/L1102-... CSTB-2.58 T-8F
A/E10*-STUPR/L1103-... CSTB-3L050 T-9F
A/E12*-STUPR/L1102-... CSTB-2.5B T-8F
A/E12*-STUPR/L1103-... CSTB-3L050 T-9F
A/E16*-STUPR/L1103-... CSTB-3S T-9F
A/E16*-STUPR/L13-... CSTB-3S T-9F
A/E20*-STUPR/L1103-... CSTB-3S T-9F
A/E20*-STUPR/L13-... CSTB-3 T-9F
A/E25*-STUPR/L16-... CSTB-4M T-15F

A32*-STUPR/L16-... CSTB-4M T-15F

Int. Toolholder

I INSERT SELECTION

Application Finishing m:&?ﬁ;‘gﬂ&?ng Medium cutting M Application Finishing mziri‘:anTr;gttt?ng Medium cutting
Grade SH725 T9215 T9215 Grade SH725 T9215 T9215
Js PS PM Js PS PM
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
o Finishing to A Precision
. Application o dium cutting . Pailiesitan finishing
Grade T515 Grade DX120
cm T-DIA with rake
Breaker Breaker &
Shape Shape >D31 20
Cutting conditions B022 Cutting conditions B024
N Precision At Precision NP
. Application finishing . Application finishing Finishing
Grade BX470 Grade BXM10 BXM20
T-CBN T-CBN _ T-CBN _
Breaker . Breaker o 2~
Shape Shape 3 a«) ‘n Q«;
Cutting conditions B026 Cutting conditions B028

Tungaloy D059




T-STUPR/L

Screw-on boring bar, for positive 60° triangular inserts (Tsuppari-lchiban)

Reinforced carbide

.3 |2

- Z

GAMgAMP %I]_l ] i } 8

Cutting edge style U S
Designation Material  DMIN CNT DCONMS WF LF LH L3 H GAMP GAMF RE~
T12M-STUPR11-D14 Reinforced 14 - 12 7 150 24 59 11 5 -4 04
T12M-STUPR/L11 Reinforced 16 - 12 9 150 25 58 11 5  -4° 04
T16Q-STUPR13-D18 Reinforced 18 - 16 9 180 30 59 15 5  -35° 04
T16Q-STUPR/L13 Reinforced 20 - 16 11 180 30 59 15 5  -3° 04
T20R-STUPR13C-D22 Reinforced 22 Rc1/4 20 11 200 35 49 18 5  -2° 04
T20R-STUPR/L13 Reinforced 24 - 20 13 200 40 49 18 5  -2° 04
T255-STUPR16C-D27 Reinforced 27 Rc1/4 25 135 250 40 64 23 5  -1° 08
T255-STUPR/L16 Reinforced 31 - 25 17 250 45 64 23 5 0 08

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (STUPR**) with left-hand inserts (L); and left-hand toolholders (STUPL**) with right-hand inserts (R).

SPARE PARTS & %’S

U & Designation Clamping screw Wrench
T12M-STUPR11-D14 CSTB-2.5B T-8F
T12M-STUPR/L11 CSTB-2.5 T-8F
T16Q-STUPR13-D18 CSTB-3S T-9F
T16Q-STUPR/L13 CSTB-3 T-9F
T20R-STUPR13C-D22 CSTB-3S T-9F
T20R-STUPR/L13 CSTB-3 T-9F
T25S-STUPR/L16... CSTB-4S T-15F

I INSERT SELECTION

Application F;Irnelg;_ﬁ:_?g Finishing m::ir::anngt?t?n 9 Medium cutting M Application Finishing msiiri‘ijsn':iggttt?n g
Grade NS9530 NS9530 T9215 T9215 Grade AH725 AH630

Cutting conditions B018 Cutting conditions B020
- Finishing to - S
. Application medium cutting . Application Finishing
Grade T515 Grade DX140
CcM T-DIA -
Breaker Breaker
Shape Shape a
N
Cutting conditions B022 Cutting conditions B024
H Application ?r:g;:lr?gn Finishing
Grade BXM10 BXM20
T-CBN . T-CBN ..
1 1
Breaker / . \
Shape & ab b & ab
Cutting conditions B028

Reference pages: T-STUPR/L: Insert = B142 -, CBN — B185 -, PCD — B196

D060 www.tungaloy.com

@

@

Right hand (R) shown.

Insert

TP*1102...
TP*1102...
TP**1308...
TP**13083...
TP**1308...
TP*13083...
TP*16T3...
TP*16T3...

Medium cutting
T6130

o1 PSS PS PM
Breaker Breaker

Torque*
1.2
1.2
1.4
1.4
1.4
1.4

3
3




Cc O
IsoETuRN
A-PTUNR/L-Eco
Lever-lock boring bar, for negative triangular inserts

DMIN

!
e - 5 2‘ @ @

93°

\ZA A (D)
= GAM <LH S F |3
‘ o)
Y = | O
. GAMP -G [o
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H  f2 GAMP GAMF RE*  Insert Torque*
A25R-PTUNR/L1104-D320 Steel 32 25 17 200 45 23 1.22 -6° -12° 0.8 TN**1104... 2
A32S-PTUNR/L1104-D400 Steel 40 32 22 250 50 30 1.16 -6° -10° 0.8 TN**1104... 2

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

SPARE PARTS & ( & @ &

Int. Toolholder

Designation Clamping screw Wrench Lever atc':ia{csr:]r’rp'ngm* forsglri\gle*
A25R-PTUNR/L1104-D320 LCS23A P-2.5 LCL23 EA-25 SSHM4-5
A32S-PTUNR/L1104-D400 LCS23A P-2.5 LCL23 EA-32 SSHM4-5

*Optional

I INSERT SELECTION

- Application Finishing Medium cutting M Application Finishing Medium cutting

Grade T9215 T9215 Grade T6120 T6130
TSF ™ ss
£\
Breaker Breaker ® \
Shape Shape S ~ ;\: p i N
Eo—3 T

Cutting conditions B006 Cutting conditions B008

Reference pages: A-PTUNR/L-Eco: Insert — B084 -
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UL

STREAMIETBAR

A-PTUNR/L

Lever-lock boring bar, for negative 60° triangular inserts

DMIN @
|- J
=N e
i |
| %
GAMF = Sl 2
o]
cavpl-=_] : N | o
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A16M-PTUNR/L11-D200 Steel 20 16 11 150 32 15 1 -6° -14° 0.4 TN**1103... 1.7
A20Q-PTUNR/L11-D250 Steel 25 20 13 180 36 18 1 -6° -12° 0.4 TN**1103... 1.7
A25R-PTUNR/L16-D320 Steel 32 25 17 200 45 23 1.4 -6° -12° 0.8 TN**1604... 2.7
A32S-PTUNR/L16-D400 Steel 40 32 22 250 50 30 13 -6 -10° 08 TN"1604.. 2.7

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.

Toolholder length may not conform to ISO standard.

Note: Use right-hand toolholders (PTUNR**) with left-hand inserts (L); and left-hand toolholders (PTUNL**) with right-hand inserts (R).

SPARE PARTS @ @@ y ( @ & @ &

Designation ngp;\;l)vir;g ngp;\;l)vir;g Wrench 1 Wrench 2 Spring pin agg(ﬁ:’nﬁgm* Scri\gllgzr el
A16M-PTUNR/L11-D200 - LCS22A - P-2F - - LCL22N - SSHM3-4
A20Q-PTUNR/L11-D250 - LCS22A - P-2F - - LCL22N EA-20 SSHM3-4
A25R-PTUNR/L16-D320 ELST317BR/L - LCS3 - P-2.5 LSP3 LCL33 EA-25 SSHM4-5
A32S-PTUNR/L16-D400  LST317BR/L - LCS3 - P-2.5 LSP3 LCL3 EA-32 SSHM4-5

*Optional
T-PTUNR

Lever-lock boring bar, for negative 60° triangular inserts (Tsuppari-lchiban)

Reinforced carbide

&=

Cutting edge style U Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMF RE* Insert Torque*
T16Q-PTUNR11 Reinforced 20 - 16 11 180 27 59 15 -14° 0.4 TN**1108... 1.7
T20R-PTUNR11C Reinforced 25 Rc1/4 20 13 200 35 49 18 -12° 0.4 TN**1103... 1.7
T25S-PTUNR16C Reinforced 32 Rc1/4 25 17 250 40 64 23 =122 0.8 TN**1604... 2.7
T32U-PTUNR16C Reinforced 40 Rc1/2 32 22 350 50 103 30 -10° 0.8 TN*1604... 2.7
T40V-PTUNR16C Reinforced 50 Rc1/2 40 27 400 55) 88 37 -10° 0.8 TN**1604... 2.7
T50W-PTUNR16C Reinforced 63 Rc1/2 50 35 450 65 63 47 -8° 0.8 TN**1604... 2.7

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.

Toolholder length may not conform to ISO standard.

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS < 4 y ( @ &

Y

Designation Shim Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin Lever
T**-PTUNR11... - LCS22A - P-2F - - LCL22N
T25S-PTUNR16C ELST317BR - LCS3 - P-2.5 LSP3 LCL33

T**-PTUNR16C LST317BR = LCS3 = P-2.5 LSP3 LCL3

Reference pages: A-PTUNR/L, T-PTUNR: Insert — B084 -, CBN — B176 -, PCD — B192 -
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A/S-PTUNR/L
Lever-lock boring bar, for negative 60° triangular inserts

DMIN % ‘ " @
y I
7 %&o ~J T @}mg
- U) T
- LH,_ LF s
GAMF pi “%
) w%’ﬁf T 3
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF  RE* Insert Torque*
S16M-PTUNR/L11 Steel 20 16 11 150 30 15 15.5 -14° 0.4 TN**1103... 1.7
$20Q-PTUNR/L11 Steel 25 20 13 180 35 18 19 -12° 0.4 TN**1103... 17 3
S25R-PTUNR/L16 Steel 32 25 17 200 40 23 24 -12° 0.8 TN**1604... 27 2
o
A32S-PTUNR/L16 Steel 40 32 22 250 50 30 29.5 -12° 0.8 TN**1604... 27 8
£

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.

Toolholder length may not conform to ISO standard.

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS /@ @Q y ( @ & @

Designation iggwqg 2:;2\;;"129 Wrench 1 Wrench 2 Spring pin atct)gcsr?r‘r)\g:'z/t*
S**-PTUNR/L11 - LCS22A - P-2F - - LCL22N -
S25R-PTUNR16 ELST317BR - LCS3 - P-2.5 LSP3 LCL33 -
S25R-PTUNL16 ELST317BL - LCS3 - P25 LSP3 LCL33 =
A32S-PTUNR16 LST317BR - LCS3 - P-2.5 LSP3 LCL3 EA-32
A32S-PTUNL16 LST317BL - LCS3 - P-2.5 LSP3 LCL3 EA-32

*Optional

I INSERT SELECTION

Application Ff’lrr:gﬁ:-?gn Finishing Medium cutting Mediléll"nntig;eavy M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130
TF ™ TH SF o SM
Breaker Breaker £l P,
Shape A ‘ A Shape ) /- y ";Q%\ '
Cutting conditions B006 Cutting conditions B008
Application Finishing  Medium cutting Medium to heavy Application Biecision Finishing  Medium cuttin
PP 9 9 cutting PP finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA - vith rake T_DIA P
-

Breaker Breaker //
‘ ‘ ‘ T — -

Cutting conditions B0O10 Cutting conditions B012
. Application ';ﬁg;ﬁ':; Finishing  Medium cutting H | Avpiication ':I':I‘S",ﬁ':; Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN_ HRF HRM T-CBN T-CBN
Breaker 4 Breaker y y
Shape ﬂ ® ) é A Shape . N ®
Cutting conditions B0O14 Cutting conditions B016

Reference pages: A/S-PTUNR/L: Insert — B084 -, CBN — B176 -, PCD — B192 -
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STREAMIETBAR

A/E-SVUBR/L

Screw-on boring bar, for positive 35° rhombic inserts

Cutting edge style U

Designation Material
A16Q-SVUBR/L11-D200 Steel
A20R-SVUBR/L11-D250 Steel
A25S-SVUBR/L16-D320 Steel
E16R-SVUBR/L11-D245 Carbide
E20S-SVUBR/L11-D285 Carbide
E25T-SVUBR/L16-D340 Carbide

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

DMIN

LH
wilg
. Ef o
> i
GAMF -
Yo [
GAMPY-& :

DMIN DCONMS WF LF LH H
20 16 15.5 180 35 15

25 20 17.5 200 40 19
32 25 20.5 250 50 23
24.5 16 16 200 - 15
28.5 20 18 250 = 19
34 25 21 300 - 23

f2

0°
0°

-8°
-7°
-6°
-8°
=7
-6°

Note: Use right-hand toolholders (SVUBR**) with left-hand inserts (L); and left-hand toolholders (SVUBL**) with right-hand inserts (R).

&

Clamping screw

SPARE PARTS

Designation

A**-SVUBR/L11-D2*0 CSTB-2.5
A25S-SVUBR/L16-D320 CSTB-3.5
E**-SVUBR/L11-D2*5 CSTB-2.5
E25T-SVUBR/L16-D340 CSTB-3.5

I INSERT SELECTION

Application Finishing m:L?LS;igﬂé?ng
Grade SH725 T9215
Js PS
Breaker
Shape ‘ ‘
Cutting conditions B018
o Finishing to
. Papllieiion medium cutting
Grade T515
CM
Breaker
Shape

Cutting conditions B022

Al

Wrench
T-8F
T-15F
T-8F
T-15F
M Application Finishing mscijr;ijsn':igﬂttt?n g
Grade SH725 T9215
Js PS
Breaker
shve S S
Cutting conditions B020
H Application :’;ﬁg;:fg Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker =
Shape e
Cutting conditions B028

Reference pages: A/E-SVUBRY/L: Insert — B150 -, CBN — B189

D064 www.tungaloy.com

GAMP GAMF RE**

0.4
0.4
0.8
0.4
0.4
0.8

Right hand (R) shown.

Insert

VB*1103...
VB*1103...
VB*1604...
VB*1103...
VB**1103...
VB**1604...

Torque*
1.2
1.2

3
1.2
1.2

3




T-SVUBR

Screw-on boring bar, for positive 35° rhombic inserts (Tsuppari-lchiban)

Reinforced carbide

L3

DCONMS

Cutting edge style U

Designation Material DMIN CNT DCONMS WF LF LH L3 L4
T20R-SVUBR11C Reinforced 25 Rc1/4 20 14 200 30 59 121

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius
Note: Use right-hand toolholders (SVUBR**) with left-hand inserts (L).

SPARE PARTS & 7 (

Designation Clamping screw Wrench
T20R-SVUBR11C CSTB-2.5 T-8F

I INSERT SELECTION

L P Finishing to N~ P Finishing to
Application Finishing medium cutting M Application Finishing medium cutting
Grade NS9530 T9215 Grade AH725 AH630
PSS PS PSF PSS
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
- Finishing to - P Finishing to
. Application i tting . Application Finishing e dium cutting
Grade T515 Grade AH8015 AH8015
cM PSS PS
Breaker Breaker
Shape Shape
Cutting conditions B022 Cutting conditions B026
- Precision - ong
Application finishing Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker

Shape e® 3 0.® 5

Cutting conditions B028

Reference pages: T-SVUBR: Insert — B150 -, CBN — B189

H
18

f2 GAMP GAMF RE**

4

0°

-8°

0.4

Right hand (R) shown.

Insert Torque*
VB**1108... 1.2

Int. Toolholder

Tungaloy D065




BOREMEISTER

S-SVUCR/L-H

Screw-on exchangeable boring head, for positive 35° rhombic inserts

A

93e =1 — z

7 50 —fA 18

L o

= )

LF
. |
Cutting edge style U

Designation DMIN DCON WF LF
S20-SVUCR/L11-H 27 20 16 20
S25-SVUCR/L11-H 31 25 17 25

Note: Use right-hand toolholders (SVUCR**) with left-hand inserts (L); and left-hand toolholders (SVUCL**) with right-hand inserts (R).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
S20-SVUCR/L11-H SR14-560 T-8/5
S$25-SVUCR/L11-H SR14-560 T-8/5

I INSERT SELECTION

B oo e oo
Grade NS9530 T9215
PSS PS
Breaker
Cutting conditions BO18
et i Finishing to
. Application medium cutting
Grade T515
CcM

Breaker
Shape ‘

Cutting conditions B022

. Application Finishing meF(iHLsgiré?ntt?n g
Grade AH8015 AH8015
PSS PS
Breaker
Cutting conditions B026

- S Finishing to A N
Application Finishing medium cutting Medium cutting
Grade AH725 AH630 T6130
PSF PSS PM
Breaker > .
e D D N
Cutting conditions B020
. Application ':ﬁg;:'ﬁgn Finishing Medium cutting
Grade DX120 DX140 KSO05F
T-DIA with rake T-DIA AL
Breaker _if =
SHERE Q’. \w e
Cutting conditions B024
P Precision A
Application finishing Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker

Shape '\./' '\./'

Cutting conditions B028

Reference pages: S-SVUCR/L-H: Insert — B153 -

D066 www.tungaloy.com

@

Right hand (R) shown.

Insert
VC*1108...
VC**11083...




S0OREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

Designation

D16-L156-7D-C
G16-L204-10D-E
D20-L200-7D-C
G20-L260-10D-E
D25-1255-7D-C
D25-1330-10D-C
D32-1L.320-7D-C
D32-L416-10D-C
D40-L408-7D-C
D40-L528-10D-C
D50-L518-7D-C
D50-L668-10D-C
D60-L628-7D-C
D60-L808-10D-C

SPARE PARTS

Designation

D16-L..., G16-L...
D20-L..., G20-L...

D25-L...
D32-L...

D40-L..., D50-L...

D60-L...

. OHX
%’ TR . I =
A === 5t 3
Q) o | 8
- OAL
Material DCONWS DCONMS OAL
Steel 16 16 156.3
Carbide 16 16 204.3
Steel 20 20 200.3
Carbide 20 20 260.3
Steel 25 25 257.5
Steel 25 25 332.5
Steel 32 32 323
Steel 32 32 419
Steel 40 40 411
Steel 40 40 531
Steel 40 50 523
Steel 40 50 673
Steel 40 60 633
Steel 40 60 813
Clamping screw Wrench
SRM3X10DIN912 HW2.5
SRM3.5X10DIN912 HW2.5
SRM4X12DIN912 HW3.0
SRM5X12DIN912 HW4.0
SRM6X16DIN912-12.9 HW5.0

DCONMS

50 & 60 mm Shank

OHX
92
140
120
180
155
230
192
288
248
368
318
468
388
568

DCONWS

@

CNT
G1/8

G1/4

Int. Toolholder

G1/4
G1/4
G3/8
G3/8
G172
G172
G1/2
G1/2
G3/4
G3/4

Tungaloy D067



STREAMIETBAR

A/E-SVUCR/L

Screw-on boring bar, for positive 35° rhombic inserts

DMIN @
/a\ ,ﬂéﬁ:q
‘ wi il I
P =ipE 2
GAIE LF -5
(&)
(=)
. N — H
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A12M-SVUCR/L08-D160 Steel 16 12 11 150 30 11 55 0° -8° 0.4 VC**0802... 0.6
A25S-SVUCR/L16-D320 Steel 32 25 19 250 45 23 6.5 0° -5° 0.8 VC**1604... 3
E12Q-SVUCR/L08-D180 Carbide 18 12 11.5 180 - 11 55 0° -8° 0.4 VC*0802... 0.6
E25T-SVUCR/L16-D320 Carbide 32 25 19 300 - 23 6.5 0° -5° 0.8 VC**1604... 3

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SVUCR**) with left-hand inserts (L); and left-hand toolholders (SVUCL**) with right-hand inserts (R).

& A

SPARE PARTS

Designation Clamping screw Wrench
A12M-SVUCR/L08-D160 CSTB-2L T-6F
A25S5-SVUCR/L16-D320 CSTB-3.5 T-15F
E12Q-SVUCR/L08-D180 CSTB-2L T-6F
E25T-SVUCR/L16-D320 CSTB-3.5 T-15F
U b
I INSERT SELECTION
L Finishing to - Finishing to
Application medium cutting M Application medium cutting
Grade T9215 Grade T9215
PS PS
Breaker ° Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
. Application mgg;fjsr:ir(‘;%ttt‘i)ng . Application 2':‘;?:; Medium cutting
Grade T515 Grade DX120 KSO05F
cM T-DIA with rake AL
Breaker Breaker ~
Shape ° Shape @' ¢
Cutting conditions B022 Cutting conditions B024
. Application _ Finishing to. s H Appication ’;’rﬁg;ﬁfg Finishing
Grade AH8005 Grade BXM10 BXM20
PS T-CBN T-CBN
Breaker Breaker e _— -
Shape ‘ Shape \'*"‘2/" \\"”ke/"
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-SVUCRY/L: Insert — B153 -, CBN — B190, PCD — B194 -

D068 www.tungaloy.com




T-SVUCR

Screw-on boring bar, for positive 35° rhombic inserts (Tsuppari-lchiban)

Cutting edge style U

DMIN CNT
32  Rcl/4

Material
Reinforced

Designation
T25S-SVUCR16C

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SVUCR**) with left-hand inserts (L).

I

Wrench
T-15F

&

Clamping screw
CSTB-3.5L

SPARE PARTS

Designation
T25S-SVUCR16C

I INSERT SELECTION

Application Finishing . Finishing fo s M
Grade NS9530 T9215
PSS PS
Breaker
Shape °
Cutting conditions B018
—— Finishing to
. Ppllieie medium cutting .
Grade T515
CM
Breaker
Shape
Cutting conditions B022
Application Finishing mgjjril:;s;igﬂttt?n g
Grade AHB8015 AH8015
PSS PS
Breaker
Shape
Cutting conditions B026

Cutting conditions

Reference pages: T-SVUCR: Insert = B153 -, CBN — B190, PCD — B194 -

EMIE w Reinforced carbide { ‘4'1'7 @
f I ;‘ [ |
& [ .
als PLLH | . L3 IS
GAMF . LF B
GAMP [ ) | O
= s
Right hand (R) shown.
DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert  Torque*
25 19 250 40 64 23 6.5 0° -5° 0.8 VC**1604... 3
[}
k=)
o
=
8
'_
s
=
Application Finishin RniSindito) Medium cuttin
PP’ 9 medium cutting 9
Grade AH725 AH630 T6130
PSF PSS PM
Breaker o
e D S S
Cutting conditions B020
o Precision A N A
Application finishing Finishing Medium cutting
Grade DX120 DX140 KSO05F
T-DIA with rake T_DJ A AL
Breaker — -
Shape QJ \an Vﬁ
Cutting conditions B024
— Precision A e
Application finishing Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker )
Shape e® g .S o

Tungaloy D069




SOREMEISTER

S-DVUNR/L-H
Double-clamp exchangeable boring head, for negative 35° rhombic inserts

@

Cutting edge style U

Right hand (R) shown.

Designation DMIN DCON WF LF Shank Insert
S40-DVUNR/L16T-H 56 40 34 38 D40, D50, D60 VN**1604...
SPARE PARTS & == ﬁ & /8

Designation Shim Shim screw Clamp Clamp screw Spring Wrench

S40-DVUNR/L16T-H ASV322 SR35080I DLM3V SR10402267 KSP5 HW4.0

I INSERT SELECTION

S Precision S . - At A N A
. Application finishing Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6120 T6130
TF TSF ™ SF SM
Breaker T s Breaker B0 18
Shape @ A Shape A
Cutting conditions B006 Cutting conditions B008
Application  Finishing  Medium cutting Med";[]‘n‘iﬁ;ea"y Application Ff’lfrﬁ:ﬁ';’;
Grade T515 T515 T515 Grade DX120
All d All d All d T_DlA with rake
Breaker Breaker
Shape - - - Shape \. L
Cutting conditions BO10 Cutting conditions B012
. Application ',’I’rﬁg'rﬁ'r“’g" Finishing  Medium cutting . Application ';’:Ig't:':g" Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker = - = -
e e ® ) A GRS Sare N S St
Cutting conditions B014 Cutting conditions B016

Reference pages: S-DVUNR/L-H: Insert — B094 -, CBN — B178, PCD — B192
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S0OREMEISTER

Anti-vibration bar

Anti-vibration bar for exchangeable turning heads, with through coolant

Designation

D16-L156-7D-C
G16-L204-10D-E
D20-L200-7D-C
G20-L260-10D-E
D25-1255-7D-C
D25-1330-10D-C
D32-1L.320-7D-C
D32-L416-10D-C
D40-L408-7D-C
D40-L528-10D-C
D50-L518-7D-C
D50-L668-10D-C
D60-L628-7D-C
D60-L808-10D-C

SPARE PARTS

Designation

D16-L..., G16-L...
D20-L..., G20-L...

D25-L...
D32-L...

D40-L..., D50-L...

D60-L...

. OHX
%’ TR . I =
2 s 5t 5
Q) o | a
- OAL
Material DCONWS DCONMS OAL
Steel 16 16 156.3
Carbide 16 16 204.3
Steel 20 20 200.3
Carbide 20 20 260.3
Steel 25 25 257.5
Steel 25 25 332.5
Steel 32 32 323
Steel 32 32 419
Steel 40 40 411
Steel 40 40 531
Steel 40 50 523
Steel 40 50 673
Steel 40 60 633
Steel 40 60 813
Clamping screw Wrench
SRM3X10DIN912 HW2.5
SRM3.5X10DIN912 HW2.5
SRM4X12DIN912 HW3.0
SRM5X12DIN912 HW4.0
SRM6X16DIN912-12.9 HWS5.0

DCONMS

50 & 60 mm Shank

OHX
92
140
120
180
155
230
192
288
248
368
318
468
388
568

DCONWS

@

CNT
G1/8

G1/4

Int. Toolholder

G1/4
G1/4
G3/8
G3/8
G172
G172
G1/2
G1/2
G3/4
G3/4

Tungaloy D071



IsoETuRN

A-PVUNR/L-Eco

Lever-lock boring bar, for negative 35° rhombic inserts

DMIN H
pEs Y /
7NN
Vi L | )
;A; 2y 9 r
LH |4 2
GAMF 2t LF - 2
GAM P]'?ﬁ ! 18
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A25R-PVUNR/L1204-D320 Steel 32 25 18 200 45 23 5.0 -5° -15° 0.8 VN*1204... 3
A25R-PVUNR/L1204-D370 Steel 37 25 22 200 45 23 8.0 -4° -15° 0.8 VN*1204... 3
A32S-PVUNR/L1204-D400 Steel 40 32 22 250 50 30 5.5 -6° -12° 0.8 VN*1204... 3
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
y kB - L) — &
SPARE PARTS Vol -
Designation Clamping screw Wrench Spring pin aggcst:ﬁglr?t* forsoci{ivgle*
A25R-PVUNR/L1204-D... LCS3V P-2.5 LCL3V Lsv212 LSP3 EA-25 SSHM4-5
A32S-PVUNR/L1204-D400 LCS3V P-2.5 LCL3V Lsv212 LSP3 EA-32 SSHM4-5
*Optional
UL
I INSERT SELECTION
. Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade T6120 T6130
TSF ™ SS SM
Break Breaker — — S
Srr?:pzr ‘ - Shape * ; by ee
Cutting conditions B006 Cutting conditions B008

Reference pages: A-PVUNR/L-Eco: Insert — B095 -
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STREAMIETBAR

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

DMIN H @
= v /
O,
=t -
o >
GAMF <LH S F Jz
(®)
GAMPL-E ] | 3
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H 2 GAMP GAMF RE~  Insert Torque*
A25R-PVUNR/L16-D370 Steel 37 25 22 200 45 23 9.5 -5° -14° 0.8 V/YN*1604... 2.7
A32S-PVUNR/L16-D400 Steel 40 32 22 250 50 30 6 -5° -12° 0.8  V/YN*1604... 2.7
A40T-PVUNR/L16-D500 Steel 50 40 27 300 60 37 7 -5° -10° 0.8 V/YN**1604... 2.7

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

SPARE PARTS <> @@ ( @ & ) &

QOil supply Screw

Int. Toolholder

Designation Clamping screw Wrench Spring pin T for oil hole*
A25R-PVUNR/L16-D370 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-25 SSHM4-5
A32S-PVUNR/L16-D400 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-32 SSHM4-5
A40T-PVUNR/L16-D500 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V - SSHM5-6

*Optional

I INSERT SELECTION

Application F;Ir;:;::_?gn Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6120 T6130
TF TSF ™ SF SM
Breaker o - Breaker \;lal:l —
Shape @ W - Shape s
Cutting conditions B006 Cutting conditions B008
. Application Finishing Medium cutting Medité:lniéz':];eavy Application Zﬁ:ﬁfg
Grade T515 T515 T515 Grade DX120
All-round All-round All-round T-DIA with rake
Breaker Breaker
e s Y <l
Cutting conditions B0O10 Cutting conditions B012
. Application Zﬁgﬁfg Finishing ~ Medium cutting | ] Application ':Iﬁ‘s’:fl':; Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker = a5 = 5
Shape “\./4 a o Shape s W Sagd
Cutting conditions B014 Cutting conditions B0O16

Reference pages: A-PVUNRY/L: Insert = B094 -, B107, CBN — B178, PCD — B192
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TURNINGA

A-AVUNR/L

Double-clamp boring bar, for negative 35° and 25° rhombic inserts

H
] -
® |
25 2
LF =
-3
10
) | e
Cutting edge style U
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE* Insert
A32S-AVUNR/L16-D400 Steel 40 32 22 250 50 30 6 6 -10° 08 V/YN*1604...
A40T-AVUNR/L16-D500 Steel 50 40 27 300 55 37 7 6 -8 08 V/YN"1604..

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

SPARE PARTS @ & § / <> @ ﬁ

Designation Clamp screw Spring pin Shim screw
A*-AVUNR/L16-D... ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5 T-15F
I INSERT SELECTION
Application F;Ir::g;:::’gn Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6120 T6130
TF TSF ™ SF SM
Breaker o - Breaker \-;.3“ T
Shape @ v - Shape =T gt
Cutting conditions B006 Cutting conditions B008
. Application Finishing Medium cutting Medité:lﬂié::;;eavy Application Zﬁ:ﬁfg
Grade T515 T515 T515 Grade DX120
All-round All-round All-round

T-DIA with rake

Breaker Breaker Y |
Shape Shape LSS, »

Cutting conditions B0O10 Cutting conditions B012
e Precision el q . — Precision AU
. Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker = a5 = &
Shape F"‘»\.4 @ o Shape &\‘w«jﬂ &\M
Cutting conditions B014 Cutting conditions B0O16

Reference pages: A-AVUNR/L: Insert — B094 -, B107, CBN — B178, PCD — B192

D074 www.tungaloy.com

@

Right hand (R) shown.

Torque*

3
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STREAMIETBAR

A/E-SWUBR/L

Screw-on boring bar, for positive 80° trigon inserts

Cutting edge style U

Designation
AO5F-SWUBR/L03-D060
A06G-SWUBR/L03-D070
A07G-SWUBR/L03-D080
A08H-SWUBRO03-D060
A08H-SWUBRO03-D070
E05G-SWUBR/L03-D060
E06H-SWUBR/L03-D070
EO07H-SWUBR/L03-D080
E08K-SWUBR03-D060
E08K-SWUBRO03-D070

Material

Steel
Steel
Steel
Steel
Steel
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

DMJN § ¥ i‘L‘
[75) LL.
le\ﬁ: :M LF ~l % = LF &
o ight S
GAMP -] - s
Right hand (R) shown.
DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
6 5 3 80 9 4.8 0° -13° 0.4 WB**0301... 0.6
7 6 3.5 90 11 5.75 0° -12° 0.4 WB**0301... 0.6 g
8 7 4 90 12 6.75 0° -11° 0.4 WB**0301... 0.6 §
6 8 3.1 100 18 7.5 0° -12° 0.4 WB**0301... 0.6 §
7 8 3.6 100 20 5 0° -12° 0.4 WB**0301... 0.6 g
6 5 3 90 10 4.8 0° -13° 0.4 WB**0301... 0.6
7 6 3.5 100 12 BL1® 0° -12° 0.4 WB**0301... 0.6
8 7 4 100 14 6.75 0° -11° 0.4 WB**0301... 0.6
6 8 3.1 125 30 5 0° -12° 0.4 WB**0301... 0.6
7 8 3.6 125 40 7.5 0° -12° 0.4 WB**0301... 0.6

Note: Use right-hand toolholders (SVUCR*) with left-hand inserts (L); and left-hand toolholders (SWUBL**) with right-hand inserts (R).

SPARE PARTS

&

Designation Clamping screw

A/E**-SWUBRY/L...

CSTB-2

I INSERT SELECTION

Application Finishing
Grade SH725

Breaker
Shape

Cutting conditions B006

Wrench
T-6F

Application Finishing - Application Finishing

Grade SH725 Grade TH10

Wos wos
Breaker \ Breaker

Shape y v Shape e
u' )

Cutting conditions B008 Cutting conditions B0O10

P

Reference pages: A/E-SWUBR/L: Insert — B157 -

Application Finishing
Grade GH110
wos
Breaker
Shape y
¢ "
Cutting conditions B012

Tungaloy D075




Y=-rPrRO SERIES

A/E-SYUBR/L

Screw-on boring bar, for positive 25° rhombic inserts

.
93° \60°
) =
Cutting edge style U
Designation Material DMIN DCONMS
A16Q-SYUBR/L11-D200 Steel 20 16
E12Q-SYUBR/L11-D200 Carbide 20 12
E16R-SYUBR/L11-D245 Carbide 24.5 16

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

SPARE PARTS

Designation Clamping screw Wrench
A16Q-SYUBR/L11-D200 CSTB-2L T-6F
E**-SYUBR/L11-D... CSTB-2L T-6F

UL
Qe

I INSERT SELECTION

P Finishing to et Finishing to
. Application medium cutting . Application medium cutting
Grade T9225 Grade GT9530
ZM ZM
Breaker . Breaker .
Shape @ Shape e
Cutting conditions B018 Cutting conditions B022

Reference pages: A/E-SYUBR/L: Insert — B160

D076 www.tungaloy.com

DMIN LH H @
ﬂ% —— |, :
T I m# Vs W | w
S =2 N %)\
B LF e
GAMF - . 8
GAMP Ll | =]
P l |
Right hand (R) shown.
WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
15.5 180 35 15 8 0° -8° 0.4  YW™11T2... 0.6
13.5 180 27 11 7.5 0° -8° 0.4  YW™11T2.. 0.6
16 200 32 15 8 0° -8° 0.4  YW™11T2.. 0.6




STREAMIETBAR

A/E-SDQCR/L

Screw-on boring bar, for positive 55° rhombic inserts

DMIN e @
= ;
V< ‘ ,,
/‘./? 1|
b =
- - =
LF 8
o
GAMPL-="| H
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A10K-SDQCR/L07-D130 Steel 13 10 7.6 125 20 9 2.6 0° -8° 0.4 DC*0702... 1.2
A12M-SDQCR/L07-D160 Steel 16 12 8.6 150 24 11 2.6 0° -6° 0.4 DC*0702... 1.2 ﬁ
A16Q-SDQCR/L07-D200 Steel 20 16 10.6 180 32 15 2.6 0° -5° 0.4 DC**0702... 1.2 §
o
A20R-SDQCR/L11-D250 Steel 25 20 13.7 200 36 18 3.7 0° -7° 0.8 DC*11T8... 3 i)
A25S-SDQCR/L11-D300 Steel 30 25 16.2 250 45 23 3.7 0° -4° 0.8 DC*11T83... 3 g
E10H-SDQCR07-D130 Carbide 13 10 7.6 100 25 9 2.5 0° -8° 0.4 DC*0702... 1.2
E10M-SDQCR/L07-D130 Carbide 13 10 7.6 150 25 9 2.6 0° -8° 0.4 DC**0702... 1.2
E12J-SDQCR07-D160 Carbide 16 12 8.6 110 27 11 2.5 0° -6° 0.4 DC*0702... 1.2
E12Q-SDQCR/L07-D160 Carbide 16 12 8.6 180 27 11 2.6 0° -6° 0.4 DC*0702... 1.2
E16L-SDQCR07-D200 Carbide 20 16 10.6 130 32 15 2.5 0° -5° 0.4 DC*0702... 1.2
E16R-SDQCR/L07-D200 Carbide 20 16 10.6 200 32 15 2.6 0° -5° 0.4 DC**0702... 1.2
E20S-SDQCR/L11-D250 Carbide 25 20 13.7 250 36 18 3.7 0° -7° 0.8 DC*11T8... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).
SPARE PARTS & /@
Designation Clamping screw Wrench
A1**-SDQCR/L07-D**0 CSTB-2.58 T-8F
A2**-SDQCR/L11-D**0 CSTB-4S T-15F
E1**-SDQCR/L07-D**0 CSTB-2.58 T-8F
E20S-SDQCR/L11-D250 CSTB-4S T-15F
I INSERT SELECTION
A Precision - A Finishing to A q Aoy Precision A Finishing to q .
Application finishing Finishing medium cutting Medium cutting M Application finishing Finishing medium cutting Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
Shape Shape
Cutting conditions B018 Cutting conditions B020
. Application m:ilr;li;snlliggttt‘i)n g . Application Zﬁ(s:ﬁr?; Medium cutting
Grade T515 Grade DX120 KSO05F
CcMm T-DIA withrake AL
Breaker Breaker ~) =
Shape ° Shape q@' W
Cutting conditions B022 Cutting conditions B024
. Application Zﬁg;ﬁfg meFtiir:Lsr:irt‘;ﬂttt(i)n g H Application :’:zﬁfg Finishing
Grade BX470 AH8005 Grade BXM10 BXM20
T-CBN PS T-CBN T-CBN
Breaker Breaker ;
Shape & g;"»! Shape \\5/ "\&
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-SDQCRY/L: Insert — B119 -, CBN — B182, PCD — B194 -
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T-SDQCR/L

Screw-on boring bar, for positive 55° rhombic inserts (Tsuppari-Ichiban)

@

Right hand (R) shown.

DMIN w Reinforced carbide H
el e
& D S — - @
LH [ F . 18 S
GAMF o =3
GAMP 1 =— 1+ | 8
Cutting edge style Q
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE*
T16Q-SDQCR/L07 Reinforced 20 - 16 i 180 27 59 15 3 0° -6° 0.4
T20R-SDQCR/L11C Reinforced 25 Rc1/4 20 13 200 35 49 18 3 0° -6° 0.8
T25S-SDQCR/L11C Reinforced 32 Rc1/4 25 17 250 40 64 23 4.5 0° -4° 0.8

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SDQCR*) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).

&  p

SPARE PARTS

Designation Clamping screw Wrench
T16Q-SDQCR/L07 CSTB-2.5 T-8F
T20R-SDQCR/L11C CSTB-4M T-15F
T25S-SDQCR/L11C CSTB-4 T-15F

I INSERT SELECTION

Application Finishing mzl,’;:fn':"(‘:ﬂt‘t‘i’ng Medium cutting ]  Application ';[fl‘s",:':; Finishing msij"iffn'}";gt"t‘i’ng Medium cutting
Grade NS9530 T9215 T9215 Grade GH330 AH725 AH630 T6130
PSS PS PM W** PSF PSS PM
Breaker Breaker =
Cutting conditions B018 Cutting conditions B020
o Finishing to A Precision S . .
Application medium cutting Application finishing Finishing Medium cutting
Grade T515 Grade DX120 DX140 KS05F
CM T-DIA vith rake T_DIA AL
o
Breaker Breaker =
Shape ° Shape L, a .h @
. -
Cutting conditions B022 Cutting conditions B024
Aoplicati o Finishing to T Precision ST
pplication Finishing medium cutting Application finishing Finishing
Grade AH8015 AHB8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Breaker Breaker " "
Cutting conditions B026 Cutting conditions B028

Reference pages: T-SDQCR/L: Insert = B119 -, CBN — B182, PCD — B194 -

D078 www.tungaloy.com

Insert
DC*0702...

DC*11T3...
DC*11T3...

Torque*
1.2
3
3




STREAMIETBAR

A/E-SDQPR/L

Screw-on boring bar, for positive 55° rhombic inserts

DMIN H
. + @
| & ®

©,

hn LF g

- L %

GAMPL="] Lo
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*

A12M-SDQPR07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.40 DPMTO0702... 1.2
A12M-SDQPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.40 DPMTO0702... 1.2 g
A12M-SDQPR07-D180-P Special alloy steel 18 12 9.6 150 24 11 3.6 & 0 0.40 DPMTO0702... 1.2 %
A12M-SDQPL07-D180-P Special alloy steel 18 12 9.6 150 24 11 3.6 5 0 0.40 DPMTO0702... 1.2 i)
A16Q-SDQPR07-D220-P Special alloy steel 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2 g
A16Q-SDQPL07-D220-P Special alloy steel 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPR07-D150 Carbide 5 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO702... 1.2
E12Q-SDQPL07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO702... 1.2
E12Q-SDQPR07-D180 Carbide 18 12 9.6 180 27 11 3.6 5! 0 0.40 DPMTO702... 1.2
E12Q-SDQPL07-D180 Carbide 18 12 9.6 180 27 11 3.6 5 0 0.40 DPMTO702... 1.2
E16R-SDQPR07-D220 Carbide 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E16R-SDQPL07-D220 Carbide 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO702... 1.2

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A**-SDQPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDQPR/L07-D**0 CSTB-2.58 T-8F

I INSERT SELECTION

Application Finishing to medium cutting

Grade T9225 NS9530
PS PS

Breaker
Shape

Cutting conditions B018

L Finishing to
s Application medium cutting
Grade AH8015
PS

Breaker
Shape

Cutting conditions B026

Reference pages: A/E-SDQPR/L: Insert — B125
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STREAMIETBAR

A/E-SVQBR/L

Screw-on boring bar, for positive 35° rhombic inserts

DMIN
£ el n T
? %i wr 25 )
N~ §¢ / N %)
GAMF LH LF 3
- — O
.7: =] =)
Cutting edge style Q
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE*
A12M-SVQBR/L11-D170 Steel 17 12 10.5 150 24 11 4.5 -5° -10°
A16Q-SVQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8°
A20R-SVQBR/L11-D255 Steel 25.5 20 15 200 36 18 5 -5° -6°
A25S-SVQBR/L16-D305 Steel 30.5 25 17.5 250 45 23 5 -5° -8°
E12Q-SVQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10°
E16R-SVQBR/L11-D215 Carbide 21.5 16 13 200 32 15 5 -5° -8°
E20S-SVQBR/L11-D255 Carbide 25.5 20 15 250 36 18 5} -5° -6°
E25T-SVQBR/L16-D305 Carbide 30.5 25 17.5 300 45 23 5 -5° -8°

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SVQBR**) with left-hand inserts (L); and left-hand toolholders (SVQBL**) with right-hand inserts (R).

&

SPARE PARTS

Designation Clamping screw Wrench
A*-SVQBR/L11-D... CSTB-2.5 T-8F
A25S-SVQBR/L16-D305 CSTB-3.5 T-15F
Q E**-SVQBR/L11-D... CSTB-2.5 T-8F
E25T-SVQBR/L16-D305 CSTB-3.5 T-15F
I INSERT SELECTION
Application Finishing m::jr::fn'?mlgﬂt?t?n 9 M Application Finishing mscijr;ijsn':igﬂttt?n g
Grade SH725 T9215 Grade SH725 T9215
Js PS Js PS
Breaker Breaker
Shape D LS shave S SO
Cutting conditions B018 Cutting conditions B020
it Finishing to it Precision P,
Application medium cutting H Application finishing Finishing
Grade T515 Grade BXM10 BXM20
cM T-CBN T-CBN
Breaker Breaker -
Shape Shape =
Cutting conditions B022 Cutting conditions B028

Pl

Reference pages: A/E-SVQBR/L:

Insert — B150 -, CBN — B190

D080 www.tungaloy.com

0.4
0.4
0.4
0.8
0.4
0.4
0.4
0.8

@

Right hand (R) shown.

Insert

VB**1103...
VB*1103...
VB*11083...
VB*1604...
VB*1103...
VB*1103...
VB*1103...
VB**1604...

Torque*
1.2
1.2
1.2

3
1.2
1.2
1.2

3




T-SVQBR
Screw-on boring bar, for positive 35° rhombic inserts (Tsuppari-lchiban)

DMIN Reinforced carbide H @
ﬂl—gﬂ T .
wl £ ‘
= & L3
LH LF
GAMF

GAMP{i\f/ H

A
DCONMS

Right hand (R) shown.

Cutting edge style Q

Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*
T20R-SVQBR11C Reinforced 25 Rc1/4 20 14 200 30 59 18 4 -5° -7° 0.4 VB**1103... 1.2

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS & 7/ Q

Designation Clamping screw Wrench
T20R-SVQBR11C CSTB-2.5 T-8F

Int. Toolholder

I INSERT SELECTION

Finishing to

P S Finishing to S NP
Application Finishing medium cutting M Application Finishing medium cutting
Grade NS9530 T9215 Grade AHT725 AH630
PSS PS PSF PSS
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
- Finishing to - P Finishing to
. Application i tting . Application Finishing e dium cutting
Grade T515 Grade AHB8015 AH8015
cM PSS PS
Breaker Breaker
Shape Shape
Cutting conditions B022 Cutting conditions B026
- Precision - ong
Application finishing Finishing
Grade BXM10 BXM20
T-CBN T-CBN

Breaker
shape TS ¥ wp® o2

Cutting conditions B028

Reference pages: T-SVQBR: Insert — B150 -, CBN — B190
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STREAMIETBAR

A/E-SVQCR/L

Screw-on boring bar, for positive 35° rhombic inserts

DMIN
f’t%‘ A7 |
I Ll A5 1 l
&\%ﬂ] = ~ o
. 2
GAM L LF &
&)
] a
GAMPL-=" | !
Cutting edge style Q
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE*
A10K-SVQCR/L08-D135 Steel 135 10 8 125 20 9 3 -5° -8°
A16Q-SVQCR/L11-D215 Steel 215 16 13 180 30 15 4.9 -5° -8°
E10M-SVQCR/L08-D135 Carbide 135 10 8 150 25 9 3 -5° -8°
E16R-SVQCR/L11-D215 Carbide 215 16 13 200 @ 32 15 4.9 -5° -8°

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SVQCR**) with left-hand inserts (L); and left-hand toolholders (SVQCL**) with right-hand inserts (R).

SPARE PARTS & %’S

Designation Clamping screw Wrench
A10K-SVQCR/L08-D135 CSTB-2L T-6F
A16Q-SVQCR/L11-D215 CSTB-2.5 T-8F
E10M-SVQCR/L08-D135 CSTB-2L T-6F
E16R-SVQCR/L11-D215 CSTB-2.5 T-8F

I INSERT SELECTION

A Finishing to Frea( Finishing to
Application medium cutting M Anplication medium cutting
Grade T9215 Grade T9215
PS PS
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
— Finishing to S Precision ! q
. Application medium cutting . Application finishing Medium cutting
Grade T515 Grade DX120 KSO05F

T-DIA with rake AL

CM
Breaker Breaker a ~
Shape ° Shape @' V

Cutting conditions B022 Cutting conditions B024
. Finishing to s Precision A
. Application ¢ i ing H Application finishing Finishing
Grade AH8005 Grade BXM10 BXM20
PS T-CBN T-CBN
Breaker Breaker P P
Shape ‘ Shape *'\\""‘\g//p g\\%’///p
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-SVQCR/L: Insert — B153 -

D082 www.tungaloy.com

0.4
0.4
0.4
0.4

Right hand (R) shown.

Insert

VC**0802...
VC*1108...
VC*0802...
VC*1103...

Torque*
0.6
1.2
0.6
1.2




T-SVQCR
Screw-on boring bar, for positive 35° rhombic inserts (Tsuppari-lchiban)

DMIN Reinforced carbide H @
- > /
G oy e — + &
- N %)
EZK < .3 |2
GAMF  LH| LF z
| 8
GAMPk =i ! H
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert  Torque*
T25S-SVQCR16C Reinforced 32 Rc1/4 25 17 250 40 64 23 4.5 0° -5° 0.8 VC**1604... &

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.

Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS & %S

Designation Clamping screw Wrench
T25S-SVQCR16C CSTB-3.5L T-15F

Int. Toolholder

Il INSERT SELECTION

Application Finishing mgtiir;Lsr:i?:%ttt‘i)ng M Application Finishing m::jri‘li.xsr:ir::gti?ng Medium cutting
Grade NS9530 T9215 Grade AH725 AH630 T6130
PSS PS PSF PSS PM
Breaker Breaker -
Shape ° ° Shape ° ° @
Cutting conditions B018 Cutting conditions B020
s Finishing to ey Precision P . .
Application medium cutting Application finishing Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM T-DIA vithake T_DIA AL
Breaker Breaker ~
Shape ‘ Shape ¢ \2—' ¢
Cutting conditions B022 Cutting conditions B024
- G Finishing to o Precision SR
Application Finishing medium cutting Application finishing Finishing
Grade AH8015 AH8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Breaker Breaker - -
Shape o o Shape o - .
Cutting conditions B026 Cutting conditions B028

Reference pages: T-SVQCR: Insert — B153 -, CBN — B190, PCD — B194 -
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Qe
z %

Y=-rPrRO SERIES

A/E-SYQBR/L

Screw-on boring bar, for positive 25° rhombic inserts

DMIN H
122.5° EB /7)7 * &
30° S = (é)
LH |
GAMF CEES =
! 18
_ GAMP === | [¥a
Cutting edge style Q
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE*
A12M-SYQBR/L11-D170 Steel 17 12 10.5 150 24 11 4.5 -5° -10° 0.4
A16Q-SYQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8° 0.4
E12Q-SYQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10° 0.4
E16R-SYQBR/L11-D215 Carbide 21.5 16 13 200 32 15 5 -5° -8° 0.4

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

SPARE PARTS & %’g

Designation Clamping screw Wrench
A*-SYQBR/L11-D... CSTB-2L T-6F
E**-SYQBR/L11-D... CSTB-2L T-6F

I INSERT SELECTION

At Finishing to A, Finishing to
. Application ¢ iim cutting . Application e gium cutting

Grade T9225 Grade GT9530
ZM ZM
Breaker . Breaker .
Shape @ Shape e
Cutting conditions B018 Cutting conditions B022

Reference pages: A/E-SYQBRY/L: Insert — B160

D084 www.tungaloy.com

Right hand (R) shown.

Insert Torque*
YW=11T2... 0.6
YW*11T2... 0.6
YW*11T2... 0.6
YW*11T2... 0.6




MINIFTURN

A/E-SDZXR/L

Screw-on boring bar, for DXGU inserts

DMIN
L
[ -]
; [
T wl  J w
Z 3# < [7)
GAMF 13| ot | =
~ Q
o
GAMPY’W% \ o
) QAR I
Cutting edge style Z
Designation Material DMINDCONS WF LF LH L3 H f2 GAMP GAMF RE*
A12M-SDZXR/L07-D140 Steel 14 12 105 150 30 13 11 45 -10° -14° 04
A16Q-SDZXR/L07-D160 Steel 16 16 125 180 35 13 15 4.5 -10° -12.,5° 04
A20R-SDZXR/L07-D200 Steel 20 20 145 200 40 13 18 4.5 -10° -10.5° 0.4
E12Q-SDZXR/L07-D180 Carbide 18 12 10.5 180 - 13 11 4.5 -11° -11° 04
E16R-SDZXR/L07-D220 Carbide 22 16 125 200 - 13 15 45 -11° -9° 04

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).

SPARE PARTS & 7

Designation Clamping screw Wrench
A/E**-SDZXR/L... SR34-514 T-7F

I INSERT SELECTION

Application Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 AH725 Grade AH8015 AH8015
SS TS SS TS
Breaker Breaker
Shape Shape
Cutting conditions D095 Cutting conditions D095
. Application Finishing Medium cutting Application Finishing Medium cutting
Grade NS9530 AH725 Grade KSO05F KSO05F
SS TS Ss TS
Breaker Breaker e Qﬁ q;;;
Shape ° ° Shape r ‘ & f<:\‘ ]
Cutting conditions D095 Cutting conditions D095

Reference pages: A/E-SDZXR/L: Insert — B125 -
Standard cutting conditions — D095

®

Right hand (R) shown.

Insert Torque*
DXGUO703"R/L.. 0.9
DXGUO703"R/L.. 09 3
DXGUO708"R/L.. 09 2
DXGUO703"R/L.. 09 O
DXGUO703"R/L.. 09 £

Tungaloy D085




STREAMIETBAR

A/E-SDZCR/L

Screw-on boring bar, for positive 55° rhombic inserts

DMIN LH ‘ H @
. :
ol ® 2
N
Q L3
GAMPLE —_— = Carbide shank
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert Torque*

A12M-SDZCR/L07-D140 Steel 14 12 10.5 150 30 12.5 11 4.5 0° -9° 0.4 DC*0702... 1.2
A16Q-SDZCR/L07-D160 Steel 16 16 12.5 180 35 12.5 15 4.5 0° -8° 0.4 DC*0702... 1.2
A20R-SDZCR/L11-D200 Steel 20 20 165 200 40 15.0 18 515 0° -8° 0.8 DC*11T3... &
A25S-SDZCR/L11-D250 Steel 25 25 18 250 50 15 23 55 0° -6° 0.8 DC*11T3... 3
E12Q-SDZCR/L07-D180 Carbide 18 12 10.5 180 - 12.5 11 4.5 0° -8° 0.4 DC*0702... 1.2
E16R-SDZCR/L07-D220 Carbide 22 16 12.5 200 - 12.5 15 4.5 0° -6° 0.4 DC*0702... 1.2

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SDZCR**) with right-hand inserts (R); and left-hand toolholders (SDZCL**) with left-hand inserts (L).

SPARE PARTS & %g

Designation Clamping screw Wrench
A1**-SDZCR/L07-D1*0 CSTB-2.5 T-8F
A2**-SDZCR/L11-D2*0 CSTB-4S T-15F
E1**-SDZCR/L07-D**0 CSTB-2.5 T-8F

I INSERT SELECTION

Application Ff’lrrz:;:::zg Finishing mzlir;:anngtft?ng Medium cutting M Application Zﬁgﬁﬁ’; Finishing meF:iri‘:anTr;gttt?ng Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
Application AN 20 Application GISEISION Medium cuttin
PP medium cutting 1) finishing 9
Grade T515 Grade DX120 KSO05F
CcMm T-DIA withrake AL
Breaker Breaker =
Shape ° Shape @F w
Cutting conditions B022 Cutting conditions B024
At Precision Finishing to N Precision P
. Application finishing medium cutting Application finishing Finishing
Grade BX470 AH8005 Grade BXM10 BXM20
T-CBN PS T-CBN T-CBN
Breaker Q Breaker " «
Shape v o Shape \\\.// ‘&./’
Cutting conditions B026 Cutting conditions B028

Reference pages: A/E-SDZCR/L: Insert = B119 -, CBN — B182, PCD — B194 -
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STREAMIETBAR

A-PDZNR/L

Lever-lock boring bar, for negative 55° rhombic inserts

DMIN o H
=t o v ™ ]
I, e ‘ :
/ o .
Z n -
GAMF = LF -5
O
cavplEl ] 18
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A32S-PDZNR/L15-D400 Steel 40 32 22 250 50 30 11.5 -6° -13° 0.8 DN**1504... 4.8
A40T-PDZNR/L15-D500 Steel 50 40 27 300 60 37 14.5 -6° -10° 0.8 DN**1504... 4.8 [}
A50U-PDZNR/L15-D630 Steel 63 50 35 350 65 47 14.5 -6° -8° 0.8 DN**1504... 4.8 %
=
\@7\ *Torque: :Recc;mmended clamping torque §
v & ( B L e ¢ "
SPARE PARTS \9 . . **RE : Standard corner radius =
Designation Shim Clamping  yyrench Spring pin Lever ol sty SCCUMMN Note: Use right-hand toolholders (PDZNR™)
screw attachment for oil hole S . i
with right-hand inserts (R); and left-
A32S-PDZNR15-D400 LSZ42BR LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5 hand toolholders (PDZNL*) with left-
A32S-PDZNL15-D400  LSZ42BL LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5 hand inserts (L).
A40T-PDZNR15-D500 LSZ42BR LCS4 P-3 LSP4 LCL4 - SSHM5-6
A40T-PDZNL15-D500 LSZ42BL LCS4 P-3 LSP4 LCL4 - SSHM5-6
A50U-PDZNR15-D630 LSZ42BR LCS4 P-3 LSP4 LCL4 = SSHM6-6
A50U-PDZNL15-D630 LSZ42BL LCS4 P-3 LSP4 LCL4 - SSHM6-6 *Optional
S-PDZNR/L
Lever-lock boring bar, for negative 55° rhombic inserts
DMIN H
PN
V] 79 M | F m¢
7, W ) 1
G =) e o
25 =
GAMF LF 8
o D T “ O
[{e] b i (m)
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 B GAMF RE** Insert
S32S-PDZNR/L15 Steel 40 32 22 250 30 30 6 29.5 -13° 0.8 DN**1504...
S40T-PDZNR15 Steel 50 40 27 300 35 37 7 37.5 -10° 0.8 DN**1504...
S50U-PDZNR15 Steel 60 50 35 350 40 47 10 47.5 -8° 0.8 DN**1504...
&
g & ( M L&
SPARE PARTS o
Designation Shim Clamping screw Wrench Spring pin Lever **RE : Standard corner radius
S32S-PDZNR15 LSZ42BR LCs4 P-3 LSP4 LCL4 Note: Use right-hand toolholders (R) with right-hand inserts (R);
S32S-PDZNL15 LSZ42BL LCS4 P-3 LSP4 LCL4 and left-hand toolholders (L) with left-hand inserts (L)
S*0*-PDZNR15 LSZ42BR LCS4 P-3 LSP4 LCL4
I INSERT SELECTION
. Application ':I':’::;:'r?; Finishing Medium cutting Mediléll'r‘\nti?‘;eavy M Application Finishing Medium cutting Medilérl?tttiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF
Breaker S Breaker iy
Shape @ <1 - @ o Shape o ]

Cutting conditions

B006

Medium to heavy

cutting

T515
All-round

Medium cutting

AHB8005
HRM

. Application Finishing Medium cutting
Grade T515 T515
All-round All-round
Breaker
Shape
Cutting conditions B010
s Application Ff:rrﬁ:;:lr?g Finishing
Grade BX470 AH8005
T-CBN HRF
Breaker
Shape

Cutting conditions B014

e

Cutting conditions

. Application

Grade

Breaker
Shape

Cutting conditions

Application

Grade

Breaker
Shape

Cutting conditions

Zﬁgﬁﬁ’; Finishing Medium cutting
DX120 DX140 TH10
T-DIA withake T_DJA P
| Ty ®
B012
Precision A
finishing Binishing
BXM10 BXM20
T-CBN T-CBN

\-/ > | s s- B |
vy, i, o

B016

Reference pages: A-PDZNR/L, S-PDZNR/L: Insert — B065 -, CBN — B172 -, PCD — B192 -
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STREAMIETBAR

A/E-SEZPR/L

Screw-on boring bar, for positive 75° rhombic inserts

DMIN

Y
]
I
(90}
=
LF o=
Q
}D
Cutting edge style Z
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF
AO4F-SEZPR/L03-D055 Steel 5.5 4 3.2 80 4 3.8 1.2 0° -8°
AO5F-SEZPR/L03-D065 Steel 6.5 5 3.7 80 5 4.8 1.2 0° -6°
E04G-SEZPR/L03-D055 Carbide 5.5 4 32 90 5 38 12 0 -8
E05G-SEZPR/L03-D065 Carbide 6.5 5 3.7 90 6 4.8 1.2 0° -6°

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SEZPR**) with right-hand inserts (R); and left-hand toolholders (SEZPL**) with left-hand inserts (L).

& A

SPARE PARTS

Designation Clamping screw Wrench
A**-SEZPR/L03-D... CSTA-1.6 T-6F
E**-SEZPR/L03-D... CSTA-1.6 T-6F
I INSERT SELECTION
Application Finishing M Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725
Js Js Js
Breaker Breaker Breaker
Shape Shape Shape
Cutting conditions B006 Cutting conditions B008 Cutting conditions B0O10
. Application 'f’lrrﬁg;:':l)gn Finishing H Application ':Irrﬁg;_ﬁ':g"
Grade DX140 GH110 Grade BX310
T-DIA T-CBN
Breaker Breaker )
Shape Shape
Cutting conditions Cutting conditions B0O16

Reference pages: A/E-SEZPR/L: Insert — B127 -, CBN — B184
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@

RE*
0.2
0.2
0.2
0.2

Right hand (R) shown.
Insert  Torque*
EP**03X1... 0.6
EP*03X1... 0.6
EP*03X1... 0.6
EP**03X1... 0.6




STREAMIETBAR

A-SVZBR/L

Screw-on boring bar, for positive 35° rhombic inserts

DMIN

Cutting edge style Z

Designation Material DMIN DCONMS WF  LF LH L3
A16Q-SVZBR/L11-D200 Steel 20 16 15.5 180 35 12.5
A20R-SVZBR/L11-D250 Steel 25 20 17.5 200 40 12.5
A25S-SVZBR/L16-D320 Steel 32 25 24 250 50 17.5
A32T-SVZBR/L16-D400 Steel 40 32 275 300 72 175

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius

Note: Use right-hand toolholders (SVZBR**) with right-hand inserts (R); and left-hand toolholders (SVZBL**) with left-hand inserts (L).

SPARE PARTS & 7 <

Designation Clamping screw Wrench
A**-SVZBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVZBR/L16-D320 CSTB-3.5 T-15F
A32T-SVZBR/L16-D400 CSTB-3.5L T-15F

I INSERT SELECTION

Application Finishing ~_Finishing o s IVl Appication Finishing ~_Finishing to o
Grade SH725 T9215 Grade SH725 T9215
Js PS Js PS
Breaker Breaker
Shape ‘ ‘ Shape ‘ ‘
Cutting conditions B018 Cutting conditions B020
it Finishing to it Precision AU
. Application medium cutting H Application finishing Finishing
Grade T515 Grade BXM10 BXM20
cM T-CBN T-CBN
Breaker Breaker .
Shape ° Shape ‘k\n;\./ __ a\&g ___
Cutting conditions B022 Cutting conditions B028

Reference pages: A-SVZBR/L: Insert — B150 -, CBN — B189

15
18
23
30

0.4
0.4
0.8
0.8

Right hand (R) shown.

Insert Torque*

VBT1108.. 12
vB*1103.. 12 3
VB*1604... 3 2
vB"1604.. 3 |9

=
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STREAMIETBAR

A-SVZCR/L

Screw-on boring bar, for positive 35° rhombic inserts

DMIN LH H @
T ‘ 7

[7)
=
P
=~ QO
o
ﬂ»D
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert  Torque*
A12M-SVZCR/L08-D160 Steel 16 12 11 150 30 10 11 515 0° -8° 0.4 VC*0802... 0.6

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVZCR**) with right-hand inserts (R); and left-hand toolholders (SVZCL**) with left-hand inserts (L).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A12M-SVZCR/L08-D160 CSTB-2L T-6F

I INSERT SELECTION

A Finishing to Frea( Finishing to
Application 0 iim cutting M Application . iiym cutting

Grade T9215 Grade T9215
PS PS
Breaker Breaker
Shape Shape
Cutting conditions B018 Cutting conditions B020
- Finishing to —— Precision n .
. Application medium cutting . Application finishing Medium cutting
Grade T515 Grade DX120 KSO05F

T-DIA with rake AL

CM
Breaker Breaker - -
sere e Sy Wy

Cutting conditions B022 Cutting conditions B024
. Finishing to s Precision A
. Application medium cutting Application finishing Finishing
Grade AH8005 Grade BXM10 BXM20
PS T-CBN T-CBN
Breaker Breaker
Cutting conditions B026 Cutting conditions B028

Reference pages: A-SVZCR/L: Insert — B153 -
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TURNTEC

S-TLANR/L

Screw-on boring bar for roughing, for negative tangential inserts

DMIN
S j
Ei i
()
L L H | LF 2
Ii %
ﬂ i |
| I 8
Cutting edge style A Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H HF Insert
S25T-TLANR/L12-D530 Steel 53 25 17 300 40 23 11.5 LNMX1204**L/R...
S32U-TLANR/L12-D530 Steel 53 32 22 350 45 30 15 LNMX1204**L/R... ﬁ
S40V-TLANR/L12-D530 Steel 53 40 27 400 53 37 18.5 LNMX1204**L/R... E
o
S50U-TLANR/L16-D850 Steel 85 50 37 350 63 47 23.5 LNMX1606**L/R... i)
£

Note: Use right-hand toolholders (TLANR*) with left-hand inserts (L); and left-hand toolholders (TLANL**) with right-hand inserts (R).

SPARE PARTS & & = f / /é

Designation Clamping screw Shim screw Shim Spring pin Wrench 1 Wrench 2
S**-TLANR/L12-D530 CSTB-3.5L115-S  CSTF-2L055-S TSL12L/RI = KEYV-T10 T-6F-S
S50U-TLANR16-D850 CSTB-4L115-S - TSL16LI PSP-16 KEYV-T15 -
S50U-TLANL16-D850 CSTB-4L115-S = TSL16RI PSP-16 KEYV-T15 =

I INSERT
LNMX12/16/24
< INSL _ RE
& N® By [t
9 PN
N,
L
[EE> Y
- Steel
M Stainless Pie
Cast iron DxdbAdIAG
Non-ferrous
S Superalloys % : First choice
H Hard materials < : Second choice
Coated
Designation HAND| RE |© o & BW |INSL| S
55 T
<
LNMX120408R-TDR R 08 @ @ 4.8 12 11.6
LNMX120408L-TDR L 08 @ @ 4.8 12 11.6
LNMX120412R-TDR R 12| @ @ 4.8 12 11.6
LNMX120412L-TDR L 12 | @ @ 4.8 12 11.6
LNMX160608R-TDR R 08 @ @ 6.4 16.2 | 135
LNMX160608L-TDR L 08 @ @ 6.4 16.2 | 135
LNMX160612R-TDR R 12 | @ @ 6.4 16.2 | 135
LNMX160612L-TDR L 12 | @ @ 6.4 16.2 | 135
LNMX160616R-TDR R 16 | @ @ 6.4 16.2 | 135
LNMX160616L-TDR L 16 | @ @ 6.4 16.2 13.5
LNMX241016R-TDR R 16 | @ @ 9.4 24 20.5
LNMX241016L-TDR L 16 | @ @ 9.4 24 20.5
LNMX241024R-TDR R 24 | @ @ 9.4 24 20.5
LNMX241024L-TDR L 24 @ @ 9.4 24 20.5
LNMX160608R-MDR R 08 | @ [ J 6.4 16.2 | 135
LNMX160608L-MDR L 08 | @ [ J 6.4 16.2 13.5
LNMX160612R-MDR R 12 | @ [} 6.4 16.2 | 135
LNMX160612L-MDR L 12 | @ [ J 6.4 16.2 | 135
LNMX160608R-TWR R 08 @ @ 6.4 16.2 | 135
LNMX160608L-TWR L 08  ® @ 6.4 16.2 | 135
LNMX160612R-TWR R 12 | @ @ 6.4 16.2 | 135
LNMX160612L-TWR L 12| @ @ 6.4 16.2 | 135

@: Line up

Reference pages: Standard cutting conditions — D096
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Technical Guide

STREAMJIETBAR

Il BLM sleeve

Round shank sleeve for StreamdJetBar-Mini series

[ H Lt
St
7
N=n
=
zZ
3
)
Designation DCONMS DCONWS
BLM159-04 15.875 4
BLM159-05 15.875 5
BLM159-06 15.875 6
BLM159-07 15.875 7
BLM16-04 16 4
BLM16-05 16 5
BLM16-06 16 6
BLM16-07 16 7
BLM19-04 19.05 4
BLM19-05 19.05 5
BLM19-06 19.05 6
BLM19-07 19.05 7
BLM20-04 20 4
BLM20-05 20 5
BLM20-06 20 6
BLM20-07 20 7
BLM22-04 22 4
BLM22-05 22 5
BLM22-06 22 6
BLM22-07 22 7
BLM25-04 25 4
BLM25-05 25 5
BLM25-06 25 6
BLM25-07 25 7
BLM254-04 25.4 4
BLM254-05 25.4 5
BLM254-06 25.4 6
BLM254-07 25.4 7

SPARE PARTS
Designation
BLM159, 16...
BLM19-04
BLM19-05, 06, 07
BLM20-04, 05
BLM20-06, 07
BLM22-...
BLM25-04, 05
BLM25-06
BLM25-07
BLM254-04, 05, 06
BLM254-07
*Optional

Clamping screw A

D092 www.tungaloy.com

&

SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4

S2 S3
S| = ,
i Z
8 2
| 8
A C
4 L '
BD LF H
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
18 100 18
18 100 18
18 100 18
18 100 18
13 100 19
14 100 19
15 100 19
16 100 19
13 125 21
14 125 21
15 125 21
16 125 21
13 125 24
14 125 24
15 125 24
16 125 24
13 125 24
14 125 24
15 125 24
16 125 24
Clamping screw B, C Wrench (insnee?'lsccarg:/v)
SSHM4-4 P2 CA-16(M6)
SSHM4-6 P-2 CA-16(M6)
SSHM4-4 R-2 CA-16(M6)
SSHM4-6 P-2 CA-16(M6)
SSHM4-4 P2 CA-16(M6)
SSHM4-6 P-2 CA-16(M6)
SSHM4-8 R-2 CA-16(M6)
SSHM4-8 P-2 CA-16(M6)
SSHM4-6 P2 CA-16(M6)
SSHM4-8 P-2 CA-16(M6)
SSHM4-6 R-2 CA-16(M6)

[S20¢, BN, B &, BING, BN G, RN &) B &, BENG ) BN ¢ B &) B &) RS NS, N &) BN &) @ IS B &) B &) IS B &) I &) B &) NG, N 6) BN &) BN |

S2
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20

S3
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20




Il BLS sleeve
Square shank sleeve for boring bars (regular length)

B LF
'
T L Sz Sl - Sy N To}
I Ui 2 C Y
S 4-M6 (3-M6) ()
= = . 12.5
< <45 5 ©
o e A
A 5
o
o
Designation DCONWS LF H s
BLS16-08 8 125 28 i)
BLS16-10 10 125 28 =
BLS16-12 12 125 28 -
SPARE PARTS (
BLS16-... P-3

Il BLS-C sleeve
Square shank sleeve for boring bars (short type)

Designation DCONWS LF H
BLS16-08C 8 100 28
BLS16-10C 10 100 28
BLS16-12C 12 100 28
SPARE PARTS (

BLS16-**C P-3

Bl BLM sleeve
Round shank sleeve for boring bars

DCONWS 3-M5X0.8

(7))
=
z
Q
©]
o

Designation DCONWS DCONMS LF H B
BLM19-08 8 19.05 100 18 18
BLM20-08 8 20 100 18 19
BLM22-08 8 22 125 21 21
BLM254-08 8 25.4 125 24 24
BLM25-08C 8 25 55 23 24
BLM25-10C 10 25 55 23 24
BLM25-12C 12 25 55 23 24
SPARE PARTS (

BLM... P-2.5

Tungaloy D093




Technical Guide

Il BLC sleeve

Round shank sleeve for boring bars

Designation DCONWS
BLC40-8 8
BLC40-10 10
BLC40-12 12
BLC40-16 16
BLC32-8C 8
BLC32-10C 10
BLC32-12C 12
BLC40-8C 8
BLC40-10C 10
BLC40-12C 12
BLC40-16C 16

SPARE PARTS

BLC40-8 P-3
BLC40-1... P-4
BLC32-8C P-3
BLC32-1*C P-4
BLC40-8C P-3
BLC40-1*C P-4

D094 www.tungaloy.com

{

LB
73
73
73
73
45
45
45
55
55
55
55

LF
13
13
13
13
20
20
20
13
13
13
13

DCONMS
40
40
40
40
32
32
32
40
40
40
40




MINIFFTURN

I STANDARD CUTTING CONDITIONS

Internal turning
Grade

Cutting Depth of

; ; For wear Feed
1ISO Workpiece material For surface speed cut
First Choice > resistance : f (mm/rev)
Vc (m/min ap (mm
finish (High speed) ( ) p (mm)
AH725 8 8 50 - 180 0.3-2 0.08-0.3
Low carbon steel - - AH8015 50 - 200 03-2 0.08-0.3
SS400, S25C, etc.
E275A, C25, etc. = NS9530 - 80 - 250 0.3-2 0.08 - 0.3
- GT9530 - 80 - 300 03-2 0.08 - 0.3 S
o
AH725 - - 50 - 180 03-2 0.08 -0.3 %
Carbon steel - - AHB8015 50 - 200 03-2 0.08 - 0.3 =
S45C, S55C, etc. =
C45, C55, etc. = NS9530 - 80 - 250 03-2 0.08 - 0.3 -
. - GT9530 - 80 - 300 03-2 0.08 - 0.3
AH725 - - 50 - 180 03-2 0.08 - 0.3
Low alloy steel - - AH8015 50 - 200 03-2 0.08 - 0.3
SCM415, etc.
18CrMo4, etc. = NS9530 = 80 - 250 03-2 0.08 - 0.3
- GT9530 - 80 - 300 03-2 0.08 - 0.3
AH725 - - 50 - 180 03-2 0.08 - 0.3
Alloy steel - - AHB8015 50 - 200 03-2 0.08 - 0.3
SCM440, SCr420, etc.
42CrMo4, 20Cr4, etc. - NS9530 - 80 - 250 03-2 0.08 - 0.3
- GT9530 - 80 - 300 03-2 0.08 - 0.3

Stainless steel (Austenitic)
SUS304, SUS316, etc. AHB8015 - - 50 - 150 03-2 0.08 - 0.3
X5CrNi18-9, X5CrNiMo17-12-3, etc.

Stainless steel (Martensitic and ferritic)
M SUS430, SUS416, etc. AH8015 = = 50 - 150 0.3-2 0.08-0.3
X6Cr17, X20Cr13, etc.

Stainless steel (Precipitation hardening)
SUS630, etc. AH8015 - - 50 - 150 03-2 0.08 - 0.3
X5CrNiCuNb16-4, etc.

AH725 - - 50 - 180 0.3-2 0.08-0.3
Grey cast iron - - AH8015 50 - 200 03-2 0.08 - 0.3
FC250, etc.
250, etc. - NS9530 - 80 - 250 03-2 0.08-0.3
. - GT9530 - 80 - 300 03-2 0.08-0.3
AH725 - - 50 - 180 03-2 0.08-0.3
Ductile cast iron - - AH8015 50 - 200 0.3-2 0.08 - 0.3
FCD700, etc.
600-3, etc. - NS9530 - 80 - 250 03-2 0.08 - 0.3
- GT9530 - 80 - 300 0.3-2 0.08 - 0.3
Non ferrous Metal
Aluminum alloy, etc. KSO05F - - 100 - 300 03-2 0.08-0.3
. Non ferrous Metal _ _ _ - -
Copper Alloy, etc. KSO05F 100 - 300 0.3-2 0.08 - 0.3
Heat-resistant alloys
S Titanium alloys, etc. AH8015 - - 20 - 80 03-2 0.08-0.3
Heat resistant alloys AH8015 - - 20-80 03-2 0.08-0.3

(Nickel-base alloys)

Reference pages: A/E-SWLXR/L — D028, A/E-SDXXR/L — D035
A/E-SDZXR/L — D085

Tungaloy D095




Technical Guide

TURNTEC

Il STANDARD CUTTING CONDITIONS

LNMX1204
ISO  Workpiece material . ChiP Grade
breaker
Steels TDR T9115
. S45C, SCM415, etc.
C45, 18CrMod4, etc. TDR To195
Stainless steels TDR T9115
M SUS304, SUS316, etc.
X5CrNi18-9,
X5CrNiMo17-12-2, etc. TDR T9125
LNMX1606
ISO  Workpiece material Chip Grade
breaker
TDR T9115
Steels TDR T9125
S45C, SCM415, etc.
C45, 18CrMod4, etc.
TWR T9115
TWR T9125
TDR T9115
TDR T9125
Stainless steels MDR T9115
SUS304, SUS316, etc.
X5CrNi18-9,
X5CrNiMo17-12-2, etc. MDR AH725
TWR T9115
TWR T9125
LNMX2410
ISO  Workpiece material Chip Grade
breaker
TDR T9115
Steels
. S45C, SCM415, etc.
C45, 18CrMo4, etc. TDR T9125
Stainless steels TDR T9115
SUS304, SUS316, etc.
M X5CrNi18-9,
X5CrNiMo17-12-2, etc. TDR T9125

Reference pages: S-TLANR/L — D091
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Cutting speed

Vc (m/min)

120 - 250

80 - 180

100 - 180

80 - 180

Cutting speed

Vc (m/min)

120 - 250

80 - 180

120 - 250

80 - 180

100 - 180

80 - 180

100 - 150

50 - 150

100 - 180

80 - 180

Cutting speed

Vc (m/min)

120 - 250

80 - 150

100 - 180

80 - 150

*Values in red are for facing.

Depth of cut: ap (mm)

Feed: f (mm/rev)

RE: 0.8

0.5-5
05-22

05-5
0.5-22

0.5-5
05-22

05-5
05-22

RE:1.2

0.8-5
0.8-22

0.8-5
0.8-2.2

0.8-5
0.8-22

0.8-5
0.8-22

Depth of cut: ap (mm)

RE: 0.8

0.15-0.6

0.15-0.6

0.15-0.6

0.15-0.6

RE:1.2

0.25-0.8

0.25-0.8

0.25-0.8

0.25-0.8

Feed: f (mm/rev)

RE:0.8 RE:1.2 RE:1.6

0.5-5
0.5-3.2

05-5
0.5-3.2

0.5-5
0.5-3.2

05-5
0.5-3.2

1.5-6
0.5-3.2

1.5-6
0.5-3.2

05-5
0.5-3.2

0.5-5
0.5-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

1.5-7
0.8-3.2

1.5-7
0.8-3.2

0.8-6
0.8-3.2

0.8-6
0.8-3.2

1-8
1-3.2

1-8
1-3.2

Depth of cut: ap (mm)

RE: 0.8

0.15-0.6

0.15-0.6

0.15-0.6

0.15-0.6

0.15-0.6

0.15-0.6

01-0.5

01-0.5

0.15-0.6

0.15-0.6

RE:1.2 RE:1.6
0.25-0.8 0.3-1
0.25-0.8 0.3-1
0.25-0.8 -
0.25-0.8 -
0.25-0.8 0.3-1
0.25-0.8 0.3-1
0.15-0.7 -
0.15-0.7 o
0.25-0.8 o
0.25-0.8 -

Feed: f (mm/rev)

RE: 1.6
4-15
1-45

4-15
1-45

4-15
1-45

4-15
1-45

RE: 2.4

5-15
1-45

5-15
1-45

5-15
1-45

5-15
1-45

RE:1.6

03-1

0.3-1

0.3-1

0.3-1

RE: 2.4

0.3-11

0.3-11

0.3-11

0.3-11
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