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Parting, Grooving - Content structure

- Products are listed by application.
- Each item is listed by product series.

- Internal grooving tools are listed according to the order of the minimum machining diameter (from small to larger).

How to use the page

Method D

Select the application (@) at the left end of each page and
choose a designation you need (@) in the dimension table
(®). Applicable inserts are shown in (®).

STCR/L-F18-CHP < TUNE TJET

External grooving and threading toolholder, with high pressure coolant capability
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STCR/L-18-CHP TUNE TJET

Threading tool - for external theading with high pressure coolant capability

Method @
Select the tool series name on F004 - FO05 and
check the details on the product page.

Parting, Grooving - Machining Overview

External grooving

Fo10 page
Max. groove depth: 0.252" (6.4 mm) Max. groove depth: 1.969" (50 mm)

D TETRAMIEUT o poe EF TUNGIUT FO10page
TETRAFEUT om0 TUNEHEROOVE  rosspace
GBR/L32 F095 page MY-T SERIES
GBR/L42 F096 page Flex, CGD, G series , CDT FO58 page
GX-E F100 page

d &

For Swiss lathes

D TETRAMIEUT F037 page

CID TETRAFEUT 7049 page
TUNGQUT Fota page
J=-SERIES (TGR/L)  riospae
TUNEHEROOVE o puce

Internal grooving fmes

General internal grooving and turning ‘Small-diameter internal grooving
TUNGIUT F116 page e N coropage
MY-T SERIES SNG F158 page
G series F156 page
GBR/L32 F155 page.

F004 www.tungaloy.com/us

F002 www.tungaloy.com/us

Method ®
Select the tool series or the tool specification from
Quick Guide on F006 - FO07 and see the details on
each page.

Quick Guide

External groouing Parting

ow ow
Series nsert m
ﬁ ﬁ[é E

8

OW:0085" -0.315'

ow: 0.055° - 0315°

TUNGEUT auss, oo o
s ;
‘‘‘‘‘‘‘‘‘‘ m COX: 1417 @6 mm) curo arar
; oW om0z
TETRAFEUT ©5-3.18mm)
D E e | D ;
Fosd page

OW:0013" 0,118
0333 mm)
CUTDIA: 0276"
7 mm)
F037 page

w00 011"
0% -3mm)
D cox'a 3% GEmm)
037 page

oW 0079 0107 ow:0079" -0.197"
2-5 mm) 2.8 mm
COX:0.984" 25 rm)

F58 page

o CW: 0384" - 0.984°

A ERXERLELRLY

(10-25 mm)
P Cox: 1866 (50 )
7089 page
oW 009" 0118
03 mm)
OMIN: 0.160"
(07 mm)
Fo76 page
w0013 -0.177"
GBR/L 033 - 4.5 mm)
e vt COX 0.197" 5 mm)
7095 page
SNG/CNG
0
o 0059" 0177
GX-E/GX-I go ot
e vt Cox023%" 6 )
7100 page
For Ging and ock 7ng
Other CW: 0.045" - 0.165"
(115 42 mm)
foeh e DMIN: 0.157" @ mm)
0 709 - F099 pay

F006 Www.tungaloy.com/us




I INSERT
TCG18R/L (with edge preparation)
B s *|
M saness | %]
Castion |%
W B LF LW HBL HWF  WF HBH e
3 0728 0885 0500 oo o1 Jlicris e Pt
at H Hard materals "  Socond choos
Goated
= Designation IHAND| RE cox | s
(mm) | (i) | (in) (in) | (in)
LUIBOHP  OSTCMLIOIOR  T-1008/5 TCGIBR100-010 "] 1 [ o0 | oo oo [ o
STOR“(8CHP  CSTC4LIOODL  T-1008/5 TCG1BL100-010 T+ oo [ ooor o7 | 057
ToG18RT20:010 " 77 [oom [ oo oo | oter
TOGTELT20.670 T 7o oo | oot Sore | 057
: TCG18R125-010 A 125 | oo | oo Sore | o7
ToGTeLIZ5-010 [ 72 [ ooms | ooet Sor [0t
STOR/L-18-CHP TUNESTIEY Tz e Tos e
Threading tool - for external theading with high pressure coolant capability TCG18L125-020 U | 725 | ooss [ oooe 0079 | 0157
TCG18R130-020 15 [ oot [ oos Sore | o7
T L TCGTeLI30020 T [ 75 [oost [ oo Sor o7
R - o =l
4] @ TeaT8LIZ0-010 T e [ oo | ooor 01 | oie
by 4 TCG18R140-020 R 14 | 0055 [ 0.008 0138 | 0157
ToG18L10.020 L[ v oo [ oo N
o TCGTBRTE5-010 A s | oo | oo RN
ptand 9 rovn SESERE0 [ [ oos7 | oooe o7 | otr
TCGTBRT5-020 e 0w [ oos ENNA
COMMGTZE H B L LH HBL HE  WF  HBH st  Torque TCGTBL145-020 [ BN N 0138 [ 0757
SToLI2-15.01P o7 om0 470 oso - om0 1w - 10U 00 TCGTBRTS0-010 " |75 0w [ oo a7 | e
SToRLB 181 0013 0158 1o o0 550 00 o 1250 e oa0 TCG18L150-010 [ 75 Jooss | oo DN
. . TCG18RT50-020 " e oo [ oos o1 | oter
TOGTELTE0.020 T 75 Tooss | oo% DEN N
TCG18R160-020 N N
A ToaBLIs00n T e oo o
n TOG18RT70-020 " [ 77 oo [ oos o7a8 | o7
o TCGTELIT0020 T 77 oo oo DR
StoweoN  cotoaion. oo TCG18RIT5-010 A 75 | oe | oo NN
TeGTLIT5010 [ 7 [ ooss | oot o o7
TCGT8RTT5-020 " |77 [ oom [ oo o7 | o7
ToGTeLI 75020 [ 775 [ ooes | ooos o1e8 | ote7
TOGTERTEE-020 7| re oo oo ENNA
TeGTeLIES 020 [ ves [ oo [ oo RN
TCG18R195-020 o5 | oo | ooos NN (@)
SESERER 7% [ oo [ oooe o1 | ote7 c
[ropemye e—————— S loces por pacage =
®:Line up >
(]
o
\
' Reference pages: Inserts —» F042 - F047, Standard cutting conditions — F048, Parts for coolant hose — F240_| Raterance pages: Toalholders = FO37 - FOA1, Standard cuting condiions = F048
F038 Www.tungaloy.comvus F042 www.tungaloy.com/us

© : Application
I STANDARD CUTTING CONDITIONS ) .
oo Ty @ : Tool series name
@ Em— w0 oo oo oonome © : Dimension table
® P — mowo  omioowm omwome omroms @ : Toolholder designation
NAK!D.FXS::: 260 - 590 0.001-0.004 0.001 - 0.006. 0.001 -0.005 e.g. right_hand' 08 Square Shank
V] e 160-3  0001-0004  0ODI-0006  0001-0005

s S e -9 oour-com ooor-oom  oor-ows — STCB @ F18-CHP

Ductile cast ron
e /o 160-58  0001-0004  0001-0006  0001-0005

R/L in the designation means the stock either right or left hand respectively.

Titanium aloys . . . .
Py s 60-260 0001-0004  0001-0006  0.001-0005
. Superalioys
TR, 60-260 0001-0004  0001-0006  0.001-0.005

: Dimension (conforming to ISO13399)
: Applicable insert
: Spare parts

(5]
(6]
(7]
@ : Insert
o
10}

F048 www.tungaloy.com/us

: Standard cutting conditions
: Reference pages

When ordering
- Please specify the designation and quantity for toolholders.
e.g. CTER10-2T08 ... 1
- Please specify the designation and quantity for shank and blade set when ordering both.
e.g. CHSR12-CHP ... 1, CAER-2T20-CHP... 1 (one shank per package, one blade per package)
* Clamp screw for blade is included.
- Please specify the designation, grade, and quantity for inserts.
e.g. DGS3-020 AH7025 ... 10 (10 inserts per package)
*You will find a note if the number per package is not 10.

Tungaloy F003




Parting, Grooving

- Machining Overview

External grooving

Max. groove depth: 0.252" (6.4 mm)
TETRAMCEUT  ros7page
TETRAFEUT  rospae

GBR/L32 F095 page
GBR/L42 F096 page
GX— E F100 page

For Swiss lathes
TETRAMCEUT

TETRAFCUT
TUNGCUT
J-SERIES (JTGR/L)
TUNGH&EROOVE

FO10 page

Max. groove depth: 1.969" (50 mm)
TUNGCUT FO010 page

EAVY

TUNGHERROOVE  rosopage

MY=T SERIES
Flex, CGD, G series , CDT F058 page

FO37 page
F049 page
F014 page

F103 page

F089 page

Internal grooving 550

General internal grooving and turning Small-diameter internal grooving
TUNGCUT F116 page TINYMTURRN o0 page
MY‘T SERIES SNG F158 page
G series F136 page
GBR/L32 F155 page

F004 www.tungaloy.com/us




Face grooving

F167 page
TUNGCUT F171 page
EASYMCEUT F167 page

TETRAMCEUT  ros7page
MY-T SERIES  r194pase

GX— F F206 page

Parting

F209 page

General parting For Swiss lathes §

TUNGCUT F209 page DUOJELT Gitpae &
TETRAFEUT F049 page TUNGCUT FO14 page
MY-T SERIES  r225pace TETRAFEUT  roopace
TETRAMCEUT  rosrpage
J-SERIES F103 page

Tungaloy F005




Quick Guide

External grooving Parting
cw
Series Insert
<
)
'_
D
o
CW: 0.055" - 0.315"
CW: 0.055" - 0.315"
= Fi 1.4 -8 mm
TUNGCUT (1.4 -8 mm) cuTo4-8mm)
Inch Metric o) CDX: 1.417" (36 mm) [e) (120 mm)
FO10 page F209 page
CW: 0.02" - 0.125"
ORCE CW: 0.02" - 0.125"
TETRAFCUT 7 (0.5 - 3.18 mim) cur5 - 318 mm)
nch Metric s ©  CDX:0252" 64mm)| o (12,8 mm)
F049 page F049 page
CW: 0.013" - 0.118"
[ | CW: 0.013" - 0.118"
TETRAMCEUT (0.33 - 3 mm) curia3s - mm)
nch Metric CDX: 0.138" (3.5 mm) e
@) @ (7 mm)
FO37 page FO037 page
CW: 0.079" - 0.197"
CW: 0.079" - 0.197"
MY-T SERIES < 007" -0 &5 mm
f g O CDX: 0.984" (25 mm) O CUTDIA: 4.724"
Inch Metric g s (120 mm)
F058 page F225 page
ULTI
EASYMEUT
Inch Metric
[ ]
Eavy ] CW: 0.394" - 0.984"
TUuNeHE=ROOVE (10 - 25 mm)
nch Metric ©  CDX:1.969" (50 mm)
D F089 page
CW: 0.039" - 0.118"
TUNGT=-CLAMP (1-3mm)
DMIN: 0.160"
Inch Metric (4.07 mm)
FO76 page
CW: 0.013" - 0.177"
GBR/L o (0.33 - 4.5 mm)
et Metric CDX: 0.197" (5 mm)
F095 page
SNG / CNG
Inch Metric \
[]
GX-E / GX-| - e sy |
e Motie O cpx:0.236" (6 mm)
F100 page
For O-ring and lock ring
Other CW: 0.045" - 0.165"
. (1.15 - 4.2 mm)
Inch Metric DMIN: 0.157" (4 mm)
L] F098 - F099 pages

FO06 www.tungaloy.com/us




© : First choice

(O : Usable
Face grooving Internal grooving Profiling (Full-R) Turning
CwW
=zt % ™ H x é
WAL < = ﬂS ©
& . o
3 A G o
O
CDX 3
o
CW: 0.118" - 0.236" CW: 0.079" - 0.315" . " " . " "
3 - 6 mm) @ -8 mm) CW: 0.118" - 0.315 CW: 0.118" - 0.315

choice

CDX: 0.984" (25 mm)

choice

CDX: 0.394" (10 mm)

choice

(3-8 mm)
CDX: 1.417" (36 mm)

(8-8mm)
CDX: 1.417" (36 mm)

© DAXN: 0.984" (25 mm) @) DMIN: 0.984" (25 mm) @) O
F171 page F116 page FO010 page FO10 page
CW: 0.062" - 0.118"
(1.57 - 3 mm)
e CDX: 0.252" (6.4 mm)
F049 page
CW: 0.013" - 0.118"
(0.33 - 3 mm)
O CDX: 0.118" (3 mm)
DAXN: 2.559" (65 mm)
FO37 page
CW: 0.118" - 0.197" CW: 0.118" - 0.197" CW: 0.118" - 0.197" CW: 0.118" - 0.197"
(3 - 5 mm) (3 -5mm) ‘A ’ A -
. " . " -5 mm) (8 -5 mm)
O CDX: 0.866" (22 mm) O CDX: 0.236" (6 mm) O _( " O . "
DAXN: 1.181" (30 mm) DMIN: 0.984" (25 mm) CDX: 0.984" (25 mm) CDX: 0.984" (25 mm)
F194 page F136 page F058 page F058 page
CW: 0.157" - 0.236"
(4 - 6 mm)
© CDX: 2.559" (65 mm)
DAXN: 1.181" (30 mm)
F167 page
CW: 0.039" - 0.118"
(1-3mm)
CDX: 0.160"(4.07 mm)
DMIN: 1.374"(34.9 mm)
F143 page
CW: 0.013" - 0.177"
CW: 0.039" - 0.157"
©  ©DbX e 4{5? m )| o (1-4mm)
: 0. " (2.5 mm . "
DMIN: 1.378" (35 mm) CDX: 0.197" (5 mm)
F155 page F093 page
CW: 0.039" - 0.197"
(1-5mm)
O CDX: 0.197" (56 mm)
DMIN: 0.315" (8 mm)
F158 page
CW: 0.039" - 0.177"
(1-4.5mm)
O CDX: 0.236" (6 mm)
DMIN: 2.165" (55 mm)
F164 page
- CGXR/L

CW: 0.039" - 0.197"
(1-5mm)

DMIN: 0.787" (20 mm)

F162 page

Grooving

Tungaloy F007



TUNGCUT

Multi-functional grooving tool series
with excellent versatility

CRSIRGH-CHy
A VRS A0 o)

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

High-pressure coolant system improves chip flow
and tool life.

B High clamping rigidity

For stable tool life and accuracy

Clamping system

@ Stable and safe contact High repeatability
/ e
areas. o and durability due
> N to long pocket!
Minimizes cutting edge displacement
- Competitor /
. 0.0012 | Conventional grade
£ + TUNGCUT Directi
- irection
S of load
£ 0.0008
[0}
§ /
o
2 0.0004 /%/
0 50 1000 1500
Load (N)
B Excellent chip control at low feed rates
Mild steel f=0.001ipr | f=0.002ipr | f=0.003ipr | f=0.004ipr
(SuUJ2) > -
2% S o* '=.:; So u«.ﬁf‘ oo ¥ g%
First choice chipbreaker for low carbon (soft) steel. Ve = 8.‘ cest "g‘;,:’t z,.t » - L
. o es ¥ Moy 42 =v.,,;‘ _6,,;.
Excellent chip control at low feed rates. 164 sfm .:‘,:.-: A .%.':. . eele s “*,“_%
"‘\‘e;: ‘=’W‘ *i’ei‘lb ﬂﬁob‘n-
@ Workpiece material : SUJ2 " ' .« ™ - » o
Toolholder : CTER16-3T09
Insert : DGL3-025 ~
Groovevidth 1 0.118" (~3'Q/(\ Y. p& I - ™
= e < s «®3
oo | S [ 205 | (| s
C C - (RN ?\“ ( b o

Reference pages: F010, F116, F171, F209

FO08 www.tungaloy.com/us




opouLAR

Il How to install and remove the blade and insert TUNSMEVYSTEM

Assembly

(1) Remove all 4 screws and ensure the O rings
are all in place.

Place the blade and tighten 2
bottom clamping screws.

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

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

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

Disassembly

First loosen the long screw in the
angular direction.

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

Grooving

Loosing the long screw alone may not release the insert.

Long diagonal screw

SR M6X20-XT
(Wrench: HW5.0)

Plug Screw

PLUGG1/8I1SO1179
(Wrench: HW5.0)

O-ring
. Long diagonal screw OR 5X1N
' SR M6X20-XT .
< (Wrench: HW5.0) Plug screw for oil hole
[#) SR M4X8ISO14580
» (Wrench: T-20/5)

e,y 0c+—0ring
E b OR 5X1N «—— Center screw

&4— Center screw \~ SR M6X12DIN6912

> SR M6X12DIN6912 (Wrench: HWS5.0)
(Wrench: HW5.0)
Short bottom screws Short bottom screws
SR M5-04451
SR M5-04451
(Wrench: T-20/5) (Wrench: T-20/5)

All parts listed here are included in the tool holder.

Tungaloy F009




TUNGCUT

CTER/L

External grooving, parting and turning toolholder

ns

CTER/L10-2T08
CTER/L12-2T08
CTER/L16-2T08
CTER/L10-2T12
CTER/L12-2T12
CTER/L16-2T12
CTER/L10-2T17
CTER/L12-2T17
] CTER/L16-2T17
CTER/L10-3T09
CTER/L12-3T09
CTER/L16-3T09
CTER/L12-3T12
CTER/L16-3T12
CTER/L10-3T20
CTER/L12-3T20
CTER/L16-3T20
CTER/L16-3T25
CTER/L10-4T10
CTER/L12-4T10
CTER/L16-4T10
CTER/L12-4T15
CTER/L16-4T15
CTER/L10-4T25
CTER/L12-4T25
CTER/L16-4T25
CTER/L20-4T25
CTER/L12-5T12
CTER/L16-5T12
CTER/L16-5T20
CTER/L16-5T32
CTER/L20-5T32
CTER/L12-6T12
CTER/L16-6T12
CTER/L16-6T20
CTER/L16-6T32
CTER/L20-6T32
CTER/L16-8T16
CTER/L16-8T25
CTER/L20-8T25
CTER/L16-8T36
CTER/L20-8T36

é 8

When groove depth is larger than (insert length - 0.059"), please use 1-cornered insert.

0.079 2

0.079 2

0.079 2

0.079 2

W @ ® W O O O O O O o o o 00 O A B B D B DB DD DB W OWWWWWWwowwNDNDNDDNDNDDNDNDDND

0.118 3

0.118 3

0.118 3

0.118 3

0.118 3

0.157 4

0.157 4

0.157 4

0.157 4

0.197 5

0.197 5

0.197 5

0.236 6

0.236 6

0.315 8

0.315 8

0.315 8

Seat size
2

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

CDX
0.315
0.315
0.315
0.472
0.472
0.472
0.669
0.669
0.669
0.354
0.354
0.354
0.472
0.472
0.787
0.787
0.787
0.984
0.394
0.394
0.394
0.590
0.590
0.984
0.984
0.984
0.984
0.472
0.472
0.787
1.260
1.260
0.472
0.472
0.787
1.260
1.260
0.630
0.984
0.984
1.417
1.417

E

E!

=/CD
£g o
i LF .
LH ‘
r
= ¥
HBH!

H B LF LH HF
0625 0625 4500 1299  0.625
0750 0750 5000 1.299  0.750
1000  1.000 6.000 1299  1.000
0625 0625 4500 1260  0.625
0750 0750  5.000 1.260  0.750
1000  1.000 6.000  1.260  1.000
0625 0625 4500 1457 0625
0750 0750 5000 1457  0.750
1.000  1.000  6.000  1.457  1.000
0625 0625 4500  1.260  0.625
0750 0750 5000 1.260  0.750
1000  1.000  6.000 1.260  1.000
0750 0750 5000 1.260  0.750
1.000  1.000  6.000  1.260  1.000
0625 0625 4500 1516  0.625
0750 0750 5000 1516  0.750
1.000  1.000 6.000 1516  1.000
1.000  1.000 6.000 1752  1.000
0625 0625 4500 1.260  0.625
0750 0750 5000  1.260  0.750
1.000  1.000 6.000 1.260  1.000
0750 0750  5.000  1.299  0.750
1000 1.000 6.000 1.299  1.000
0625 0625 4500 1772 0625
0750 0750 5000 1772  0.750
1.000  1.000  6.000  1.772  1.000
1250  1.250  7.000 1772  1.250
0750 0750 5000 1457  0.750
1.000  1.000  6.000  1.457  1.000
1.000  1.000  6.000  1.457  1.000
1.000  1.000 6.000 2205  1.000
1250  1.250  7.000 2205  1.250
0750 0750 5000 1457  0.750
1.000  1.000  6.000  1.457  1.000
1.000  1.000 6.000 1.614  1.000
1000  1.000 6.000 2205  1.000
1250  1.250  7.000 2205  1.250
1.000  1.000  6.000  1.850  1.000
1000  1.000 6.000 1.850  1.000
1250 1250  7.000  1.850  1.250
1000  1.000 6.000 2362  1.000
1250  1.250  7.000 2362  1.250

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032

FO10 www.tungaloy.com/us

WF ()
0.629
0.754
1.004
0.629
0.754
1.004
0.629
0.754
1.004
0.637
0.762
1.012
0.763
1.012
0.637
0.762
1.012
1.012
0.645
0.770
1.020
0.770
1.020
0.645
0.770
1.020
1.270
0.774
1.024
1.024
1.024
1.274
0.770
1.020
1.023
1.020
1.270
1.039
1.039
1.289
1.039
1.289

T
<HL

Right hand (R) shown.

HBH Torque
0.157 3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
- 3.69
6.27
- 6.27
- 6.27
- 6.27
- 6.27
6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 8.85
- 8.85
0.276 8.85
0.276 8.85
0.276 8.85
- 8.85
0.276 8.85
0.276 8.85
- 8.85
0.276 8.85
- 8.85




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

Seat size
2

cw

W OOWOWOOWOoOOMOOOOGOAauoodbsSsESDDEDSDDDEOWWOWWOWOWWWWNNMMNDNDNDNDNDDND

CDX
8
8
8

12
12
12
17
17
17
9
9
9
12
12
20
20
20
25
10
10
10
15
15
25
25
25
25
12
12
20
32
32
12
12
20
32
32
16
25
25
36
36

H

B LF
16 110
20 125
25 150
16 110
20 125
25 150
16 110
20 125
25 150
16 110
20 125
25 150
20 125
25 150
16 110
20 125
25 150
25 150
16 110
20 125
25 150
20 125
25 150
16 110
20 125
25 150
32 170
20 125
25 150
25 150
25 150
32 170
20 125
25 150
25 150
25 150
32 170
25 150
25 150
32 170
25 150
32 170

LH
33
33
33
32
32
32
37
37
37
32
32
32
32
32
38.5
38.5
38.5
44.5
32
32
32
33
33
45
45
45
45
37
37
37
56
56
37
37
41
56
56
47
47
47
60
60

HF  WFO

16
20
25
16
20
25
16
20
25
16
20
25
20
25
16
20
25
25
16
20
25
20
25
16
20
25
32
20
25
25
25
32
20
25
25
25
32
25
25
32
25
32

16.1
20.1
25.1
16.1
20.1
25.1
16.1
20.1
25.1
16.3
20.3
25.3
20.3
25.3
16.3
20.3
25.3
25.3
16.5
20.5
25.5
20.5
25.5
16.5
20.5
25.5
32,5
20.6
25.6
25.6
25.6
32.6
20.6
25.6
25.6
25.6
32.6
26.1
26.1
33.1
26.1
33.1

HBH
4

NN NN

~

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

SPARE PARTS

Designation
CTER/L10-2T08,
CTER/L1616-2T08
CTER/L12-2T08,
CTER/L2020-2T08
CTER/L16-2T08,
CTELR/L2525-2T08
CTER/L10-2T12,
CTER/L1616-2T12
CTER/L12-2T12,
CTER/L2020-2T12
CTER/L16-2T12,
CTER/L2525-2T12
CTER/L10-2T17,
CTER/L1616-2T17
CTER/L12-2T17,
CTER/L2020-2T17
CTER/L16-2T17,
CTER/L2525-2T17
CTER/L10-3T09,
CTER/L1616-3T09
CTER/L12-3T09,
CTER/L2020-3T09
CTER/L12-3T12,
CTER/L2525-3T09
CTER/L16-3T12,
CTER/L2020-3T12
CTER/L10-3T20,
CTER/L2525-3T12
CTER/L12-3T20,
CTER/L1616-3T20
CTER/L16-3T20,
CTER/L2020-3T20
CTER/L16-3T25,
CTER/L2525-3T20.25
CTER/L10-4T10,
CTER/L1616-4T10
CTER/L12-4T10,
CTER/L2020-4T10
CTER/L16-4T10,
CTER/L2525-4T10

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM6X1X16-A
CM6X1X20-A
CMBX1X25-A

{

Wrench
P-4

P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4

P-4

P-4
P-4
P-4
P-4
P-4
P-4
P-5
P-5

P-5

SPARE PARTS

Designation

CTER/L12-4T15,
CTER/L2020-4T15

CTER/L16-4T15,
CTER/L2525-4T15

CTER/L10-4T25,
CTER/L1616-4T25

CTER/L12-4T25,
CTER/L2020-4T25

CTER/L16-4T25,
CTER/L2525-4T25

CTER/L20-4T25,
CTER/L3232-4T25

CTER/L12-5T12,
CTER/L2020-5T12

CTER/L16-5T12,
CTER/L2525-5T12

CTER/L16-5T20,
CTER/L2525-5T20

CTER/L16-5T32,

CTER/L2525, 3232-5T32

CTER/L20-5T32,
CTER/L2020-6T12
CTER/L12-6T12,
CTER/L16-6T12,
CTER/L2525-6T12
CTER/L16-6T20,
CTER/L2525-6T20
CTER/L16-6T32,
CTER/L20-6T32,

CTER/L2525, 3232-6T32

CTER/L16-8T16,
CTER/L2525-8T16
CTER/L16-8T25,
CTER/L20-8T25,

CTER/L2525, 3232-8T25

CTER/L16-8T36,
CTER/L20-8T36,

CTER/L2525, 3232-8T36

&
Clamping screw
CMB6X1X20-A
CMBX1X25-A
CMBX1X16-A
CM6X1X20-A
CMBX1X25-A
CMBX1X25-A
CMB6X1X20-A
CM6X1X25-A
CMBX1X25-A
CMBX1X25-A
CM8X1.25X20-A

CM8X1.25X25-A
CM8X1.25X25-A
CMB8X1.25X25-A
CM8X1.25X25-A

CM8X1.25X25-A

CM8X1.25X25-A

{

Wrench
25

P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6

P-6

Torque*
5

[S20N¢ IS BN, IS RS, ¢, RIS, NS B¢, MNS, IS, N6, IS, BN B¢, NG, |

Grooving

Tungaloy F011




:;lT-EH.'ZﬂFCUT TUNG TUET

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

gomll . SLH

ﬁ . I¢
G1/8"BSPPA & BH Right hand (R) shown.

Seat size CDX H B LF LH HF WF ™) HBH Torque
CTER/L12-2T17-CHP 2 0.669 0.750 0.750 5.000 1.772 0.750 0.791 0.157 4.06

CTER/L16-2T17-CHP 0.079 2 2 0.669  1.000 1.000 6.000 1772  1.000  0.988 - 4.06
CTER/L12-3T25-CHP  [HOAT8 8 3 0984 0750 0750  5.000 2008 0750 0799  0.157 4.06
CTER/L16-3T25-CHP 0.118 3 3 0.984  1.000 1000 6.000 2.008 1.000  0.996 - 4.06
CTER/L16-4T25-CHP  [OA67 A 4 0.984  1.000 1.000 6.000 2170 1.000  1.004 5 5.90

= CTER/L16-5T32-CHP 0.197 5 5 1260  1.000  1.000 6.000 2323  1.000  1.007 - 5.90
- CTER/L16-6T32-CHP 11012868 6 6 1260 1.000 1.000 6.000 2441 1000 1.007 0276 8.85
PNETTBET seatsize  CDX H B LF LH HF WF HBH Torque*
CTER/L2020-2T17-CHP [T 2 17 20 20 125 45 20 20.1 4 55
CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 25.1 - 5.5
CTER/L2020-3T20-CHP - 3 20 20 20 125 48 20 20.3 4 55

m CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 25.3 - 5.5

;7/; CTER/L2525-3T25-CHP [IGN 3 25 25 25 150 51 25 25.3 - 55
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 25.5 - 8
CTER/L2525-5T20-CHP 116 5 20 25 25 150 49 25 25.58 = 8
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

When groove depth is larger than (insert length - 0.059"/1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
Torque: Recommended clamping torque: Ibs-ft (*N-m)

Inch & (
SPARE PARTS

Designation Clamping screw Wrench
CTER/L12-2T17-CHP CM5x0.8x20-A P-4
CTER/L16-2T17-CHP CM5x0.8x20-A P-4
CTER/L12-3T25-CHP CM5x0.8x25-A P-4
CTER/L16-3T25-CHP CM5x0.8x25-A P-4
CTER/L16-4T25-CHP CM6x1x16-A P-5
CTER/L16-5T32-CHP CM6x1x16-A P-5
CTER/L16-6T32-CHP CM8x1.25x20-A P-6

Metric

SPARE PARTS @ (

Designation Clamping screw Wrench

CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2525-2T17-CHP CM5x0.8x25-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4
CTER/L2525-3T20-CHP CM5x0.8x25-A P-4
CTER/L2525-3T25-CHP CM5x0.8x25-A P-4
CTER/L2525-4T25-CHP. CM6x1x16-A P-5
CTER/L2525-5T20-CHP CM6x1x16-A (P69
CTER/L2525-6T20-CHP CM8x1.25x20-A P-6

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
Parts for coolant hose — F240, Technical Reference — L043
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TUNGCUT

CTEFR/L
External face grooving and turning toolholder

_ _CDX v L
wt = H “ J/
51510 o
© A LF )
LH
3 _
M 1
«» %1 T
Y Right hand (R) shown.
Seat size = CDX HF B H LF WF ) LH Torque
CTEFR/L12-4T04 2,3,4 0.189 0.750 0.750 0.750 5.000 0.770 1.300 6.27
CTEFR/L16-4T04 0.157 4 2,3, 4 0.189 1.000 1.000 1.000 6.000 1.020 1.300 6.27
CTEFR/L12-6T04 [foz2s 6 56 0.189 0.750 0.750 0.750 5.000 0.236 1.460 6.27
CTEFR/L16-6T04 0.236 6 5,6 0.189 1.000 1.000 1.000 6.000 1.020 1.460 6.27

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

SPARE PARTS (
Designation Clamping screw Wrench
CTEFR/L12-4T04 CM6X1X20-A P-5
CTEFR/L16-4T04 CM6X1X25-A 25
CTEFR/L12-6T04 CMBX1X20-A P-5 o
CTEFR/L16-6T04 CMBX1X25-A P-5 %
(]
Groove width ,Face grcl)qvingl Groove width 'Face grcl)qvingl 9
CW (in) Mmb?;mﬂmg dia| CW (in) Min. machining dia| O]
()] DAXMIN (in)
DGM / DGS / SGN 0.079 11.614 DTR 0.118 1.732
DGM /DGS / SGN / DGL 0.118 3.622 DTR 0.157 1.260
DGM /DGS / SGN / DGL 0.157 1.457 DTR 0.197 1.890
DGM /DGS / DGL 0.197 2.362 DTR 0.236 1.890
DGM /DGS / DGL 0.236 2.244 DTX 0.118 0.866
DTE/DGG /DTM 0.118 2.441 DTX 0.157 0.787
DTE/DGG/DTM 0.157 1.654 DTX 0.197 0.787
DTE/DGG /DTM 0.197 2.520 DTX 0.236 0.906
DTE/DGG/DTM 0.236 2.402 DTF 0.118 0.787
DTF 0.157 0.787

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032

Tungaloy F013




TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

SR _ E 1% mill

CUTDIA fﬂ é
s & =}

Right hand (R) shown.

G TS ) seat size CUTDIA  H B LF LH HF  WF®  HBH Torque
JCTER/L08-2T12 2 0.945 0.500 0.500 4.750 0.748 0.500 0.504 0.079 2.21

JCTER/L08-3T12 0.118 3 3 0.945 0.500 0500 4750 0748 0500 0512  0.079 2.21
JCTER/L10-2T16 o079 22 1.260 0.625 0625 4750 0945 0625  0.629 = 2.21
JCTER/L10-3T16 0.118 3 3 1.260 0.625 0625 4750 0945  0.625  0.637 - 2.21

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

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

SPARE PARTS & /<§

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

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
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TUNGCUT TUNG TJET

JCTER/L-CHP

External grooving and parting toolholder with high pressure coolant capability

e @

I
o 2P gl left-hand

CUTDIAA ~ . LH 5/16”-24UNF LEL@Z

IE

Right hand (R) shown.

ST seat size CUTDIA  H B LF LH HBL HF  WF®  HBH Torque
JCTER/L08X2T12-CHP 2 0984 0.500 0.500 4.750 0.972 0.965 0.500 0.000/0.500 0.169 2.21

JCTER/L10X2T12-CHP 0.079 2 2 0.984 0625 0.625 4750 0.972 0965 0625 0.000/0.625 0.039 2.21
JCTER/L10X2T16-CHP 0070 2 2 1260 0.625 0625 4750 0972 0965 0.625 0.000/0.625 0.157 2.21
JCTER/L12X2T16-CHP 0.079 2 2 1260 0750 0750 4.750 0.972 0.965 0.750 0.000/0.750  0.037 2.21
Metric @7 Seat size CUTDIA H B LF LH HF WF®  HBH  HBL Torque*
JCTER/L1212X2T12-CHP - 2 25 12 12 120 247 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

(1) "WF" value is calculated with groove width "CW" shown in the table. "WF" value depends on the tool hand. With 0.000/0.500 (0/12), WF is 0" (O mm) for the right hand and
0.5" (12 mm) for the left hand.

CUTDIA: Max. parting diameter (@]
Torque: Recommended clamping torque: Ibs-ft ("“N-m) £
3
SPARE PARTS & /6 @ ( & ( (%
Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
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TUNGCUT

CGER/L
External deep grooving and parting toolholder, for Swiss lathes

] m &

= T

[ LF
CUTDIA  _|=

P
R
T \\ - i UE

HBH

Right hand (R) shown.

Seat size CUTDIA®  CDX H B LF LH HF WF® HBH
CGER/L2020-1.4T14 1 29/29 9.7 20 20 125 31 20 20.2 =

CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 12.1 6
CGER/L1616-2T17 _ 2 35/35 11.8 16 16 150 31 16 16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 - 3 38/40 12 12 12 150 31 12 12.3 6

] CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
= CGER/L2020-3T19 B : 38/45 13.2 20 20 125 31 20 203 -
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 20.4 -

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

N SPARE PARTS ?
;‘7 n Designation Wrench (Option)
CGER/L2020-1.4T14 CRW23
CGER/L™*-2T17 - 4T19 CRW33

;IA-ELR./’LQIPGCUT TUNGEMSESYSTEM

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

0 oliN
WO

DGS,SGS,DGM,
SGM,DTX,DTE,
DGG,DTR,SGN,
DTM,DGL

Right hand (R) shown.

Seat size CDX H B LF WE™
CAER/L-2T16-CHP 2 0.630 1.299 0.283 1.634 0.287

THT
1

CAER/L-2T20-CHP 0.079 2 2 0.787 1.299 0.283 1.791 0.287
CAER/L-3T16-CHP _ 3 0.630 1.299 0.283 1.634 0.291
CAER/L-3T20-CHP 0.118 3 3 0.787 1.299 0.283 1.791 0.295
CAER/L-4T16-CHP - o174 4 0.630 1.299 0.283 1.634 0.303
CAER/L-4T20-CHP 0.157 4 4 0.787 1.299 0.283 1.791 0.303
CAER/L-5T20-CHP _ 5 0.787 1.299 0.283 1.823 0.307
CAER/L-6T20-CHP 0.236 6 6 0.787 1.299 0.283 1.823 0.307

When groove depth is larger than (insert length - 0.059"), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.

Reference pages: Inserts — F023 - FO036, Standard cutting conditions — F032
Technical Reference — L043
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TUNGCUT TUNEMSEYSTEM

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

(LFASSY*)
] | (LPOS) @
ju
G 1/8"-28 Y OAL
=
7] [T
5 < of
Right hand (R)
A with right-hand blade shown.
H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 CAER/L-CHP 4.79
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 CAER/L-CHP 4.79
H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHSR/L2020-CHP 20 20 130 105.5 151 12 20 10 CAER/L-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAER/L-CHP 6.5

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

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

Please see the page L043 for the instruction on installing and removing the blade or the insert.

Torque: Recommended clamping torque: Ibs-ft (*N-m)

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

s O D 2
SPARE PARTS & @ § ( o 2
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug 8
CHSR/L...-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179 o

)

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
Parts for coolant hose — F240, Technical Reference — L043
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IMHECUT TUNEMSYSTEM

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

= _H
2 =t <,
@ G 1/8"-2;85
Q| == oAL
_ 2y cisos =l
°g] =T O
! A= .
_ Y T LPOS Right hand (R)
SV T (LFASSY) with left-hand blade shown.
H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 CAER/L-CHP 4.79
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 CAER/L-CHP 4.79
H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 CAER/L-CHP 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 CAER/L-CHP 6.5

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

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

Torque: Recommended clamping torque: Ibs-ft (“N-m)

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

Please see the page L043 for the instruction on installing and removing the blade or the insert.

SPARE PARTS & /é @ § ( @ &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
CHFVR/L... SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Reference pages: Inserts — F023 - FO36, Standard cutting conditions — F032
Parts for coolant hose — F240, Technical Reference — L043
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:;!-CHN'.’C'gCUT TUNGCAP TUNGEMSEVYSTEM

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

(LFASSY™)  bog) @

DCONMS

Right-hand (R) blade shown.

DCONMS LPR LPOS WPOS Blade (Option) Torque
C3CHSN19045-CHP 32 45 17.5 18.5 CAER/L...-CHP 6.5
CACHSN21047-CHP 40 46.5 21.5 21 CAER/L...-CHP 6.5
C5CHSN26047-CHP 50 47 22,5 26 CAER/L...-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 CAER/L...-CHP 6.5

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

Torque: Recommended clamping torque: N-m, Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade or the insert.

SPARE PARTS @ ﬁ @ § ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHSN...-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N

Recommended clamping torque (N-m)

Clamping screw Torgue (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

::!:H/NN-CECUT TUNGCAP TUNGEMSEVSTEM

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

8| —m \ @
% o’ PC ] g
a5 Z
| o
* 8
A
Left-hand (L) blade shown.
DCONMS LPOS wB WPOS Blade (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 CAER/L...-CHP 6.5
C4CHFVN26046-CHP 40 46 26 15 CAER/L...-CHP 6.5
C5CHFVN26046-CHP 50 46 26 15 CAER/L...-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 CAER/L...-CHP 6.5

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

Torque: Recommended clamping torque: N-m. Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade or the insert.

SPARE PARTS @ %’g & § ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHFVN...-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N

Recommended clamping torque (N-m)

Clamping screw Torgue (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Reference pages: Inserts — F023 - F036, Standard cutting conditions —F032, Technical Reference — L043
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TUNGCUT

CAER/L
External grooving, parting, and turning blade

ﬁ%@
l © LEF’:>‘ Insert

=] S

~_|

1 O]
O

-

Right hand (R) shown.

Seat size CDX LF WF Shank Torque
CAER/L-3T16 2 0.630 1.772 0.409 CHFVL/R...,CHSR/L... 3.69

CAER/L-4T16 0.157 2 2 0.630 1.772 0.413 CHFVL/R...,CHSR/L... 3.69
CAER/L-5T20 o173 3 0.787 1.929 0.413 CHFVL/R...,CHSRIL... 3.69
CAER/L6T20 0.236 3 3 0.787 1.929 0.413 CHFVL/R...,CHSR/L... 3.69
Torque: Recommended clamping torque: Ibs-ft
Not compatible with TungModularSystem
When groove depth is larger than insert length - 0.059", please use 1-cornered insert.
SPARE PARTS & (
Designation Clamping screw Wrench
/ CAER/L... BHM6-20-A P-4
L TUNGCUT
CHSR/L
Shank for CAER/L and CAFR/L blades
8
T e 5 | OAL
L
Right hand (R)
with right-hand blade shown.
H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L12-U 0.750 0.750 5.330 4.227 1.380 0.356 0.750 0.502 CAER/L...
CHSR/L16-U 1.000 1.000 5.330 4.227 1.100 0.606 1.000 0.280 CAER/L...
CHSR/L20-U 1.250 1.250 6.330 5.227 - 0.856 1.250 - CAER/L...
H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L...
CHSR/L3232 32 32 153 105 = 22 32 = CAER/L...

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

Not compatible with TungModularSystem

SPARE PARTS & (

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

Combination of blade and toolholder
Blade

Toolholder CAER... CAEL... CAFR... CAFL...
CHSR... L] _
CHSL... ® g

@ : Corresponding

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
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TUNGCUT

CHFVR/L
Shank for CAER/L and CAFR/L blades

THT 3
i 2
=
;~41
2 E
= — Right hand (R)
Q with left-hand blade shown.
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)
CHFVR/L12-U 0.750 0.750 6.000 5.606 0.984 -0.001 0.352 0.750 0.502 CAEL/R...
CHFVR/L16-U 1.000 1.000 6.000 5.606 0.984 -0.001 0.102 1.000 0.276 CAEL/R...
CHFVR/L20-U 1.250 1.250 7.000 6.606 0.984 0.147 - 1.250 - CAEL/R...
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAEL/R...

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

Not compatible with TungModularSystem

(@]

SPARE PARTS & ( £
Designation Clamping screw Wrench (o)
CHFVR/L... CSHB-6-A P-4 (%

Combination of blade and toolholder
Blade

jleeheeey CAER... CAEL.. CAFR.. CAFL..

CHFVR... o [ ]
CHFVL... [ ) [ ]
@ : Corresponding

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
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;EHR”GCUT TUNGCAP

TungCap shank for CAER/L and CAFR/L blades

— @ ®
Sl o (@]
319 0 Q
g, = =
s L O
_ LPR |
_ (LFASSY™) Right hand (R)
with right-hand blade shown.
LPR LPOS L2 WPOS Blade (Option)
C3CHSR/L22050N 50 221 35 11.5 CAER/L...
C4CHSR/L27050N 50 221 36 16.5 CAER/L...
C5CHSR/L35060N 60 32.1 36 24.5 CAER/L...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAER/L...

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

Applicable for 7 MPa coolant.

- F Not compatible with TungModularSystem
SPARE PARTS @ & (
] Designation Coolant parts Clamping screw Wrench
e/ C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
—1 C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
N C6CHSR/L45065N SATE-M10X1-M5 CSHB-6-A P-4

-

C-CHFVR/L TUNGCA~

TungCap shank for CAER/L and CAFR/L blades

@

DCONMS|

] : =k
<C
%y L.LPoS g
* (LFASSY** L2 Right hand (R)
with left-hand blade shown.
DCONMS LPOS L2 WB WPOS Blade (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R...
C5CHFVR/L35060N 50 49.5 36 35 71 CAEL/R...
C6CHFVR/L45065N 63 54.5 M 45 171 CAEL/R...

*WFASSY : Shank (WPQOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)
Applicable for 7 MPa coolant.

Not compatible with TungModularSystem

SPARE PARTS g & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
CB6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder

Blade
oellielelar CAER..  CAEL.. CAFR..  CAFL..
C*CHSR... ° °
C*CHSL... ° °
C*CHFVR... ° °
C*CHFVL... [ ) [ ] @ : Corresponding

Reference pages: Inserts — F023 - F036, Standard cutting conditions — F032
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B INSERT

DGM

External grooving and parting, 2 corners

RE

CW

Neutral

INSL Ref.

PSIRL

Left hand

INSL Ref.

v
35 ny

RE

RE Right hand

PSIRR

5

INSL Ref.

- Steel * | |k Y Y
M Stainless * * | *
Cast iron pie * | Yo
Non-ferrous
Superalloys * [ | K ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . Seat CW=0.05|CW=0.002] RE UN': o Wb O 8 INSL h
Designation size |HAND mm) | (in) (in) lﬁ @ S8 3 (in) (in) PSIRL|PSIRR
oo LIITI n
FFIIIO b4
DGM2-020 2 N 2 0.079 0008 @ A @ O [ J o 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 ( 2N ] [ J 0.787 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 0.008 (3N ] o 0.787 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 0.008 [ BN ) [ J 0.787 0.197 0° 8° o
DGM2-020-8L 2 L 2 0.079 0.008 [ BN J [ J 0.787 0.197 8° 0° g
DGM2-020-15R 2 R 2 0.079 0.008 ( 2N ] [ ] 0.787 0.197 0° 15° 8
DGM2-020-15L 2 L 2 0.079 0.008 ( N ] [ J 0.787 0.197 15° 0° (B
DGM2-002-15R 2 R 2 0.079 | 0.0008 o [ J 0.762 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 | 0.0008 [ ] [ J 0.762 0.197 15° 0°
DGMS3-020 3 N 3 0.118 0008 @ A © @ O O [ 0.787 0.197 0° 0°
DGM3-020-6R 3 R 3 0.118 0.008 (2N ] [ J 0.787 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 0.008 oo [ J 0.787 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 | 0.0008 [ ] [ J 0.766 0.197 0° 6°
DGMS3-002-6L 3 L 3 0.118 | 0.0008 [ ] [ ] 0.766 0.197 6° 0°
DGM3-020-15R 3 R 3 0.118 0.008 ( 3N ] o 0.787 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 0.008 [ BN ) [ J 0.787 0.197 15° 0°
DGM4-030 4 N 4 0.157 0012 | @ A ©@ © @ @ [ ] 0.787 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 0.012 ([ BN ] [ ] 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 ( 2N ] o 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 [ N ] o 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 (2N ] [ J 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ A © © @ O [ ] 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 ( 2N ] o 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @ A © © @ O 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 @ A @ © [ J 1.181 0.264 0° 0°

@ : Lineup
A : To be discontinued

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032
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SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand RE Right hand
=
© RE PSIRR
7 INSL Ref. 7 INSL Ref. 7% INSL Ref. )
- E L E
Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
Hard materials ¢ : Second choice
Coated
Designation | S¢at jyanp W0 CW02 RE G o o INSL 1 h *logipLpsiRR
size mm)| (n) | () RS2 (in) | (i)
= I T I
| < <O
SGM2-020 2 N 2 0.079 0008 ® @ @ 0.787 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 0008 ® @ @ 0.787 0.197 0° 6°
/ SGM2-020-6L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 6° 0°
/) SGM3-020 3 N 3 [ o118 | 0008 @ @ @ 0787 | 0197 | 0° | 0°
SGM3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
" SGM3-020-6L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 6° 0°
il;’ SGM3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGM3-020-15L 3 L 3 0.118 0008 @® ® @ 0.787 0.197 15° 0°
SGM4-030 4 N 4 0.157 0012 ® @ @ 0.787 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 0012 @ @ @ 0.787 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 0012 @ @ @ 0.787 0.197 4° 0°
SGM5-030 5 N 5 0.197 0012 ® @ @ 0.984 0.217 0° 0°
SGM6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°

@ : Line up

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand

e

7 INSL Ref INSL Ref.

o

T

PSIRR

Right hand

INSL Ref.

-

BBl stee || e[| |
M Stainless * ) dbidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys ¥* | ¥ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at jyanp|SV:0® /W02 RE | 0 & » g 3 INSL | h logirL PSIRR
size (mm)| (n) | (in) ¥V RK = S (in) | (in)
oo LI I (2]
FFI<O Z
DGS1.4-016 1 N 1.4 0.055 0.006 o 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 @ A © @ O (] 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 0.008 ® 00 0.787 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 [ 3N J 0.768 0.197 6° 0° 8
DGS2-020-15R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 15° 8
DGS2-020-15L 2 L 2 0.079 0.008 o 00 0.787 0.197 15° 0° 9
DGS2-002-15R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 15° O
DGS2-002-15L 2 L 2 0.079 | 0.0008 [ N J 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 @ A ©@ @ O (] 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 (BN BN J 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 [ BN J 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 0.008 ® 00 0.787 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 0.008 [ BN BN J 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 [ 3N J 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 @ A © @ © ([} 0.787 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 0.012 ® 00 0.787 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 0.012 (BN BN ) 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 @ A ©®@ @ © (] 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 @ A ®© @ © 0.984 0.217 0° 0°
@ : Line up
A : To be discontinued
Caution

The tool will interfere with the workpiece when grooving larger diameter than eDmax.

Designation gDmax (in) Designation gDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032
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SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand RE Right hand
B —"
o RE PSIRR
INSL Ref. | 7 INSL Ref. 78 INSL Ref.

Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
H  Hard materials Y¢ : Second choice
Coated
Designation | 583t |yanp|SV:0% OW=002 RE @ o o INSL 1 h *logirLpsiRR
size (mm)| (in) | (in) |R K = (in) | (in)
I T I
| j— << O
SGS2-020 2 N 2 0.079 0008 @® @ @ 0.787 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 0008 @® @ @ 0.787 0.197 0° 6°
) SGS2-020-6L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 6° 0°
SGS2-020-15R 2 R 2 [ 0079 | 0008 @ @ @ 0787 | 0197 | 0° | 15°
SGS2-020-15L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 15° 0°
SGS3-020 3 N 3 0.118 0008 @® @ @ 0.787 0.197 0° Q°
: SGS3-020-6R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 6°
[ SGS3-020-6L 3 L 3 0.118 0008 ® @ @ 0.787 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.0008 o 0 0.780 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 6° Q°
SGS3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 0008 | ® @ @ 0.787 0.197 15° 0°
SGS3-002-15R 3 R 3 0.118 | 0.0008 o 0 0.780 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 15° Q°
SGS4-030 4 N 4 0.157 0012 @ @ @ 0.787 0.197 0° 0°
SGS5-030 5 N 5 0.197 0012 @ @ @ 0.984 0.217 0° 0°
SGS6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°
@ : Line up
DGL
External grooving and parting
RE
2 D=
(@)
B 1"‘ INSL Ref.
3 M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation Seat CW.0.05, CW-0002 - RE § INSL |~ h
size | mm) | (in) | (n) | (in) | (i)
3
DGL3-025 3 3 0.118 0.010 | @ 0.787 0.197
DGL4-030 4 4 0.157 0.012 | @ 0.787 0.197
DGL5-030 5 5 0.197 0.012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0.031 | @ 0.984 0.217
@® : Line up

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032
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DGG

External grooving (for high precision)

cw A

7° INSL Ref.
R R
M Stainless *
Cast iron * DA DA
Non-ferrous *
Superalloys * PA¢ ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Seat CW-002 CW:00005 - RE § 3 n INSL | h
size | (mm) | (in) | (in) |= o S (in) | (in)
I »n (2]
< p X
DGG200-020 2 2 0.079 0.008 | @ [ ] [ ] 0.787 0.197
DGG300-020 3 3 0.118 0.008 | @ [ ] [ ] 0.787 0.197
DGG400-040 4 4 0.157 0.016 | @ [ [ ) 0.787 0.197
DGG500-040 5 5 0.197 0.016 | @ [ ] [ ] 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ [ ] [ ] 0.984 0.217
@ : Line up
DGE
External grooving (for high precision) g
g
@{cox S
3| e
(©]
7, INSL Ref. ‘
nd - Steel * [ Y¢ |YY *
ﬂ M Stainless * [ Y¢ %
Cast iron * DA Y
Non-ferrous
Superalloys %* (Y % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
Designation Seat |CW-005,CH00008 - RE § L8 ug, CDX | INSL | h
size | (mm) | (n) | (n) |8 R 2 s (in) | Gn) | Gin)
I T I (7]
< <O =
DGE100-000 2 1 0.039 0 [ N ] [ J 0.098 0.787 0.197
DGE130-000 2 1.3 0.051 0 [ N ] [ ] 0.098 0.787 0.197
DGE160-010 2 1.6 0.063 0004 ©® @ @ [ J 0.098 0.787 0.197
DGE185-010 2 185 | 0073 | 0004 @ @ @ [ 0.138 | 0.787 | 0.197
DGE215-015 2 2.15 0.085 0006 ® @ @ [ J 0.138 0.787 0.197
@ : Line up
Caution 5
oDmax is limited as shown in the picture to the right according m\ T
to the groove depth, T Please refer to the following table. , 4\
T = Groove depth {777}77
. . Max. groove oDmax (in) |
Designation oo i) | T-0039 | T=0059 | T=0079 | T=0098 | T=o08 e
DGE100-000 /
DGE130-000 | 0.079 - -
DGE160-010 « 0.73 0.45 '(TﬁlZ‘r’faer;Lﬁ;Z?
DGE185-010 | ; 148 0.35 0.28
DGE215-015

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032
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DTM

External face grooving and turning
RE

i

6 INSL Retf.
R
Bl steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat CW=0.05 CW.t0.00Z |_qE ug) |Ns|_ _h
size | (mm) | (in) | (n) |= (in) | (in)
<
DTM3-030 3 3 0.118 0.012 | @ 0.787 0.197
DTM4-040 4 4 0.157 0.016 | @ 0.787 0.197
. DTM4-080 4 4 0.157 0.031 | @ 0.787 0.197
o — DTM5-080 5 5 0.197 0.031 | @ 0.984 0.217
DTM6-080 6 6 0.236 0.031 | @ 0.984 0.217
DTM8-080 8 8 0.315 0.031 | @ 1.181 0.264
@ : Line up
oL DTE
External face grooving and turning (for high precision)
RE
A
S ]
(@)
7 INSL Ref.
i ke
Bl steel o [ o [ e | e |5 *
M Stainless * * | Y% %
Cast iron PG * DA
l Non-ferrous
S  Superalloys ¥* |5 v : First choice
H Hard materials v« : Second choice
Coated Cermet
Designation Seat |CW:002CW=0008  RE | = § g § INSL | h
size | (mm)| (in) | (n) YN K = o (in) | (in)
oo LI I n
F <O 4
DTE265-015 3 2.65 0.104 0006 @ A ©®@ @ @ [ ] 0.787 0.197
DTE300-020 3 3 0.118 0008 @ A © @ O [ ] 0.787 0.197
DTE300-040 3 3 0.118 0016 @ A ®@ @ @ [ J 0.787 0.197
DTE315-015 3 3.15 0.124 0006 @ A ®@ @ O [ ] 0.787 0.197
DTE400-040 4 4 0.157 0016 @ A ®© @ @ [ J 0.787 0.197
DTE400-080 4 4 0.157 0031 @ A ©@ @ @ [ ] 0.787 0.197
DTE415-015 4 415 0.163 0006 ® A ®© @ @ [ J 0.787 0.197
DTE478-055 5 4.78 0.188 0022 @ A ©@ © O [ ] 0.984 0.217
DTE500-040 5 5 0.197 0016 @ A ®© @ @ [ ] 0.984 0.217
DTE500-080 5 5 0.197 0031 @ A ©@ @ O [ ] 0.984 0.217
DTE515-015 5 5.15 0.203 0006 ® A ®© @ © 0.984 0.217
DTE600-080 6 6 0.236 0031 @ A ©@ @ O 0.984 0.217
DTE600-120 6 6 0.236 0047 @ A ©® O O 0.984 0.217
DTE800-080 8 8 0.315 0031 @ A ©@ @ O 1.181 0.264
DTE800-120 8 8 0.315 0047 @ A ©® ©@ @ 1.181 0.264
@® : Line up

A : To be discontinued

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032

F028 www.tungaloy.com/us




DTE

External face grooving and turning

e,
=
o
7 INSL Ref.
B RS W e e s
M Stainless * L. EhAdD ¢
Cast iron DA * % DA
Non-ferrous
Superalloys * |y ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW:=0.05|CW=0.002| RE Fe) Q INSL h
Designation Seat : - o N3 8 . -
size | (mm) | (in) | (in) |J ¥NOLRK = o (in) | (in)
o oo I T I (7]
FFEFE<<O P4
DTE3-040 3 3 0.118 0016 @ A © @ @ © [ ] 0.787 0.197
DTE4-040 4 4 0.157 0016 @ A © @ @ O o 0.787 0.197
DTE5-040 5 5 0.197 0.016 [ AN ) 0.984 0.217
DTE6-080 6 6 0.236 0.031 ( 2N ] 0.984 0.217
@ : Line up
A : To be discontinued
(@)]
=
>
DTX S
External/Internal face grooving and turning (B
RE
B
O
e INSL Ref.
G WO W e | s
M Stainless * ) dhidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys * | Y¢ % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.05|CW=0.002| RE %o} = INSL h
Designation Seat : - oy 83 B : :
size | (mm) | (in) | (in) ¥ N¥NRK = o (in) | (in)
oo LI I n
F <O P4
DTX3-030 3 3 0.118 0012 @ A © @ @ [ J 0.787 0.197
DTX4-040 4 4 0.157 0016 @ A ®@ @ @ (] 0.787 0.197
DTX5-040 5 5 0.197 0016 @ A ®@ @ @ [} 0.984 0.217
DTX6-080 6 6 0.236 0.031 (BN BN J 0.984 0.197
@ : Line up

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032

A : To be discontinued

Tungaloy F029



DTR

Profiling and undercutting (for high precision)

RE

=

7°, INSL Ref. -
0w ey
! M Stainless * * | Y %
Cast iron DA * DA DA
Non-ferrous
Superalloys ¥* |y v : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW:0.02|CW=0.0008) RE 0 Q INSL h
Designation Seat _ = oo N0 g o _ _
size | (mm)| (in) | (n) YV K = ® (in) | (in)
oo LI I (2]
F <O P4
DTR300-150 3 3 0.118 0059 @ A ©@ @ O [ ] 0.787 0.197
DTR400-200 4 0.157 0079 @ A © @ @ [ J 0.787 0.197
. DTR478-239 5 4.78 0.188 0094 @ A ©@ 0 O [ ] 0.984 0.217
- DTR500-250 5 0.197 0098 @ A ©® © O [ ] 0.984 0.217
DTR600-300 6 0.236 0118 @ A ©® ® © 0.984 0.217
@ : Line up
A : To be discontinued
\ DTR
Profiling and undercutting
RE
L E@E—0
(@]
7 INSL Ref.
- - Steel * & K&k PAS *
M Stainless * ¥* | Y% *
Cast iron PG * PAdDAY PG
Non-ferrous
Superalloys * 5% % v : First choice
H Hard materials v« : Second choice
Coated Cermet
. . CW=0.05/CW0.002| RE 0 =3 INSL h
Designation Seat . ] v w Y8 & ) .
size |(mm)| (in) | (n) IV K S = o (in) | (in)
oo LI II n
FFILI<ICO 4
DTR3-150 3 3 0.118 0059 @ A © © @ O [ ] 0.787 0.197
DTR4-200 4 4 0.157 0079 @ A © © @ © [ ] 0.787 0.197
DTR5-250 5 5 0.197 0098 @ A © © 0 O o 0.984 0.217
DTR6-300 6 6 0.236 0118 | @ A @ © [ J 0.984 0.217
DTR8-400 8 8 0.315 0157 | @ A @ © [ ] 1.181 0.264
@ : Lineup

A : To be discontinued

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032

F030 www.tungaloy.com/us




DTIU

Profiling and undercutting (for high precision)

RE
S
(@)

Grooving

7 - INSL Ref. o
7
0 el me e
‘ M Stainless ¥* Y %
Cast iron * Y
Non-ferrous
Superalloys * | Y% Y : First choice
Hard materials ¢ : Second choice
Coated
. . CW=0.02/CW=0.00080 RE |© INSL h
Designation Seat i - 998 X )
size | (mm) | (in) | (n) KK = (in) | (in)
I T I
< <O
DTIU300-150 3 3 0.118 0059 @® @ @ 0.787 0.197
DTIU400-200 4 4 0.157 0079 @ @ @ 0.787 0.197
DTIU500-250 5 5 0.197 0098 ©® @ @ 0.984 0.217
DTIU600-300 6 6 0.236 0118 @® @ @ 0.984 0.217
@ : Line up
DTA
Aluminum wheel machining (for high precision)
RE
="
O
Al INSL Ref.
o me
M Stainless
Cast iron
Non-ferrous *
Superalloys ¥ : First choice
Hard materials ¢ : Second choice
Uncoated
L Seat |CW:0.02/CW:00008| RE INSL| h
Designation . . . . .
9 size | (mm) | () | (n) |2 iy | ) | AN
I
|_
DTA600-300 6 6 0.236 0.118 | @ 0.984 0.217 7°
DTA800-400 8 8 0.315 0.157 | @ 1.181 0.264 10°

Reference pages: Toolholders — F010 - F022, Standard cutting conditions — F032

@ : Line up

Tungaloy F031




SGN

External grooving of hardened steel

RE
%_
(@)

7 INSL Ref.

-

B

Bl steel

M Stainless

Cast iron
Non-ferrous

S Superalloys

¥ : First choice

H Hard materials |y ¥ : Second choice
CBN
. . CW:0.025 CW=0.001| RE INSL h
Designation Seat . . 2 ) .
size | (mm) | (in) | (in) | (in) | (in)
X
m
SGN200-020 2 2 0.079 0.008 | @ 0.787 0.197
SGN300-020 3 3 0.118 0.008 | @ 0.787 0.197
SGN400-020 4 4 0.157 0.008 | @ 0.787 0.197
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Priority Grade Cutting speed
Vc (sfm)
<300 HB First choice AH7025, AH725 164 - 591
. Steel <300 HB Priority for wear resistance T9225 262 - 984
1045, 4135, etc. <300 HB Priority for impact resistance GH130 164 -394
<300 HB Priority for surface finish NS9530 262 - 722
M Stainless steel <200 HB First choice AH7025, AH725 164 - 394
sins, wilEe, it Fil e <200 HB Priority for impact resistance GH130 164 - 394
Gray cast iron - First choice T515, AH7025 164 - 591
. No.250B, No.300B, etc. - Priority for impact resistance GH130 164 - 591
Ductile cast iron - First choice T515, AH7025 164 - 394
60-40-18, 60-55-06, etc. = Priority for impact resistance GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalloys < HRC 40 First choice AH7025 66 - 197
Inconel 718, etc. < HRC 40 Priority for wear resistance AH905 66 - 262
s < HRC 40 First choice AH905 66 - 262
Titanium alloys . . )
Ti-6AI-4V, etc. < HRC 40 Priority for impact resistance AH7025, AH725 66 - 262
< HRC 40 Priority for surface finish KS05F 66 - 197
Hardened steel > HRC 50 First choice BX360 262 - 492

4137, etc.

*See page F033 - F035 for feed: f (ipr).

Reference pages: Toolholders — F010 - F022

F032 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm External grooving and parting

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

Vo

F023, F024 page

1st choice for grooving
and parting

Smooth chip evacuation
Well-designed edge with high

strength
Handed insert available
CW =0.079" - 0.315"

[l Standard feed

0.020

0.016

S~
S oo II ,,,,,,, BRi
[0}
w

0.079 0.118 0.157 0.197 0.236 0.315
Groove width: CW (in)

gl AV

DGS type (2 corners)
SGS type (1 corner)

v

F025, F026 page

Lower cutting force
and superior sharpness

Unique-designed edge and

chipbreaker
Handed insert available
CW =0.055" - 0.236"

[l Standard feed

0.020

0.016

Dlllll

00055 0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

gl AV

DGL type
(2 corners)

' 4

F026 page

1st choice for mild steel

Chipbreaker with excellent chip
control at low feed

Suitable for mild steel that often
has difficulties with chip control
CW =0.118" - 0.236"

[l Standard feed

0016
£ 0012

S 0.008 g ! I
(5]

o004 | J} I I

0 0.118 0.157 0.197 0.236
Groove width: CW (in)

Grooving

il AV

DGG type
(2 corners)

F027 page

For non-ferrous materials
and titanium

Chipbreaker with low cutting force

Sharp cutting edge that prevents
vibration and delivers fine surface
finish

CW =0.079" - 0.236"

Il Standard feed
0.016
50012
5 0.008
boig B B 08

0
0.079 0.118 0157 0.197 0.236
Groove width: CW (in)

i

DGE type
(2 corners)

F027 page

For high accurate
and shallow groove

Excellent chip control
CW = 0.039" - 0.085"

[l Standard feed
0.020
. 0.016

sunll

00,039 0051 0.063 0.073 0085
Groove width: CW (in)

Tungaloy F033




TUNGCUT - Chipbreaker Guide

mm External grooving and turning

DTM type General purpose M Standard feed and DoC ﬂUr*Lﬁj J
(2 corners) = 0.197 3 ' >

1st choice for grooving and § 0.157

tur.ning . . 5o M Standard feed
Suitable for light to medium 5 ¢ g79 0.016
cutting 2 0,039

[

. ] B 0012 -

Excellent chip control in [ | S — <
hini L all | 0.004 0.008 0.012 0.016 0.0200.024 5 0.008 ||l - w0
machining steel, alloy steel, Feed: f (ipr) ®

stainless steel, and heat- © o004 W5 E
i ’ Groove width: CW (in)
resistant alloy MO0.118 WO0.157 M0.197 M0.236 M0.315 0 0118 0157 0197 0.236 0.315
CW =0.118" - 0.315" Groove width: CW (in)
F028 page
v . . LA e
mEm DTX type Multi-functional type B Standard feed and DoC UHFJ# “*E ji )
(2 corners) = 0.157 ‘ —
! Well balanced sharpness < o118 B Standard feed
7) and strength S 0.016
Multi-functional insert 3 0079
L CW = 0.118" - 0.236" £ 003 : AL W 1
‘ a | =
c I g T = 0.008 |- S
L *|/ o PG 3
0.004 0.008 0012 0016 £ 0.004 | M1 B
Feed: f (ipr) o
Groove width: CW (in) 0118 0.157 0.197 0.236
F029 page W0.118 WO0.157 M0.197 W0.236 Groove width: CW (in)

DTE type General purpose M Standard feed and DoC H’ JH} j
0.197 I / /
(2 corners) I

available
CW =0.118" - 0.315"

£
Unique chipbreaker makes § 0.157 ;
chips shorter £ 0118 i . M Standard feed
Molded and ground insert ~§ 0.079] =t ] 0.016

E

[9)

o

0.039 | ] 50012 g -

0 ! : “~0.008|-MN- W L B B
0.004 0.008 0.012 0.016 0.020 0.024 3

Feed: f (ipr) & 0.004 |- L ==

Groove width: CW (in)

0 L L L L
mO0.118 M0.157 m0.197 M0.236 WO0.315 0.118 0157 0.197 0.236 0.315
F028, FO29 page Groove width: CW (in)

F034 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm Profiling and undercutting

DTR type
(2 corners)

Molded

Ground

Full radius type

Excellent chip control
Molded and ground inserts available
CW =0.118" - 0.315"

[l Standard feed and DoC
0197
0.157

ap (in

0.118 s

0.079

0.039 [
0

Depth of cut:

0.004 0.008 0.012 0.016 0.020 0.024 0.028
Feed: f (ipr)

Groove width: CW (in)
0118 W0.157 M0.197 M0.236 M0.315

T
I

F030 page
\
DTIU type Full radius type M Standard feed and DoC ‘ﬂ**
(2 corners) 0015
Excellent chip control o
For undercutting g 0012 gl i
CW =0.118" - 0.236" 8 0.008 |- pa-— -
L 0.004 |- M)
0 4 4 .
0.118 0.157 0.197 0.236
Groove width: CW (in)
F031 page

Grooving

mm Aluminum wheel machining

DTA type
(2 corners)

FO031 page

Full radius type

Excellent chip control

For aluminum wheel profiling
Ground insert

CW =0.236" - 0.315"

[l Standard feed and DoC
__ 0197

5 0.157
0.118

0.079 |-
0.039 |-
0" 0,004 0,008 0072 0.0%6 0,020 0024

Feed: f (ipr)

Groove width: CW (in)
0.236 W0.315

(in

ap

Depth of cut:

mm External grooving of hardened steel

SGN-CBN type
(1 corner)

F032 page

For hardened steel cutting

Optimum cutting edge shape for
grooving of hardened steels
High tolerance width for finishing
CW =0.079" - 0.157"

(CW = +0.001")

[ Standard feed

0.0039

0.0031 | py g v
= 00024 | |5 M -
S

'S 0.0016 |- ;
(9]

w

0.0008

(ipr)

0 g :
0.079 0.118 0.157
Groove width: CW (in)

vJ

Tungaloy F035




B AHZ70O25 cutting performance

First choice grade for grooving
AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

Alloy steel
AHZ7025 Conventional grade (4140)

Insert : DTE3-040 AH7025

Cutting speed: Vc = 492 sfm

Feed :£=0.007 ipr

Groove depth : 0.669"

Machining : External grooving
Tool wear after 60 grooves Tool wear after 30 grooves Coolant : Wet

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

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

Bl Grades
- First choice for various applications - Recommended for various applications - First recommended grade for
- New PVD coating with high Al content - Newly developed coating with well cast iron
provides excellent adhesion strength controlled crystal structure and fracture - Excellent wear resistance in
- Improved wear and chipping resistance resistance high-speed machining

- Improved adhesion strength

79225 |  NS9530 | __GH130 | L]

- Suitable for steel machining at high - Advanced cermet for finish cutting - Recommended for interrupted machining
speeds of steel - TICNO PVD coating layer with high wear

- New CVD coating and substrate deliver an - Innovative grade with incredible resistance
outstanding balance of wear and chipping fracture and high wear resistance - High hardness wear resistance
resistance

__AH905 L3 __KSO5F | L) TH10 |}

- Remarkable for machining of heat - Recommended for non-ferrous - Recommended for non-ferrous materials
resistant alloys materials and titanium

- Exclusive coating layer improves adhesion
strength and wear resistance

_Bx360 L]

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

FO36 www.tungaloy.com/us




TETRAMCUT

STCR/L-18
External grooving and threading toolholder

. -
+f 5 af Wi
LF -
"i" \ T
R :
ey = I
HBH Right hand (R) shown.
H B LF LH HF WF HBH Insert Torque
STCR/L06-18 0.375 0.375 4.750 0.740 0.375 0.375 0.177 TC*18... 0.89
STCR/L08-18 0.013  0.118 0.500 0.500 4.750 0.740 0.500 0.500 0.098 TC*18... 0.89
STCR/L10-18 [[0018" 0418 o625 0.625 4.750 0.740 0.625 0.625 = TC*18... 0.89
STCR/L12-18 0.013  0.118 0.750 0.750 4.750 0.900 0.750 1.000 - TC*18... 0.89

STCR/L16-18 _ 1.000 1.000 5.500 0.900 1.000 1.250 = TC*18... 0.89

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ X

Designation Clamping screw Wrench
STCR**-18 CSTC-4L100DL T-1008/5
STCL*-18 CSTC-4L100DR T-1008/5

Grooving

TETRAMCUT TuNneTET

STCR/L-X18-CHP
External grooving and threading toolholder with high pressure coolant capability

=L LF - [
e e ) == P = {L me
Right 1yl f—————— o =l o} et éﬁ ?ﬁ i[
hand LH, 24 T_—5/16"-24UNF  hand @
L { O N iy rs
£y \}aﬁ ————————— o= tH
1
IlHBL T
I
H B LF LH HBL  HF WF  HBH Insert  Torque
STCR/L08X18-CHP 0.500 0.500 4.750 0.728 0.689 0.500 0/0.500 0.130 TC*18... 0.89
STCR/L10X18-CHP 0.013 0.118 0.625 0.625 4.750 0.728 - 0.625 0/0.625 - TC*18... 0.89

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS & /(

Designation Clamping screw Wrench
STCL*18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5

Reference pages: Inserts — F042 - F047, Standard cutting conditions — F048, Parts for coolant hose — F240

Tungaloy F037




;'T'CERIF%@HMCUT TUNG TLUET

External grooving and threading toolholder, with high pressure coolant capability

‘§’ - > L

1 6”-24UNF

H B LF LH HBL HF WF HBH Insert Torque
STCR/LO8F18-CHP 0.500 0.500 3.344 0.728 0.689 0.500 0/0.500 0.130 TC*18... 0.89

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: Ib-ft

SPARE PARTS @ /(

Designation Clamping screw Wrench
STCL*18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5
ul
URN
~ STCR/L-18-CHP TUNG TJET

Threading tool - for external theading with high pressure coolant capability

5 ik
LF 7 @

T
} Right-hand (R) shown.
* G1/8
H B LF LH HBL HF WF HBH Insert Torque
STCR/L12-18-CHP 0.750 0.750 4.750 0.900 = 0.750 1.000 = TC*18... 0.890
STCR/L16-18-CHP 0.018 0.118 1.000 1.000 5.500 .900 - 1.000 1.250 - TC*18... 0.890

Use the right hand insert (TC*18R...) with the right hand toolholders (STCR...). Use the left hand insert (TC*18L) with the left hand holder (STCL...).
Torque: Recommended clamping torque: Ib-ft

SPARE PARTS @ X

Designation Clamping screw Wrench
STCL*18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5

Reference pages: Inserts — F042 - F047, Standard cutting conditions — F048, Parts for coolant hose — F240

F038 www.tungaloy.com/us




TETRAMCUT

JS-STCL18
External grooving and threading toolholder with round shank, for Swiss lathes

LF [
w |<tHy H Wm
=l B e DCONMS
A
I T
[
‘ o, |
T =
94°
Left hand (L) shown.

[ Metric ] CWN  Cwx [alelell[V R LF LH wB WF Insert Torque
JS14H-STCL18 14 13 100 20 14 6 TC*18R... 1.2
JS159F-STCL18 0.33 3 15.875 15 85 20 14 6 TC*18R... 1.2
JS16F-STCL18 [lessE e 15 85 20 14 6 TC*18R... 1.2
JS19G-STCL18 0.33 3 19.05 18 90 20 14 6 TC*18R... 1.2
JS19X-STCL18 _ 19.05 18 120 20 14 6 TC*18R... 1.2
JS20G-STCL18 0.33 3 20 19 90 20 14 6 TC*18R... 1.2
JS20X-STCL18 [ess e 20 19 120 20 14 6 TC*18R... 1.2
JS22X-STCL18 0.33 3 22 21 120 20 12.25 10 TC*18R... 1.2
JS25H-STCL18 _ 25 24 100 20 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3 25.4 24 120 20 12.25 10 TC*18R... 1.2
Please use right-hand inserts.

Torque: Recommended clamping torque: N-m [@))

C

& A g

SPARE PARTS o)

Designation Clamping screw Wrench (O]
JS***-STCL18 CSTC-4L100DL T-1008/5

TETRAMCUT TUNGEMEVSTEM

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

T i
x

5 @
@]
=
Z
=
- (©)]
=t ]

Right hand (R) shown.

CWN CWX WF H LF B Insert Torque
STCAR/L18-CHP 0.295 1.299 1.496 0.283 TC*18... 0.89

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: Ib-ft

SPARE PARTS & /(

Designation Clamping screw Wrench
STCAL18-CHP CSTC-4L100DR T-1008/5
STCAR18-CHP CSTC-4L100DL T-1008/5

Reference pages: Inserts — F042 - F047, Standard cutting conditions — F048, Parts for coolant hose — F240
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CHSR/L-CHP

TUNEMSYSTEM

Shank for blades with high pressure coolant capability

(LFASSY*™)

m ac
I %] E B
o <
= Y =
% T Tﬁ G 1/8"-28
£ g i b
= i Y
H B OAL LPOS WPOS HBKW
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260

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

Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).

Applicable for 30 MPa coolant

Please see the page L043 for the instruction on installing and removing the blade.
Clamping screw 2

SPARE PARTS

Wrench 2

@

Right hand (R) shown.

HFASSY HBH
0.750 0.190
1.000 0.200

£

Clamping screw 3
SR M6X20-XT

Designation
CHSR/L*-CHP

Clamping screw 1 Wrench 1
SR M5-04451 T-20/5

SR M6X12DIN6912

Recommended clamping torque (lbs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

CHFVR/L-CHP

HW5.0

OR 5X1N PLUGG1/8ISO1179

TUNEMSEVYSTEM

Shank for blades with high pressure coolant capability

=
| <

)

T
G 1/8"-28 T
] c’gg&""i £loaL
Qlais2s ~ =
Sy S\ V2
TS T o
o LPOS A Right hand (R)
= (LFASSY™) with left-hand blade shown.
H B OAL LH LPOS WPOS HBKW HFASSY HBH
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 1.000 0.200

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)
Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).

Applicable for 30 MPa coolant

Please see the page L043 for the instruction on installing and removing the blade.
Clamping screw 2

SR M6X12DIN6912

Clamping screw 3
SR M6X20-XT

SPARE PARTS

Designation
CHFVR/L*-CHP

Clamping screw 1 Wrench 1
SR M5-04451 T-20/5

{

Wrench 2
HWS5.0

S
O-ring
OR 5X1N

o

Plug
PLUGG1/8ISO1179

Reference pages: Inserts — F042 - F047, Standard cutting conditions — F048, Parts for coolant hose — F240
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TUNGCAP TUNGEMSYSTEM

C*CHSN-CHP
TungCap shank for CAER/L-CHP blades with high pressure coolant capability
(LFASSY™) @
B E—— |
(%)
=
— Z
2 8
@D
s Oy
=
Right-hand (R) blade shown.
DCONMS LPR LPOS WPOS
C3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 215 21
C5CHSN26047-CHP 50 47 225 26
C6CHSN33050-CHP 63 50 245 32.5
*WFASSY : shank (WPOS) + blade (WF)
**LFASSY : shank (LPOS) + blade (LF)
Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade.
SPARE PARTS & /o & & ( O
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHSN**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N
Recommended clamping torque (lbs-ft, N-m) =
Clamping screw Torque (Ibs-ft) Torque (N-m) >
SR M5-04451 1.84 2.5 8
}
SR M6X12DIN6912 4.79 6.5 (O]
SR M6X20-XT 4.79 6.5

C*CHFVN-CHP TUNECAP TUNEMSEVYSTEM

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

& LPOS _ @
e /7 ot [D \ @ nh
Sy 2‘ = H %
‘ et e N )
s T &
. (LFASSY*)
- Left-hand (L) blade shown.
DCONMS LPOS wB WPOS
C3CHFVN26040-CHP 1.260 1.575 1.024 0.059
C4CHFVN26046-CHP 1.575 1.811 1.024 0.059
C5CHFVN26046-CHP 1.969 1.811 1.024 0.059
C6CHFVN33046-CHP 2.480 1.811 1.299 0.335

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)

Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade.

SPARE PARTS @ /Q’S @ § ( O

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CHFVN**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Reference pages: Inserts — F042 - F047, Standard cutting conditions —F048, Parts for coolant hose — F240
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Il INSERT
TCG18R/L (Honed edge)

- Steel *
M Stainless *
Cast iron ) ¢
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND CW-002 cw.zo.om BE '§ C.DX S
(mm) | (in) (in) = (in) (in)
<
TCG18R100-010 R 1 0.039 0.004 | @ 0.079 0.157
TCG18L100-010 L 1 0.039 0.004 | @ 0.079 0.157
TCG18R120-010 R 1.2 0.047 0.004 | @ 0.079 0.157
TCG18L120-010 L 1.2 0.047 0.004 | @ 0.079 0.157
TCG18R125-010 R 1.25 0.049 | 0.004 | @ 0.079 | 0.157
TCG18L125-010 L 1.25 0.049 0.004 | @ 0.079 0.157
TCG18R125-020 R 1.25 0.049 0.008 | @ 0.079 0.157
TCG18L125-020 L 1.25 0.049 0.008 | @ 0.079 0.157
TCG18R130-020 R 1.3 0.051 0.008 |@ 0.079 | 0.157
TCG18L130-020 L 1.3 0.051 0.008 | @ 0.079 0.157
TCG18R140-010 R 1.4 0.055 0.004 | @ 0.138 0.157
TCG18L140-010 L 1.4 0.055 0.004 | @ 0.138 0.157
TCG18R140-020 R 14 0.055 0.008 | @ 0.138 0.157
TCG18L140-020 L 1.4 0.055 0.008 | @ 0.138 0.157
TCG18R145-010 R 1.45 0.057 0.004 | @ 0.138 0.157
TCG18L145-010 L 1.45 0.057 0.004 | @ 0.138 0.157
TCG18R145-020 R 1.45 0.057 0.008 | @ 0.138 0.157
TCG18L145-020 L 1.45 0.057 0.008 | @ 0.138 0.157
TCG18R150-010 R 15 0.059 0.004 | @ 0.138 0.157
TCG18L150-010 L 15 0.059 0.004 | @ 0.138 0.157
TCG18R150-020 R 15 0.059 0.008 | @ 0.138 0.157
TCG18L150-020 L 15 0.059 0.008 | @ 0.138 0.157
TCG18R160-020 R 1.6 0.063 0.008 | @ 0.138 0.157
TCG18L160-020 L 1.6 0.063 0.008 | @ 0.138 0.157
TCG18R170-020 R 1.7 0.067 0.008 | @ 0.138 0.157
TCG18L170-020 L 1.7 0.067 0.008 | @ 0.138 0.157
TCG18R175-010 R 1.75 0.069 0.004 | @ 0.138 0.157
TCG18L175-010 L 1.75 0.069 0.004 | @ 0.138 0.157
TCG18R175-020 R 1.75 0.069 0.008 | @ 0.138 0.157
TCG18L175-020 L 1.75 0.069 0.008 | @ 0.138 0.157
TCG18R185-020 R 1.85 0.073 0.008 | @ 0.138 0.157
TCG18L185-020 L 1.85 0.073 0.008 | @ 0.138 0.157
TCG18R195-020 R 1.95 0.077 0.008 | @ 0.138 0.157
TCG18L195-020 L 1.95 0.077 | 0.008 | @ 0.138 | 0.157
See page F048 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048

F042 www.tungaloy.com/us




- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND CW=002 cw.zo.om BE § C_DX S
(mm) | (in) (in) = (in) (in)
<
TCG18R200-010 R 2 0.079 0.004 | @ 0.138 0.157
TCG18L200-010 L 2 0.079 0.004 | @ 0.138 0.157
TCG18R200-020 R 2 0.079 0.008 | @ 0.138 0.157
TCG18L200-020 L 2 0.079 0.008 | @ 0.138 0.157
TCG18R225-020 R 2.25 0.089 0.008 | @ 0.138 0.157
TCG18L225-020 L 2.25 0.089 0.008 | @ 0.138 0.157 [e))
TCG18R230-020 R 2.3 0.091 0.008 | @ 0.138 0.157 g
TCG18L230-020 L 2.3 0.091 0.008 | @ 0.138 0.157 8
TCG18R250-010 R | 25 | 0098 | 0.004 | @ 0.138 | 0.157 15}
TCG18L250-010 L 2.5 0.098 0.004 | @ 0.138 0.157
TCG18R250-020 R 2.5 0.098 0.008 | @ 0.138 0.157
TCG18L250-020 L 2.5 0.098 0.008 | @ 0.138 0.157
TCG18R250-030 R 2.5 0.098 0.012 | @ 0.138 0.157
TCG18L250-030 L 2.5 0.098 0.012 | @ 0.138 0.157
TCG18R265-030 R 2.65 0.104 0.012 | @ 0.138 0.157
TCG18L265-030 L 2.65 0.104 0.012 | @ 0.138 0.157
TCG18R280-030 R 2.8 0.110 0.012 | @ 0.138 0.157
TCG18L280-030 L 2.8 0.110 0.012 | @ 0.138 0.157
TCG18R300-010 R 3 0.118 0.004 | @ 0.138 0.157
TCG18L300-010 L 3 0.118 0.004 | @ 0.138 0.157
TCG18R300-020 R 3 0.118 0.008 | @ 0.138 0.157
TCG18L300-020 L 3 0.118 0.008 | @ 0.138 0.157
TCG18R300-030 R 3 0.118 0.012 | @ 0.138 0.157
TCG18L300-030 L 3 0.118 0.012 | @ 0.138 0.157

Please see the page F048 for precautions of processing.

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048

5 pieces per package

@ : Lineup

Tungaloy F043




Bl INSERT
TCS18R (3D chipbreaker, honed edge)

>

- Steel *
M Stainless *
Cast iron ) ¢
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials < : Second choice
Coated
Designation HaND OV cw.zo.om BE § C.DX S
(mm) | (in) | (in) = (in) | (in)
i <
B TCS18R100-010 R 1 0.039 0.004 | @ 0.079 0.157
TCS18R120-010 R 1.2 0.047 | 0.004 | @ 0.079 | 0.157
TCS18R125-010 R 1.25 0.049 0.004 | @ 0.079 0.157
TCS18R125-020 R 1.25 0.049 0.008 | @ 0.079 0.157
TCS18R130-020 R 1.3 0.051 0.008 | @ 0.138 | 0.157
- TCS18R140-010 R 1.4 0.055 0.004 | @ 0.138 0.157
HHT TCS18R140-020 R 1.4 0.055 0.008 | @ 0.138 0.157
'+ TCS18R145-010 R 1.45 0.057 0.004 | @ 0.138 0.157
TCS18R150-010 R 1.5 0.059 | 0.004 | @ 0.138 | 0.157
TCS18R150-020 R 1.5 0.059 0.008 | @ 0.138 0.157
TCS18R160-020 R 1.6 0.063 0.008 | @ 0.138 0.157
TCS18R170-020 R 1.7 0.067 0.008 | @ 0.138 0.157
TCS18R175-010 R 1.75 0.069 0.004 | @ 0.138 0.157
TCS18R175-020 R 1.75 0.069 0.008 | @ 0.138 0.157
TCS18R185-020 R 1.85 0.073 0.008 | @ 0.138 0.157
TCS18R195-020 R 1.95 0.077 0.008 | @ 0.138 0.157
TCS18R200-010 R 2 0.079 0.004 | @ 0.138 0.157
TCS18R200-020 R 2 0.079 0.008 | @ 0.138 0.157
TCS18R225-020 R 2.25 0.089 0.008 | @ 0.138 0.157
TCS18R230-020 R 2.3 0.091 0.008 | @ 0.138 0.157
TCS18R250-010 R 2.5 0.098 0.008 | @ 0.138 0.157
TCS18R250-020 R 2.5 0.098 0.008 | @ 0.138 0.157
TCS18R250-030 R 2.5 0.098 0.012 | @ 0.138 0.157
TCS18R265-030 R 2.65 0.104 0.012 | @ 0.138 0.157
TCS18R280-030 R 2.8 0.110 0.012 | @ 0.138 0.157
TCS18R300-010 R 3 0.118 | 0.004 | @ 0.138 | 0.157
TCS18R300-020 R 3 0.118 0.008 | @ 0.138 0.157
TCS18R300-030 R 3 0.118 0.012 | @ 0.138 0.157
Please see the page F048 for precautions of processing. 5 pieces per package
@ : Lineup

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048
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TCP18R/L (lightly honed edge)

-—

- Steel D ¢

M Stainless *

Cast iron *

l Non-ferrous
S | Superalloys * % : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation HAND, 2002 CW=0001 - RE o CDX | S

(mm) | (in) | (in) | (in) | (in)

I
TCP18R033-005 R 0.33 0.013 0.002 | @ 0.031 0.157
TCP18L033-005 L 0.33 0.013 0.002 | @ 0.031 0.157
TCP18R043-005 R 0.43 0.017 0.002 | @ 0.047 0.157
TCP18L043-005 L 0.43 0.017 0.002 | @ 0.047 0.157
TCP18R050-005 R 0.50 0.020 0.002 | @ 0.047 0.157
TCP18L050-005 L 0.50 0.020 0.002 | @ 0.047 0.157
TCP18R075-005 R 0.75 0.030 0.002 | @ 0.079 0.157
TCP18L075-005 L 0.75 0.030 0.002 | @ 0.079 0.157
TCP18R095-005 R 0.95 0.037 0.002 | @ 0.079 0.157
TCP18L095-005 L 0.95 0.037 0.002 | @ 0.079 0.157
TCP18R100-010 R 1 0.039 0.004 | @ 0.079 0.157
TCP18L100-010 L 1 0.039 0.004 | @ 0.079 0.157
TCP18R120-010 R 1.2 0.047 0.004 | @ 0.079 0.157
TCP18L120-010 L 1.2 0.047 0.004 | @ 0.079 0.157
TCP18R125-010 R 1.25 0.049 0.004 | @ 0.079 0.157
TCP18L125-010 L 1.25 0.049 0.004 | @ 0.079 0.157
TCP18R140-010-35 R 1.4 0.055 0.004 | @ 0.138 0.157
TCP18L140-010-35 L 14 0.055 0.004 | @ 0.138 0.157
TCP18R145-010 R 1.45 0.057 0.004 | @ 0.079 0.157
TCP18L145-010 L 1.45 0.057 0.004 | @ 0.079 0.157
TCP18R145-010-35 R 1.45 0.057 0.004 | @ 0.138 0.157
TCP18L145-010-35 L 1.45 0.057 0.004 | @ 0.138 0.157
TCP18R150-010 R 1.5 0.059 0.004 | @ 0.079 0.157
TCP18L150-010 L 1.5 0.059 0.004 | @ 0.079 0.157
TCP18R150-010-35 R 1.5 0.059 0.004 | @ 0.138 0.157
TCP18L150-010-35 L 15 0.059 0.004 | @ 0.138 0.157
TCP18R175-010 R 1.75 0.069 0.004 | @ 0.079 0.157
TCP18L175-010 L 1.75 0.069 0.004 | @ 0.079 0.157
TCP18R175-010-35 R 1.75 0.069 0.004 | @ 0.138 0.157
TCP18L175-010-35 L 1.75 0.069 0.004 | @ 0.138 0.157
TCP18R200-010 R 2 0.079 0.004 | @ 0.098 0.157
TCP18L200-010 L 2 0.079 0.004 | @ 0.098 0.157
TCP18R200-010-35 R 2 0.079 0.004 | @ 0.138 0.157
TCP18L200-010-35 L 2 0.079 0.004 | @ 0.138 0.157
TCP18R250-010 R 2.5 0.098 0.004 | @ 0.098 0.157
TCP18L250-010 L 2.5 0.098 0.004 | @ 0.098 0.157
TCP18R250-010-35 R 2.5 0.098 0.004 | @ 0.138 0.157
TCP18L250-010-35 L 2.5 0.098 0.004 | @ 0.138 0.157
TCP18R300-010 R 3 0.118 0.004 | @ 0.098 0.157
TCP18L300-010 L 3 0.118 0.004 | @ 0.098 0.157
TCP18R300-010-35 R 3 0.118 0.004 | @ 0.138 0.157
TCP18L300-010-35 L 3 0.118 0.004 | @ 0.138 0.157

Please see the page F048 for precautions of processing.

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048

5 pieces per package
@ : Line up

Grooving

Tungaloy F045




Bl INSERT
TCP18R/L-F (sharp edge)

- Steel *
M Stainless *
Cast iron ) ¢
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials < : Second choice
Coated
Designation HaND V0% cw.zo.om BE o C.DX S
(mm) | (in) | (in) | (in) | (in)
%
TCP18R033F-005 R 0.33 0.013 0.002 | @ 0.031 0.157
TCP18L033F-005 L 0.33 0.013 0.002 | @ 0.031 0.157
TCP18R043F-005 R 0.43 0.017 0.002 | @ 0.047 0.157
TCP18L043F-005 L 0.43 0.017 0.002 | @ 0.047 0.157
TCP18R050F-005 R 0.5 0.020 0.002 | @ 0.047 0.157
TCP18L050F-005 L 0.5 0.020 0.002 | @ 0.047 0.157
TCP18R075F-005 R 0.75 0.030 0.002 | @ 0.079 0.157
TCP18L075F-005 L 0.75 0.030 0.002 | @ 0.079 0.157
TCP18R095F-005 R 0.95 0.037 0.002 | @ 0.079 0.157
TCP18L095F-005 L 0.95 0.037 0.002 | @ 0.079 0.157
TCP18R100F-005 R 1 0.039 0.002 | @ 0.079 0.157
TCP18R100F-010 R 1 0.039 0.004 | @ 0.079 0.157
TCP18L100F-010 L 1 0.039 0.004 | @ 0.079 0.157
TCP18R120F-005 R 1.2 0.047 0.002 | @ 0.079 0.157
TCP18R120F-010 R 1.2 0.047 0.004 | @ 0.079 0.157
TCP18L120F-010 L 1.2 0.047 0.004 | @ 0.079 0.157
TCP18R125F-005 R 1.25 0.049 0.002 | @ 0.079 0.157
TCP18R125F-010 R 1.25 0.049 0.004 | @ 0.079 0.157
TCP18L125F-010 L 1.25 0.049 0.004 | @ 0.079 0.157
TCP18R140F-010-35 R 1.4 0.055 0.004 | @ 0.138 0.157
TCP18R145F-005-35 R 1.45 0.057 0.002 | @ 0.138 0.157
TCP18R145F-010 R 1.45 0.057 0.004 | @ 0.079 0.157
TCP18L145F-010 L 1.45 0.057 0.004 | @ 0.079 0.157
TCP18R145F-010-35 R 1.45 0.057 0.004 | @ 0.138 0.157
TCP18L145F-010-35 L 1.45 0.057 0.004 | @ 0.138 0.157
TCP18R150F-005-35 R 1.5 0.059 0.002 | @ 0.138 0.157
TCP18R150F-010 R 15 0.059 0.004 | @ 0.079 0.157
TCP18L150F-010 L 15 0.059 0.004 | @ 0.079 0.157
TCP18R150F-010-35 R 1.5 0.059 0.004 | @ 0.138 0.157
TCP18L150F-010-35 L 1.5 0.059 0.004 | @ 0.138 0.157
TCP18R175F-005-35 R 1.75 0.069 0.002 | @ 0.138 0.157
TCP18R175F-010 R 1.75 0.069 0.004 | @ 0.079 0.157
TCP18L175F-010 L 1.75 0.069 0.004 | @ 0.079 0.157
TCP18R175F-010-35 R 1.75 0.069 0.004 | @ 0.138 0.157
TCP18L175F-010-35 L 1.75 0.069 0.004 | @ 0.138 0.157
Please see the page F048 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048
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- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND CW=0.02 CW.:0.001 F.{E c'{.’ C.DX S
(mm) | (n) | (n) | (in) | (in)
b
TCP18R200F-005-35 R 2 0.079 | 0.002 | @ 0.138 | 0.157
TCP18R200F-010 R 2 0.079 0.004 | @ 0.098 0.157
TCP18L200F-010 L 2 0.079 0.004 | @ 0.098 0.157
TCP18R200F-010-35 R 2 0.079 0.004 | @ 0.138 0.157
TCP18L200F-010-35 L 2 0.079 | 0.004 | @ 0.138 | 0.157
TCP18R250F-010 R 2.5 0.098 0.004 | @ 0.098 0.157 @)
TCP18L250F-010 L 2.5 0.098 0.004 | @ 0.098 0.157 %
TCP18R250F-010-35 R 2.5 0.098 0.004 | @ 0.138 0.157 8
TCP18L250F-010-35 L 2.5 0.098 | 0.004 | @ 0.138 | 0.157 (3
TCP18R300F-010 R 3 0.118 0.004 | @ 0.098 0.157
TCP18L300F-010 L 3 0.118 0.004 | @ 0.098 0.157
TCP18R300F-010-35 R 3 0.118 0.004 | @ 0.138 0.157
TCP18L300F-010-35 L 3 0.118 | 0.004 | @ 0.138 | 0.157

Please see the page F048 for precautions of processing.

Reference pages: Toolholders — F037 - F041, Standard cutting conditions — F048

5 pieces per package

@ : Line up

Tungaloy F047




I PRECAUTIONS OF PROCESSING

oD max Minimum diameter
for face grooving

CDX
T [

oo ~
26T Z
5 2 S z
2 22 \ a
£ 20 CUTDIA
Sz 18 \
o) ‘;’ 16 \
S8 14
8E 1 \
53 10 . <=
3 8
-] 6
= 4 X ] F - — -
2 Max workpiece diameter Minimum face Maximum groove
0 CUTDIA (in) diameter depth
0.122 0.126 0.130 0.134 0.138 0.276 DAXN (in) CDX (in)
Groove depth 2.559 0.118
T (in)
= *Groove depth and
max workpiece diameter (gD max)
Maximum workpiece diameter is limited relative
to depth of cut in order to avoid collision between
/ insert and workpiece.
L+
I STANDARD CUTTING CONDITIONS
Feed: f (ipr)
. . Cutting speed
ISO Workpiece material Ve ?sfn':) TCP / TCP-F TCS TCG
(AH725 / SH725) (AH7025) (AH7025)
Lo e ELEE 260 - 590 0.001-0.004  0.001-0.006  0.001-0.005
1015, etc.
eaisan g, Aoy s 260 - 590 0.001-0.004  0.001-0.006  0.001-0.005
1055, etc.
Prehardened steel
NAKS0, PX5, etc. 260 - 590 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005
Stainless steel
M S30400, etc. 160 - 390 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005
Gray cast iron
No.250B. No.300B, etc. 160 - 590 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005
. Ductile cast iron
60-40-18, 80-55-06, etc. 160 - 590 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005
Titanium alloys _ _ _ _
Ti-BAI-4V, etc. 60 - 260 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005
Sz le 60 - 260 0.001 - 0.004 0.001 - 0.006 0.001 - 0.005

Inconel718, etc.

F048 www.tungaloy.com/us




TETRAFCUT

STCR/L-27

External grooving toolholder

0

)

mqim H

STCR/L06-27 0.375
STCR/L08-27 0.02 0125  0.500
STCR/L10-27 [To02 0125 o625
STCR/L12-27 0.02 0125  0.750

STCR/L16-27

Torque: Recommended clamping torque: Ibs-ft

&

SPARE PARTS

Designation Screw Wrench
STCR**-27 SR16-212-01397L T-2010/5
STCL™*-27 SR16-212-01397 T-2010/5

STCR/L-27-CHP

[T

shl |

CWN-CWX

E

LF
0.276"
LHL

{@2

0.118" [
HBL| THBH

B LF LH HBL HF WF HBH
0.375 5.000 0.906 0.945 0.375 0.315 0.374
0.500 5.000 0.906 0.945 0.500 0.440 0.287
0.625 5.000 0.906 0.945 0.625 0.570 0.236
0.750 5.000 0.906 0.945 0.750 0.690 0.118
1.000 5.000 0.906 = 1.000 0.940 =

ol ™

Right hand (R) shown.

Insert Torque
TC*27... 1.84
TC*27... 1.84
TC*27... 1.84
TC*27... 1.84
TC*27... 1.84

Grooving

TUNG TUET

Precision grooving tools with uniquely shaped insert with 4 cutting edges and channel

for high pressure coolant supply

_ o STCR/L12-27-CHP STCR/L16-27-CHP ' -+
TR P
o
SE E— +
1 LH [ o3 4 @
wl ML ] i
,,,,,,,,,,,,, T
] e
0750, % G1/8 Right-hand (R) shown.
H B LF LH HF WF Insert Torque
STCR/L12-27-CHP 0.750 0.750 5.000 0.906 0.750 0.690 TC*27... 1.84
STCR/L16-27-CHP 0.020 0.125 1.000 1.000 4.920 0.906 1.000 0.940 TC*27... 1.84
H B LF LH HF WF Insert Torque*
STCR/L2020-27-CHP 20 20 120 23 20 18.5 TC*27... 2.5
STCR/L2525-27-CHP 0.5 3.18 25 25 125 23 25 23.5 TC*27... 2.5
Torque: Recommended clamping torque: Ibs-ft (*N-m)
SPARE PARTS §@ /{
Designation Screw Wrench
STCR...-27-CHP SR16-212-01397L T-2010/5
STCL...-27-CHP SR16-212-01397 T-2010/5

Reference pages: Inserts — F053 - F056, Standard cutting conditions — F057
Parts for coolant hose — F240

Tungaloy F049




TETRAFCUT

STCR/L-27-CHP

TUNG TLUET

Grooving and parting-off tool with high pressure coolant capability

W Zx
=

CWN-

=
Right (&)

Wl

hand A

Sl Lo &
. 4

O

A
W

o-—-—1 H)

A
T
[os]
2
HBH

H B LF
STCR/L08-27-CHP 0.500 0.500 4.750

Make sure to avoid tool interferences when used on Swiss machines
Torque: Recommended clamping torque: Ib-ft
(1) The above WF value is valid when an insert width of CW=8 is mounted.

TETRAFCUT

STCAR/L27-CHP

_—5/16”-24UNF

LH HF WF®™ HBH HBL Insert
0.906 0.500 0.590/0.441 0.287 0.945

Torque
TC*27... 1.84

TUNGEMSVYSTEM

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

WFE
CWN-CWX

b ol )
M

WF
STCAR/L27-CHP 0.236

Torque: Recommended clamping torque: Ib-ft

SPARE PARTS (& /

Designation Screw Wrench
STCAR27-CHP SR16-212-01397L T-2010/5
STCAL27-CHP SR16-212-01397 T-2010/5

Right hand (R) shown.

H LF B Insert Torque
1.299 1.811 0.283 TC*27... 1.84

Reference pages: Inserts — F053 - F056, Standard cutting conditions — F057

Parts for coolant hose — F240
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TUNEMSEVYSTEM

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

o - @
(%]
R 4y iE:
G1/8"-28 . _k OAL
N N
a2 ¢
<¢8 & 1
w5 it m
SV= Y Right hand (R) shown.
H B OAL LPOS WPOS HBKW HFASSY HBH
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200

*WFASSY : shank (WPOS) + blade (WF)
**LFASSY : shank (LPOS) + blade (LF)
Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).

Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade.

& A & »$ S (o 0§

SPARE PARTS

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/81SO1179
Recommended clamping torque (Ibf-ft, N-m)
Clamping screw Torque (Ibf-ft) Torgue (N-m) g
SR M5-04451 1.84 25 >
SR M6X12DIN6912 4.79 6.5 8
SR MBX20-XT 4.79 6.5 O]

TUNEMSEVYSTEM

3 @

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

=
3
=
=

__G1/8"-28 /_

G 1/8"-28 *-

(WFASSY*

Right hand (R)
with left-hand blade shown.
H B OAL LPOS WPOS LH HBKW HFASSY HBH
CHFVR/L12-CHP 0.750 0.750 5.500 5.307 0.020 1.100 0.234 0.750 10
CHFVR/L16-CHP 1.000 1.000 5.500 5.307 0.020 1.100 - 1.000 5

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)
Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).

Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade.

& A & S (. o 0§

Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
HWS5.0 OR 5X1N PLUGG1/81SO1179

SPARE PARTS

Designation Clamping screw 1 Wrench 1
CHFVR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT

Reference pages: Inserts — F053 - F056, Standard cutting conditions — F057
Parts for coolant hose — F240
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C*CHSN-CHP TUNGCAP TUNEMSVYSTEM

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

. @

=

(WFASSY?)
WPOS
é
=
DCONMS

LPR Right-hand (R) blade shown.
DCONMS LPR LPOS WPOS
C3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 21.5 21
C5CHSN26047-CHP 50 47 22.5 26
C6CHSN33050-CHP 63 50 245 32.5

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

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

Applicable for 30 MPa coolant

Please see the page L043 for the instruction on installing and removing the blade.

SPARE PARTS @ /@ @ & ( (@)

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHSN**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N

Recommended clamping torque (lbs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torgue (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

C*CHFVN-CHP TUNGCAP TUNEMSEYSTEM

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

3 = @
a ot [0 \ @ — 2
= = = i S
» =TT S
. — 0
\ /10
27 \
- (LFASSY™)
>
Left-hand (L) blade shown.
DCONMS LPOS wB WPOS
C3CHFVN26040-CHP 1.260 1.575 1.024 0.059
C4CHFVN26046-CHP 1.575 1.811 1.024 0.059
C5CHFVN26046-CHP 1.969 1.811 1.024 0.059
C6CHFVN33046-CHP 2.480 1.811 1.299 0.335

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)

Applicable for 30 MPa coolant
Please see the page L043 for the instruction on installing and removing the blade.

& S & &  ( O

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHFVN**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N

Recommended clamping torque (lbs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Reference pages: Inserts — F053 - F026, Standard cutting conditions — F057
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Il INSERT - FOR GROOVING AND PARTING OFF
TCS27

CUTDIA

Bl steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * % : First choice
H Hard materials ¥¢ : Second choice
Coated

Relation of groove depth (T) and Max. diameter (gD max)
CW=0.02/CW=0.001 RE CDX |CUTDIA (in)

(mm) | (in) | (in) (in) | (in)

Designation
T<0.039|T=<0.079|T<0.118 | T<0.138 | T<0.157 | T<0.177 | T<0.197 | T<0.217| T<0.224|T<0.236 | T<0.244|T<0.252

TCS27-050-000 0.5 0.020 0

TCS27-050-004 0.5 0.020 |0.0016
TCS27-075-010 | 0.75 | 0.030 | 0.004
TCS27-080-000 0.8 0.031 0

TCS27-100-006 1 0.039 | 0.0024
TCS27-100-010 1 0.039 | 0.004
TCS27-104-000 | 1.04 | 0.041 0

TCS27-120-000 1.2 0.047 0

TCS27-125-010 | 1.25 | 0.049 | 0.004
TCS27-125-020 | 1.25 | 0.049 | 0.008
TCS27-140-000 1.4 0.055 0

TCS27-147-000 | 1.47 | 0.058 0

TCS27-150-010 1.5 0.059 | 0.004
TCS27-150-020 1.5 0.059 | 0.008
TCS27-157-015 | 1.57 | 0.062 | 0.006
TCS27-170-010 1.7 0.067 | 0.004
TCS27-175-010 | 1.75 | 0.069 | 0.004
TCS27-175-020 | 1.75 | 0.069 | 0.008
TCS27-178-018 | 1.78 | 0.070 | 0.007
TCS27-185-020 | 1.85 | 0.073 | 0.008
TCS27-196-015 | 1.96 | 0.077 | 0.006
TCS27-200-010 2 0.079 | 0.004
TCS27-200-020 2 0.079 | 0.008
TCS27-222-015 | 2.22 | 0.087 | 0.006
TCS27-230-020 2.3 0.091 | 0.008
TCS27-239-015 | 2.39 | 0.094 | 0.006
TCS27-247-020 | 2.47 | 0.097 | 0.008
TCS27-250-010 2.5 0.098 | 0.004
TCS27-250-030 2.5 0.098 | 0.012
TCS27-270-010 2.7 0.106 | 0.004
TCS27-287-020 | 2.87 | 0.113 | 0.008
TCS27-300-000 3 0.118 0

TCS27-300-020 3 0.118 | 0.008
TCS27-300-030 3 0.118 | 0.012
TCS27-300-040 3 0.118 | 0.016
TCS27-315-015 | 3.15 | 0.124 | 0.006
TCS27-318-020 | 3.18 | 0.125 | 0.008

0.039 | 0.079 oo - - - - - - - - - - -
0.098 | 0.197 oo oo - - - - - - - - - -
0.098 | 0.197 oo oo - - - - - - - - - -
0.063 | 0.126 o0 - - - - - - - - - - -
0.138 | 0.276 o0 oo o |23.622| - - - - - - - -
0.138 | 0.276 oo oo oo |23.622| - - - - - - - -
0.079 | 0.157 oo oo - - - - - - - - - -
0.079 | 0.157 o0 oo - - - - - - - - - -
0.138 | 0.276 o0 oo oo |23.622| - - - - - - - -
0.138 | 0.276 oo oo oo |23.622| - - - - - - - -
0.079 | 0.157 o0 o0 - - - - - - - - - -
0.098 | 0.197 oo 0o - - - - - - - - - -
0.224 | 0.449 o0 0o oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 | - - -
0.224 | 0.449 oo oo oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 | - - -
0.118 | 0.236 o0 o0 o0 - - - - - - - - -
0.118 | 0.236 o0 oo o0 - - - - - - - - -
0.118 | 0.236 o0 oo o0 - - - - - - - - -
0.118 | 0.236 o0 o0 o0 - - - - - - - - -
0.118 | 0.236 o0 o0 o0 - - - - - - - - -
0.118 | 0.236 o0 oo oo - - - - - - - - -
0.118 | 0.236 o0 oo o0 - - - - - - - - -
0.252 | 0.504 00 0o oo 23.622|11.024 | 7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
0.252 | 0.504 oo oo oo 123.622|11.024 | 7.087 | 5.118 | 4134 | 3.346 | 2.362 | 1.969 | 1.181
0.138 | 0.276 o0 oo o |23.622| - - - - - - - -
0.138 | 0.276 o0 oo o |23.622| - - - - - - - -
0.224 | 0.449 00 oo oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 | - - B
0.224 | 0.449 oo oo oo 123.622|11.024|7.087 | 5118 |1.969 | 1.378 | - - -
0.224 | 0.449 o0 oo oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 | - - -
0.224 | 0.449 o0 oo oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 | - - -
0.244 | 0.488 00 oo e |23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 B
0.244 | 0.488 oo oo eo 123.622|11.024 | 7.087 | 5.315 | 4134 | 3.740 | 3.346 | 3.071 -
0.252 | 0.504 o0 oo oo 23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 o0 oo oo 23.622|11.024 | 7.087 | 5.315 | 4134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 o0 oo oo |23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 oo oo co 123.622|11.024 | 7.087 | 5.315 | 4134 | 3.740 | 3.346| 3.071 | 2.165
0.252 | 0.504 o0 oo oo 23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677
0.252 | 0.504 o0 oo oo |23.622|11.024 | 7.087 | 5.315 | 4134 | 3.740 | 3.346 | 3.071 | 2.677

Grooving

® © 0 000000000 o000 0O0O0O0O0O0O0OO0OO0O0O0O0O0O0O0O0O 00000 AHT2S

5 pieces per package
@ : Line up

Reference pages: Toolholders — F049 - F052, Standard cutting conditions — F057
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Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA

CUTDIA
e

0.118"
Right hand (R) shown. *
M Stainless *
Cast iron *
Non-ferrous
Superalloys D ¢ % : First choice
H Hard materials ¥ : Second choice
Coated MS?(. pcz:ill:'t_ll_rbgi Aoff
ia.
Designation Hanp| SV 0% CW_*O'W F_‘E % C_DX PSIRLIPSIRR (in)
(mm) | (in) | (in) | (in) Solid
E bar Tube
TCS27-100-15R R 1 0.039 | 0.0024 | @ 0.138 0° 15° 0.276 23.622
TCS27-100-15L L 1 0.039 | 0.0024 | @ 0.138 15° 0° 0.276 23.622
TCS27-150-6R R 15 0.059 | 0.0024 | @ 0.224 0° 6° 0.449 1.378
TCS27-150-6L L 15 0.059 | 0.0024 | @ 0.224 6° 0° 0.449 1.378
TCS27-150-15R R 15 0.059 | 0.0024 | @ 0.224 0° 15° 0.449 1.378
TCS27-150-15L L 15 0.059 | 0.0024 | @ 0.224 15° 0° 0.449 1.378
TCS27-200-6R R 2 0.079 0.004 | @ 0.252 0° 6° 0.504 1.181
TCS27-200-6L L 2 0.079 0.004 | @ 0.252 6° 0° 0.504 1.181
TCS27-200-15R R 2 0.079 0.004 | @ 0.252 0° 15° 0.504 1.181
TCS27-200-15L L 2 0.079 0.004 | @ 0.252 15° 0° 0.504 1.181

Il INSERT- FOR GROOVING AND PROFILING

TCS27 (Full R)

5 pieces per package
@ : Line up

Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials Y¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (D max)
L CW=0.02|CWx0.001 RE CDX (in)
Designation . . & ;
(mm) | (in) (in) | (in) [7=0.039
T T<0.079| T<0.138 | T<0.157 | T<0.177 | T<0.197 | T<0.217 | T<0.224|T<0.236| T<0.244| T<0.252
< T=0.118
TCS27-157-079 1.57 0.062 0.031 | @ 0.118 oo - - - - - - - - -
TCS27-200-100 2 0.079 0.039 | @ 0.118 ) - - - - - - - - -
TCS27-239-120 2.39 0.094 0.047 | @ 0.224 oo |23.622|11.024| 7.087 | 5118 | 1.969 | 1.378 - - -
TCS27-300-150 3 0.118 0.059 | @ 0.252 oo |23.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165

Reference pages: Toolholders — F049 - F052, Standard cutting conditions — F057
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5 pieces per package
@ : Line up




Il INSERT- FOR GROOVING AND PARTING OFF

TCM27
RE
CUTDIA
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¥¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (D max)
o CW=0.02/CW=0.001 RE CDX |CUTDIA (in)
Designation i ) & . .
(mm) | (in) (in) | (in) (in) [t=0.039
5c T<0.079|T<0.138 | T<0.157 | T<0.177 | T<0.197 | T<0.217| T<0.224|T<0.236| T<0.244 |T<0.252
< T<0.118
TCM27-150-010 15 0.059 0.004 | @ 0.224 0.449 oo |23.622|11.024|7.087 | 5118 | 1.969 | 1.378 - - -
TCM27-150-020 15 0.059 0.008 | @ 0.224 0.449 oo |23.622|11.024|7.087 | 5118 | 1.969 | 1.378 - - -
TCM27-157-015 1.57 0.062 0.006 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-170-010 1.7 0.067 0.004 | @ 0.118 0.236 ) - - - - - - - - - o
TCM27-175-010 1.75 0.069 0.004 | @ 0.118 0.236 oo - - - - - - - - - %
TCM27-175-020 1.75 0.069 0.008 | @ 0.118 0.236 oo - - - - - - - - - 8
TCM27-178-018 1.78 0.070 0.007 | @ 0.118 0.236 oo - - - - - - - - - 6
TCM27-185-020 1.85 0.073 0.008 | @ 0.118 0.236 ) - - - - - - - - -
TCM27-196-015 1.96 0.077 0.006 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-200-010 2 0.079 0.004 | @ 0.252 0.504 oo |23.622|11.024| 7.087 | 5118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCM27-200-020 2 0.079 0.008 | @ 0.252 0.504 oo |23.622|11.024|7.087 | 5118 | 4134 | 3.346 | 2.362 | 1.969 | 1.181
TCM27-222-015 2.22 0.087 0.006 | @ 0.138 0.276 o [23.622| - - - - - - - -
TCM27-230-020 2.3 0.091 0.008 | @ 0.138 0.276 oo |23.622| - - - - - - - -
TCM27-239-015 2.39 0.094 0.006 | @ 0.224 0.449 oo |23.622]11.024|7.087 | 5118 | 1.969 | 1.378 - - -
TCM27-247-020 2.47 0.097 0.008 | @ 0.224 0.449 oo |23.622|11.024|7.087 | 5118 | 1.969 | 1.378 - - -
TCM27-250-010 2.5 0.098 0.004 | @ 0.224 0.449 oo [23.622|11.024 | 7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-250-030 2.5 0.098 0.012 | @ 0.224 0.449 oo |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-270-010 2.7 0.106 0.004 | @ 0.244 0.488 oo |23.622]11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 -
TCM27-287-020 2.87 0.113 0.008 | @ 0.244 0.488 oo |23.622|11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 -
TCM27-300-000 3 0.118 0 [ ) 0.252 0.504 oo |23.622|11.024|7.087 |5.315|4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-020 3 0.118 0.008 | @ 0.252 0.504 oo (23.622(11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-030 3 0.118 0.012 | @ 0.252 0.504 oo |23.622|11.024|7.087 |5.315|4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-040 3 0.118 0.016 | @ 0.252 0.504 oo |23.622]11.024|7.087 | 5.315|4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-315-015 3.15 0.124 0.006 | @ 0.252 0.504 oo |23.622|11.024|7.087 |5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677
TCM27-318-020 3.18 0.125 0.008 | @ 0.252 0.504 oo (23.622(11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677

5 pieces per package
@ : Line up

Reference pages: Toolholders — F049 - F052, Standard cutting conditions — F057
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Il INSERT - FOR GROOVING AND PROFILING
TCM27 (Full R)

- Steel D ¢
M Stainless *
Cast iron *
Non-ferrous
II Superalloys * Y : First choice
II. Hard materials Y« : Second choice
External Coated Relation of groove depth (T) and Max. diameter (D max)
i . CW=0.02|CW=0.001| RE 9 CDX |CUTDIA (in)
- Designation . . N . .
| (mm) | (in) (in) | (in) (in) [t=0.039
T T<0.079| T<0.138| T=0.157 | T<0.177 | T<0.197 | T<0.217 | T<0.224 | T<0.236| T<0.244 | T<0.252
< T=<0.118
TCM27-157-079 1.57 0.059 0.031 | @ 0.118 0.236 =) - - - - - - - -
)) TCM27-200-100 2 0.059 0.039 | @ 0.118 0.236 o [23.622| - - - - - - -
/) TCM27-239-120 2.39 0.062 0.047 | @ 0.224 0.449 oo [23.622|11.024 | 7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-300-150 3 0.125 0.059 | @ 0.252 0.504 oo [23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165

;‘ I Hﬁ 5 pieces per package
L+

@ : Line up

Il CHIPBREAKER
TCS27 TCM27

vl il

o 10

CW =0.020" - 0.125" (0.5 mm — 3.18 mm) CW =0.059" - 0.125" (1.5 mm — 3.18 mm)
For general machining, lower cutting force For high feed machining. Well-designed edge
and superior sharpness. with high strength and fracture resistance.

Reference pages: Toolholders — F049 - F052
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Il STANDARD CUTTING CONDITIONS

Cutting Feed: f (ipr) Depth of cut
. . speed Grooving, Parting Turning for profiling
IS0 Workpiece materials Grades Vc Parting (with hand) (full radius) Turning
(sfm) TCS TcM TCS TCS TCM (full radius)
] Ofée‘z'tc AH725 330-660 0.002-0.006 0.002-0.010 0.0016-0.005 0.002-0.004 0.002 - 0.006 0.020
':"1'?; s;‘fg' AH725 165-590 0.002-0.006 0.002-0.010 0.0016-0.005 0.002-0.004 0.002 - 0.006 0.020
M Stasig'jsztztee' AH725  165-490 0.002-0.006 0.002-0.008 0.0016-0.005 0.002-0.004 0.002 - 0.006 0.020
Gray cast iron AH725  165-590 0.002-0.006 0.002-0.010 0.0016-0.005 0.002-0.004 0.002 - 0.006 0.020
. No.250, etc.
Dliils et e AH725 165-390 0.002-0.006 0.002-0.008 0.0016-0.005 0.002-0.004 0.002 - 0.006 0.020
60-40-18, etc.
Titanium alloys AH725 100-200 0.002-0.006 0.002-0.006 0.0016-0.005 0.002-0.004 0.002 - 0.004 0.020
Ti-6AI-4V, etc.
Superalloys AH725  65-165 0.002-0.006 0.002-0.006 0.0016-0.005 0.002-0.004 0.002 - 0.004 0.020

Inconel718, etc.

Grooving

Tungaloy F057




MY=T SERIES

CGWSR/L-W
External grooving, parting and turning toolholder, for 2 corner inserts

DX T
w ¥
S @ %
LF

%T LH

' !
L
T T

) y Right hand (R) shown.

CDX H B LF LH HF WF Insert Torque
CGWSR/L1616-W30 12 16 16 125 34 16 16.4 WG*30, WGE30R/L 5

CGWSR/L2020-W30 3 12 20 20 150 34 20 20.4  WG"30, WGESOR/L 5
CGWSR/L2525-W30 B - 25 25 150 34 25 254  WG"30, WGE3OR/L 5
CGWSR/L2020-W40 4 13 20 20 150 39 20 20.4  WG"40, WGE4OR/L 5
CGWSR/L2525-W40 a1 25 25 150 39 25 254  WG*40, WGE4O0R/L 5
CGWSR/L2020-W50 5 13 20 20 150 39 20 20.4  WG*50, WGE50R/L 5
CGWSR/L2525-W50 I : 25 25 150 39 25 254  WG*50, WGE50R/L 5

Torque: Recommended clamping torque: N-m

/)! SPARE PARTS § (

Designation Clamping screw Wrench
CGWSR/L™**-W... CHHM5-18 P-4

MY=T SERIES
CGWSR/L-W-L
External deep grooving, parting and turning toolholder, for 2 corner inserts

cD.

1"l

= @
B LF N !
3 :
— |
x| =
A Right hand (R) shown.

-w CDX H B LF LH HF WF Insert Torque
CGWSR/L1616-W20-L 15 16 16 125 37 16 16.2  WGE20, WGE20R/L 5
CGWSR/L2020-W20-L 2 15 20 20 150 37 20 202  WGE20, WGE20R/L 5
CGWSR/2525-W20-L  [H2 15 25 25 150 37 25 252  WGE20, WGE20R/L 5
CGWSR/L1616-W30-L 3 165,175 16 16 125 37 16 164  WG30, WGE3OR/L 5
CGWSR/L2020-W30-L - 16.5,17.5 20 20 150 37 20 204  WG*30, WGESOR/L 5
CGWSR/L2525-W30-L 3 16.5,17.5 25 25 150 37 25 25.4  WG*30, WGE30R/L 5
CGWSR/L2020-W40-L  [4H 21,215 20 20 150 42 20 204  WG*40, WGE40R/L 5
CGWSR/L2525-W40-L 4 21,215 25 25 150 42 25 25.4  WG"40, WGE4OR/L 5
CGWSR/L2020-W50-L - 21 20 20 150 42 20 204  WG*50, WGE50R/L 5
CGWSR/L2525-W50-L 5 21 25 25 150 42 25 254  WG*50, WGE50R/L 5

Torque: Recommended clamping torque: N-m

SPARE PARTS & (

Designation Clamping screw Wrench
CGWSR/L™**-W**-L CHHM5-18 P-4

Reference pages: Inserts — F065 - FO66, Standard cutting conditions — F067
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MY=T SERIES

CGWSR/L-WG

External grooving, parting and turning toolholder, for 2 corner inserts

= 1"
L m
1 o[ | I H
=fletH o LF
3F—= >~
L
Im ,,,,,,,,,,,,,,,,,,, T Right hand (R) shown.
: Dashed line: 20mm square shank.
CDX H B LF LH HF WF Insert Shank Blade Torque
CGWSR/L2020-W30GR/L 12 20 20 1505 435 20 269 WG'30, WGE3OR/L CGWSR/L2020  WS30GR/L 5
CGWSR/L2525-W30GR/L 3 12 25 25 1505 435 25 319 WG'30, WGE3OR/L CGWSR/L2525  WS30GR/L 5
CGWSR/L2020-W40GR/L [T 13 20 20 1515 445 20 269 WG*40, WGE4OR/L CGWSR/L2020  WA40GR/L 5
CGWSR/L2525-W40GR/L 4 13 25 25 1515 445 25 319 WG"40, WGE4OR/L CGWSR/L2525  W40GR/L 5
CGWSR/L2020-w50GR/L  [IIBIT 13 20 20 1515 445 20 269 WG'50, WGE50R/L CGWSR/L2020  W50GR/L 5
CGWSR/L2525-W50GR/L 5 13 25 25 1515 445 25 319 WG'50, WGE50R/L CGWSR/L2525  W50GR/L 5
Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Blade sold separately.
Torque: Recommended clamping torque: N-m
SPARE PARTS & & (
Designation Clamping screw Blade screw Wrench
CGWSR/L***-W**GR/L CHHM5-18 CSHB-6 P-4
MY~-=T SERIES
CGWSR/L-WG-L
External deep grooving, parting and turning toolholder, for 2 corner inserts
IR ]
| I
m +
\
1 LF .
]
B T Right hand (R) shown.
- Dashed line: 20mm square shank.
Metric CcwW CDX H B LF LH HF WF Insert Shank Blade Torque
CGWSR/L2020-W20GR/L-L |2 15 20 20 1535 465 20 26.7 WGE20, WGE20R/L CGWSR/L2020 W20GR/L-L 5
CGWSR/L2525-W20R/LR-L 2 15 25 25 1535 465 25 317 WGE20, WGE20R/L CGWSR/L2525 W20GR/L-L 5
CGWSR/L2020-W30GR/L—L-16.5-17.5 20 20 1575 505 20 269 WG™30, WGE30R/L CGWSR/L2020 W30GR/L-L 5
CGWSR/L2525-W30GR/L-L 3 165-175 25 25 1575 505 25 319 WG30, WGESOR/L CGWSR/L2525 W30GR/L-L 5
CGWSR/L2020-WA0GR/L-L [ /4 21-21.5 20 20 1625 555 20 269 WG'40, WGE4OR/L CGWSR/L2020 WA4OGR/L-L 5
CGWSR/L2525-W40GR/L-L 4  21-215 25 25 1625 555 25 31.9 WG"0, WGE40R/L CGWSR/L2525 W40GR/L-L 5
CGWSR/L2020-W50GR/L—L- 21 20 20 1625 555 20 269 WG'50, WGES0R/L CGWSR/L2020 W50GR/L-L 5
CGWSR/L2525-W50GR/L-L 5 21 25 25 1625 555 25 31.9 WG'50, WGES0R/L CGWSR/L2525 W50GR/L-L 5

Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Blade sold separately.
Torque: Recommended clamping torque: N-m

VAR 4

Clamping screw Blade screw Wrench
CHHM5-18 CSHB-6 P-4

SPARE PARTS
Designation
CGWSR/L™***-W**GR/L-L

Reference pages: Inserts — F065 - F066, Standard cutting conditions — F067

Grooving
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MY=T SERIES

CGWSR/L-G

External grooving, parting and turning toolholder, for 1 corner inserts

- =CDX [l -
! @ e
w [a2]
gr | @ | Ul}r
<LH
' = = LF N
O
L .
T t oo ‘ I¢ Right hand (R) shown.
i — 1 The dashed line shows
4@»‘ 20 mm-square shank tools.
Inch (&A% CDX H B LF LH HF WF Insert Shank Blade Torque
CGWSR/L12-20GR/L | 0079 | 0.472 0750 0.750 5913 1.699 0.787 1.055 GE20, GE20-AL CGWSR/L12  20GR/L 3.69
CGWSR/L16-20GR/L 0.079 0472 1.000 1.000 5.913 1.699 0.984 1.252 GE20, GE20-AL CGWSR/L16  20GR/L 3.69

CGWSR/L12-30GR/L 0.472 0.750 0.750 5.913 1.699 0.787 1.063 G*30,GE30R/L,GE30-AL CGWSR/L12  30GR/L 3.69
CGWSR/L16-30GR/L 0.118 0.472 1.000 1.000 5.913 1.699 0.984 1.260 G*30,GE30R/L,GE30-AL CGWSR/L16  30GR/L 3.69
CGWSR/L12-40GR/L 0.472 0.750 0.750 5.913 1.699 0.787 1.067 G*40,GE40R/L,GE40-AL CGWSR/L12  40GR/L 3.69
CGWSR/L16-40GR/L 0.157 0.472 1.000 1.000 5.913 1.699 0.984 1.264 G*40,GE40R/L,GE40-AL CGWSR/L16  40GR/L 3.69

!
/| —

= CGWSR/L12-50GR/L - 0.472 0.750 0.750 5.913 1.699 0.787 1.071 G*50,GE50R CGWSR/L12  50GR 3.69
Metric (&A% CDX H B LF LH HF WF Insert Shank Blade Torque*

CGWSR/L2020-20GR/L | 2 | 12 20 20 1502 4315 20 268 GE20, GE20-AL CGWSR/L2020 20GR/L 5

// CGWSR/L2525-20GR/L 2 12 25 25 1502 4315 25 31.8 GE20, GE20-AL CGWSR/L2525 20GR/L 5
CGWSR/L2020-30GR/L - 12 20 20 1502 4315 20 27  G*30,GE30R/L,GE30-AL CGWSR/L2020 30GR/L 5

| — CGWSR/L2525-30GR/L 3 12 25 25 1502 4315 25 32  G*30,GE30R/L,GE30-AL CGWSR/L2525 30GR/L 5
i CGWSR/L2020-40GR/L - 12 20 20 1502 4315 20 271 G*40,GE40R/L,GE40-AL CGWSR/L2020 40GR/L 5
CGWSR/L2525-40GR/L 4 12 25 25 150.2 483.15 25 32.1 G*40,GE40R/L,GE40-AL CGWSR/L2525 40GR/L 5
CGWSR/L2020-50GR/L - 12 20 20 1502 4315 20 @ 27.2 G*50,GE50R CGWSR/L2020  50GR 5

For diameter compensation values in traversing, see page F111.

Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Blade sold separately.

Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS § & (

Designation Clamping screw Blade screw Wrench
CGWSR/L*-**GR/L CHHM5-18 CSHB-6 P-4

Reference pages: Inserts — F069 - F072, Standard cutting conditions — F075
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MY=-T SERIES

CGWTR/L-G

External grooving, parting and turning toolholder, for 1 corner inserts

THET

Inch
CGWTR/L12-30GL/R
CGWTR/L16-30GL/R
CGWTR/L12-40GL/R
CGWTR/L16-40GL/R
CGWTR/L12-50GL/R
CGWTR/L16-50GL/R

Metric
CGWTR/L2020-30GL/R
CGWTR/L2525-30GL/R
CGWTR/L2020-40GL/R
CGWTR/L2525-40GL/R
CGWTR/L2020-50GL/R
CGWTR/L2525-50GL/R

(/A CDX

0.118 0.472

- 0.472

0.157 0.472

65877 0.472

0.197 0.472

(/A8 CDX

s
8
I
4
s
5

12
12

H
0.750
1.000
0.750
1.000
0.750
1.000

H
20
25
20
25
20
25

B
0.750
1.000
0.750
1.000
0.750
1.000

B
20
25
20
25
20
25

For diameter compensation values in traversing, see page F111.
Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

S &

Blade screw
CSHB-6

SPARE PARTS
Designation
CGWTR/L*-**GL/R

Clamping screw

CHHM5-18

LF
5.911
5.911
5.911
5.911
5.911
5.911

LF

150

150
150.1
150.1
150.2
150.2

LH
0.508
0.508
0.508
0.508
0.508
0.508

LH
12.9
12.9
12.9
12.9
12.9
12.9

{

Wrench
P-4

CW i

HF

HF
0.750
1.000
0.750
1.000
0.750
1.000

2 WF

‘ o) N

» EE

|
e A0 |F _
—ﬁ —_— Right hand (R) shown.
: ‘ L 77777777777777777 ‘it The dashed line shows

20 mm-square shank tools.
WF Insert Shank Blade Torque
1.960 G*30,GE30R/L,GE30-AL  CGWTR/L12 30GL/R 3.69
1.960 G*30,GE30R/L,GE30-AL CGWTR/L16 30GL/R 3.69
1.960 G*40,GE40R/L,GE40-AL CGWTR/L12 40GL/R 3.69
1.960 G*40,GE40R/L,GE40-AL CGWTR/L16 40GL/R 3.69
1.960 G*50,GE50R/L,GE50-AL  CGWTR/L12 50GL/R 3.69
1.960 G*50,GE50R/L,GE50-AL  CGWTR/L16 50GL/R 3.69
WF Insert Shank Blade Torque*
499 G*30,GE30R/L,GE30-AL CGWTR/L2020 30GL/R 5
49.9 G*30,GE30R/L,GE30-AL CGWTR/L2525 30GL/R 5
49.9 G*40,GE40R/L,GE40-AL CGWTR/L2020 40GL/R 5
49.9 G*40,GE40R/L,GE40-AL CGWTR/L2525 40GL/R 5
49.9 G*50,GE50R/L,GE50-AL CGWTR/L2020 50GL/R 5!
49.9 G*50,GE50R/L,GE50-AL CGWTR/L2525 50GL/R 5

Grooving

Reference pages: Inserts — F069 - F072, Standard cutting conditions — F075

Tungaloy Fo61



MY=T SERIES

CGSSR/L
External grooving, parting and turning toolholder, for 1 corner inserts

. m ok
EthLer‘ - J ”Hi

LH
ty OO0 T
Right hand (R) shown.
CDX H B LF LH HF WF Insert Torque
CGSSR/L1616-20 " 16 16 16 125 27 16 16.2 GE20, GE20-AL 5
CGSSR/L2020-20 2 16 20 20 150 27 20 20.2 GE20, GE20-AL 5
cassm/L2525-20 (2 16 25 25 150 27 25 25.2 GE20, GE20-AL 5
CGSSR/L1616-30 3 12 16 16 125 27 16 16,5  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30 N8I 12 20 20 150 27 20 205  G"30,GE30R/L,GE30-AL 5
CGSSR/L2525-30 3 12 25 25 150 27 25 255  G"30,GE30R/L,GE30-AL 5
CGSSR/L2020-40 [T 12 20 20 150 27 20 206  G*40,GE40R/L,GE40-AL 5
CGSSR/L2525-40 4 12 25 25 150 27 25 256  G*40,GE40R/L,GE40-AL 5
m CGSSR/L2020-50 (BT 12 20 20 150 27 20 207  G*50,GE50R/L,GE50-AL 5
// CGSSR/L2525-50 5 12 25 25 150 27 25 257  G*50,GE50R/L,GE50-AL 5
— Torque: Recommended clamping torque: N-m
I%‘ SPARE PARTS & (
- Designation Clamping screw Wrench

CGSSR/L... CHHM5-18 P-4

MY=-T SERIES

CGSSR/L-D
External grooving, parting and turning toolholder, for 1 corner inserts

== : T i
LF ”HF

T
' Right hand (R) shown.
Metric CwW CDX H B LF LH HF WF Insert Torque

CGSSR/L1616-30D | 8 = 22 16 16 125 36.2 16 16.5 G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30D 3 22 20 20 150 36.2 20 205  G*30,GE30R/L,GE30-AL 5
CGSSR/L2525-30D - 22 25 25 150 36.2 25 255  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-40D 4 25 20 20 150 39.5 20 206  G*40,GE40R/L,GE40-AL 5
CGsSR/L2525-40D 4 25 25 25 150 39.5 25 256  G*40,GE40R/L,GE40-AL 5
CGSSR/L2020-50D 5 25 20 20 150 39.5 20 20.7 G*50,GE50R/L 5
CGSSR/L2525-50D - 25 25 25 150 39.5 25 25.7 G*50,GE50R/L 5

Torque: Recommended clamping torque: N-m

SPARE PARTS @ (

Designation Clamping screw Wrench
CGSSR/L™***-**D CHHM5-18 P-4

Reference pages: Inserts — F069 - F072, Standard cutting conditions — F075
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MY=T SERIES

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

¥
L
sl = Wl
CUTDIA & e
1=~ LH
v/ k
) [ =
s Right hand (R) shown.
CUTDIA H B LF LH HF WF Insert Torque
JCGSSR/L1010-20 20 10 10 125 15 10 10.2  GE20, GE20-AL 2.3
JCGSSR/L1212-20 2 25 12 12 125 19 12 122 GE20, GE20-AL 2.3
JCGSSR/L1616-20 a2 16 16 125 225 16 16.2  GE20, GE20-AL 2.3

CUTDIA: Max. parting diameter
Torque: Recommended clamping torque: N-m

SPARE PARTS & /é

Designation Clamping screw Wrench
JCGSSR/L... CSTB-3 T-9F

MY=T SERIES

CGWSR/L
Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders

E

Grooving

LF
ﬁ v ‘ I¢
2-M6 |7 |
g LH, HBH
‘ Right hand (R) shown.

H B LF LH HBH
CGWSR/L12 0.750 0.750 5.400 1.310 0.250
CGWSR/L16 1.000 1.000 5.400 - -

H B LF LH HBH
CGWSR/L2020 20 20 137 32.5 5!
CGWSR/L2525 25 25 137 - -

Right hand tool holders (R) use right hand cartridges (R). Left hand tool holders (L) use left hand cartridges (L).

SPARE PARTS &
CGWSRI/L... CSHB-6

Reference pages: Inserts — F069 - FO072, Standard cutting conditions — F075
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MY=T SERIES

CGWSRL

Shank of toolholders. Vertical type with offset

LF ‘

| =
2-M6
H B LF
CGWSRL12 0.75 0.75 5.40
CGWSRL16 1.00 1.00 5.40

Right (R) or Left (L) hand cartridges can be used in this toolholder

SPARE PARTS &
Designation Blade screw
CGWSRL... CSHB-6

ul
| MY-T SERIES

F CGWTR/L
‘ Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and #S/D toolholders

e 7@ -
V= !

[*1

- LF ~
5] =
LH [ ¥
L—" [HBH Right hand (R) shown.
H B LF LH WF HBH
CGWTR/L12 0.75 0.75 6.00 1.20 1.50 0.234
CGWTR/L16 1.00 1.00 6.00 - 1.50 -
H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5]
CGWTR/L2525 25 25 150 - 37 -

Right hand tool holders (R) use left hand cartridges (L). Left hand tool holders (L) use right hand cartridges (R).

SPARE PARTS &
CGWTR/L... CSHB-6

Reference pages: Inserts — F069 - FO72, Standard cutting conditions — F075
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ENINSERT

WGE
For external grooving and parting
INSL
RE
%L

h
-

BBl steel * [ 3| % [ *
M Stainless * ¥ [ %
Cast iron DA * |5 DA
Non-ferrous
Superalloys PAd Y : First choice
H Hard materials Y< : Second choice
Coated Cermet
Designation CWgt/CWsgor RE 5 S 8 § INSL |~ h
(mm)| (in) | (N |Y¥ N =K~ o (in) | (in)
oo L L (%2}
<O P
WGE20 2 0.079 0008 @ A ©@ O [ 0.787 0.185
WGE30 3 0.118 | 0.008 '@ A ©® @ [ ] 0.787 | 0.217
WGE40 4 0.157 0008 @® A ©@ O [ 0.984 0.224
WGES50 5 0.197 0008 @ A @®@ O [ ] 0.984 0.232 o
@ : Line up %
A : To be discontinued 8
S
O
WGE(R/L)
For parting (with hand)
INSL
Right hand (R) shown.
- Steel * %
M Stainless * | %
Cast iron * Y%
Non-ferrous
Superalloys Pig % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation  |HAND cwi: C“,P%OM BE 8 INSL .h
(mm)| (in) | (n) |= = (in) | (in)
T T
< O
WGE20R R 2 0.079 0.008 [} 0.787 0.185
WGE20L L 2 0.079 0.008 [ ] 0.787 0.185
WGE30R R 3 0.118 0.008 @® @ 0.787 0.217
WGES30L L 3 0.118 0008 @ @ 0.787 0.217
WGE40R R 4 0.157 0008 @® @ 0.984 0.224
WGE40L L 4 0.157 0.008 @® @ 0.984 0.224
WGE50R R 5 0.197 0.008 o 0.984 0.232
WGES50L L 5 0.197 0.008 [ ] 0.984 0.232
@ : Line up

Reference pages: Toolholders — F058 - F059

Tungaloy F065




WGT

For turning (External grooving and parting)

RE = INSL _
R |
2 =T
(@]

-

BB steel * | Yok Kk *
M Stainless * * %
Cast iron Y * | PA¢
Non-ferrous
Superalloys DA¢ % : First choice
Hard materials ¥ : Second choice
Coated Cermet
. . CW-+01 | CW+2004  RE Q INSL h
Designation I 00 3 B i i
(mm) | (in) | (n) |¥ N =~ o (in) | (in)
oo L L (%2}
| — <O P
= WGT30 3 | 0118 | 0016 |@ A ©® @ ° 0787 | 0217
WGT40 4 0.157 | 0016 | @ A ©® @ [ 0.984 | 0.224
/‘_l WGT50 5 | 0197 | 0016 |® A ® ® ° 0984 | 0232
/ @ : Lineup
A : To be discontinued
tm
WGR
For profiling (full radius)
INSL
RE (= >
R
=
(@]
I_
Bl steel * [ 4| A *
M Stainless * * %
Cast iron S * |3 S
Non-ferrous
Superalloys DA¢ Y : First choice
Hard materials Y% : Second choice
Coated Cermet
. . CW-+01|CW+2004  RE Q INSL h
Designation I 00 3 B i i
(mm) | (in) | (n) |§ N = K~ o (in) | (in)
oo L L (%2}
<O P4
WGR30 3 0.118 0059 @ A ©@ @ [ ] 0.787 0.217
WGR40 4 0.157 0079 @ A © O [ ] 0.984 0.224
WGR50 5 0.197 0.098 ( 2N J [ ] 0.984 0.232
@ : Lineup

A : To be discontinued

Reference pages: Toolholders — F058 - F059
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Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Grade

Cutting speed

Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(~ HB180) NS9530 328 - 656
GH730 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 262 - 591
GH730 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 ) NS9530 262 - 492
GH730 164 - 492
T9225 262 - 591
M Stainless steel
GH730 164 - 394
T9225 262 - 820
. Gray iron, Ductile cast iron
GH730 164 - 591
Feed: f (ipr)
Operation Groove width: CW (in)
2 mm (0.079") 3 mm (0.118") 4 mm (0.157") 5 mm (0.197")
%’g‘é‘"j‘l 0.0024 - 0.008 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012
Parting _ _ _ _
(WGE*R/L) 0.0016 - 0.004 0.0016 - 0.006 0.0016 - 0.006 0.0016 - 0.006
Turning i ap = 0.020 - 0.059 ap =0.020 - 0.079 ap = 0.020 - 0.098
(WGT*) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Profiling i ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
(WGR™) f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012

Note: For diameter compensation values in traversing, see page F111.

Grooving

Tungaloy F067




MY=T SERIES - Chipbreaker Guide

2 corner insert

mm External grooving and parting

v

WGE 1st choice for external grooving 0.012
and parting _ 0.010
Excellent chip control for grooving ;% 0.008
" " S 0.006
CW = 0079 - 01 97 If M External
0.004 — I Internal
0.002 — — M Face
II Parting
I-. 0.079 0.118 0.157 0.197
E Groove width : CW (in)
xternal
F065 page
- —
WGE R/L Handed insert 0012 U%ﬁ
Minimize burr generation when _0.010
/ workpiece is cut off £ 0.008
S 0.006
— CW =0.079" - 0.197" 8
L 0.004
L+ 0.002
M External
0.079 0.118 0.157 0.197
Groove width : CW (in)
FO065 page
I External grooving and turning
. . 1 A e
WGT 1st choice for turning U*r % JH
Low cutting force and good chip %0,079
control for traversing -
° WGT30
_ "o n o
CW =0.118" - 0.197 2 0.030
g
0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)
F066 page
I Profiling
. . ¥ s
WGR Low cutting force and good chip ﬁL JH
control for profiling % 0.079 WGRS0
CW = 0.118" - 0.197" E .
5 WGR30
£ 0.039
Q
a
0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)
FO066 page

FO68 www.tungaloy.com/us




ENINSERT
GE

For general grooving

Bl steel * | 7% [ o [ e *
M Stainless * ¥ [ %
Cast iron Y| |k PA¢
Non-ferrous
Superalloys Dk¢ Y : First choice
Hard materials v : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation ° 0 . w o 2 . .
(mm)| (in) | (N |Y¥ N =K~ o (in) | (in)
oo L L (%2}
<O =2
GE20 2 0.079 0.008 ( 3N ] [ 0.394 0.138
GE30 3 0.118 0008 @® A ©®@ O [ ] 0.394 0.138
GE40 4 0.157 | 0008 @ A ©® @ [ ] 0.394 | 0.157
GE50 5 0.197 0008 @® A ©@ O [ ] 0.472 0.177 o
@ : Line up %
A : To be discontinued o
o
O]
GT
For turning
=
O
RE INSL
c
Bl steel * [ 4| K *
M Stainless * * [ %
Cast iron S * |5 DA
Non-ferrous
Superalloys Y % : First choice
Hard materials v : Second choice
Coated Cermet
. . CWw-+01/CW+2004  RE Q INSL h
Designation 0 0 . wwow 2 ) .
(mm) | (in) | (in) ¥ N = o (in) | (in)
oo L L (%2}
<O P4
GT30 3 0.118 0.016 (N ] [ ] 0.394 0.138
GT40 4 0.157 | 0.016 oo [ ] 0.394 | 0.157
GT50 5 0.197 0016 @® A ©® @ [ ] 0.472 0.177
@ : Lineup

A : To be discontinued

Reference pages: Toolholders — F060 - FO063, Standard cutting conditions — F075
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GR
For profiling (full radius)

=2
O

A
pe . MNsL

:_

BB steel * | Yok Kk *
M Stainless * * %
Cast iron S * |3 S
Non-ferrous
Superalloys PAd % : First choice
H Hard materials ¥ : Second choice
II Coated Cermet
i i W+0.1 |CW+0.004| RE o INSL h
External Designation cwirie ° . 0w I 3 i i
(mm) | (in) | (n) |¥ N =~ o (in) | (in)
- o o L L 2]
| — FF<OC =
GR30 3 0.118 0.059 ( 3N J [ ] 0.394 0.138
GR40 4 0157 | 0079 | @ A ©® @ [ 0.394 | 0.157
GR50 5 0.197 0098 @ A © O [ ] 0.472 0.177
4 @ : Line up
A : To be discontinued
L+
GF
=
(@]
A INSL
RE
-C_
- Steel * *
M Stainless *
Cast iron Pig DA
Non-ferrous
Superalloys Y : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
. . CW-+01/CW+2004  RE Q INSL h
Designation L ) = ] ) .
(mm) | (n) | (in) |& S (in) | (in)
I n
(O] zZ
GF30 3 0.118 0.008 | @ [ ] 0.394 0.138
GF40 4 0.157 0.008 | @ [ ] 0.394 0.157
GF50 5 0.197 0.008 | @ [ ] 0.472 0.177
@ : Line up

Reference pages: Toolholders — F060 - F063, Standard cutting conditions — F075
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GN

- Steel *
M Stainless *
Cast iron Pig
Non-ferrous
Superalloys Y : First choice
H Hard materials Y< : Second choice
Coated
. . CW+0.1|CW+0004)  RE INSL h
Designation ° 0 . = ) .
(mm) | (in) | (in) = (in) | (in)
O
GN30 3 0.118 0.008 | @ 0.394 0.138
GN40 4 0.157 0.008 | @ 0.394 0.157
GN50 5 0.197 0.008 | @ 0.472 0.177
@ : Line up
(@)
£
>
3
GE-R/L 5
For parting (with hand)
RE INSL
=
(G]

h
=~
'mo

Right hand (R) shown.

- Steel * %
M Stainless * | %
Cast iron * | Y%
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation Hanp| W CV\_P%OM BE S "\!SL .h
(mm)| (in) | (n) |& & (in) | (in)
T LT
< O
GE30R R 3 0.118 0008 @® @ 0.394 0.138
GE30L L 3 0.118 0.008 [ ] 0.394 0.138
GE40R R 4 0.157 0.008 @® @ 0.394 0.157
GE40L L 4 0.157 0.008 [ ] 0.394 0.157
GE50R R 5 0.197 0.008 [ ] 0.472 0.177
GE50L L 5 0.197 0.008 ©® @ 0.472 0.177
@ : Line up

Reference pages: Toolholders — F060 - FO063, Standard cutting conditions — F075
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GE-AL
For aluminum and non-ferrous metal

5.,
v

il

-Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¢ : Second choice
Uncoated
Designation cwig1 W RE L INSL |~ h
(mm)| (n) | (n) |8 (in) | (in)
e
| = GE20-AL 2 0.079 | 0.008 | @ 0.394 | 0.138
GE30-AL 3 0.118 | 0.008 | @ 0.394 | 0.138
/‘_l GE40-AL 4 | 0157 | 0008 | @ 0.394 | 0.157
/ @ : Line up

Reference pages: Toolholders — F060 - FO63, Standard cutting conditions — F075
FO72 www.tungaloy.com/us




MY=T SERIES - Chipbreaker Guide

1 corner insert

mm External grooving and parting

¥
GE 1st choice for external grooving 0.012 % U%ﬁ
and partin - 0
P g . = 0.010 #
Excellent chip control < 0.008 /
S 0.006
CW =0.079" - 0.197" it 0.004 M External
' [ W Internal
0.002 — — M Face
Parting
0.079 0.118 0.157 0.197
FO069 page Groove width : CW (in)
. . ¥
GF 1st choice for face grooving 0.012 U‘
i i — 0.010
Low cutting force and good chip 5 o0
control for face grooving = # /)
B 0.006
CW = 0.118" - 0.197" £ 0.004
0.002
M External
0.118 0.157 0.197
FO70 page Groove width : CW (in)
. . . ’
GN 1st choice for internal grooving 0.012 U’
Low cutting force and good chip ~ 0.010
. ) g
control for internal grooving = 0.008 # j )
'S 0.006
CW =0.118" - 0.197" £ 0,004
0.002
M External
0.118 0.157 0.197
FO71 page Groove width : CW (in)
GE R/L Handed insert 0.012 UH*
Minimize burr generation when ~ 0.010
workpiece is cut off £ 0.008
S 0.006
CW =0.118" - 0.197" € 0004
0.002
L MExternal
0.079 0.118 0.157 0197
FO71 page Groove width : CW (in)

Grooving

Tungaloy F073




MY=T SERIES - Chipbreaker Guide

1 corner insert

mm External groov

ing and turning

'
GT 1st choice for turning Uur % Jﬁ
_ - '
Low cutting force and good chip % 0.079
control for traversing = ¢ E j )
K GT30
CW =0.118" - 0.197" 2 0039 J
8 /
T i
H 0.002 0.004 0.006 0.008 0.010 0012
'l
External FO069 page Feed: f (ipr)
—
! mm Profiling
GR Full radius type . H JH#
%7 Low cutting force and good chip § 0.079 GR50
L *‘ control for profiling 2 GR40 t j/ j/
@ CW = 0.118" - 0.197" 2 sose| [0
8

FO070 page

0.002 0.004 0.006 0.008 0.010 0.012

Feed: f (ipr)

mm For aluminum

and non-ferrous metal

GE-AL

&

FO72 page

Reduce cutting force and welding
due to sharp chipbreaker

CW =0.079" - 0.157"

)

f(ip

Feed:

oo12H—m——
000 ——

0.008

0006 ———

0.004
0.002

1

0.079 0.118 0.157
Groove width : CW (in)

§ ol
==/

M External

FO74 www.tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(- HB150) NS9530 328 - 656
GH730 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 - 250) NS9530 262 - 591
GH730 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730 164 - 394
T9225 262 - 591
M Stainless steel GH730 164 - 394
T9225 262 - 820
. Gray iron, Ductile cast iron GH730 164 - 591
Aluminum alloys, KSO5F 656 - 984
Non-ferrous metal
For External
Feed: f (ipr)
Operation Groove width: CW (in)
2 mm (0.079") 3 mm (0.118") 4 mm (0.157") 5 mm (0.197") 8’
ng‘é‘ﬁ';g 0.0024 - 0.008 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012 S
A
Parting off . _ _ _ o
(GE™RI/L) 0.0016 - 0.004 0.0016 - 0.006 0.0016 - 0.006 0.0016 - 0.006
. Depth of cut Depth of cut Depth of cut
T’?é‘;ﬁi')”g - ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
. Depth of cut Depth of cut Depth of cut
P(rgg'*'?)g . ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012
Grooving for Aluminum alloys _ _ _ _
(GE™-AL) 0.0012 - 0.004 0.0012 - 0.004 0.0012 - 0.004

For diameter compensation values in traversing, see page F111.

Tungaloy F075




TUNGT-CLAMP

FLASR/L

External grooving and threading toolholder, for Swiss lathes

CDX ' T
[
3 | LF

¥ B
Right hand (R) shown.
CDX HF H B LF WF Insert Torque
FLASR/L-082D 0.138 0.500 0.500 0.500 6.000 0.500 FL*-2*R/L... 2.21

FLASR-102B 0.031 0.128 0.138 0.625 0.625 0.625 4.500 0.625 FL*-2"R... 2.21
FLASR/L-103B 0.210 0.625 0.625 0.625 4.500 0.625 FL*-3"R/L... 2.21

CDX HF H B LF WF Insert Torque*
FLASR/L-1616M3 5.31 16 16 16 125 16 FL*-3*R/L... 3

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

Inch & ( Metric & (
/‘,3 SPARE PARTS == SPARE PARTS ==
4

CWN-
CWX
WF

B

/ Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench

FLASR-082D TF-182 S-310 7/64HEX FLASR-1616M3 TF-184 S-412 5/32HEX

] FLASL-082D TF-183 S-310 7/64HEX FLASL-1616M3 TF-185 S-412 5/32HEX
/%‘ FLASR-102B, FLASR-103B TF-184 S-412 5/32HEX
= FLASL-103B TF-185 S-412 5/32HEX

TUNGT-CLAM?

FLSR/L

External grooving and threading toolholder, for Swiss lathes

-
.. <CDX i

CWN-
CWX
WF_
-
B
||

HF
H
|

Right hand (R) shown.

CDX HF H B LF WF Insert Torque
FLSR/L-122B 0.140 0.750 0.750 0.750 4.500 1.000 FL*-2"R/L... 2.21
FLSR/L-162C 0.031 0.128 0.140 1.000 1.000 1.000 5.000 1.250 FL*-2"R/L... 2.21
FLSR/L-123B [Toosi 02500 0210 0.750 0.750 0.750 4.500 1.000 FL*3“R/L... 2.21
FLSR/L-163C 0.031 0.250 0.210 1.000 1.000 1.000 5.000 1.250 FL*-3“R/L... 2.21

CDX HF H B LF WF Insert Torque*
FLSR/L-2525M3 1 3 4.5 25 25 25 150 32 FL*-3*R/L... 3

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

Inch Metric
SPARE PARTS == & ( SPARE PARTS == & (

Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
FLSR-122B, FLSR-162C TF-74 S-310 7/64HEX FLSR-"**M3 TF-72 S-412 5/32HEX
FLSL-122B, FLSL-162C TF-75 S-310 7/64HEX FLSL-****M3 TF-73 S-412 5/32HEX
FLSR-123B, FLSR-163C TF-72 S-412 5/32HEX
FLSL-123B, FLSL-163C TF-73 S-412 5/32HEX

Reference pages: Inserts — F079 - F086, Standard cutting conditions — F078
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TUNGT-CLAMP

FLER/L
External toolholders for grooving & threading
’v‘go V -
L < ¢ H Wym
(T
[a) ---- 0
=, 01 | :
LLCWN-CWX | ¢
L
£} | =}
LH, | Right hand (R) shown.
CDX HF H B LF LH WF Insert Torque
FLER/L-122B 0.140 0.750 0.750 0.750 4.500 1.000 1.000 FL*-2*L/R... 2.21
FLER/L-162C 0.031 0.128 0.140 1.000 1.000 1.000 5.000 1.000 1.250 FL*2*L/R... 2.21
FLER/L-123B [10081 02500 0.210 0.750 0.750 0.750 4.500 2.000 1125  FL*-3"L/R.. 2.21
FLER/L-163D 0.031 0.250 0.210 1.000 1.000 1.000 6.000 2.000 1.250 FL*3"L/R... 2.21
The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft
SPARE PARTS % @ (
Designation Clamp Clamping screw Wrench
FLER-122B, FLER-162C TF-75 $-310 7/64HEX
FLEL-122B, FLEL-162C TF-74 $-310 7/64HEX
FLER-123B, FLER-163D TF-73 S-412 5/32HEX o
FLEL-123B, FLEL-163D TF-72 S-412 5/32HEX %
o
o
O
TUNGT=-CLAM?”
FLSR/LT
External toolholders for grooving & threading
1 12 -~
2x| - CDX %W
Y
[iL,
m
=P ki
*;—%
T \
+ =
Right hand (R) shown.
CDX HF H B LF WF Insert Torque
FLSR/LT-163D 0.440 1.000 1.000 1.000 6.000 1.250 FLGT-3R/L... 2.21
FLSR/LT-203D 0.094 0.189 0.440 1.250 1.250 1.250 6.000 1.500 FLGT-3R/L... 2.21

The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ @ (

Designation Clamp Clamping screw Wrench
FLSRT-163D, FLSRT-203D TF-72 S-412 5/32HEX
FLSLT-163D, FLSLT-203D TF-73 S-412 5/32HEX

Reference pages: Inserts — F079 - F086, Standard cutting conditions — F078
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TUNGT-CLAMP

FLER/LT

External toolholders for grooving & threading

8 ik

WF

Right hand (R) shown.

CDX HF H B LF WF Insert Torque
FLER/LT-163D 0.440 1.000 1.000 1.000 6.000 1.250 FLGT-3R/L... 2.21

FLER/LT-203D 0.094 0.189 0.440 1.250 1.250 1.250 6.000 1.500 FLGT-3R/L... 2.21

The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & (

— Designation Clamp Clamping screw Wrench
FLERT-163D, FLERT-203D TF-72 S-412 5/32HEX
FLELT-163D, FLELT-203D TF-73 S-412 5/32HEX

-~

I STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Application Cut‘}Ln(gsfsrg)eed tf:;g)
High carbon steel AH110 Grooving 328 - 656 0.005 - 0.014
. 1045, etc. AHT725 Threading 262 - 591 i
Alloy steel AH110 Grooving 164 - 262 0.005 - 0.012
4137, etc. AH725 Threading 197 - 525 i
M Stainless steel AH110 Grooving 164 - 492 0.004 - 0.008
530400, etc. AH725 Threading 164 - 427 )
Gray cast iron )
. No.250B, etc. AH110 Grooving 164 - 591 0.004 - 0.010
Ductile cast iron .
60-40-18, etc. AH110 Grooving 164 - 394 0.004 - 0.010

Reference pages: Inserts — F079 - F086
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ElINSERT
FLG-CB (With chipbreaker, metric width)

1) \ ) - Steel *
N M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND CW-0025 cw_:o.om BE =) C.DX I.C B.W S M
(mm) | (in) (in) - (in) | (n) | (in) | (in) | (in)
z
FLG-3M100R-CB R 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M100L-CB L 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150R-CB R 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150L-CB L 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200R-CB R 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200L-CB L 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250R-CB R 2.5 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250L-CB L 2.5 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 g
FLG-3M300R-CB R 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 8
FLG-3M300L-CB L 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 (%

@ : Line up

Reference pages: Toolholders — F076 - FO78
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FLG-CB (With chipbreaker)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * “ : First choice
H Hard materials y¢ : Second choice
Coated
CW:0.025| CW:0.001 RE CDX IC BW S M

Designation HAND mm) | (in) (in)

(in) | (in) | (in) | (in) | (in)

FLG-2047R-CB
FLG-2047L-CB
FLG-2062R-CB
FLG-2062L-CB
FLG-2078R-CB
FLG-2078L-CB
FLG-2094R-CB
FLG-2094L-CB
FLG-2125R-CB
FLG-2125L-CB
FLG-3031R-CB
FLG-3031L-CB
FLG-3047R-CB
FLG-3047L-CB
FLG-3062R-CB
FLG-3062L-CB
FLG-3072R-CB
FLG-3072L-CB
FLG-3078R-CB
FLG-3078L-CB
FLG-3088R-CB
FLG-3088L-CB
FLG-3094R-CB
FLG-3094L-CB
FLG-3097R-CB
FLG-3097L-CB
FLG-3125R-CB
FLG-3125L-CB
FLG-3189R-CB
FLG-3189L-CB

1.2 0.047 0.002 - 0.005
1.2 0.047 0.002 - 0.005
1.57 0.062 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.98 0.078 0.005 - 0.010
1.98 0.078 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.39 0.094 0.005 - 0.010
3.18 0.125 0.005 - 0.010
3.18 0.125 0.005 - 0.010
0.79 0.031 0.002 - 0.005
0.79 0.031 0.002 - 0.005
1.19 0.047 0.005 - 0.010
1.19 0.047 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.83 0.072 0.005 - 0.010
1.83 0.072 0.005 - 0.010
1.98 0.078 0.005 - 0.010
1.98 0.078 0.005 - 0.010
2.24 0.088 0.005 - 0.010
2.24 0.088 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.46 0.097 0.005 - 0.010
2.46 0.097 0.005 - 0.010
3.18 0.125 0.005 - 0.010
3.18 0.125 0.005 - 0.010
4.8 0.189 0.020 - 0.025
4.8 0.189 0.020 - 0.025

0.050 | 0.1875 | 0.150 0.219 | 0.2700
0.050 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.050 | 0.3750 | 0.195 0.344 | 0.4050
0.050 | 0.3750 | 0.195 0.344 | 0.4050
0.075 | 0.3750 | 0.195 0.344 | 0.4050
0.075 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050

~lo|lr|®3 D3| |D D |33~ D~ |DB| DD~ |D| D~ D
® 00 0000000000000 O0O0O0O0O0 0000 O0 OO TP o0 e AHI

@ : Lineup

Reference pages: Toolholders — F076 - FO78
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FLG

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S  Superalloys * v : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND oW-0025 cw_=0.001 I.RE =) C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
Z
FLG-2031R R 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2031L L 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2041R R 1.04 0.041 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2041L L 1.04 0.041 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2047R R 1.19 0.047 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2047L L 1.19 0.047 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2058R R 1.47 0.058 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2058L L 1.47 0.058 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 87
FLG-2094R R 2.39 0.094 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 >
FLG-2094L L 2.39 0.094 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 8
FLG-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 (B
FLG-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLG-3031R R 0.79 0.031 0.002 -0.005 | @ 0.050 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3031L L 0.79 0.031 0.002-0.005 |@ 0.050 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3072R R 1.83 0.072 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3072L L 1.83 0.072 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3078R R 1.98 0.078 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3078L L 1.98 0.078 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3097R R 2.46 0.097 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3097L L 2.46 0.097 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3105R R 2.67 0.105 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3105L L 2.67 0.105 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3110R R 2.79 0.110 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3110L L 2.79 0.110 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3122R R 3.1 0.122 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3122L L 3.1 0.122 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3142R R 3.61 0.142 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3142L L 3.61 0.142 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3178R R 4.52 0.178 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3178L L 4.52 0.178 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3185R R 4.7 0.185 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3185L L 4.7 0.185 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3250R R 6.35 0.250 0.020-0.025 |@ 0.180 | 0.3750 | 0.250 0.344 | 0.4050
FLG-3250L L 6.35 0.250 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 0.344 | 0.4050

@ : Line up
Reference pages: Toolholders — F076 - FO78
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FLGP (Positive rake)

. q)‘ \ - Steel *
, N M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * “ : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND oW-0025 cw.t oot I.RE = C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
z
FLGP-2031R R 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2031L L 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
@ : Lineup
FLR-CB (Full nose radius, with chipbreaker)
% > CDX
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW:0.001 RE CDX | IC BW S M
Designation HAND . ) = . . , , .
(mm) | (in) (in) - (in) | (n) | (in) | (in) | (in)
2
FLR-3031R-CB R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L-CB L 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R-CB R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3047L-CB L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3062R-CB R 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLR-3062L-CB L 3.18 0.125 0.062 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4017

@ : Line up

Reference pages: Toolholders — F076 - FO78
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FLR (Full nose radius)

% > CDXx

N

\‘L /;/'C

(I)‘ \j | P\ - Steel *
Y N M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials < : Second choice
Coated
Designation HAND OW=0.025 cw_=0.001 F.‘E = C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
Z
FLR-2031R R 1.57 0.062 0.031 o 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2031L L 1.57 0.062 0.031 [ ] 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2047R R 2.39 0.094 0.047 (] 0.110 | 0.1875 | 0.150 0.219 | 0.2675
FLR-2047L L 2.39 0.094 0.047 o 0.110 | 0.1875 | 0.150 0.219 | 0.2675
FLR-2062R R 3.18 0.125 0.062 o 0.110 | 0.1875 | 0.150 0.219 | 0.2667
FLR-2062L L 3.18 0.125 0.062 o 0.110 | 0.1875 | 0.150 0.219 | 0.2667
FLR-3031R R 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L L 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025 87
FLR-3047L L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025 g
FLR-3062R R 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017 e
FLR-3062L L 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017 O]
FLR-3078R R 3.96 0.156 0.078 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLR-3078L L 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLR-3094R R 4.8 0.189 0.094 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
FLR-3094L L 4.8 0.189 0.094 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
@ : Line up
FLRP (Full nose radius and positive rake)
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * Y : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation  |HAND CW-0025 cw.zo.oo1 BE 2 C.DX I.C E’?W S M
(mm) | (in) (in) - (in) | (in) | () | (n) | (in)
3
FLRP-3031R R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLRP-3031L L 1.57 0.062 0.031 (] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLRP-3047R R 2.39 0.094 0.047 o 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLRP-3047L L 2.39 0.094 0.047 o 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLRP-3062R R 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLRP-3062L L 3.18 0.125 0.062 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLRP-3078R R 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLRP-3078L L 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLRP-3094R R 4.8 0.189 0.094 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
FLRP-3094L L 4.8 0.189 0.094 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4000

@ : Line up
Reference pages: Toolholders — F076 - FO78
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FLGD-CB (Single edge deep, with chipbreaker)

= CDx =
IR —
B Bl
4 / RE
M J IC
mI ‘ \ - Steel *
X / M Stainless *
Cast iron *
Non-ferrous
S Superalloys * “ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i . . . .
(mm) | (in) (in) = (in) (in) (in) (in) (in)
<
FLGD-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
@ : Lineup
FLGD (Single edge deep)
= CDx =
o
/ RE !
-t
U)‘ \ ! \/\ - Steel *
y ‘ M Stainless *
Cast iron *
Non-ferrous
S Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW+0.001 RE CDX IC BW S M
Designation HAND . ] = i ) i . .
(mm) | (in) (in) = (in) | (n) | (in) | (in) | (in)
<
FLGD-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094R R 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094L L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L L 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189R R 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189L L 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050

@ : Line up

Reference pages: Toolholders — F076 - FO78
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FLRD (Full nose radius, single edge deep)

C
5% g

1]
RE / |

M IC
¥

Grooving

t/)‘ \ / \ - Steel *
/ M Stainless *
Cast iron *
Non-ferrous
S  Superalloys *  : First choice
H Hard materials ¥ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i ) i ) .
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
<
FLRD-3062R R 3.19 0.125 0.062 o 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3062L L 3.19 0.125 0.062 [ ] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094R R 4.8 0.189 0.094 (] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094L L 4.8 0.189 0.094 (] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
@ : Line up
FLGT (Double end deep)
= CDx
Oy [a
il =CF
m
} / RE
IC
| _/
(/;I \ \ \/\ - Steel *
) i M Stainless *
Cast iron *
Non-ferrous
S  Superalloys *  : First choice
H Hard materials < : Second choice
Coated
. . CW-=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND ) ) = . ) i ) -
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
<
FLGT-3094R R 2.39 0.094 0.005-0.010 | @ 0.275 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3094L L 2.39 0.094 0.005-0.010 | @ 0.275 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3125R R 3.18 0.125 0.005-0.010 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3125L L 3.18 0.125 0.005-0.010 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3189R R 4.8 0.189 0.020-0.025 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3189L L 4.8 0.189 0.020-0.025 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550

*Fits FLSLT/RT toolholders

Reference pages: Toolholders — F076 - FO78
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FLRT (Double end deep FNR)
=

CDX =
OJJQ @y
—)
RE

/e

M
‘4—» \flC
(f)t \ ‘ { \,\ - Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * “ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i . . . .
(mm) | (in) (in) = (in) (in) (in) (in) (in)
<
FLRT-3062R R 3.18 0.125 0.062 o 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3062L L 3.18 0.125 0.062 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094R R 4.8 0.189 0.094 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094L L 4.8 0.189 0.094 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ :Lineup
FLT-CB (For threading)
x
o
S o
60°
RE
%) - Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * Y : First choice
H Hard materials ¢ : Second choice
Coated TPI
. . RE IC PDX | BW S M
Designation HAND . = . . : . .
(in) - Internal |External| (in) (in) (in) (in) (in)
I
<
FLT-3R-HCB R 0.005-0.008 | @ 5-12 6-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3L-HCB L 0.005-0.008 | @ 5-12 6-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3RC-HCB R 0.012-0.015 | @ 5-6 6-11 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3LC-HCB L 0.012-0.015 | @ 5-6 6-11 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3R-CB R 0.005-0.008 | @ 8-12 8-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3L-CB L 0.005-0.008 | @ 8-12 8-20 0.3750 | 0.098 0.195 0.344 | 0.3999
@ : Line up

Reference pages: Toolholders — F076 - FO78
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CER/L

Clamp-on external grooving and threading toolholder (alternative clamping of screw-on or clamp-on only

for DT type)
LF T ¢
L

I
L@A1 0°
o 1 G

<§>

-
WF

Right hand (R) shown.

CWN CWX H B LF LH HF WF Insert Torque
CER/L123DT 0.750 0.750 5.000 0.870 0.750 1.000 GTGN16... 2.58
CER/L163DT 0.039 0.089 1.000 1.000 6.000 1.000 1.000 1.250 GTGN16... 2.58

CER203DT 00890089 1.250 1.250 6.000 1.250 1.250 1.500 GTGN16... 2.58

H B LF LH HF WF Insert Torque*
CER/L1212H16DT 12 12 100 24 12 16 GTGN16... 88

CER/L1616H16DT 1 2.25 16 16 100 24 16 20 GTGNT6... 35
CER/L2020k16DT [ 006 0 20 20 125 24 20 25 GTGN16... 35
CER/L2525M16DT 1 2.25 25 25 150 28 25 32 GTGN16... 3.5

CER3232P16T _ 32 32 170 32 32 40 GTGN16... 35

A clamp set consists of a clamp and a clamping screw. A shim set consists of a shim and a shim screw to secure the shim to the shank.
Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.

When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.

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

Torque: Recommended clamping torque: Ibs-ft (*N-m)

Grooving

SPARE PARTS E%D @ @ ) ( %’g

*Optional:

Designation Clamp set Clamp screw Shim screw St ot G oeiiie Wrench 1 Wrench 2
CER/L123DT, CER/L163DT,

CER203DT CSP16 CSTB-3.5S8T DTS5-3.5 G16ER/IL-DT P-3.5 T-15F
CER*****16DT CSP16 CSTB-3.5ST DTS5-3.5 G16ER/IL-DT P-3.5 T-15F
CEL****16DT CSP16 CSTB-3.5ST DTS5-3.5 G16EL/IR-DT P-3.5 T-15F
CER3232P16T CSP16 - - G16ER/IR-S - T-15F

B-CER/L

External threading toolholder, for Swiss lathes

. ik
= “

LH F
= o+

i 5e ﬁ
' Right hand (R) shown.
H B LF LH HF WF Insert Torque
B-CER/L16M16 32 16 150 24 16 22 GTGN16... 815}

When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.
Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
Torque: Recommended clamping torque: N-m

WE

SPARE PARTS %D @ %’g

q ; *Optional:
Designation Clamp set Clamp screw Wrench Shim for grooving
B-CER16M16 CSP16 - T-15F G16ER/IL-S
B-CEL16M16 CSP16 - T-15F G16EL/IR-S

Reference pages: Inserts, Standard cutting conditions — F088
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Bl INSERT
GTGN16

o\
L
ER/IL shown.
- Steel *
M Stainless *
Cast iron
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Shim
. . HAND |CW:0.03CWz0001| RE | Insert| CDX IC C Dual-clamp
Designation | o orma)l (mm) | (n) | (in) 2 size | (in) | (i) | (n) |gloomolder: ggl':c‘:l;e"r
7] clamp-on

GTGN-16ER/IL100 R 1 0.039 0.004 | @ 16 0.049 0.375 0.166 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 L 1 0.039 0.004 | @ 16 0.049 0.375 0.166 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL120 R 1.2 0.047 0.004 | @ 16 0.051 0.375 0.162 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 L 1.2 0.047 0.004 | @ 16 0.051 0.375 0.162 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL140 R 1.4 0.055 0.004 | @ 16 0.059 0.375 0.158 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR140 L 1.4 0.055 0.004 | @ 16 0.059 0.375 0.158 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL170 R 1.7 0.067 0.004 | @ 16 0.067 0.375 0.144 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR170 L 1.7 0.067 0.004 | @ 16 0.067 0.375 0.144 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL195 R 1.95 0.077 0.004 | @ 16 0.067 0.375 0.148 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR195 L 1.95 0.077 0.004 | @ 16 0.067 0.375 0.148 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 R 2.25 0.089 0.004 | @ 16 0.071 0.375 0.142 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR225 L 2.25 0.089 0.004 | @ 16 0.071 0.375 0.142 G16EL/IR-DT G16EL/IR-S

GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @ : Line up
Shim for GTGN depends on the toolholder type.

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material Grade Cut‘;i:n(gsfsrz)eed ;(elgf)

. 10 45‘3;;32(')’ cie. SH730 160 - 490 0.002 - 0.004
M %tgr'sefg’jf;" SH730 100 - 490 0.002 - 0.004
s Heat—resistant_r?l_lg)/}\/ﬁ,“‘l\;it:?ci:m alloys, etc. SH730 100 - 330 0.002 - 0.004

Reference pages: Toolholders — F087
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EAV Y

TUNGHEROOVE

FPGR

Lever-lock external wide grooving toolholder

T @
/
e <C mi
-
i
T
CDX H B LF HF WF HBH f2 Insert Torque
FPGR16-10T20 " 0.787 1.000 1.000 7.000 1.000 1.020 . 0.019 PSG*10... 1.62
FPGR20-10T36 0.394 1.417 1.250 1.250 8.000 1.250 1.270 - 0.019 PSG*10... 1.62
FPGR16-15T20 [T05%0 " o787 1.000 1.000 7.000 1.000 1.020 = 0.019 PSG*15... 1.62
FPGR20-15T40 0.590 1.574 1.250 1.250 8.000 1.250 1.270 - 0.015 PSG*15... 1.62
FPGR20-20T40 - 1.574 1.250 1.250 8.000 1.250 1.270 0.314 0.015 PSG*20... 6.27
FPGR24-20T50 0.787 1.968 1.500 1.500 10.000 1.500 1.520 0.314 0.015 PSG*20... 6.27
FPGR20-25T40 [Tog8a T 1574 1.250 1.250 8.000 1.250 1.270 0.314 0.015 PSG*25... 6.27
FPGR24-25T50 0.984 1.968 1.500 1.500 10.000 1.500 1.520 0.314 0.015 PSG*25... 6.27

(1) Can be used for both wide grooving and wide profile grooving
Torque: Recommended clamping torque: Ibs-ft
CDX, LF, f2 are dimensions when PSGM insert is attached. When mounting PSGB insert, the dimensions will be 0.197" (5 mm) longer.

(@]

SPARE PARTS % & § ( £
Designation Lever Clamping screw Spring Wrench (o)
FPGR**-10T..., 15T... FCL4 FCS3 BP-5 P-2.5 o
FPGR**-20T..., 25T... FCL8 FCS6 BP-9 P-5 O

TUNGHE=200VE

FPGN

Lever-lock external wide profile grooving toolholder

CDX .
e | T
— WisT
® 5| @] Gl
LF
|- -l
[ ==
t | E
Y
2
Inch cwW CcDX H B LF HF WF 2 Insert®  Torque
FPGNO08-10T20 [ 0894 o984 0.500 0.500 4.946 0.500 0.450 0.216 PSG*10... 1.62
FPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSG*10... 1.62
FPGN12-10T20 _ 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSG*0... 1.62
FPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSG*15... 1.62
FPGN12-15T25 [o590 | 118t 0.750 0.750 5.196 0.750 0.670 0.216 PSG*15... 1.62
FPGN12-20T32 0.787 1.456 0.750 0.750 5196 0.750 0.770 0.216 PSG*20... 6.27
FPGN16-20T32 _ 1.456 1.000 1.000 6.196 1.000 0.890 0.216 PSG*20... 6.27
FPGN16-25T36 0.984 1.614 1.000 1.000 6.196 1.000 0.990 0.216 PSG*25... 6.7

PSGB insert blank is available for tailored inserts.

(1) Can be used for both wide grooving and wide profile grooving

Torque: Recommended clamping torque: Ibs-ft

CDX, LF, f2 are dimensions when PSGB insert is attached. When mounting PSGM insert, the dimensions will be 0.197" (5 mm) shorter.

SPARE PARTS % & § (

Designation Lever Clamping screw Spring Wrench
FPGN**-10T..., 15T... FCL4 FCS3 BP-5 P-2.5
FPGN**-20T..., 25T... FCL8 FCS6 BP-9 75

Reference pages: Inserts — F091, Standard cutting conditions — F092
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SPGN

Screw-on external wide profile grooving toolholder

CDX
‘ i
L
1 s3] e Ty
t@ LF ~
LLi = i
I I
Y
f2
CDX H B LF HF WF f2
SPGN08-10T20 0.984 0.500 0.500 4.946 0.500 0.450 0.216
SPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216
SPGN12-10T20 [0894 | 0984 0.750 0.750 5.196 0.750 0.570 0.216
SPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216
SPGN12-15T25 _ 1.181 0.750 0.750 5.196 0.750 0.670 0.216
SPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216
SPGN16-20T32 [To7s7 | 1456 1.000 1.000 6.196 1.000 0.890 0.216
SPGN16-25T36 0.984 1.614 1.000 1.000 6.196 1.000 0.990 0.216

PSGB insert blank is available for tailored inserts.
Torque: Recommended clamping torque: Ibs-ft
g/
/

SPARE PARTS @ %ﬁ

r Designation Clamping screw Wrench
SPGN**-10T20 CSTB-3L081 T-8F
SPGN**-15T25 CSTB-4 T-15F

SPGN**-20T..., 25T... CSTB-5 T-20F

Insert
PSGB10
PSGB10
PSGB10
PSGB15
PSGB15
PSGB20
PSGB20
PSGB25

TUNGEHEROOVE - Chipbreaker Guide

Torque
0.96

0.96
0.96
2.58
2.58
3.69
3.69
3.69

Improved productivity with excellent

CW = 0.394" - 0.984"
(10 mm - 25 mm)

PSGM For wide grooving 0.020

= 0.016

chip control and the chipbreaker = 0010
designed for high feed g

S 0.008

0.004

0.394 0.591 0.787 0.984

Groove width : CW (in)

PSGB Blank for wide profile grooving inserts
Can be prepared for various insert
shapes. Shortened cutting time and

(10 mm - 25 mm)

Specially tailored inserts
(example)

improved productivity with one-pass
operations
CW = 0.394" - 0.984"

Reference pages: Inserts — F091, Standard cutting conditions — F092
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I INSERT
PSGM

INSL

Bl steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
Hard materials ¢ : Second choice
Coated
. . Cw* | CwW** RE INSL S
Designation . . R . .
(mm) | (in) | (in) I (in) | (n)
<
PSGM10-08 10 0.394 0.032 | @ 0.433 0.157
PSGM15-15 15 0.590 0.059 | @ 0.591 0.197
PSGM20-20 20 0.787 0.079 | @ 0.866 0.256
PSGM25-20 25 0.984 0.079 | @ 0.866 0.256
:Iolerance CW + 0.08 (C”W =10 mm), * 0.1 (CW =z 15 mm) . @ : Line up CC»
Tolerance CW + 0.003" (CW = 0.394"), + 0.004" (CW = 0.591") S
3
S
O
PSGB
Bl steel ¢ [
M Stainless ) ¢
Cast iron *
Non-ferrous *
Superalloys Pig % : First choice
Hard materials ¢ : Second choice
Uncoated
Desi . CW=0.025 | CW=0.001 INSL S
esignation mm) | () |28 (i) | (i)
E 2
PSGB10 10.2 0.402 o0 0.709 0.157
PSGB15 15.2 0.598 o o0 0.787 0.197
PSGB20 20.2 0.795 ( 3N ] 1.062 0.256
PSGB25 25.2 0.992 [ N ] 1.062 0.256
@ : Line up

Reference pages: Toolholders — F089 - F090
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Il STANDARD CUTTING CONDITIONS

4 Wide grooving (PSGM insert)

. i Hardness Cutting speed
ISO Workpiece material Grade 9 sp
(HB) Ve (sfm)
» fg'?’eztge;tc <300 AH725 165 - 590
. Alloy steel <300 UX30 165 - 390

4140, 8620, etc.

Groove width: CW (in)

0.394 0.590 0.787 0.984
Feed: f (ipr) 0.008 - 0.016 0.008 - 0.016 0.012 - 0.020 0.012 - 0.020
) Wide profile grooving (PSGB insert)
. i Hardness Cutting speed
ISO Workpiece material Grade
P! ! (HB) Ve (sfm)
. Tous el <200 UX30 165 - 490
“ ﬂ)”Osysztge;tc <300 UX30 165 - 390
Stainless steel
M 304SS, 316SS, 17-4 PH, etc. SEW LAe e 2kl
Gray cast iron
. Class 25, Class 30, etc. - Ui JE=RE Sl
Ductile cast iron
60-40-18, 60-55-06, etc. - UL e 2l
. Agrgiq;; ’a;'toC{’S - TH10 330 - 1640
B Spare parts for internal coolant supply attachment (Order separately) @ @
No. Parts name Designation Note
) Body FPGR... -
@ Insert PSGM... - ® i .
@ Coolant supply attachment SGCU-341 - QS » ) ®
Commercial items G 1/8 thread “l o
@ Connector ¢
can be used NPT 1/8 thread A S e

Reference pages: Toolholders — F089 - FO90
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TGTSR/L

External grooving toolholder, for 3 corner inserts

é |

CDX
TGTSR16-3 0.110
TGTSR16-4-1 0.040 0.057 0.100
TGTSR16-4-2 17006010080 0.160
TGTSR16-4-3 0.100 0.180 0.210

TGTSR/L2020K16 2.5

TGTSR/L2525M16
TGTSR/L2020K22-1
TGTSR/L2020K22-2
TGTSR/L2020K22-3
TGTSR/L2525M22-1
TGTSR/L2525M22-2
TGTSR/L2525M22-3

CDX

0.33 2.5 2.5

2.5 4.5 5

&5 ]

H
1.00
1.00
1.00
1.00

H
20
25
20
20
20
25
25
25

= _cDx
O |
\ &
5N
b LF .
4 ¥ =}
B LF LH
1.00 6 0.98
1.00 6 1.00
1.00 6 1.00
1.00 6 1.00
B LF LH
20 125 25
25 150 25
20 125 25
20 125 25
20 125 25
25 150 25
25 150 25
25 150 25

Use right-hand toolholders (TGTSR) with right-hand inserts (GBR); and left-hand toolholders (TGTSL) with left-hand inserts (GBL).

See below insert table.

Torque: Recommended clamping torque: Ibs-ft (*N-m)

Designation
TGTSR16-3
TGTSR16-4-1
TGTSR16-4-2
TGTSR16-4-3
TGTSR/L2020K16
TGTSR/L2525M16
TGTSR/L2020K22-1
TGTSR/L2020K22-2
TGTSR/L2020K22-3
TGTSR/L2525M22-1
TGTSR/L2525M22-2
TGTSR/L2525M22-3

SPARE PARTS
Designation
TGTSR16-3

TGTSR16-4...
TGTSR/L™****16
TGTSR/L™***22...

Insert
GBR/L32...
GBR43050R ~ 145
GBR43150 ~ 230
GBR43250 ~ 450
GBR/L32...
GBR/L32...

GBR/L43125 ~ 145 GBR/L43050R
GBR/L43150 ~ 230 GBR/L43075R ~ 100R
GBR/L43250 ~ 450 GBR/L43125R ~ 200R

GBR/L43125 ~ 145 GBR/L43050R
GBR/L43150 ~ 230 GBR/L43075R ~ 100R
GBR/L43250 ~ 450 GBR/L43125R ~ 200R

] & (

Clamp Clamping screw Wrench
CP900 MCS520-2.5 P-2.5
CP910 MCS520-2.5 P-2.5
CP900 MCS520-2.5 P-2.5
CP910 MCS520-2.5 P-2.5

Reference pages: Inserts — F095 - F097, Standard cutting conditions — F097

HF
1.00
1.00
1.00
1.00

HF
20
25
20
20
20
25
25
25

Right hand (R) shown.

WF
1.00
1.00
1.00
1.00

WF
25
30
25
25
25
30
30
30

T

Torque
2.21
2.21
2.21
2.21

Torque*
3

W W W W ww oW

Grooving

Tungaloy F093




TGTTR/L
Perpendicular toolholder for external grooving, for 3 corner inserts

< =) T
o
AN

,_
CDX

LF

el
E
CDX H B LF LH HF WF Torque
TGTTR/L2020K16 2.5 20 20 125 20 20 27 3

Right hand (R) shown.

TGTTR/L2525M16 0.33 2.5 2.5 25 25 150 20 25 32 3
TGTTR/L2020k22-1 [N Es 2 20 20 125 20 20 27 3
TGTTR/L2020K22-2 1.5 2.3 3.5 20 20 125 20 20 27 3
TGTTR/L2020k22-3  [N2E I as 5 20 20 125 20 20 27 3
TGTTR/L2525M22-1 1 2.3 2 25 25 150 20 25 32 3
TGTTR/2525M22-2  [IASIIE8 T 35 25 25 150 20 25 32 3
TGTTR/L2525M22-3 2.5 4.5 5 25 25 150 20 25 32 3
\ ] Use right—hgnd toolholders (TGTTR) with left-hand inserts (GBL); and left-hand toolholders (TGTTL) with right-hand inserts (GBR).
/ See below insert table. )
/ Torque: Recommended clamping torque: N-m
Designation Insert

i L* TGTTR/L2020K16 GBL/R32...

l 4 ‘ TGTTR/L2525M16 GBL/R32...
TGTTR/L2020K22-1 GBL/R43125 ~ 145 GBL/R43050R

TGTTR/L2020K22-2 GBL/R43150 ~ 230 GBL/R43075R ~ 100R
TGTTR/L2020K22-3 GBL/R43250 ~ 450 GBL/R43125R ~ 200R
TGTTR/L2525M22-1 GBL/R43125 ~ 145 GBL/R43050R

TGTTR/L2525M22-2 GBL/R43150 ~ 230 GBL/R43075R ~ 100R
TGTTR/L2525M22-3 GBL/R43250 ~ 450 GBL/R43125R ~ 200R

SPARE PARTS ﬂw & (

Designation Clamp Clamping screw Wrench
TGTTR/L****16 CP900 MCS520-2.5 P-2.5
TGTTR/L™***22... CP910 MCS520-2.5 P-2.5

Reference pages: Inserts — F095 - F097, Standard cutting conditions — F097
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I INSERT

GBR/L32
S
2-Re  SPX .
g ®
60° \O Right hand (R) shown.
Bl steel * *
M Stainless *
Cast iron * DA
l Non-ferrous *
S Superalloys DA PAe ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation  |HAND w0025 cw.=o.oo1 BE = § e C.DX Ic S
(mm) | (in) | (in) |S o S (in) | (mm) | (mm)
T n (]
< =z N4
GBR32033 R 0.33 0.013 | 0.0012 | @ [ ] [ J 0.031 9.53 3.18
GBL32033 L 0.33 0.013 | 0.0012 | @ 0.031 9.53 3.18
GBR32050 R 0.5 0.020 0.002 | @ { ] [ ] 0.047 9.53 3.18
GBL32050 L 0.5 0.020 0.002 | @ 0.047 9.53 3.18
GBR32075 R 0.75 0.030 0.002 | @ { ] [ ] 0.079 9.53 3.18
GBL32075 L 0.75 0.030 0.002 | @ { ] 0.079 9.53 3.18 o
GBR32095 R 0.95 0.037 0.002 | @ { ] [ ] 0.079 9.53 3.18 g
GBL32095 L 0.95 0.037 0.002 | @ { ] 0.079 9.53 3.18 8
GBR32100 R 1 0.039 0.002 | @ { ] [ ] 0.079 9.53 3.18 (B
GBL32100 L 1 0.039 0.002 | @ { ] 0.079 9.53 3.18
GBR32125 R 1.25 0.049 0.008 | @ { ] [ ] 0.079 9.53 3.18
GBL32125 L 1.25 0.049 0.008 | @ { ] 0.079 9.53 3.18
GBR32145 R 1.45 0.057 | 0.008 | @ { ] [ J 0.079 9.53 3.18
GBL32145 L 1.45 0.057 0.008 | @ 0.079 9.53 3.18
GBR32150 R 15 0.059 0.008 | @ { ] [ ] 0.079 9.53 3.18
GBL32150 L 15 0.059 0.008 | @ 0.079 9.53 3.18
GBR32200 R 0.079 | 0.008 | @ { ] [ J 0.098 9.53 3.18
GBL32200 L 0.079 0.008 | @ 0.098 9.53 3.18
GBR32250 R 2.5 0.098 0.008 | @ { ] [ J 0.098 9.53 3.18
GBL32250 L 2.5 0.098 0.008 | @ 0.098 9.53 3.18

@ : Line up

Reference pages: Toolholders — F093 - F094
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GBR/L43

s
2-Re | $P% N

11

5o O Right hand (R) shown.

- Steel * *
M Stainless *
Cast iron * Y
l Non-ferrous *
S Superalloys DA DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CW=0.025 cw.zo.om BE o ug) u C.DX IC S
(mm) | (in) | (in) |S o S (in) | (mm) | (mm)
I n (%)
< = X
GBR43125 R 1.25 0.049 0.008 | @ [ ) [ J 0.079 12.7 4.76
GBL43125 L 1.25 0.049 0.008 | @ 0.079 12.7 4.76
GBR43145 R 1.45 0.057 0.008 | @ [ ] ([ J 0.079 12.7 4.76
GBL43145 L 1.45 0.057 0.008 | @ 0.079 12.7 4.76
GBR43150 R 1.50 0.059 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43150 L 1.50 0.059 0.008 | @ [ J 0.138 12.7 4.76
GBR43175 R 1.75 0.069 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43175 L 1.75 0.069 0.008 | @ [ J 0.138 12.7 4.76
GBR43185 R 1.85 0.073 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43185 L 1.85 0.073 0.008 | @ [ J 0.138 12.7 4.76
GBR43200 R 2 0.079 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43200 L 2 0.079 0.008 | @ [ J 0.138 12.7 4.76
GBR43230 R 2.3 0.091 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43230 L 2.3 0.091 0.008 | @ [ J 0.138 12.7 4.76
GBR43250 R 2.5 0.098 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43250 L 2.5 0.098 0.012 | @ 0.197 12.7 4.76
GBR43265 R 2.65 0.104 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43265 L 2.65 0.104 0.012 | @ 0.197 12.7 4.76
GBR43280 R 2.8 0.110 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43280 L 2.8 0.110 0.012 | @ 0.197 12.7 4.76
GBR43300 R 3 0.118 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43300 L 3 0.118 0.012 | @ 0.197 12.7 4.76
GBR43330 R 3.3 0.130 0.012 | @ [ ] ([ J 0.197 12.7 4.76
GBL43330 L 3.3 0.130 0.012 | @ 0.197 12.7 4.76
GBR43350 R 3.5 0.138 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43350 L 3.5 0.138 0.012 | @ 0.197 12.7 4.76
GBR43400 R 4 0.157 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43400 L 4 0.157 0.016 | @ 0.197 12.7 4.76
GBR43430 R 4.3 0.169 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43430 L 4.3 0.169 | 0.016 | @ 0.197 12.7 4.76
GBR43450 R 4.5 0.177 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43450 L 4.5 0.177 0.016 | @ 0.197 12.7 4.76

@® : Line up

Reference pages: Toolholders — F093 - F094
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GBR/L43-R(full radius)

Right hand (R) shown.

* *
M Stainless *
Cast iron * DA
Non-ferrous *
S Superalloys Y Yo ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.025| CW0.001| RE = CDX | IC S
Designation  |HAND . .= ) S :
(mm) | (in) | (in) |S o S (in) | (mm) | (mm)
I n (]
< P4 X
GBR43050R R 1 0.039 0.020 | @ [ ] [ ) 0.079 12.7 4.76
GBL43050R L 1 0.039 0.020 | @ [ ) 0.079 12.7 4.76
GBR43075R R 1.5 0.059 0.030 | @ [ ] [ ] 0.138 12.7 4.76
GBL43075R L 1.5 0.059 0.030 | @ [ ] 0.138 12.7 4.76
GBR43100R R 2 0.079 0.039 | @ [ ) [ ] 0.138 12.7 4.76
GBL43100R L 2 0.079 0.039 | @ [ ) 0.138 12.7 4.76
GBR43125R R 25 0.098 0.049 | @ [ ] [ ] 0.197 12.7 4.76
GBL43125R L 25 0.098 0.049 | @ [ 0.197 12.7 4.76 g
GBR43150R R 3 0.118 0.059 | @ [ ) [ ] 0.197 12.7 4.76 8
GBL43150R L 3 0.118 0.059 | @ [ ) 0.197 12.7 4.76 9
GBR43200R R 4 0.157 0.079 | @ [ ] [ ] 0.197 12.7 4.76 o
GBL43200R L 4 0.157 0.079 | @ o 0.197 12.7 4.76
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade Cutting Speed Fe_ed
Ve (sfm) f (ipr)
150 - 240HB NS9530 330 - 650 0.001 - 0.010
. Carbon steel, Alloy steel
1045 SAE, 4140 SAE, etc.
150 - 240HB AH710 200 - 500 0.002 - 0.010
M Stainless steel < 240HB AHT10 200 - 500 0.002 - 0.006
308, 304, etc. - : ’
Cast irons Tensile strength
. 250, etc. < 350 N/mm?2 AH710 200 - 500 0.002 - 0.006
. Non-ferrous metals = KSO5F 650 - 980 0.002 - 0.006
Aluminum, etc.

Reference pages: Toolholders — F093 - F094
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SGTR/L
External grooving toolholder, for 3 corner inserts

LF [}
LH

WE

CWN-CWX
Ej\

B,

;

DX

]
=
Right hand (R) shown.
CDX H B LF LH HF WF Insert Torque
SGTR1616-3 15-3 16 16 100 20 16 20 GLR/L3... 3.5

HF
il
Q)

SGTR/L2020-3 1.15 2.7 15-3 20 20 125 20 20 25 GLR/LS.. 35
SGTR/L2525-3 [EsET 15-3 25 25 150 20 25 32 GLR/LS.. 35
SGTR/L2020-4 1.15 4.2 15-4 20 20 125 30 20 25 GLR/L4..,GOR/L4.. 5
SGTR/L2525-4 _ 1.5-4 25 25 150 30 25 32 GLR/L4..,GOR/LA... 5

f— R— Torque: Recommended clamping torque: N-m

£ —
I}
SPARE PARTS & /S
\ l Designation Clamping screw Wrench
// SGTR/L***-3 CSTB-4 T-15F
v / SGTR/L***-4 CSTB-5 T-20F
l +‘
Il INSERT
GOR/L (For O-ring)

CDX

o

2-RE

\,@
Right hand (R) shown.

Bl steel *

M Stainless

* %

Cast iron

%

Non-ferrous

Superalloys Y : First choice
Hard materials ¢ : Second choice

Cermet | Uncoated

. . +0.004 +0.1 RE DX I
Designation HAND CW:ass CWisss C C S

o
(32)
(in) | (mm) | (mm) |& R (mm) | (mm) | (mm)
2 S
GOR4190 R 0.098 2.5 0.4 [ ] [ ] 1.5 12.7 4.76
GOR4240 R 0.126 3.2 0.4 [ ] [ ] 2 12.7 4.76
GOR4310 R 0.161 41 0.7 [ ] [ ] 2.5 12.7 4.76

@ : Line up

Reference pages: Inserts — F098 - F099
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GLR/L (For lock ring)

CDX

W
Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron D¢
l Non-ferrous
S Superalloys Y : First choice
H Hard materials 3% : Second choice
Cermet | Uncoated
Designation HAND cw;g;ggg CW:ts RE § o cox | 1C S
(in) | (mm) | (mm) 2 S (mm) | (mm) | (mm)
= =]
GLR3115 R 0.045 1.15 0.1 o [ ] 1.5 9.53 3.18
GLL3115 L 0.045 1.15 0.1 o [ ] 1.5 9.53 3.18
GLR3135 R 0.053 1.35 0.1 o [ ] 15 9.53 3.18
GLL3135 L 0.053 1.35 0.1 o 15 9.53 3.18
GLR3165 R 0.065 1.65 0.1 o [ ] 2 9.53 3.18
GLR3175 R 0.069 1.75 0.1 o [ ] 2 9.53 3.18
GLL3175 L 0.069 1.75 0.1 o [ ] 2 9.53 3.18
GLR3195 R 0.077 1.95 0.1 (] [ J 2.5 9.53 3.18 g
GLL3195 L | 0077 | 195 | 01 |@ ® 25 | 953 | 3.18 3
GLR3220 R | 0087 | 22 01 |@ ° 3 953 | 3.18 o
GLL3220 L 0.087 2.2 0.1 [ ] 3 9.53 3.18 o
GLR3270 R 0.106 2.7 0.1 ( ] [ J 3 9.53 3.18
GLL3270 L 0.106 2.7 0.1 [ ) 3 9.53 3.18
GLR4115 R 0.045 1.15 0.1 o [ ] 1.5 12.7 4.76
GLR4135 R 0.053 1.35 0.1 o [ ] 15 12.7 4.76
GLR4165 R 0.065 1.65 0.1 (] [ J 2 12.7 4.76
GLR4175 R 0.069 1.75 0.1 o [ ] 2 12.7 4.76
GLR4190 R 0.075 1.9 0.1 o 2.5 12.7 4.76
GLR4195 R 0.077 1.95 0.1 [ ] [ ] 2.5 12.7 4.76
GLR4220 R 0.087 2.2 0.1 (] o 3.5 12.7 4.76
GLL4220 L 0.087 2.2 0.1 [ ) 3.5 12.7 4.76
GLR4270 R 0.106 2.7 0.1 o [ ] 3.5 12.7 4.76
GLR4320 R 0.126 3.2 0.1 o [ ] 4 12.7 4.76
GLL4320 L 0.126 3.2 0.1 o 4 12.7 4.76
GLR4420 R 0.165 4.2 0.1 o [ ] 4 12.7 4.76
GLL4420 L 0.165 4.2 0.1 [ ) 4 12.7 4.76
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed: 1 (ipr)
Ve (sfm) CW < 0.079" CW = 0.079" - 0.157" CW > 0.157"
NS9530 260 - 650 0.002 - 0.004 0.008 - 0.008 0.003 - 0.010
. Carbon steel
UX30 200 - 500 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

Reference pages: Toolholders — F098
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GX-R/LE

External grooving toolholder, for 2 corner inserts

LF
ﬂ CDX_*
= m
5 '
| Z=f[LH
g2
wi 5
oo =
CWN CWX CDX H B LF LH HF
GX-1212REU 0.059 - 0.236 0.75 0.75 5.00 1.38 0.75
GX-1616REU 0.039 0.177 0.059 - 0.236 1.00 1.00 5.90 1.38 1.00
CDX H B LF LH HF
GX-2020R/LE 15-6 20 20 125 40 20
GX-2525R/LE 1 4.5 15-6 25 25 150 38 25
iu: Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR); and left-hand toolholders (GX-****LE) with left-hand inserts (XGL).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
i
/! SPARE PARTS (i
/ Designation Clamp set Clamp screw Shim Shim screw Wrench
GX-1212REU,
: GX-2020RE CP81A RT-1 SL-6R BHM4-8 P-4
lHi GX-2020LE CP81A RT-1 SL-6L BHM4-8 P-4
L+ GX-1616REU,
GX-2525RE CP81A RT-1 SL-1R BHM4-8 P-4
GX-2525LE CP81A RT-1 SL-1L BHM4-8 P-4

Max. groove width and max. groove depth will depend on the insert type.

Reference pages: Inserts — F101 - F102, Standard cutting conditions — F102

F100 www.tungaloy.com/us

WF
1.00
1.25

WF
25
32

‘HL

Right hand (R) shown.

Insert Torque
XGR63... 3.69
XGR63... 3.69

Insert Torque*
XGR/L63... 5]

XGR/L63... 5




Il INSERT
XGR/L

Right hand (R) shown.

Bl stee! * ¢l
M Stainless *
Cast iron DA D ¢
l Non-ferrous *
S Superalloys DA  : First choice
H Hard materials ¥¢ : Second choice
Cermet Uncoated
Designation HAND OW-0025 cw_:o.om BE § o B C.DX
(mm) | (in) | (in) |& - ® (in)
n T X
= =2
XGR6310-02 R 1 0.039 0.008 | @ [ N ) 0.059
XGL6310-02 L 1 0.039 | 0.008 | @ o0 0.059
XGR6315-02 R 1.5 0.059 0.008 | @ [ BN J 0.091
XGL6315-02 L 1.5 0.059 0.008 | @ [ X} 0.091
XGR6320-02 R 2 0.079 0.008 | @ [ BN ) 0.118
XGL6320-02 L 2 0.079 | 0.008 | @ o0 0.118 o
XGR6325-02 R 2.5 0.098 0.008 | @ [ BN J 0.150 %
XGL6325-02 L 2.5 0.098 0.008 | @ o0 0.150 8
XGR6330-02 R 3 0.118 0.008 | @ [ X} 0.177 6
XGL6330-02 L 3 0.118 | 0.008 | @ o0 0.177
XGR6335-02 R 3.5 0.138 0.008 | @ [ BN ] 0.209
XGL6335-02 L 3.5 0.138 0.008 | @ o0 0.209
XGR6340-02 R 4 0.157 0.008 | @ [ BN ) 0.236
XGL6340-02 L 4 0.157 | 0.008 | @ o0 0.236
XGR6345-02 R 4.5 0.177 0.008 | @ o0 0.236
XGL6345-02 L 4.5 0.177 0.008 | @ o0 0.236
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @ : Line up

left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).

Reference pages: Toolholders — F100
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XGR/L-QBN

Right hand (R) shown.

- Steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys % : First choice
H Hard materials |y ¥¢ : Second choice
CBN
. . CW:0.05|CW=0.002] RE CDX
Designation HAND ] 8 .
(mm) | (in) | (in) & (in)
x
o

XGL6310S-QBN L 1 0.039 | 0.008 | @ 0.059
XGR6315S-QBN R 1.5 0.059 | 0.008 | @ 0.091
XGL6315S-QBN L 1.5 0.059 | 0.008 | @ 0.091
XGR6320S-QBN R 2 0.079 | 0.008 | @ 0.118
XGL6320S-QBN L 2 0.079 | 0.008 '@ 0.118
XGR6325S-QBN R 2.5 0.098 | 0.008 | @ 0.150
XGL6325S-QBN L 2.5 0.098 | 0.008 | @ 0.150
XGR6330S-QBN R 3 0.118 | 0.008 | @ 0.177
XGL6330S-QBN L 3 0.118 | 0.008 | @ 0.177
XGR6335S-QBN R 3.5 0.138 | 0.008 | @ 0.209
XGL6335S-QBN L 3.5 0.138 | 0.008 | @ 0.209
XGR6340S-QBN R 4 0.157 | 0.008 | @ 0.236
XGL6340S-QBN L 4 0.157 | 0.008 | @ 0.236
XGR6345S-QBN R 4.5 0.177 | 0.008 | @ 0.236
XGL6345S-QBN L 4.5 0.177 | 0.008 | @ 0.236

Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @ : Line up
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).

Il STANDARD CUTTING CONDITIONS

Cutting speed Feed: f (ipr)
ISO Workpiece material Grade Ve ?sfn'?\)
CW < 0.079" CW =0.079" - 0.157" CW > 0.157"
NS9530 262 - 656 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

Carbon steel
UX30 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

. Cast irons , Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

Hardened steel BX360 164 - 591 0.002 - 0.006 0.002 - 0.006 0.002 - 0.006

Reference pages: Toolholders — F100
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J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

£ _cbx ‘
| O >+—=
w § l Without offset
$15 | 2 | o}
L
: T X
L LH a0
w 1010, 1212 Shank
SN |}
Right hand (R) shown.
H B LF LH HF WF Insert Torque
JSVGR/L062 5 0. 028 0 217 0.375 0.375 5 0.875 0.375 0.375 JVGR/L... 1.70
JSVGR/L082.5 0.013 0.079 0.028 - 0.217 0.500 0.500 5 0.875 0.500 0.500 JVGR/L... 1.70
JSVGR/L102.5 106187110079 0.028-0217 0625 0.625 5 0.875 0.625 0.625  JVGRIL.. 1.70
H B LF LH HF WF Insert Torque*
JSVGR/L1010K-C 0. 7 5 5 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.7-5.5 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K _ 0.7-55 16 16 125 23 16 16 JVGRIL.. 2.3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
SPARE PARTS @ Vs
Designation Clamping screw Wrench o
JSVGR/L... CSTB-3S T-9F (Optional T-9L) <
S
3
B INSERT o
JVG (with hand, sharp edge)
—» <RE
- Steel * % * S
M Stainless ¥* | %
Cast iron DA DA
Right hand (R) shown. Non-ferrous *
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
] ] CW-005 |CW-+0002| RE o CDX | IC S
Designation HAND ° 2 - 2 o .
(mm) | (in) | (n) K Q o 2 (in) | (mm) | (mm)
I ~ (7] I
n - = =
JVGRO33F R 0.33 0.013 0 o o [ ] 0.028 7.94 3.18
JVGLO33F L 0.33 0.013 0 o 0.028 7.94 3.18
JVGRO50F R 0.5 0.020 0 ( 3N} [ ] 0.043 7.94 3.18
JVGLO50F L 0.5 0.020 0 [ ] 0.043 7.94 3.18
JVGRO75F R 0.75 0.030 0 ( N ) [ ] 0.075 7.94 3.18
JVGLO75F L 0.75 0.030 0 o 0.075 7.94 3.18
JVGRO95F R 0.95 0.037 0 o o [ ) 0.075 7.94 3.18
JVGLO95F L 0.95 0.037 0 [ ) 0.075 7.94 3.18
JVGR100F R 1 0.039 0 ® o [ ] [ ] 0.217 7.94 3.18
JVGL100F L 1 0.039 0 [ ] [ ] [ ] 0.217 7.94 3.18
JVGR125F R 1.25 0.049 0 o o [ ) 0.197 7.94 3.18
JVGL125F L 1.25 0.049 0 [ ) 0.197 7.94 3.18
JVGR150F R 1.5 0.059 0 ( N ) [ ] [ ] 0.217 7.94 3.18
JVGL150F L 1.5 0.059 0 o [ ] [ ] 0.217 7.94 3.18
JVGR200F R 2 0.079 0 ( 3N ] [ J [ J 0.217 | 7.94 | 3.18
JVGL200F L 2 0.079 0 o 0.217 7.94 3.18
@ : Line up

Reference pages: Standard cutting conditions — F110
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J-SERIES

JSXGR/L

Screw-on toolholder for front turning, reverse turning, and external grooving, for Swiss lathes

- ) Vi

Without offset

L
= Sy
| Zx LF
S m T 1ﬂ,|
b |

F

1010, 1212 Shank

Ll

Right hand (R) shown.

CDX H B LF LH HF WF Insert Torque
JSXGR/L1010K8-C 45-6 10 10 125 29 10 Ol JXG... 1.3

JSXGR/L1212K8-C 0.7 2 45-6 12 12 125 29 12 11.9 JXG.. 1.3
JSXGR/L1616K8 o7any 45-6 16 16 125 29 16 15.9 IXG.. 1.3
JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG.. 1.3

JSXGR/L2525K8 _ 45-6 25 25 125 29 25 24.9 IXG... 1.3

Access to insert clamping screw is available from both sides of the tool for ease of insert indexing/changing.
This toolholder can be used for JXF front-turning insert, JXR reverse-turning insert, and JXG parting and grooving insert.
Torque: Recommended clamping torque: N-m

SPARE PARTS & /é

Designation Clamping screw Wrench
JSXGRI/L... CSTB-4SD T-8F
| EEINSERT
JXG (with hand, sharp edge)
PSIRR
o a8
[N o o - Steel * %
M Stainless *
B )}—1«8 Cast iron DA
Right hand (R) shown. Non-ferrous *
S Superalloys * % : First choice
H Hard materials Y¢ : Second choice
Coated |Uncoated
Designation HAND cw.:o.om CW-005 RE CDX'| 1C Ipgipg| S
@in) | (mm) | (mm) |Q = (mm) | (mm) (mm)
~ I
) =
JXGR8070FA R 0.028 0.7 0 [ ] [ ] 4.5 8 15° 3.97
JXGL8070FA L 0.028 0.7 0 [ ) [ ] 4.5 8 15° 3.97
JXGR8070FA-005 R 0.028 0.7 0.05 | @ 4.5 8 15° 3.97
JXGR8100FA R 0.039 1 0 [ ] [ ] 6 8 15° 3.97
JXGL8100FA L 0.039 1 0 [ ] [ J 6 8 15° 3.97
JXGR8100FA-005 R 0.039 1 005 @ 6 8 15° 3.97
JXGR8100FA45 R 0.039 1 0 [ ] [ J 4.5 8 15° 3.97
JXGR8100FA45-005 R 0.039 1 005 | @ 4.5 8 15° 3.97
JXGR8150FA R 0.059 1.5 0 o [ ] 6 8 15° 3.97
JXGL8150FA L 0.059 1.5 0 [ ] [ ] 6 8 15° 3.97
JXGR8150FA-005 R 0.059 1.5 0.05 | @ 6 8 15° 3.97
JXGR8150FA50 R 0.059 1.5 0 [ [ J 5 8 15° 3.97
JXGR8150FA50-005 R 0.059 1.5 005 | @ 5 8 150 3.97
JXGR8180FA R 0.071 1.8 0 [ ] [ ] 6 8 15° 3.97
JXGR8180FA-005 R 0.071 1.8 005 | @ 6 8 15° 3.97
JXGR8200FA R 0.079 2 0 [ ) [ ] 6 8 15° 3.97
JXGL8200FA L 0.079 2 0 [ ] [ J 6 8 15° 3.97
JXGR8200FA-005 R 0.079 2 005 | @ 6 8 15° 3.97
JXGR8200FN R 0.079 2 0 [ ) [ ] 6 8 0° 3.97
JXGL8200FN L 0.079 2 0 [ ] [ J 6 8 0° 3.97
JXGR8200FN-005 R 0.079 2 005 | @ 6 8 0° 3.97
@® : Line up

Reference pages: Standard cutting conditions — F110
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J-SERIES

JCCWSR/L

External grooving and parting toolholder, for Swiss lathes

——

=

LH

CUTDIA
%K@

“;“%Eﬁ_%

=

Right hand (R) shown.

Inch cw CUTDIA H B LF LH HF WF Insert Torque
JCCWSR/L062 _ 0.787 0.375 0.375 5 0.748 0.375 0.1875  JCC*200... 2.58
JCCWSR/L082 0.079 0.787 0.500 0.500 5 0.748 0.500 0.250  JCC*200... 2.58
JCCWSR/L102 o6 o787 0.625 0.625 5 0.748 0.625 0.3125  JCC*200... 2.58

CUTDIA H B LF LH HF WF Insert Torque*
JCCWSR/L1010K2 20 10 10 125 19 10 10 JCC*200... 35
JCCWSR/L1212K2 2 20 12 12 125 19 12 12 JCC*200... 35
JocwsR/Listek2 [ 20 16 16 125 19 16 16 JCC*200... 35
JCCWSR/L2020K2 2 20 20 20 125 19 20 20 JCC*200... 35
Jocwsm/2s2ske N2 20 25 25 125 19 25 25 JCC*200... 3.5
Torque: Recommended clamping torque: Ibs-ft (*N-m)
2
SPARE PARTS & /8 S
e : 1)
Designation Clamping screw Wrench le)
JCCWSRI/L... CSTB-4S T-15F 15
I INSERT
JCC (Sharp edge)
Neutral With hand
\ RE (JCCN200F) RE (JCCR/L200F)
= = =
O O
INSL
< unliny <) pillliag
Right hand (R) shown.
Bl steel * I
M Stainless *
Cast iron Pig
Non-ferrous *
Superalloys * Y : First choice
Hard materials ¥¢ : Second choice
Coated | Uncoated
. . CW:0.025|CW0.001| RE INSL| h
Designation HAND . - o PSIRR
(mm) | @) | () |@ |2 (mm) | (mm)
~ I
) [
JCCN200F N 2 0.079 0 |@ ® 0° 15 48
JCCN200F-005 N 2 0.079 | 0.002 | @ 0° 15 438
JCCR200F R 2 0.079 0 |@ ° 15° 15 4.8
JCCL200F L 2 0.079 0 |@ ® 15° 15 438
JCCR200F-005 R 2 0.079 | 0.002 | @ 15° 15 48
JCCL200F-005 L 2 0.079 | 0.002 | @ 15° 15 48
@ : Line up

Reference pages: Standard cutting conditions — F110
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J-SERIES

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

i1 _(0] i L

T~
1H\S =
Right hand (R) shown.
CUTDIA H B LF LH HF WF Insert Torque
JCGWSR/L1010K2 20 10 10 125 20 10 10 JCGN200F... 3.5

JCGWSR/L1212K2 2 20 12 12 125 20 12 12 JCGN200F... 3.5

Jogwsr/Lieiek2 2 20 16 16 125 20 16 16 JCGN200F... 35

Torque: Recommended clamping torque: N-m

SPARE PARTS @ /é

Designation Clamping screw Wrench
JCGWSRI/L... CSTB-4S T-15F
]
I INSERT
IHf JCGN (Sharp edge)
RE Neutral With hand
= X RE
5 I 2! AN
INSL 5l [—
[l -
V< Y PSIAR
Right hand (R) shown.
- Steel * S
M Stainless *
Cast iron DA
Non-ferrous *
Superalloys * % : First choice
Hard materials ¥« : Second choice
Coated | Uncoated
. . CW:0.001/CW0.025| RE INSL| h
Designation HAND| . o PSIRR
(n) | (mm) | mm)|@ 2 (mm) | (mm)
N~ I
) [
JCGN200F N 0.079 2 005 | @ [ J 0° 20 3
JCGN200FR R 0.079 2 005 | @ [ J 8° 20
JCGN200FL L 0.079 2 005 | @ [ J 8° 20 3
@ : Line up

Reference pages: Standard cutting conditions — F110
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J-SERIES

JSTGR/L

External grooving toolholder, for Swiss lathes

\ LF ‘ f
%¢ - JF
S =}
Access to insert I _v
clamping screw is =
available from both %% LH_
sides of the tool
for ease of insert %f y ‘ g
indexing/changing. L f o
2 S é Right hand (R) shown.
CDX H B LF LH HF WF HBH Insert Torque
JSTGR/L063 0.028 - 0.102 0.375 0.375 5 0.75 0.375 0.375 0.100 JTGR/LS... 0.89
JSTGR/L083 0.013 0.118 0.028 - 0.102 0.500 0.500 5 0.75 0.500 0.500 - JTGR/LS... 0.89
JSTGR/L103 1061870418 0028-0.102 0625  0.625 5 0.75 0625 0625 5 JTGR/L3...  0.89

CDX H B LF LH HF WF HBH Insert  Torque*
JSTGR/L1010X3 0.7-2.6 10 10 120 18.5 10 10 2 JTGR/LS... 1.2

JSTGR/L1212F3 0.33 3 0.7-2.6 12 12 85 18.5 12 12 - JTGR/LS... 1.2
JSTGR/L1212X3 0.7 =26 12 12 120 18.5 12 12 = JTGR/LS... 1.2
JSTGR/L1616X3 0.33 3 0.7-2.6 16 16 120 18.5 16 16 - JTGR/LS... 1.2

JSTGL1616K3 [fessE o07-26 16 16 125 18.5 16 16 = JTGR/L3... 1.2

Torque: Recommended clamping torque: Ibs-ft (*N-m)

(@]

c

SPARE PARTS & /S <
Designation Clamping screw Wrench 8
JSTGRI/L... CSTB-4SD T-8F 6

J-SERIES

JS-TGL3

External grooving toolholder, for Swiss lathes

B LF _ %
. Q=20 H
= ycxy | ) ===
® D+
I ‘ ] I ! 1
| o 2}
H, = &
8 Left hand (L) shown.
[ Metric | CcWN  cwx CDX DCONMS H B LF WF wB Insert  Torque
JS19K-TGL3 0.7-26 19.05 18 18 125 6 115 JTGRS... 3
JS20K-TGL3 0.33 3 0.7-26 20 19 19 125 6 1.5 JTGRS... 3
JS22K-TGL3 _ 0.7-26 22 21 21 125 6 11.5 JTGR3... 3
JS25K-TGL3 0.33 3 0.7-26 25.4 24 24 125 10 12.7 JTGR3... 3

Note: Use left-hand toolholders (L) with right-hand inserts (R).
Torque: Recommended clamping torque: N-m

%

P

SPARE PARTS
Designation Clamping screw Wrench
JS**-TGL3 CSTB-4S T-15F

Reference pages: Inserts — F108 - F109, Standard cutting conditions — F110
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Il INSERT
JTG (Sharp edge)

CW RE
LA
- X
o
IC ,l_Jé Right hand (R) shown.
Bl steel * [ & * ¢
M Stainless ¥ [ %
Cast iron DA *
l Non-ferrous *
S  Superalloys * v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Hanp S W8 CV\_Pg'ooz BE % % o C.DX IC S
(mm)| (n) | (n) |[K 2 o - (in) | (mm) | (mm)
I ~ (7] T
n S = =
JTGR3033F R 0.33 0.013 | 0.0012  ® @ { ] 0.028 9.53 3.18
JTGL3033F L 0.33 0.013 | 0.0012 [ J o 0.028 9.53 3.18
JTGR3033F-005 R 0.33 0.013 0.002 | @ 0.028 9.53 3.18
JTGR3043F R 0.43 0.017 | 0.0012 [ ) 0.043 9.53 3.18
JTGR3050F R 0.5 0.020 | 0.0012  ® @ [ ] (] 0.043 9.53 3.18
JTGL3050F L 0.5 0.020 | 0.0012  ® @ (] 0.043 9.53 3.18
JTGR3050F-005 R 0.5 0.020 0.002 | @ 0.043 9.53 3.18
JTGL3050F-005 L 0.5 0.020 0.002 | @ 0.043 9.53 3.18
JTGR3065F R 0.65 0.026 |0.0012  ® @ 0.075 9.53 3.18
JTGR3065F-010 R 0.65 0.026 0.004 | @ 0.075 9.53 3.18
JTGR3075F R 0.75 0.030 |0.0012 @ @ [ ] (] 0.075 9.53 3.18
JTGL3075F L 0.75 0.030 |0.0012 @ @ [ ] ([ J 0.075 9.53 3.18
JTGR3075F-010 R 0.75 0.030 0.004 | @ 0.075 9.53 3.18
JTGL3075F-010 L 0.75 0.030 0.004 | @ 0.075 9.53 3.18
JTGR3080F R 0.8 0.031 | 0.0012 @ @ 0.075 9.53 3.18
JTGR3080F-010 R 0.8 0.031 0.004 | @ 0.075 9.53 3.18
JTGR3085F R 0.85 0.033 |0.0012  ® @ 0.075 9.53 3.18
JTGR3095F R 0.95 0.037 | 0.0012 @ @ [ ] ([} 0.075 9.53 3.18
JTGL3095F L 0.95 0.037 | 0.0012 @ @ (] 0.075 9.53 3.18
JTGR3095F-010 R 0.95 0.037 0.004 | @ 0.075 9.53 3.18
JTGL3095F-010 L 0.95 0.037 0.004 | @ 0.075 9.53 3.18
JTGR3100F R 1 0.039 0002 @® @ [ ] ([} 0.083 9.53 3.18
JTGL3100F L 1 0.039 0002 | @ @ (] 0.083 9.53 3.18
JTGR3100F-010 R 1 0.039 | 0.004 @ 0.083 9.53 3.18
JTGL3100F-010 L 1 0.039 0.004 | @ 0.083 9.53 3.18
JTGR3110F R 1.1 0.043 0002 @® @ 0.083 9.53 3.18
JTGR3120F R 1.2 0.047 0002 @ @ 0.083 9.53 3.18
JTGR3120F-010 R 1.2 0.047 | 0.004 @ 0.083 9.53 3.18
JTGR3125F R 1.25 0.049 0002 @ @ [ ] ([ J 0.083 9.53 3.18
JTGL3125F L 1.25 0.049 0002 @® @ (] 0.083 9.53 3.18
JTGR3125F-010 R 1.25 0.049 0.004 | @ 0.083 9.53 3.18
JTGL3125F-010 L 1.25 0.049 | 0.004 @ 0.083 9.53 3.18
JTGR3130F R 1.3 0.051 0002 @ @ 0.083 9.53 3.18
JTGR3140F R 1.4 0.055 0002 @® @ 0.083 9.53 3.18
JTGR3140F-010 R 1.4 0.055 0.004 | @ 0.083 9.53 3.18
JTGR3145F R 1.45 0.057 0002 @ @ [ ] [ J 0.083 9.53 3.18
JTGL3145F L 1.45 0.057 0.002 [ ) [ J 0.083 9.53 3.18
JTGR3145F-010 R 1.45 0.057 0.004 | @ 0.083 9.53 3.18
JTGR3150F R 1.5 0.059 0002 @® @ [ J (] 0.083 9.53 3.18
JTGL3150F L 1.5 0.059 0002 | @ @ (] 0.083 9.53 3.18
JTGR3150F-010 R 1.5 0.059 0.004 | @ 0.083 9.53 3.18
JTGL3150F-010 L 1.5 0.059 0.004 | @ 0.083 9.53 3.18

@®:Li
Reference pages: Toolholders —F107, Standard cutting conditions — F110 e
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JTG (Sharp edge)

—»ﬁcw <RE
A |
- oxd
[m)
(@]
,l_Jé Right hand (R) shown.
- Steel * % * Yy
M Stainless % [ %
Cast iron DA *
Non-ferrous *
S  Superalloys * v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
. . CW+205|CW+g002| RE Q CDX | IC S
Designation HAND ° 0 B @ o .
(mm)| (n) | (n) |8 Q o = (in) | (mm) | (mm)
I ~ n I
n - P4 =
JTGR3175F R 1.75 0.069 0002 @ @ [ ] [ ] 0.083 9.53 3.18
JTGL3175F L 1.75 0.069 | 0.002 [ ] [ ) [ 0.083 9.53 3.18
JTGR3175F-010 R 1.75 0.069 0.004 | @ 0.083 9.53 3.18
JTGR3180F R 1.8 0.071 0002 ® @ 0.083 9.53 3.18
JTGR3200F R 2 0.079 0002 @ @ [ ] [ J 0.102 9.53 3.18
JTGL3200F L 2 0.079 0002 | @ @ [ 0.102 9.53 3.18 87
JTGR3200F-010 R 2 0.079 0.004 | @ 0.102 9.53 3.18 g
JTGL3200F-010 L 2 0.079 0.004 | @ 0.102 9.53 3.18 e
JTGR3225F R 2.25 0.089 0002 @ @ 0.102 9.53 3.18 O
JTGR3250F R 2.5 0.098 0002 | @ @ [ ) [ ] 0.102 9.53 3.18
JTGL3250F L 2.5 0.098 0002 @ @ [ ] 0.102 9.53 3.18
JTGR3250F-010 R 2.5 0.098 0.004 | @ 0.102 9.53 3.18
JTGL3250F-010 L 2.5 0.098 0.004 | @ 0.102 9.53 3.18
JTGR3275F R 2.75 0.108 0.002 [ } 0.102 9.53 3.18
JTGR3300F R 3 0.118 0002  ® @ 0.102 9.53 3.18
JTGR3300F-010 R 3 0.118 0.004 | @ 0.102 9.53 3.18
@ : Line up
JTG (honed edge)
Cw RE
ST Ty
A
x
o
O
S Right hand (R) shown.
- Steel *
M Stainless
Cast iron DA
Non-ferrous
S Superalloys % : First choice
H Hard materials ¥¢ : Second choice
Coated
cermet
. . CW+¢05 | CW+2002| RE CDX | IC S
Designation HAND ° 0 o .
(mm) | (in) | (in) | (in) | (mm) | (mm)
&
JTGR3100 R 1 0.039 0.002 | @ 0.083 9.53 3.18
JTGR3125 R 1.25 0.049 0.002 | @ 0.083 9.53 3.18
JTGR3150 R 1.5 0.059 0.002 | @ 0.083 9.53 3.18
JTGR3200 R 2 0.079 0.002 | @ 0.102 9.53 3.18

@ : Line up

Reference pages: Toolholders —F107, Standard cutting conditions — F110
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I STANDARD CUTTING CONDITIONS (J-Series grooving tool)

ISO Workpiece material
. General steel, Free-cutting steel, etc.
M Stainless steel, etc.

. Aluminum alloys, Brass, etc.

F110 www.tungaloy.com/us

s Difficult-to-cut materials, Titanium alloys, etc.

Grade

J740

SH725

NS9530

J9530

J740

SH725

TH10

TH10

Cutting speed
Ve (sfm)

33 - 328

164 - 492

164 - 492

164 - 492

33 - 328

164 - 492

33 - 656

33-98

Feed
f (ipr)

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004




MY=T SERIES

CGWSR/L-FLR/L#GP

External grooving and turning toolholder

= TR _ /—Dj2020 shank
A CDX
£ Ll m¢ &ik oo |
< ; 1 ﬁ [+ ¥ I o
~ 3 ]‘E’\. n
X st e 47 L | | 485
s o = -
L
I¢E %o =}
CDX H B LF HF WF Insert Shank
CGWSR/L2020-FLR/L3GP 10 20 20 152 20 27 FLEX30R/L CGWSR/L2020
CGWSR/L2525-FLR/L3GP 3 10 25 25 152 25 32 FLEX30R/L CGWSR/L2525
CGWSR/L2020-FLR/L4GP [T 12 20 20 152 20 27  FLEX40R/L CGWSR/L2020
CGWSR/L2525-FLR/LAGP 4 12 25 25 152 25 32 FLEX40R/L CGWSR/L2525
CGWSR/L2020-FLR/L5GP - 14 20 20 152 20 27  FLEX50R/L CGWSR/L2020
CGWSR/L2525-FLR/L5GP 5 14 25 25 152 25 32 FLEX50R/L CGWSR/L2525

i

Right hand (R) shown.

Blade
FLR/L3GP
FLR/L3GP
FLR/L4GP
FLR/L4GP
FLR/L5GP
FLR/L5GP

Torque

5

o o o g o

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.
Use right-hand toolholders (CGWSR...) with right-hand blade (FLR...); and left-hand toolholders (CGWSL...) with left-hand blade (FLL...).

Torque: Recommended clamping torque: N-m

S & <

SPARE PARTS

Designation Clamping screw Blade screw Wrench
CGWSR/L***-FLR/L"GP CHHM5-18 CSHB-6 P-4
Il Caution

- Flex-Tool has a mechanism in which the end cutting edge angle is formed by
accepting a cutting force. In external grooving, there is a possibility that if the
cutting conditions (feed and depth of cut) are set too high, the programmed
diameter will not be achieved. To prevent this problem, it is necessary to
perform a compensation in the program by an amount that is equal to
the amount A'-A that is shown in the drawing on the right. The values of
compensation corresponding to the feeds are also shown in the graph.

The length of blade for 5 mm width is shortened 2 mm compared from the old type
blade. Please notice and read the instruction manual packaged in the box.

Reference pages: Inserts, Standard cutting conditions — F112

o o
o o
o @

Correction value
for outer diameter (mm)
o
o
=

o

Feed direction

Front cutting edge

0.1 0.2

0.3

Feed: f (mm/rev)

Correction value for outer diameter

(Reference)

Grooving

Tungaloy F111



I INSERT
FLEX(R/L)

Right hand (R) shown.

Recess

To distinguish the insert hands, the V-shape

surface (top surface) of a left-hand insert has

a recess. (not of a right-hand insert)

Bl steel * | * *
M Stainless ) ¢ ) ¢
Cast iron DA DA
l Non-ferrous
S Superalloys % : First choice
H Hard materials ¥¢ : Second choice
\ Coated Carbide |Uncoated
Desi ti CW=0.002|CW=0.05| RE © 8 BW
esignation HAND i) | (mm) | (mm) 'é," & o = (mm)
o O (2] X
| — [ 4 =)
= FLEX30R R 0.118 3 0.4 o 2.2
FLEX30L L 0.118 3 0.4 [ ] 2.2
FLEX40R R 0.157 4 0.4 [ 3.1
FLEX40L L 0.157 4 0.4 [ ] 3.1
FLEX50R R 0.197 5 04 |@ A [ ] [ J
— | FLEX50L L 0.197 5 04 |@ A o [ J
e @ : Lineup

Il STANDARD CUTTING CONDITIONS

ISO Workpiece material

Carbon steel

Reference pages: Toolholders —F111

F112 www.tungaloy.com/us

Grade

T9225
NS9530

Cutting speed

A : To be discontinued

Ve (sfm)

262 - 984
262 - 656
197 - 492

Feed:
Grooving

0.002 - 0.010
0.002 - 0.010
0.002 - 0.010

f (ipr)
Turning

0.004 - 0.012
0.004 - 0.012
0.004 - 0.012




CTWR/L

External grooving and parting toolholder, for 2 corner inserts

px_<1 y %Ugr

L
Max. parting dia.CUTDIA §¢
Solid bar 3
TA

g
i

Right hand (R) shown.

CUTDIA CDX H B LF LH HF WF Insert Torque
CTWR/L2020-3 32 14 20 20 150 41 20 20.25 CTD3 5

CTWR/L2525-3 & 32 14 25 25 150 41 25 25.25 CTD3 5
CTWR/2020-4 [ATH 32 14 20 20 150 41 20 20.25 CTD4 5
CTWR/L2525-4 4 32 14 25 25 150 4 25 25.25 CTD4 5
CTwR/2525-5 SN 42 20 25 25 150 46 25 25.25 CTD5 5
Torque: Recommended clamping torque: N-m
4 & S {
SPARE PARTS 78 v 4 ©
Designation Clamp Pin Clamping screw Washer Wrench
CTWR2020-3 CTC-3R BP-360 CTS-M6 CDW6 P-4
CTWL2020-3 CTC-3L BP-360 CTS-M6 CDW6 P-4
CTWR2525-3 CTC-3R BP-360 CTS-M6 CDW6 P-4 o
CTWL2525-3 CTC-3L BP-360 CTS-M6 CDW6 P-4 <
CTWR2020-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 c>>
CTWL2020-4 CTC-4L BP-360 CTS-M6 CDW6 P-4 o
CTWR2525-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 o
CTWL2525-4 CTC-4L BP-360 CTS-M6 CDW6 P-4
CTWR2525-5 CTC-5R BP-360 CTS-M6 CDW6 P-4
CTWL2525-5 CTC-5L BP-360 CTS-M6 CDW6 P-4
Il INSERT
CTD
RE | INSL |
Sl
O 4L ‘
-
| N
J<}2} |
- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated
. . CW:0.004 CW=0.1| RE | INSL| h h2
Designation . Y
(in) | (mm) | (mm) I (mm) | (mm) | (mm)
<
CTD3 0.118 3 0.2 [ ] 20 4.3 4
CTD4 0.157 4 0.2 [ ) 20 5.3 5
CTD5 0.197 5 0.2 [ ) 25 6.3 6
@ : Lineup
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed: f (ipr]
ISO Workpiece material Grade 9P . (ipr) .
Vc (sfm) Grooving Parting off
. Carbon steel AH725 262 - 591 0.003 - 0.012 0.003 - 0.006
M Stainless steel AH725 164 - 394 0.003 - 0.010 0.003 - 0.004

Tungaloy F113



MY=T SERIES

CGWSR/L-CGD

External grooving and parting toolholder

CDX [
- g Sl
cuia &t m¢
v, s :
1 Ry ;T LH .| |
©- o ‘
L) el £

HBL Right hand (R) shown.

-MCUTNA CDX H B LF LH HBL HF WF Insert Shank  Blade Torque
CGWSR/L2020-CGDR/L2 35 16 20 20 152 45 485 20 26.45 CGD200 CGWSR/L2020 CGDR/L2 5
CGWSR/L2525-CGDR/L2 2 35 16 25 25 152 45 - 25  31.45 CGD200 CGWSR/L2525 CGDR/L2 5
CGWSR/2020-CGDRA3 W8 46 216 20 20 1576 506 541 20 2645 CGD300 CGWSR/L2020 CGDR/L3 5
CGWSR/L2525-CGDR/L3 3 46 216 25 25 1576 506 - 25  31.45 CGD300 CGWSR/L2525 CGDR/L3 5
CGWSR/L2020-CGDR/L4 [W4NN 46 216 20 20 1576 506 541 20 2665 CGD400 CGWSR/L2020 CGDRA4 5
o] CGWSR/L2525-CGDR/L4 4 46 216 25 25 1576 506 - 25  31.65 CGD400 CGWSR/L2525 CGDR/L4 5
o — CGWSR/L2020-CGDRAL5 W6 46 216 20 20 1576 506 541 20 2695 CGD500 CGWSR/L2020 CGDR/LS 5
CGWSR/L2525-CGDR/LS 5 46 216 25 25 1576 506 - 25 3195 CGD500 CGWSR/L2525 CGDR/L5 5
CGWSR/L2020-CGDRA6 [ 46 216 20 20 1576 506 541 20 271 CGD600 CGWSR/L2020 CGDRA6 5
CGWSR/L2525-CGDR/L6 6 46 216 25 25 1576 506 - 25 321 CGD600 CGWSR/L2525 CGDR/LE6 5
Y/ CGWSR2525-8 7788 s0 216 25 25 150 - - 25 26.35 SG0ro0. - - 8.5
CGWSR3232-8 7/8 50 216 32 32 170 - - 32 3335 80700 - - 8.5

When using a right or left hand blade set, the right hand blade set is used with right hand shank and the left hand blade set is used with left hand shank.
Torque: Recommended clamping torque: N-m

SPARE PARTS (o7 & & 4 & (

-

Designation Blade Clamp Clamping screw Blade screw Spring pin Spring Wrench
CGWSR****-CGDR2 TCR2 CCR2 RT-1 CSHB-6 - BP-9 P-4
CGWSL***-CGDL2 TCL2 CCL2 RT-1 CSHB-6 - BP-9 P-4
CGWSR****-CGDR3 TCR3 CCR3 RT-1 CSHB-6 - BP-9 P-4
CGWSL***-CGDL3 TCL3 CCL3 RT-1 CSHB-6 - BP-9 P-4
CGWSR****-CGDR4 TCR4 CCR4 RT-1 CSHB-6 - BP-9 P-4
CGWSL***-CGDL4 TCL4 CCL4 RT-1 CSHB-6 - BP-9 P-4
CGWSR****-CGDR5 TCR5 CCR5 RT-1 CSHB-6 - BP-9 P-4
CGWSL***-CGDL5 TCL5 CCL5 RT-1 CSHB-6 - BP-9 P-4
CGWSR****-CGDR6 TCR6 CCR6 RT-1 CSHB-6 - BP-9 P-4
CGWSR****-CGDL6 TCL6 CCL6 RT-1 CSHB-6 - BP-9 P-4

CGWSR****-8 - CCR/L-8 CHHM6-20 - 5X14AW BP-9 P-5

Reference pages: Inserts, Standard cutting conditions — F115
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B INSERT
CGD

Bl stee! * vl I *
M Stainless ¥* | % *
Cast iron * DA
Non-ferrous
S Superalloys DA  : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
CW:0.001/CW=0.025| RE o INSL h
Designation . LS I ) )
N ) | mm) |[mm) S8 2 |8 n) | (in)
I I n X
< O P4 =)
CGD200 0.079 2 0.2 (] [ J ([} 0.787 | 0.128
CGD300 0.118 3 0.2 o o [ ] o 1.126 | 0.248
CGD400 0.157 4 0.2 ( N} [ ] [ ) 1.126 | 0.248
CGD500 0.197 5 0.2 ( N ) [ ] [ ) 1.126 | 0.248
CGD600 0.236 6 0.2 o [ ] ( ] 1.126 | 0.335
CGD700 0.276 7 0.2 [ ] o 1.126 | 0.335 o
CGD800 0.315 8 0.2 [ ] o 1.126 | 0.335 %
@ : Line up 8
O
I STANDARD CUTTING CONDITIONS
. i Cutting speed Feed: f (ipr)
ISO Work terial
orkplece materia Grade Vc (sfm) Grooving Parting off
GH330 230 - 591 0.003 - 0.012 0.003 - 0.006
. Carbon steel NS9530 262 - 656 0.003 - 0.012 0.003 - 0.006
UX30 197 - 492 0.003 - 0.012 0.003 - 0.006

Reference pages: Toolholders — F114
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TUNGCUT

CTIR/L
Internal grooving and turning toolholder

LH
= - {6
: =
=z
(@)
1 _ O = Insert:
a —1 = Seat size 2: DGIM, DGIS
i (=) Seat size 3 - 8: DTI, DTX,
- T < DGL
a
y o
»___ Seal cap Right hand (R) shown.
T I Seat size  CDX DCONMS  H LF®  LH WF Insert  Torque
CTIR/L12-3T06-D16 3 0236 0750 0551 6500 1575  0.609  DTl.., DTX... 3.69
CTIR/L16-3T05-D16 0.118 3 1.000 3 0.201 1000 0709 8000 1575  0.689  DTI.., DTX... 3.69
CTIR/L16-3T08-D20  [10418 "8 14260 " 3 0.315 1.000 0709 8000 1575  0.846  DTI... DTX... 3.69
CTIR/L20-3T10-D25 0.118 3 1.563 3 0.394 1250 0906 10.000 2.362  1.063  DTl..., DTX... 3.69
CTIR/L12-4T06-D16 4 0236 0750 0906 6500 1575  0.609  DTl.., DTX... 3.69
CTIR/L16-4T08-D20 0.157 4 1.250 4 0315  1.000 1181 8000 1575  0.846  DTl..., DTX... 3.69
CTIR/L20-4T04-D20  [10A67 4 4260« 4 0157 1250 0709  10.000 2.362  0.819  DTI..., DTX... 3.69
CTIR/L20-4T10-D25 0.157 4 1.563 4 0.394 1250 0906  10.000 2.362  1.063  DTl..., DTX... 3.69
CTIR/L16-5T05-D20 5 0197  1.000  1.181 8000 2362  0.681 DTL..., DTX... 6.27
CTIR/L20-5T10-D25 0.197 5 1.563 5 0.394 1250  1.181  10.000 2.362  1.063  DTI..., DTX... 6.27
CTIR/L20-6T04-D20 [10:286 6 1260 6 0.157 1250 0906 10.000 2.362  0.820  DTI..., DTX... 6.27
CTIR/L20-6T10-D25 0.236 6 1.563 6 0.394 1250  1.181  10.000 2.362  1.063  DTI..., DTX... 6.27
[ CTIR/L20-8T05-D23 _ 8 0197 1250  1.181  10.000 2.362  0.839  DTI.., DTX... 6.27
CTIR/L24-8T05-D26 0.315 8 1.625 8 0.228 1500  1.181  12.000 2.559  0.982  DTI... DTX... 6.27
(1) LF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: Ibs-ft
Inch & ( @ When using the inserts that are not in the above
SPARE PARTS Groove width Min. diameter

Thread type
or connection

TSt CW (in) DMIN (in)

Designation Clamping screw Wrench Seal cap P

CTIR/L12-3T06-D16 CM5x0.8x12-A P-4 CA-20 M6 DGM/DGS/SGN/DGL /DTM 0.118 1.969
CTIR/L16-3T05-D16 CM5x0.8x16-A P-4 CA-25 R1/8" DGM /DGS /SGN/DTM / DGL 0.157 1.969
CTIR/L16-3T08-D20 CM5x0.8x16-A P-4 CA-25 R1/8" DGM /DGS /DTM/ DGL 0.197 2.362
CTIR/L20-3T10-D25 CM5x0.8x16-A P-4 CA-32 R1/8" DGM /DGS/DTM/DGL 0.236 2.362
CTIR/L12-4T06-D16 CM5x0.8x12-A P-4 CA-20 M6 DGM /DGS/DTM 0.315 2.756
CTIR/L16-4T08-D20 CM5x0.8x16-A P-4 CA-25 R1/8" DTE / DGG 0.118 1.575
CTIR/L20-4T04-D20 CM5x0.8x16-A P-4 CA-32 R1/8" DTE/DGG 0.157 1.575
CTIR/L20-4T10-D25 CM5x0.8x16-A P-4 CA-32 R1/8" DTE / DGG 0.197 1.969
CTIR/L16-5T05-D20 CM6x1x16-A P-5 CA-25 R1/8" DTE / DGG 0.236 1.969
CTIR/L20-5T10-D25 CM6x1x20-A R=5 CA-32 R1/8" DTE / DGG 0.315 2.441
CTIR/L20-6T04-D20 CM6x1x20-A P-5 CA-32 R1/8" DTR 0.118 1.496
CTIR/L20-6T10-D25 CM6x1x20-A P-5 CA-32 R1/8" DTR 0.157 1.496
CTIR/L20-8T05-D23 CM6x1x20-A P-5 CA-32 R1/8" DTR 0.197 1.693
CTIR/L24-8T05-D26 CM6x1x25-A R=5 CA-40 R1/8" DTR 0.236 1.811

DTR 0.315 2.205

Reference pages: Inserts — F119 - F130, Standard cutting conditions — F130
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CTIR/L16-2T08-D250

|

CTIR/L20-2T06-D250
CTIR/L20-3T06-D250
CTIR/L25-3T05-D250
CTIR/L25-3T08-D320
CTIR/L32-3T10-D400
CTIR/L20-4T06-D250
CTIR/L25-4T08-D320
CTIR/L32-4T04-D310
CTIR/L32-4T10-D400
CTIR/L25-5T05-D310
CTIR/L32-5T10-D400
CTIR/L32-6T04-D310
CTIR/L32-6T10-D400
CTIR/L32-8T05-D370
CTIR/L40-8T05-D420

0 00 O O oo M B B DB OWWLND

6 40

8 42

Seat size
2

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

CDX DCONMS H LF
8 16 14 125
6 20 18 160
6 20 18 160

5.1 25 23 200
8 25 23 200
10 32 30 250
6 20 18 160
8 25 23 200
4 32 30 250
10 32 30 250
5 25 23 200
10 32 30 250
4 32 30 250
10 32 30 250
5 32 30 250

5.8 40 38 300

LH

40
40
40
60
40
40
60
60
60
60
60
60
60
65

WF
16.5
15.8
15.8
17.5
21.5
27
15.8
21.5
20.8
27
17.3
27
20.8
27
21.3
25.8

Insert
DGIM..., DGIS...
DGIM..., DGIS...

DTI..., DTX...
DTI..., DTX...
DTL..., DTX...
DTI..., DTX...
DTI..., DTX...
DTl..., DTX...
DTL..., DTX...
DTl..., DTX...
DTI..., DTX...
DTl..., DTX...
DTl..., DTX...
DTl..., DTX...
DTI..., DTX...
DTl..., DTX...

Torque

Grooving

When using the inserts that are not in the above

Metric & ( @
SPARE PARTS Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;—rhcrzi:;gﬁgn insert CW (mm) DMIN (mm)

CTIR/L16-2T08-D250 CM5X0.8X10-A P-4 CA-16 M6 DGM /DGS/SGN/DGL /DTM 8 50
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DGM /DGS/SGN/DTM / DGL 4 50
CTIR/L20-3T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DGM /DGS/DTM / DGL 5 60
CTIR/L25-3T05-D250 CM5X0.8X16-A P-4 CA-25 R1/8" DGM /DGS /DTM / DGL 6 60
CTIR/L25-3T08-D320 CM5X0.8X16-A P-4 CA-25 R1/8" DGM /DGS / DTM 8 70
CTIR/L32-3T10-D400 CM5X0.8X16-A P-4 CA-32 R1/8" DTE /DGG 3 40
CTIR/L20-4T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DTE / DGG 4 40
CTIR/L25-4T08-D320 CM5X0.8X16-A P-4 CA-25 R1/8" DTE / DGG 5] 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4 CA-32 R1/8" DTE / DGG 6 50
CTIR/L32-4T10-D400 CM5X0.8X16-A P-4 CA-32 R1/8" DTE /DGG 8 62
CTIR/L25-5T05-D310 CM6X1X16-A P-5 CA-25 R1/8" DTR 3 38
CTIR/L32-5T10-D400 CM6X1X20-A P-5 CA-32 R1/8" DTR 4 38
CTIR/L32-6T04-D310 CM6X1X20-A P-5 CA-32 R1/8" DTR 5] 43
CTIR/L32-6T10-D400 CM6X1X20-A P-5 CA-32 R1/8" DTR 6 46
CTIR/L32-8T05-D370 CMB6X1X20-A P-5 CA-32 R1/8" DTR 8 56
CTIR/L40-8T05-D420 CM6X1X25-A P-5 CA-40 R1/8"

Reference pages: Inserts — F119 - F130, Standard cutting conditions — F130
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TUNGCUT

CGIUR/L

Internal 45° undercutting toolholder

Right hand (R) shown.

Seat size CDX DCONMS H LF LH WF ™ Insert Torque
CGIUR/L20-3T02-D380 3 2.8 20 19 160 - 12.8 DTIU... 5

CGIUR/L25-3T02-D380 3 38 3 2.8 25 23 200 40 14.8 DTIU... 5

BE CGIUR/L20-4T02-D380 a2 s 4 2.8 20 19 160 - 12.9 DTIU... 5

'H CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5
CGIUR/L25-6T02-D460 ey se 28 25 23 200 = 15.2 DTIU... 8.5

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4
N F* CGIUR/L*-4T02-D... CM5X0.8X16-A P-4
l+ ‘ CGIUR/L25-6T02-D460 CMBX1X25-A P-5

TUNGCUT

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

Right hand (R) shown.

Seal
Seatsize CDX DCONMS H WF LF HF HBL Insert cap Torque
CGIUR/L40-6T50-D160-15A 6 50 40 38.5 19.7 320 19 60 DTA... CA-40 5

CGIUR/L40-8T83-D160-15A 8 160 8 83 40 385 205 320 19 85  DTA.. CA-40 5
CGIUR/L50-6T85-D200-15A  [ENN2000 6 85 50 485 252 350 235 85 DTA... 5 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 485 259 350 235 8  DIA.. - 5

Torque: Recommended clamping torque: N-m

SPARE PARTS & ( @

Designation Clamping screw Wrench Seal cap
CGIUR/L™*-15A CMBX1X25-A P-5 CA-40
NOZZLE
Coolant pipe Coolant nozzle
PNZ5 CNz125

Reference pages: Inserts — F119 - F130, Standard cutting conditions — F130
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I INSERT
DTI

Internal grooving and turning (for high precision)

RE
B
(@]
14° INSL Ref. .
Efw Bl stee * |7 ||| | |k
M Stainless * Y dhidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys * |y % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.02|CW=0.0008) RE Yo} o INSL h
Designation Seat i - oy Q 3 B : :
size | (mm) | (in) | (in) ¥ ¥R K = S (in) | (in)
oo LI I n
F <O 4
DTI300-040 3 3 0.118 0016 @ A ®@ @ @® ([ J 0.787 0.197
DTI400-040 4 4 0.157 0016 @ A ®@ @ @ (] 0.787 0.197
DTI400-080 4 4 0.157 0031 @ A ©@ @ O ([} 0.787 0.197
DTI500-040 5 5 0.197 0016 @ A ©®@ @ O (] 0.984 0.217
DTI500-080 5 5 0.197 0031 @ A © @ O [ J 0.984 0.217
DTI600-080 6 6 0.236 0031 @ A © @ O 0.984 0.217
DTI600-120 6 6 0.236 0047 @ A ©® ©@ © 0.984 0.217
DTI800-080 8 8 0.315 0031 @ A ®@ @ @ 1.181 0.264
DTI800-120 8 8 0.315 0047 @ A © ©@ O 1.181 0.264
@ : Line up
A : To be discontinued
DTI
Internal grooving and turning
RE
=
(@)
14 INSL Ref. _
m BBl steel | Y [ e[ e | e *
M Stainless * ¥* | Yo%
Cast iron D¢ * PAg PA¢
Non-ferrous
Superalloys * | Y%  : First choice
H  Hard materials ¢ : Second choice
Coated Cermet
. . CW:=0.02|CW=0.001| RE e Q INSL h
Designation Seat : - ooy Q83 B : :
size | mm) | () | @n) § IR L 2 (n) | (in)
oo LI I n
F < <<O P4
DTI3-040 3 3 0.118 0016 @ A ®@ @ @ [} 0.787 0.197
DTI4-040 4 4 0.157 0016 @ A ®@ @ @ ([} 0.787 0.197
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130

A : To be discontinued
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DTX

External/Internal face grooving and turning

RE
B
O

7 INSL Ref.

i we e s
M Stainless * * | Y %
Cast iron DA * DA DA
Non-ferrous
Superalloys * | Y % : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat CW=0.05 CW.10.002 |_qE N . ugv 28 § |Ns|_ _h
size (mm)| () | () §SRNE |8 (in) | (i)
[T S5 IIZI )
o F <O P4
N DTX3-030 3 3 0118 | 0012 |@ A ©@ @ @ ® 0.787 | 0.197
DTX4-040 4 4 0.157 0016 @ A ©@ @ © [ J 0.787 0.197
DTX5-040 5 5 0.197 0016 @ A ® ©@ @ [ ] 0.984 0.217
DTX6-080 6 6 0.236 0.031 ® 00 0.984 0.197
@ : Line up
A : To be discontinued
\ DTM
External face grooving and turning
Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation Ss.)at CW=0.05 CW-10.002 RE § |NSL h
size | (mm) | (in) | (in) |= (in) | (n)
<
DTM3-030 3 3 0.118 0.012 | @ 0.787 0.197
DTM4-040 4 4 0.157 0.016 | @ 0.787 0.197
DTM4-080 4 4 0.157 0.031 | @ 0.787 0.197
DTM5-080 5 5 0.197 0.031 | @ 0.984 0.217
DTM6-080 6 6 0.236 0.031 | @ 0.984 0.217
DTM8-080 8 8 0.315 0.031 | @ 1.181 0.264
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DTE

External face grooving and turning (for high precision)

RE
T_A
HE—=
O
7 INSL Ref. ‘
>
T =
JEl stee * e ok [ | o *
M Stainless * * | Yo%
Cast iron PA¢ * Y
Non-ferrous
S  Superalloys * |y  : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
. . CW=0.02|CW0.0008f RE 0 o INSL h
Designation Seat ) - w o N Y 3 - .
size | mm)| (n) | (n) SRR 2 2 (i) | (in)
oo LI I n
FF<<<O 2
DTE265-015 3 2.65 0.104 0006 @ A ©@ @ O (] 0.787 0.197
DTE300-020 3 3 0.118 0008 @ A ©@ @ O ([} 0.787 0.197
DTE300-040 3 3 0.118 0016 @ A ®@ @ © (] 0.787 0.197
DTE315-015 3 3.15 0.124 0006 @ A © @ O [ J 0.787 0.197
DTE400-040 4 4 0.157 0016 @ A ©®@ @ ©® (] 0.787 0.197
DTE400-080 4 4 0.157 0031 | @ A ®@ @ O ([} 0.787 0.197
DTE415-015 4 4.15 0.163 0006 @ A ©®@ @ O (] 0.787 0.197
DTE478-055 5 4.78 0.188 0022 @ A © @ O (] 0.984 0.217
DTE500-040 5 5 0.197 0016 @ A ®@ @ @ (] 0.984 0.217 g
DTE500-080 5 5 0.197 0031 @ A ©®@ @ O ([} 0.984 0.217 g
DTE515-015 5 5.15 0.203 0006 ® A ® @ O 0.984 0.217 e
DTE600-080 6 6 0236 | 0031 @ A @ @ @ 0.984 | 0.217 O]
DTE600-120 6 6 0.236 0047 @ A ©® @ O 0.984 0.217
DTE800-080 8 8 0.315 0031 @ A ©@ @ O 1.181 0.264
DTE800-120 8 8 0.315 0047 @ A ® ©@ O 1.181 0.264
@ : Line up
A : To be discontinued
DTE
External face grooving and turning
RE
HEp—
O
Tie INSLRef.
R I
M Stainless * ¥ [ Y5 %
Cast iron DA * DA
Non-ferrous
S Superalloys * | Yy ¥ : First choice
H Hard materials < : Second choice
Coated Cermet
. . CW=0.05|CW=0.002| RE o] Q INSL h
Designation Seat : =gy Sog @ _ _
size | (mm) | (in) | (in) |J ¥NLRK = o (in) | (in)
®o>b I II (7}
FFE<OC P4
DTE3-040 3 3 0.118 0016 @ A © © @ © [ 0.787 0.197
DTE4-040 4 4 0.157 0016 @ A © © @ O [ ] 0.787 0.197
DTE5-040 5 5 0.197 0.016 ( 3N ] 0.984 0.217
DTE6-080 6 6 0.236 0.031 [ BN ) 0.984 0.217
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DGIM

Small diameter internal grooving

Z|RE
(&)
14° INSL Ret.
- me e s
: M Stainless * * | Y %
Cast iron PAe * PAg PA¢
Non-ferrous
Superalloys ¥* |y v : First choice
Hard materials ¥% : Second choice
Coated Cermet
. . CW=0.05 CW=0.002) RE o] Q INSL h
Designation Seat . - ooy Q83 8 : :
size | (mm) | (in) | (n) |J SR K = ) (in) | (in)
oo LI I n
F <O P4
DGIM2-020 2 2 0.079 0008 @ A ®© @ O [ J 0.787 0.197
@ : Lineup
A : To be discontinued
DGIS
Small diameter internal grooving
(g)iRE
RN
14° INSL Ref.
I me s
‘ M Stainless * * | Y %
Cast iron Y * PAq PA¢
Non-ferrous
Superalloys * Y% Y : First choice
Hard materials ¥ : Second choice
Coated Cermet
. . CW:0.05|CW=0.002| RE 0 Q INSL h
Designation Seat . - oo 803 Q ) .
size | (mm)| (n) | (in § ¥R K = ) (in) | (in)
oo LI I n
F <O =2
DGIS2-020 2 2 0.079 0008 @ A © @ © [ J 0.787 0.197
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DGM

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE RE Right hand
s
=
© PSIRR
7 INSL Ref. - INSL Ref. 7 INSL Ref.
e g o=
- Steel * & | K|k P
M Stainless * * | *
Cast iron Y * PAdI A PAe
Non-ferrous
Superalloys * | |k % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at juanp| o W02 RE 1 S v g g 3 INSL' D logirLpsiRR
size (mm)| (n) | (i) ISR K S = o (in) | (in)
oo LI I X n
FFLI<ICXO 4
DGM2-020 2 N 2 0.079 0008 @® A ©®@ O [ [ ] 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 ® o [ ] 0.787 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 0.008 [ N ] [ ] 0.787 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 0.008 [ BN ] [ ] 0.787 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 0.008 [ BN ] [ ] 0.787 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 0.008 [ BN ] [ ] 0.787 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 0.008 ( 3N ] [} 0.787 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 0.0008 [ ) [ ] 0.762 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 0.0008 [ ] [ ] 0.762 0.197 15° 0°
DGM3-020 3 N 3 0.118 0008 @ A © © O O o 0.787 0.197 0° 0°
DGM3-020-6R 3 R 3 0.118 0.008 ( N ] [ J 0.787 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 0.008 [ BN ] [ ] 0.787 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 0.0008 [ ] [ ] 0.766 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 0.0008 [ ] [ ] 0.766 0.197 6° 0°
DGM3-020-15R 3 R 3 0.118 0.008 [ BN ] [ ] 0.787 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 0.008 [ BN ] [ ] 0.787 0.197 15° 0°
DGM4-030 4 N 4 0.157 0012 | @ A © © @ O o 0.787 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 0.012 [ BN ] [ ] 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 oo [ ] 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 [ BN ] [ ] 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 [ BN ] [ ] 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ A © © @ O o 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 oo [ ] 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @ A © © @ O 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 @® A ®@ @ [ ] 1.181 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand RE
=
© RE// PSIRR

INSL Ref.

Right hand

INSL Ref.

o INSL Ref. ; o .
o CH IR

Bl stee! * || %
M Stainless b dbAdh ¢
Cast iron * DA
Non-ferrous
Superalloys ¥* |3 ¥ : First choice
Hard materials ¢ : Second choice
‘ “ Coated
Designation | 5%3" |4AND c(xr:;s c‘"zi’:;” (Ff) S w©g "\EL : PSIRLPSIRR
] EEX (i) | (in)
— << 6
[ ] SGM2-020 2 N 2 0.079 [ 0.008 [@ ® @ 0.787 | 0197 | o0° 0°
e SGM2-020-6R 2 R 2 | 0079 | 0008 |@ ® @ 0787 | 0197 | 0° | 6°
/ SGM2-020-6L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 6° 0°
/) SGM3-020 3 N 3 [ o118 | 0008 @ @ @ 0787 | 0197 | 0 | o°
SGM3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
I SGM3-020-6L 3 L 3 0.118 0008 ® @ @ 0.787 0.197 6° 0°
il%’ SGM3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGMS3-020-15L 3 L 3 0.118 0008 ® @ @ 0.787 0.197 15° 0°
SGM4-030 4 N 4 0.157 0012 @® @ @ 0.787 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 0012 @ @ @ 0.787 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 0012 @ @ @ 0.787 0.197 4° 0°
SGM5-030 5 N 5 0.197 0012 @ @ @ 0.984 0.217 Q° 0°
SGM6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand

e

7 INSL Ref INSL Ref.

o

s

PSIRR

Right hand

INSL Ref.

-

BBl stee || e[| |
M Stainless * ) dbidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys ¥* | ¥ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at jyanp|SV:0® /W02 RE | 0 & » g 3 INSL | h logirL PSIRR
size (mm)| (n) | (in) ¥V RK = S (in) | (in)
oo LI I (2]
FFI<O Z
DGS1.4-016 1 N 1.4 0.055 0.006 o 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 @ A © @ O (] 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 0.008 ® 00 0.787 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 [ 3N J 0.768 0.197 6° 0° 8
DGS2-020-15R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 15° 8
DGS2-020-15L 2 L 2 0.079 0.008 o 00 0.787 0.197 15° 0° 9
DGS2-002-15R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 15° O
DGS2-002-15L 2 L 2 0.079 | 0.0008 [ N J 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 @ A ©@ @ O (] 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 (BN BN J 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 [ BN J 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 0.008 ® 00 0.787 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 0.008 [ BN BN J 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 [ 3N J 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 @ A © @ © ([} 0.787 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 0.012 ® 00 0.787 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 0.012 (BN BN ) 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 @ A ©®@ @ © (] 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 @ A ®© @ © 0.984 0.217 0° 0°
@ : Line up
A : To be discontinued
Caution

The tool will interfere with the workpiece when grooving larger diameter than eDmax.

Designation gDmax (in) Designation gDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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SGS

External deep grooving and parting, 1corner

RE Neutral PS'EL Left hand RE

B e j_ o ==

o INSL Ref. ‘

R
7 INSL Ref. INSL Ref.

ot L

Right hand

Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
Hard materials ¥¢ : Second choice
‘ “ Coated
Designation | 5%3" |HAND im:f)s c“('i*:;m :r'; S wg INrSlL : PSIRLPSIRR
. TEX (i) | (in)
— << O
mﬁg SGS2-020 2 N 2 0079 | 0008 | @ ® ® 0.787 | 0.197 | 0° 0°
SGS2-020-6R 2 R 2 0.079 | 0008 |[@ ®@ @ 0.787 | 0197 | 0° 6°
J SGS2-020-6L 2 L 2 0.079 | 0008 ® ® @ 0.787 | 0197 | 6° 0°
/) SGS2-020-15R 2 R 2 0.079 | 0008 ® ® @ 0.787 | 0197 | 0° | 15°
SGS2-020-15L 2 L 2 0079 | 0008 |®@ ®@ @ 0787 | 0197 | 15° | o0°
B SGS3-020 3 N 3 0.118 | 0008 (@ ® @ 0.787 | 0197 | 0° 0°
I%‘ SGS3-020-6R 3 R 3 0.118 | 0.008 @ ® @ 0.787 | 0.197 0° 6°
SGS3-020-6L 3 L 3 0118 | 0008 @ ® @ 0.787 | 0197 | 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.0008 Y0 0780 | 0197 | 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.0008 Y0 0780 | 0197 | 6° 0°
SGS3-020-15R 3 R 3 0.118 | 0008 (@ ® @ 0.787 | 0197 | 0° | 15°
SGS3-020-15L 3 L 3 0.118 | 0008 @ ® @ 0.787 | 0197 | 15° | o°
SGS3-002-15R 3 R 3 0.118 | 0.0008 M0 0780 | 0197 | 0° | 15°
SGS3-002-15L 3 L 3 0.118 | 0.0008 Y0 0780 | 0197 | 15° | o°
SGS4-030 4 N 4 0157 | 0012 (@ ® @ 0.787 | 0197 | 0° 0°
SGS5-030 5 N 5 0197 | 0012 | @ ® @ 0.984 | 0217 | 0° 0°
SGS6-030 6 N 6 0236 | 0012 | @ @ @ 0.984 | 0217 | 0° 0°
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DGG

External grooving (for high precision)

cw A

7° INSL Ref.
R .
M Stainless *
Cast iron * Y pie
Non-ferrous *
Superalloys * PA¢ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
. . CW:=0.02/CW+0.00080 RE |© = INSL h
Designation Seat i N o L _ _
size | (mm) | (in) | (in) |< ) o (in) | (in)
I n (%)
< P4 X
DGG200-020 2 2 0.079 0.008 | @ [ ] [ ] 0.787 0.197
DGG300-020 3 3 0.118 0.008 | @ o [ ] 0.787 0.197
DGG400-040 4 4 0.157 | 0.016 | @ [ [ J 0.787 | 0.197
DGG500-040 5 5 0.197 0.016 | @ [ ] [ 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ o [ ] 0.984 0.217
@ : Line up
(@]
=
>
DGL o
External grooving and parting (B
RE
= Ee—T1
O
7 INSL Ref.
Y
K - Steel *
v M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials Y< : Second choice
Coated
. . CW:0.05CW=0.002] RE |© INSL h
Designation Seat ) ] ) .
size | (mm) | (in) | (in) |K (in) | (in)
ac
<
DGL3-025 3 3 0.118 0.010 | @ 0.787 0.197
DGL4-030 4 4 0.157 0.012 | @ 0.787 0.197
DGL5-030 5 5 0.197 0.012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0.031 | @ 0.984 0.217
@ : Line up

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DTR

Profiling and undercutting (for high precision)

RE
HEe——
(@)
7°, INSL Ref. -
o w ey
! M Stainless * * | Y %
Cast iron PAe * PAe PA¢
Non-ferrous
Superalloys ¥* |y v : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.02|CW0.001| RE 0 Q INSL h
Designation Seat _ = oo N0 g o _ _
size |(mm)| (n) | @) §ERNE 8 (in) | ()
H+ o o LI I n
o F <O P4
K DTR300-150 3 3 0118 | 0059 (@ A @ @ @ ® 0.787 | 0.197
DTR400-200 4 0.157 0079 @ A ©@ @ @O [ J 0.787 0.197
DTR478-239 5 4.78 0.188 0094 @ A ©@ 0 O [ ] 0.984 0.217
DTR500-250 5 0.197 0098 @ A ©® © O [ ] 0.984 0.217
DTR600-300 6 0.236 0118 @ A ©® ® © 0.984 0.217
@ : Line up
/ A : To be discontinued
\ DTR
Profiling and undercutting
RE
L E@E—0
(@]
7 INSL Ref.
- B steel * %K [ve| [ *
M Stainless * ¥* | Y% *
Cast iron PG * PAdDAY PG
Non-ferrous
Superalloys b ShAdh ¢ ¥ : First choice
H Hard materials v« : Second choice
Coated Cermet
. . CW=0.05/CW0.002| RE 0 =3 INSL h
Designation Seat i ) v w Y8 3 - .
size |(mm)| (in) | (n) IV K S = o (in) | (in)
oo LI ITXI n
FFILI<ICO 4
DTR3-150 3 3 0.118 0059 @ A © © O O [ ] 0.787 0.197
DTR4-200 4 4 0.157 0079 @ A © © @ © [ ] 0.787 0.197
DTR5-250 5 5 0.197 0098 @ A © © 0 O o 0.984 0.217
DTR6-300 6 6 0.236 0118 | @ A @ O [ ] 0.984 0.217
DTR8-400 8 8 0.315 0157 | @ A @ O [ ] 1.181 0.264
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130
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DTIU

Profiling and undercutting (for high precision)

RE
S
(@)

7 - INSL Ref. o
7
0 el me e
‘ M Stainless ¥* Y %
Cast iron * DA
Non-ferrous
Superalloys * | Y% Y : First choice
Hard materials Y% : Second choice
Coated
. . CW=0.02/CW=0.00080 RE |© INSL h
Designation Seat ) - 998 X \
size | (mm) | (in) | (n) | N & (in) | (in)
I T I
< <O
DTIU300-150 3 3 0.118 0059 @® @ @ 0.787 0.197
DTIU400-200 4 4 0.157 0079 @ @ @ 0.787 0.197
DTIU500-250 5 5 0.197 0098 ©® @ @ 0.984 0.217
DTIU600-300 6 6 0.236 0118 @® @ @ 0.984 0.217
@ : Line up
(@)]
=
>
DTA 3
Aluminum wheel machining (for high precision) (B
RE
e ——
O
Al INSL Ref.
o me
M Stainless
Cast iron
Non-ferrous *
Superalloys ¥ : First choice
Hard materials ¢ : Second choice
Uncoated
L Seat |CW:0.02/CW:00008| RE INSL| h
Designation . . . . .
9 size | (mm) | () | (n) |2 iy | ) | AN
I
|_
DTA600-300 6 6 0.236 0.118 | @ 0.984 0.217 7°
DTA800-400 8 8 0.315 0.157 | @ 1.181 0.264 10°

Reference pages: Toolholders — F116 - F118, Standard cutting conditions — F130

@ : Line up

Tungaloy F129




SGN

External grooving of hardened steel

RE
%_
(@)

7 INSL Ref.

-

B

Bl steel

M Stainless

Cast iron
Non-ferrous
S Superalloys

¥ : First choice

H Hard materials |y ¥ : Second choice
CBN
. . CW:0.025 CW=0.001| RE INSL h
Designation Seat . . 2 ) .
| size | (mm) | (in) | (in) | (in) | (in)
¥ X
m
| SGN200-020 2 2 0079 | 0008 |@ 0787 | 0197
SGN300-020 3 3 0.118 0.008 | @ 0.787 0.197
SGN400-020 4 4 0.157 0.008 | @ 0.787 0.197
@ : Line up
I STANDARD CUTTING CONDITIONS
] ISO Workpiece material Hardness Priority Grade Cutting speed
. Ve (sfm)
< 300 HB First choice AH7025, AH725 164 - 591
. Steel <300 HB Priority for wear resistance T9225 262 - 984
UL, 218, B <300 HB Priority for impact resistance GH130 164 - 394
<300 HB Priority for surface finish NS9530 262 - 722
M Stainless steel <200 HB First choice AH7025, AH725 164 - 394
30488, 316SS, 17-4 PH, etc. <200 HB Priority for impact resistance GH130 164 - 394
Gray cast iron - First choice T515, AH7025 164 - 591
. No.250B, No.3008, etc. = Priority for impact resistance GH130 164 - 591
B e fitem - First choice T515, AH7025 164 - 394
60-40-18, 60-55-06, etc. - Priority for impact resistance GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalloys < HRC 40 First choice AH7025 66 - 197
Inconel 718, etc. < HRC 40 Priority for wear resistance AH905 66 - 262
s <HRC 40 First choice AH905 66 - 262
Titanium alloys . . )
Ti-6AI-4V, etc. <HRC 40 Priority for impact resistance AH7025, AH725 66 - 262
< HRC 40 Priority for surface finish KSO05F 66 - 197
Hardened steel > HRC 50 First choice BX360 262 - 492

4137, etc.

*See page F131 - F134 for feed: f (ipr).

Reference pages: Toolholders — F116 - F118
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TUNGCUT - Chipbreaker Guide

B [nternal grooving and turning

DTI type (2 corners)
[ heRt, ]

Internal

Unique chipbreaker makes
chips shorter

Molded and ground
inserts available

CW =0.118" - 0.315"

[l Standard feed and DoC

_0.197
£
g 0.157 W Standard feed
£ 0,118 i i 0.016
o
5 0079 IR gooe| BB
50039 — sl B BB
[a} i i ; 3

00004 0008 0.072 0076 0020 0.024 o004 MM - L - & -E

Feed: f (ipr)
0

Groove width: CW (in)

0.118 0.157 0.197 0.236 0.315
Groove width: CW (in)

F119 page mO0.118 MO0.157 0197 M0.236 W0.315
DTX . . ¥ e
type Multi-functional type B Standard feed and DoC UHFJ'LHEEE j i )
(2 corners) = 0.157
Well balanced sharpness < e B Standard feed
and strength S 0,016
Multi-functional insert 3 0079
CW =0.118" - 0.236" P 0.039 éo.mz e . 1
a —
® o = 0.008 | M - =
[a} 0 Lo 3
0004 0008 0012 0016 o004 §f -5 & o
Feed: f (ipr) ‘ 4 g B
Groove width: CW (in) %0718 0157 0197 0.236 S
F120 page W0.118 WO0.157 M0.197 M0.236 Groove width: CW (in) 5

DTM type
(2 corners)

F120 page

General purpose

1st choice for grooving and
turning

Suitable for light to medium
cutting

Excellent chip control in
machining steel, alloy steel,
stainless steel, and heat-
resistant alloy

Cw =0.118" - 0.315"

[l Standard feed and DoC

~ 0197
£
a 0.157
g |
3018 M Standard feed
E 0.079 _i 0.016
§-0.039 30.012 — - -
0 0.004 0.008 0.012 0.016 0.020 0.024 ; 0.008 | W 1 [
Feed: f (ipr) 3
(P1) £ 0004 1 - - -8 -H
Groove width: CW (in)

M0.118 M0.157 10.197 M0.236 W0.315

Wi WD

0 0118 0.57 0197 0.236 0.315
Groove width: CW (in)

DTE type
(2 corners)

F121 page

General purpose

Unique chipbreaker makes
chips shorter

Molded and ground inserts
available

CwW =0.118" - 0.315"

[l Standard feed and DoC

0197
S
S 0.157
©
50418 el M Standard feed
o
2 oore. et I | 0.016
e —_
§ 0.039) 5 0.012 |
[a} 0 ; ; 0008 B | | B
0.004 0.008 0.012 0.016 0.020 0.024 3
Feed: f (ipr) Soos |- - W U B

Groove width: CW (in)
mO.118 MO0.157 M0.197 M0.236 M0.315

T wid

07018 0157 0197 0.236 0315
Groove width: CW (in)

Tungaloy F131




TUNGCUT - Chipbreaker Guide

mm Small diameter internal grooving

DGIM type
(2 corners)

F122 page

2 mm insert width only
(For general purpose)

Unique chipbreaker for excellent chip control
Excellent fracture resistance due to optimum
land on the cutting edge

For general applications on steels & stainless
steels

CW = 0.079"

B Standard feed
0.016

5o
[}
L 0.004 I

0.079
Groove width: CW (in)

DGIS type
(2 corners)

F122 page

2 mm insert width only
(Lower cutting force)

Lower cutting force

Excellent fracture resistance due to optimum
land on the cutting edge

Applicable for low carbon steels &

stainless steels

CW =0.079"

[l Standard feed
0.016

S 0.004 B

0.079
Groove width: CW (in)

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

F123, F124 page

1st choice for grooving H Standard feed

and parting 0.020

Smooth chip evacuation < 0.016 :
Well-designed edge with high Sooe| o m B M-l
strength E 0.008 I | e N
Handed insert available wel BB H
CW =0.079" - 0.315" 0

0.

079 0118 0.157 0197 0.236 0.315
Groove width: CW (in)

s gl AV

DGS type (2 corners)
SGS type (1 corner)

F125, F126 page

Lower cutting force

[l Standard feed

11

and superior sharpness 0.020
Unique-designed edge and £ 00
chipbreaker = 0012
Handed insert available  0.008
CW = 0.055" - 0.236" 0.004 |-
o0

055 0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

gl AV

F132 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm Small diameter internal grooving

DGG type For non-ferrous materials B Standard feed *L UH’ j/

(2 corners) and titanium oos
Chipbreaker with low cutting force E 0.012
/ Sharp cutting edge that prevents ; 0.008
o’ vibration and delivers fine surface  ® 0.004 = e
finish 0 0079 0118 0157 0197 0236
CW =0.079" - 0.236" Groove width: CW (in)

F127 page

'
DGL type 1st choice for mild steel M Standard feed *L UW j /

(2 corners)
0.016

0.012 [ ’
. ) 0.008 mm— I
Suitable for mild steel that often o I I
has difficulties with chip control ’

CW =0.118" - 0.236" 0 0.118 0.157 0.197 0.236
Groove width: CW (in)

Chipbreaker with excellent chip =
control at low feed

f(ip

Feed:

F128 page

Grooving

mm Profiling and undercutting

DTR type Full radius type [ | igz:dard feed and DoC v H‘T'(
(2 corners) E pior
Excellent chip control &
Molded i ) £ 0118 .-~ v v
Molded and ground inserts available 3
CW =0.118" - 0.315" o 007
B 0089
o 0 | i
0.004 0.008 0.012 0.016 0.020 0.024 0.028
Ground Feed: f (ipn)
Groove width: CW (in)
F128 page W0.118 MO.157 M0.197 W0.236 M0.315
¥
DTIU type Full radius type M Standard feed and DoC ‘Hﬁ*
(2 corners) 0016

Excellent chip control

For undercutting § 0.012 e g = )
CW =0.118" - 0.236" 5 0.008 |-l
@ 0004 | M WM

0 4 4 .
0.118 0.157 0.197 0.236
Groove width: CW (in)

F129 page

Tungaloy F133




TUNGCUT - Chipbreaker Guide

mm Aluminum wheel machining

(2 corners)

[T+ F129 page

DTA type Full radius type

Excellent chip control

For aluminum wheel profiling
Ground insert

CW =0.236" - 0.315"

[l Standard feed and DoC
0.197

0.157
0118
0.079 [
0.039|

Depth of cut: ap (in)

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

Groove width: CW (in)
H0.236 M0.315

=5= B External grooving of hardened steel

Internal

SGN-CBN type

/) (1 corner)
TN

F130 page

For hardened steel cutting

Optimum cutting edge shape for
grooving of hardened steels
High tolerance width for finishing
CW =0.079" - 0.157"

(CW =+0.001")

[l Standard feed

0.0039

00031 |
S ooos | B W ]
S o006 1 W

0.0008

(ipr

Feed

0 h 4
0.079 0.118 0.157
Groove width: CW (in)

vJ

F134 www.tungaloy.com/us




B AHZ7O25 cCutting performance

First choice grade for grooving

AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

AH7025

Tool wear after 60 grooves

Conventional grade

Tool wear after 30 grooves

Alloy steel
(4140)
Insert : DTE3-040 AH7025
Cutting speed: Vc = 492 sfm
Feed :£=0.007 ipr
Groove depth : 0.669"
Machining : External grooving
Coolant : Wet

AH7025 provides stability, while preventing coating from peeling off even after machining twice

the number of passes compared to the conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

B Grades

L AH7025 | RU) B AH725 | LUEH  T515 ]

- First choice for various applications

- New PVD coating with high Al content
provides excellent adhesion strength

- Improved wear and chipping resistance

79225 |

- Suitable for steel machining at high
speeds

- New CVD coating and substrate deliver an
outstanding balance of wear and chipping
resistance

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves adhesion
strength and wear resistance

BX360 L.

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

- Recommended for various applications

- Newly developed coating with well

controlled crystal structure and fracture

resistance
- Improved adhesion strength

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

- Recommended for non-ferrous
materials and titanium

- First recommended grade for
cast iron

- Excellent wear resistance in
high-speed machining

- Recommended for interrupted machining

- TICNO PVD coating layer with high wear
resistance

- High hardness wear resistance

__TH10 |}

- Recommended for non-ferrous materials

Grooving

Tungaloy F135




MY=T SERIES

CGTR/L
Internal grooving and turning toolholder

T

e

=€

LF 2
zZ
3
[ o Right hand (R) shown.
CDX DCONMS H LF WF Insert Torque
A12Q-CGTR30U 0.138 0.75 0.709 7.09 0.571 G*30, GE30-AL 2.21
A16R-CGTR/L30U 0.118 1.26 0.197 1.00 0.961 7.87 0.728 G*30, GE30-AL 2.21
BE A16R-CGTR40U  [110467 26 0197 1.00 0.961 7.87 0.728 G40, GE40-AL 2.21
Torque: Recommended clamping torque: lbs-ft
SPARE PARTS @ (
Designation Clamping screw Wrench
A**-CGTRI/L... BHM5-14 P-3

Reference pages: Inserts —F137 - F139, Standard cutting conditions —F142
F136 www.tungaloy.com/us




ENINSERT
GE

For general grooving

BB steel * | e[k k *
M Stainless * * [ %
Cast iron S * |5 DA
Non-ferrous
Superalloys P Y : First choice
Hard materials ¥¢ : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation 0 0 . w w3 Q ) )
(mm) | (in) | (in) |¥ N = K~ o (in) | (in)
oo L L (%2}
<O =2
GE20 2 0.079 0.008 ( 3N ] [ ] 0.394 0.138
GE30 3 0.118 0008 @ A ©@ O [ ] 0.394 0.138
GE40 4 0.157 0008 @® A ©@ O [ ] 0.394 0.157
GE50 5 0.197 0008 @® A ©@ O [ 0.472 0.177 o
c
@ : Line up =
A : To be discontinued o
o
O]
GT
For turning
=
O
RE / INSL
c
Bl steel * | ¥ | |k *
M Stainless * * %
Cast iron DA * |5 DA
Non-ferrous
Superalloys Y  : First choice
Hard materials Y¢ : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation 0 0 . w w3 @ . .
(mm) | (n) | (n) ¥ N = o (in) | (in)
o o L I (%2}
F <O =
GT30 3 0.118 0.016 ( BN ) [ 0.394 0.138
GT40 4 0.157 0.016 ( 2N ] [ 0.394 0.157
GT50 5 0.197 0016 @® A ®@ @ [ ] 0.472 0.177
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F136, Standard cutting conditions — F142
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GR
For profiling (full radius)

=2
O

A
pe . MNsL

-C_

Bl steel * [ 4| K *
M Stainless * * %
Cast iron Y * | PA¢
Non-ferrous
Superalloys DA¢ % : First choice
. Hard materials ¥ : Second choice
IJ" Coated Cermet
. . CW-+01 | CW+2004  RE Q INSL h
DeS|gnatlon 0 . ° (|n) (l.l\l'> 3 8 8 Um) (|n) (|n)
mm n N~
] (mm) | (in) H B @
— F <O P4
|~ | GR30 3 0.118 0.059 ( 3N J [ ] 0.394 0.138
— GR40 4 | 0157 | 0079 (@ A @ @ ° 0.394 | 0.157
/\,l GR50 5 | 0197 | 0098 |® A ® ® ° 0472 | 0177
/ @ : Lineup
A : To be discontinued
l +‘
GF
=
(@]
A INSL
RE
-C_
- Steel * *
M Stainless *
Cast iron Pig DA
Non-ferrous
Superalloys Y : First choice
Hard materials Yt : Second choice
Coated Cermet
. . CW-+01/CW+2004  RE Q INSL h
Designation L ) = ] ) .
(mm) | (n) | (in) |& S (in) | (in)
I n
O P4
GF30 3 0.118 0.008 | @ [ J 0.394 0.138
GF40 4 0.157 0.008 | @ [ ] 0.394 0.157
GF50 5 0.197 0.008 | @ [ ] 0.472 0.177
@ : Line up

Reference pages: Toolholders — F136, Standard cutting conditions — F142
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GN

CW

!

RE INSL

-C_

- Steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
Hard materials ¥¢ : Second choice
Coated
. . CW+0.1|CW+0004)  RE INSL h
Designation L 8 ) )
(mm) | (in) | (in) = (in) | (in)
(O]
GN30 3 0.118 0.008 | @ 0.394 0.138
GN40 4 0.157 | 0.008 | @ 0.394 | 0.157
GN50 5 0.197 | 0.008 | @ 0.472 0.177
@ : Line up
(®)]
£
>
3
GE-AL o
For aluminum and non-ferrous metal
;f
(@]
RE INSL
e
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¥¢ : Second choice
Uncoated
N CW+21 |CW+0004|  RE INSL | h
Designation o e . o ) .
(mm) | (in) | (in) = (in) | (in)
X
GE20-AL 2 0.079 0.008 | @ 0.394 0.138
GE30-AL 3 0.118 | 0.008 | @ 0.394 | 0.138
GE40-AL 4 0.157 0.008 | @ 0.394 0.157
@ : Line up

Reference pages: Toolholders — F136, Standard cutting conditions — F142
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MY=T SERIES - Chipbreaker Guide

1 corner insert

mm Internal grooving

¥
GN 1st choice for internal grooving 0.012 UH»
Low cutting force and good chip ~ 0.010
Q
control for internal grooving < 0.008 ¢ } o
S 0.006
CW = 0.118" - 0.197" £ 0,004
0.002
J \ L. Minternal
B 0.118 0.157 0.197
lﬁ F139 page Groove width : CW (in)
¥
ﬁ GE 1st choice for external grooving 0.012 ‘iL UH»
and parting ~ 0.010
/)l Excellent chip control £ 0.008 *j/
&/ , , § 0.006
@ CW = 0.079" - 0.197 £ 0004 =E]);(teer:;alll
- 0002 % HF
‘JIHi P;;?teing
A 0.079 0118 0.157 0.197
F137 page Groove width : CW (in)
[
GF 1st choice for face grooving 0.012 ‘iL UH»
Low cutting force and good chip g 0010
control for face grooving - 0.008 ¢ j )
S 0.006
Cw =0.118" - 0.197" £ 0.004
0.002
[ Internal
0.118 0.157 0197
F138 page Groove width : CW (in)
mm Grooving and turning
¥
GT 1st choice for turning Ugr ‘iL ﬁ
Low cutting force and good chip £ ¢ 079
Q
control for traversing f; * E j /)
S GT30
% CW =0.118" - 0.197" & 0.039 J
g J/
[a)

F137 page

0.002 0.004 0.006 0.008 0.010 0.012

Feed: f (ipr)

F140 www.tungaloy.com/us




MY=T SERIES - Chipbreaker Guide

1 corner insert

B Profiling

GR

2

F138 page

Full radius type
Low cutting force and good chip
control for profiling

CW =0.118" - 0.197"

o
o
3
©

©
o
@
©

Depth of cut: ap (in)

GR50
GR40

GR30

0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)

e
y

mm For aluminum

and non-ferrous metal

GE-AL

&

F139 page

Reduce cutting force and welding
due to sharp chipbreaker

CW = 0.079" - 0.157"

—

Feed: f (ipr]

0.012
0.010
0.008
0.006

0.079 0.118 0.157
Groove width : CW (in)

0.004
M Internal

v
e

Grooving

Tungaloy F141




Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(- HB150) NS9530 328 - 656
GH730 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 262 - 591
GH730 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730 164 - 394
T9225 262 - 591
M Stainless steel
GH730 164 - 394
T9225 262 - 820
. Gray iron, Ductile cast iron
GH730 164 - 591
. Aluminum alloy, Non-ferrous metal KSO05F 656 - 984
Internal
Feed: f (ipr)
Operation Groove width: CW (in)
3 mm (0.118") 4 mm (0.157") 5 mm (0.197")
'"tem("‘&';gfff‘”“g 0.0016 - 0.006 0.002 - 0.006 0.002 - 0.006
'“tem(aG',g[?f‘”"g 0.0016 - 0.006 0.002 - 0.007 0.002 - 0.008
Internal traversing ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap =0.020 - 0.098
(GT*) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Internal traversing ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
(GR™) f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012
Aluminum alloys
(GE*-AL) 0.0012 - 0.004 0.0012 - 0.004 -

For diameter compensation values in traversing, see page F111.
When vibration occurs in turning, please use the lower limit value in the above table.

F142 www.tungaloy.com/us




TUNGT-CLAMP

A-FLER/LT

Internal grooving and threading toolholder

=i

g
=
Z
w
o

\
) w
7 51

CWN-CWX

LF

ey
DCONMS

Right hand (R) shown.

DCONMS LF WF Insert Torque
A20-FLER/LT3 1.250 6.000 1.082 FLGT-3R/L... 2.21

A24-FLER/LT3 0.094 0.189 2.057 1.500 6.000 1.207 FLGT-3R/L... 2.21

Note: The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & (

Designation Clamp Clamping screw Wrench
A20-FLERTS, A24-FLERT3 TF-72 S-412 5/32HEX
A20-FLELT3, A24-FLELT3 TF-73 S-412 5/32HEX

TUNGT-CLAMP

A_M-FLER/L

Grooving

Internal grooving and threading toolholder

=

DCONMS

LF

Right hand (R) shown.

DCONMS LF WF Insert Torque
AO08-FLER/L2 0.500 8.000 0.437 FL*-2**L/R... 2.21

A10-FLER?2 0.031 0.125 1.000 0.625 10.000 0.500 FL*-2*L... 2.21
A12-FLER/L2 _ 0.750 10.000 0.562 FL*-2“L/R... 2.2
A16-FLER/L2 0.031 0.128 1.375 1.000 12.000 0.688 FL*-2*L/R... 2.21
A16-FLER/L3 _ 1.000 12.000 0.688 FL*3*L/R... 2.21
DCONMS LF WF Insert Torque*
A25M-FLER/L3 25 300 17.7 FL-G LR, 3
A32M-FLER/L3 1 3 44.45 32 350 22.1 FL*-3"L/R... 3
A40M-FLER3 1t 3 508 40 350 245 FL*-3*L... 3

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

Inch Metric
SPARE PARTS == @ ( SPARE PARTS == & (
Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
A08-FLER2 TF-146 S-310 7/64HEX A*M-FLER3 TF-73 S-412 5/32HEX
AO8-FLEL2 TF-147 S-310 7/64HEX A*M-FLEL3 TF-72 S-412 5/32HEX
Al O'F'ﬁ%ﬁﬁ;ﬁg LER2, TF-75 $-310 7/64HEX
A12-FLEL2, A16-FLEL2 TF-74 S-310 7/64HEX
A16-FLER3 TF-73 S-412 5/32HEX
A16-FLEL3 TF-72 S-412 5/32HEX

Reference pages: Inserts — F145 - F152, Standard cutting conditions — F144
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TUNGT-CLAMP

HS-FLER/L

Internal grooving and threading head, for S-570 shank

=

DMIN —— 30
® M« [ @
P TE |2
Joow
‘ ;I g
= — LF
CWN-CWX
Right hand (R) shown.
DCONWS LF WF Insert Torque
HS40-FLER3W 40 40.1 28 FL*-3*L... &
HS50-FLER3W 1 3 70.1 50 41.9 35 FL*-3*L... 3
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
Torque: Recommended clamping torque: N-m
SPARE PARTS CE J & (
Designation Clamp Clamping screw Wrench
HS40-FLER3W TF-73 S-412 5/32HEX
HS50-FLER3W TF-73 S-412 5/32HEX
TUNGT-CLAM?”
S-570
Steel shank for head exchangeable tools
L
LE2 CNT
DCONMS LF2 CNT
S-570-40M-40 40 273 1/2-14NPT
S-570-50M-50 50 366 1/2-14NPT
SPARE PARTS & (
Designation Clamping screw Wrench
S-570-40M-40 SS100 5/32HEX
S-570-50M-50 SS94 1/4HEX
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Application Cutting speed Feed
Ve (sfm) f (ipr)
High carbon steel AH110 Grooving 328 - 656 0.005 - 0.014
. 1045, etc. AH725 Threading 262 - 591 =
Alloy steel AH110 Grooving 164 - 262 0.005 - 0.012
4137, etc. AH725 Threading 197 - 525 =
M Stainless steel AH110 Grooving 164 - 492 0.004 - 0.008
S$30400, etc. AHT725 Threading 164 - 427 -
Gray cast iron )
. No.250B, etc. AH110 Grooving 164 - 591 0.004 - 0.010
Ductile cast iron .
60-40-18, etc. AH110 Grooving 164 - 394 0.004 - 0.010

Reference pages: Inserts — F145 - F152
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ElINSERT
FLG-CB (With chipbreaker, metric width)

1) \ ) - Steel *
N M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys Pig  : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND CW-0025 cw_:o.om BE =) C.DX I.C B.W S M
(mm) | (in) (in) - (in) | (n) | (in) | (in) | (in)
z
FLG-3M100R-CB R 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M100L-CB L 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150R-CB R 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150L-CB L 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200R-CB R 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200L-CB L 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250R-CB R 2.5 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250L-CB L 2.5 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 g
FLG-3M300R-CB R 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 8
FLG-3M300L-CB L 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050 (%

@ : Line up

Reference pages: Toolholders — F143 - F144
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FLG-CB (With chipbreaker)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Pig “ : First choice
H Hard materials y¢ : Second choice
Coated
CW:0.025| CW:0.001 RE CDX IC BW S M

Designation HAND mm) | (in) (in)

(in) | (in) | (in) | (in) | (in)

FLG-2047R-CB
FLG-2047L-CB

1.2 0.047 0.002 - 0.005
1.2 0.047 0.002 - 0.005

0.050 | 0.1875 | 0.150 0.219 | 0.2700
0.050 | 0.1875 | 0.150 0.219 | 0.2700

FLG-2062R-CB
FLG-2062L-CB
FLG-2078R-CB
FLG-2078L-CB
FLG-2094R-CB
FLG-2094L-CB
FLG-2125R-CB
FLG-2125L-CB
FLG-3031R-CB
FLG-3031L-CB
FLG-3047R-CB
FLG-3047L-CB
FLG-3062R-CB
FLG-3062L-CB
FLG-3072R-CB
FLG-3072L-CB
FLG-3078R-CB
FLG-3078L-CB
FLG-3088R-CB
FLG-3088L-CB
FLG-3094R-CB
FLG-3094L-CB
FLG-3097R-CB
FLG-3097L-CB
FLG-3125R-CB
FLG-3125L-CB
FLG-3189R-CB
FLG-3189L-CB

1.57 0.062 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.98 0.078 0.005 - 0.010
1.98 0.078 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.39 0.094 0.005 - 0.010
3.18 0.125 0.005 - 0.010
3.18 0.125 0.005 - 0.010
0.79 0.031 0.002 - 0.005
0.79 0.031 0.002 - 0.005
1.19 0.047 0.005 - 0.010
1.19 0.047 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.57 0.062 0.005 - 0.010
1.83 0.072 0.005 - 0.010
1.83 0.072 0.005 - 0.010
1.98 0.078 0.005 - 0.010
1.98 0.078 0.005 - 0.010
2.24 0.088 0.005 - 0.010
2.24 0.088 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.39 0.094 0.005 - 0.010
2.46 0.097 0.005 - 0.010
2.46 0.097 0.005 - 0.010
3.18 0.125 0.005 - 0.010
3.18 0.125 0.005 - 0.010
4.8 0.189 0.020 - 0.025
4.8 0.189 0.020 - 0.025

0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.110 | 0.1875 | 0.150 0.219 | 0.2700
0.050 | 0.3750 | 0.195 0.344 | 0.4050
0.050 | 0.3750 | 0.195 0.344 | 0.4050
0.075 | 0.3750 | 0.195 0.344 | 0.4050
0.075 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.120 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050
0.180 | 0.3750 | 0.195 0.344 | 0.4050

~lo|lr|®3 D3| |D D |33~ D~ |DB| DD~ |D| D~ D
® 00 0000000000000 O0O0O0O0O0 0000 O0 OO TP o0 e AHI

@ : Lineup
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FLG

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S  Superalloys Pig v : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND oW-0025 cw_=0.001 I.RE =) C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
Z
FLG-2031R R 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2031L L 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2041R R 1.04 0.041 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2041L L 1.04 0.041 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2047R R 1.19 0.047 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2047L L 1.19 0.047 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2058R R 1.47 0.058 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2058L L 1.47 0.058 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 87
FLG-2094R R 2.39 0.094 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 >
FLG-2094L L 2.39 0.094 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 8
FLG-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700 (B
FLG-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLG-3031R R 0.79 0.031 0.002 -0.005 | @ 0.050 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3031L L 0.79 0.031 0.002-0.005 |@ 0.050 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3072R R 1.83 0.072 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3072L L 1.83 0.072 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3078R R 1.98 0.078 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3078L L 1.98 0.078 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3097R R 2.46 0.097 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3097L L 2.46 0.097 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3105R R 2.67 0.105 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3105L L 2.67 0.105 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3110R R 2.79 0.110 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3110L L 2.79 0.110 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3122R R 3.1 0.122 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3122L L 3.1 0.122 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3142R R 3.61 0.142 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3142L L 3.61 0.142 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3178R R 4.52 0.178 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3178L L 4.52 0.178 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3185R R 4.7 0.185 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3185L L 4.7 0.185 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3250R R 6.35 0.250 0.020-0.025 |@ 0.180 | 0.3750 | 0.250 0.344 | 0.4050
FLG-3250L L 6.35 0.250 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 0.344 | 0.4050

@ : Line up
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FLGP (Positive rake)

. q)‘ \ - Steel *
, N M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Pig “ : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND oW-0025 cw.t oot I.RE = C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
z
FLGP-2031R R 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2031L L 0.79 0.031 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
@ : Lineup
FLR-CB (Full nose radius, with chipbreaker)
% > CDX
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys DA¢ ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW:0.001 RE CDX | IC BW S M
Designation HAND . ) = . . , , .
(mm) | (in) (in) - (in) | (n) | (in) | (in) | (in)
2
FLR-3031R-CB R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L-CB L 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R-CB R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3047L-CB L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3062R-CB R 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLR-3062L-CB L 3.18 0.125 0.062 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4017

@ : Line up
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FLR (Full nose radius)

% > CDXx

N

\‘L /;/'C

(I)‘ \j | P\ - Steel *
Y N M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys Pig v : First choice
H Hard materials < : Second choice
Coated
Designation HAND OW=0.025 cw_=0.001 F.‘E = C.DX I.C B.W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
Z
FLR-2031R R 1.57 0.062 0.031 o 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2031L L 1.57 0.062 0.031 [ ] 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2047R R 2.39 0.094 0.047 (] 0.110 | 0.1875 | 0.150 0.219 | 0.2675
FLR-2047L L 2.39 0.094 0.047 o 0.110 | 0.1875 | 0.150 0.219 | 0.2675
FLR-2062R R 3.18 0.125 0.062 o 0.110 | 0.1875 | 0.150 0.219 | 0.2667
FLR-2062L L 3.18 0.125 0.062 o 0.110 | 0.1875 | 0.150 0.219 | 0.2667
FLR-3031R R 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L L 1.57 0.062 0.031 [ ] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025 87
FLR-3047L L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025 g
FLR-3062R R 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017 e
FLR-3062L L 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017 O]
FLR-3078R R 3.96 0.156 0.078 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLR-3078L L 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLR-3094R R 4.8 0.189 0.094 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
FLR-3094L L 4.8 0.189 0.094 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
@ : Line up
FLRP (Full nose radius and positive rake)
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys Pikg Y : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation  |HAND CW-0025 cw.zo.oo1 BE 2 C.DX I.C E’?W S M
(mm) | (in) (in) - (in) | (in) | () | (n) | (in)
3
FLRP-3031R R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLRP-3031L L 1.57 0.062 0.031 (] 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLRP-3047R R 2.39 0.094 0.047 o 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLRP-3047L L 2.39 0.094 0.047 o 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLRP-3062R R 3.18 0.125 0.062 o 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLRP-3062L L 3.18 0.125 0.062 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLRP-3078R R 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLRP-3078L L 3.96 0.156 0.078 o 0.180 | 0.3750 | 0.195 0.344 | 0.4008
FLRP-3094R R 4.8 0.189 0.094 (] 0.180 | 0.3750 | 0.195 0.344 | 0.4000
FLRP-3094L L 4.8 0.189 0.094 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4000

@ : Line up
Reference pages: Toolholders — F143 - F144
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FLGD-CB (Single edge deep, with chipbreaker)

I
i
Y Re
M

U)I ‘ \ - Steel *
X / M Stainless *
Cast iron *
Non-ferrous
S Superalloys Pig “ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i . . . .
(mm) | (in) (in) = (in) (in) (in) (in) (in)
<
FLGD-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
@ : Lineup
FLGD (Single edge deep)
2| Dy =
Gy \I/:L ‘ ‘m
/ RE !
-t
U)‘ \ ! \/\ - Steel *
y ‘ M Stainless *
Cast iron *
Non-ferrous
S Superalloys Y ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW+0.001 RE CDX IC BW S M
Designation HAND . ] = i ) i . .
(mm) | (in) (in) = (in) | (n) | (in) | (in) | (in)
<
FLGD-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094R R 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3094L L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L L 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189R R 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3189L L 4.8 0.189 0.020-0.025 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
@ : Line up

Reference pages: Toolholders — F143 - F144
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FLRD (Full nose radius, single edge deep)

C
5% g

1]
RE / |

M IC
¥

Grooving

t/)‘ \ / \ - Steel *
/ M Stainless *
Cast iron *
Non-ferrous
S  Superalloys Pig  : First choice
H Hard materials ¥ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i ) i ) .
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
<
FLRD-3062R R 3.19 0.125 0.062 o 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3062L L 3.19 0.125 0.062 [ ] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094R R 4.8 0.189 0.094 (] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094L L 4.8 0.189 0.094 (] 0.250 | 0.3750 | 0.195 0.344 | 0.5016
@ : Line up
FLGT (Double end deep)
= CDx
Oy [a
il =CF
m
} / RE
IC
| _/
(/;I \ \ \/\ - Steel *
) i M Stainless *
Cast iron *
Non-ferrous
S  Superalloys Pig  : First choice
H Hard materials < : Second choice
Coated
. . CW-=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND ) ) = . ) i ) -
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
<
FLGT-3094R R 2.39 0.094 0.005-0.010 | @ 0.275 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3094L L 2.39 0.094 0.005-0.010 | @ 0.275 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3125R R 3.18 0.125 0.005-0.010 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3125L L 3.18 0.125 0.005-0.010 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3189R R 4.8 0.189 0.020-0.025 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLGT-3189L L 4.8 0.189 0.020-0.025 | @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550

*Fits FLSLT/RT toolholders

Reference pages: Toolholders — F143 - F144

@ : Line up
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FLRT (Double end deep FNR)
=

CDX =
OJJQ @y
—)
RE

/e

M
‘4—» \flC
(f)t \ ‘ { \,\ - Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys Pig “ : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.025| CW=0.001 RE CDX IC BW S M
Designation HAND . ) = i . . . .
(mm) | (in) (in) = (in) (in) (in) (in) (in)
<
FLRT-3062R R 3.18 0.125 0.062 o 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3062L L 3.18 0.125 0.062 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094R R 4.8 0.189 0.094 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094L L 4.8 0.189 0.094 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ :Lineup
FLT-CB (For threading)
x
o
S o
60°
RE
%) - Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys Y Y : First choice
H Hard materials ¢ : Second choice
Coated TPI
. . RE IC PDX | BW S M
Designation HAND . = . . : . .
(in) - Internal |External| (in) (in) (in) (in) (in)
I
<
FLT-3R-HCB R 0.005-0.008 | @ 5-12 6-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3L-HCB L 0.005-0.008 | @ 5-12 6-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3RC-HCB R 0.012-0.015 | @ 5-6 6-11 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3LC-HCB L 0.012-0.015 | @ 5-6 6-11 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3R-CB R 0.005-0.008 | @ 8-12 8-20 0.3750 | 0.098 0.195 0.344 | 0.3999
FLT-3L-CB L 0.005-0.008 | @ 8-12 8-20 0.3750 | 0.098 0.195 0.344 | 0.3999
@ : Line up

Reference pages: Toolholders — F143 - F144
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CNR

Clamp-on internal threading and grooving toolholder (alternative clamping of screw-on or clamp-on only

for DT type)

Sabige>!(TCNR™) R
/ , DCONMSY

S vaterial IS @G DCONMS  WF~ LF LH
S12-CNR3DT STEEL 0.750 0.552  7.000 1.200

S$16-CNR3DT STEEL 0.039 0.089 1.150 1.000 0.652 8.000 1.500

S20-CNR3DT STEEL _ 1250 0.788 10.000 1.900

A clamp set consists of a clamp and a clamping screw.
A shim set consists of a shim and a shim screw to secure the shim to the shank.
Use right-hand toolholders (CNR...) with right-hand inserts (**IR...).

Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.

When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & @

Designation Clamp set Clamping screw Shim screw

{

Wrench 1

-
! L
B

Right hand (R) shown.

B GAMF Insert Torque
0.738 15 GTGN-16... 2.58
0.953 15 GTGN-16... 2.58
1.219 15 GTGN-16... 2.58

Wrench 2

S**-CNR3DT CSP16 CSTB-3.5ST DTS5-3.5 G16EL/IR-DT

Reference pages: Inserts, Standard cutting conditions — F154

P-3.5

T-15F

Grooving
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Bl INSERT
GTGN16

o\
L
ER/IL shown.
- Steel *
M Stainless *
Cast iron
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Shim
. . HAND |CW:0.03CWz0001| RE | Insert| CDX IC C Dual-clamp
Designation | oman (mm) | ) | (in) 2 size | (in) | (i) | (n) |gloomolder: ggl':c‘:l;e"r
7] clamp-on

GTGN-16ER/IL100 L 1 0.039 0.004 | @ 16 0.049 0.375 0.166 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 R 1 0.039 0.004 | @ 16 0.049 0.375 0.166 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL120 L 1.2 0.047 0.004 | @ 16 0.051 0.375 0.162 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 R 1.2 0.047 0.004 | @ 16 0.051 0.375 0.162 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL140 L 1.4 0.055 0.004 | @ 16 0.059 0.375 0.158 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR140 R 1.4 0.055 0.004 | @ 16 0.059 0.375 0.158 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL170 L 1.7 0.067 0.004 | @ 16 0.067 0.375 0.144 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR170 R 1.7 0.067 0.004 | @ 16 0.067 0.375 0.144 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL195 L 1.95 0.077 0.004 | @ 16 0.067 0.375 0.148 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR195 R 1.95 0.077 0.004 | @ 16 0.067 0.375 0.148 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 L 2.25 0.089 0.004 | @ 16 0.071 0.375 0.142 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR225 R 2.25 0.089 0.004 | @ 16 0.071 0.375 0.142 G16EL/IR-DT G16EL/IR-S

Note: GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @ : Line up
Shim for GTGN depends on the toolholder type.

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material Grade Cut‘;i:n(gsfsrz)eed ;(elgf)

. 10 45‘3;;32(')’ cie. SH730 160 - 490 0.002 - 0.004
M %tgr'sefg’jf;" SH730 100 - 490 0.002 - 0.004
s Heat—resistant_r?l_lg)/}\/ﬁ,“‘l\;it:?ci:m alloys, etc. SH730 100 - 330 0.002 - 0.004

Reference pages: Toolholders — F153
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S-SGTR/L

Internal grooving

S16R-SGTR/L3

S25R-SGTR/L16
S§32S8-SGTR/L22

=

CWN

CWN

1.25

(01).¢

CWX

4.5

DMIN

DMIN

40

!

DCONMS

LH

[
' ) S —

i Tx

- [a)
CWN-CWX .15 r |
1 A
CDX DCONMS H LF LH
0.100 1.00 0.910 7.78 1.18
CDX DCONMS H LF LH
2 25 23 200 30
2.5 32 30 250 30

Use right-hand toolholders (SGTR) with left-hand inserts (GBL); and left-hand toolholders (SGTL) with right-hand inserts (GBR).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

&

Clamping screw
CSTB-4S

SPARE PARTS

Designation
S16R-SGTR/L3,
S25R-SGTR/L16

S$32S-SGTR/L22

I INSERT
GBR/L32

CSTB-58

A

Wrench

T-15
T-20

F
F

o-Re CDX

JW

11°

Right hand (R) shown.

WF
0.690

WF
17.5
23

U=k

Right hand (R) shown.

Insert Torque
GBL/R32... 2.58

Insert Torque*
GBL/R32... 815}
GBL/R43... 5

Grooving

- Steel * D ¢
M Stainless *
Cast iron * DA
Non-ferrous *
S Superalloys Pig DA % : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
. . (=}
Designation HAND CW=0.025 CW-tO 001 I_?E o 8 m C.DX IC S
(mm) | (in) | (n) |S o S (in) | (mm) | (mm)
I (] (%)
< =2 X
GBR32033 R 0.33 0.013 | 0.0012 | @ [ J [ 0.031 9.53 3.18
GBL32033 L 0.33 0.013 | 0.0012 | @ 0.031 9.53 3.18
GBR32050 R 0.5 0.020 | 0.002 | @ [ J [ ] 0.047 | 9.53 3.18
GBL32050 L 0.5 0.020 0.002 | @ 0.047 9.53 3.18
GBR32075 R 0.75 0.030 0.002 | @ [ ] [ ] 0.079 9.53 3.18
GBL32075 L 0.75 0.030 | 0.002 | @ [ J 0.079 | 9.53 3.18
GBR32095 R 0.95 0.037 0.002 | @ [ ] [ ] 0.079 9.53 3.18
GBL32095 L 0.95 0.037 0.002 | @ [ ] 0.079 9.53 3.18
GBR32100 R 1 0.039 0.002 | @ [ ] [ ] 0.079 9.53 3.18
GBL32100 L 1 0.039 0.002 | @ [ J 0.079 9.53 3.18
GBR32125 R 1.25 0.049 0.008 | @ [ ] [ J 0.079 9.53 3.18
GBL32125 L 1.25 0.049 0.008 | @ [ ] 0.079 9.53 3.18
GBR32145 R 1.45 0.057 0.008 | @ [ ] [ J 0.079 9.53 3.18
GBL32145 L 1.45 0.057 0.008 | @ 0.079 9.53 3.18
GBR32150 R 1.5 0.059 0.008 | @ [ ] [ J 0.079 9.53 3.18
GBL32150 L 1.5 0.059 0.008 | @ 0.079 9.53 3.18
GBR32200 R 2 0.079 0.008 | @ [ ] [ J 0.098 9.53 3.18
GBL32200 L 2 0.079 0.008 | @ 0.098 9.53 3.18
GBR32250 R 2.5 0.098 0.008 | @ [ ] [ J 0.098 9.53 3.18
GBL32250 L 2.5 0.098 0.008 | @ 0.098 9.53 3.18
@ : Lineup

Reference pages: Inserts — F156 - F157, Standard cutting conditions — F157
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GBR/L43

s
2-Re | $P% N

11

5o O Right hand (R) shown.

- Steel * *
M Stainless *
Cast iron * Y
l Non-ferrous *
S Superalloys DA DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CW=0.025 cw.zo.om BE o ug) u C.DX IC S
(mm) | (in) | (in) |S o S (in) | (mm) | (mm)
I n (%)
< = X
GBR43125 R 1.25 0.049 0.008 | @ [ ) [ J 0.079 12.7 4.76
GBL43125 L 1.25 0.049 0.008 | @ 0.079 12.7 4.76
GBR43145 R 1.45 0.057 0.008 | @ [ ] ([ J 0.079 12.7 4.76
GBL43145 L 1.45 0.057 0.008 | @ 0.079 12.7 4.76
GBR43150 R 1.50 0.059 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43150 L 1.50 0.059 0.008 | @ [ J 0.138 12.7 4.76
GBR43175 R 1.75 0.069 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43175 L 1.75 0.069 0.008 | @ [ J 0.138 12.7 4.76
GBR43185 R 1.85 0.073 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43185 L 1.85 0.073 0.008 | @ [ J 0.138 12.7 4.76
GBR43200 R 2 0.079 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43200 L 2 0.079 0.008 | @ [ J 0.138 12.7 4.76
GBR43230 R 2.3 0.091 0.008 | @ [ ] [ J 0.138 12.7 4.76
GBL43230 L 2.3 0.091 0.008 | @ [ J 0.138 12.7 4.76
GBR43250 R 2.5 0.098 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43250 L 2.5 0.098 0.012 | @ 0.197 12.7 4.76
GBR43265 R 2.65 0.104 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43265 L 2.65 0.104 0.012 | @ 0.197 12.7 4.76
GBR43280 R 2.8 0.110 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43280 L 2.8 0.110 0.012 | @ 0.197 12.7 4.76
GBR43300 R 3 0.118 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43300 L 3 0.118 0.012 | @ 0.197 12.7 4.76
GBR43330 R 3.3 0.130 0.012 | @ [ ] ([ J 0.197 12.7 4.76
GBL43330 L 3.3 0.130 0.012 | @ 0.197 12.7 4.76
GBR43350 R 3.5 0.138 0.012 | @ [ ] [ J 0.197 12.7 4.76
GBL43350 L 3.5 0.138 0.012 | @ 0.197 12.7 4.76
GBR43400 R 4 0.157 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43400 L 4 0.157 0.016 | @ 0.197 12.7 4.76
GBR43430 R 4.3 0.169 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43430 L 4.3 0.169 | 0.016 | @ 0.197 12.7 4.76
GBR43450 R 4.5 0.177 0.016 | @ [ ] [ J 0.197 12.7 4.76
GBL43450 L 4.5 0.177 0.016 | @ 0.197 12.7 4.76

@ : Line up

Reference pages: Toolholders — F155
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GBR/L43-R(full radius)

Right hand (R) shown.

* *
M Stainless *
Cast iron * S
Non-ferrous *
S Superalloys DA DA ¥ : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.025 CW=0.001| RE = CDX | IC S
Designation  |HAND . .. 3 5 '
(mm) | (in) | (in) & o o (in) | (mm) | (mm)
I n (7]
<C P4 X
GBR43050R R 1 0.039 0.020 | @ [ [ ] 0.079 12.7 4.76
GBL43050R L 1 0.039 | 0.020 | @ () 0.079 | 12.7 | 4.76
GBR43075R R 1.5 0.059 | 0.030 | @ () (] 0.138 | 12.7 | 4.76
GBL43075R L 1.5 0.059 | 0.030 | @ () 0.138 | 12.7 | 4.76
GBR43100R R 0.079 | 0.039 | @ () (] 0.138 | 12.7 | 4.76
GBL43100R L 0.079 0.039 | @ [ ] 0.138 12.7 4.76
GBR43125R R 2.5 0.098 | 0.049 | @ () (] 0.197 | 12.7 | 4.76
GBL43125R L 2.5 0.098 | 0.049 | @ () 0.197 | 12.7 | 4.76 =
GBR43150R R 3 0.118 | 0.059 | @ () (] 0.197 | 12.7 | 4.76 3
GBL43150R L 3 0.118 | 0.059 | @ () 0197 | 12.7 | 4.76 o
GBR43200R R 4 0.157 | 0.079 | @ () () 0.197 | 127 | 4.76 O
GBL43200R L 4 0.157 | 0.079 | @ () 0.197 | 12.7 | 4.76
@ : Lineup
I STANDARD CUTTING CONDITIONS
. . Cutting Speed Feed
ISO Workpiece material Hardness Grade Ve (sfm) f (ipr)
150 - 240HB NS9530 330 - 650 0.001 - 0.010
. Carbon steel, Alloy steel
1045 SAE, 4140 SAE, etc.
150 - 240HB AH710 200 - 500 0.002 - 0.010
M Stainless steel < 240HB AH710 200 - 500 0.002 - 0.006
303, 304, etc. : :
i Tensile strength
Castirons ' g AH710 200 - 500 0.002 - 0.006
250, etc. < 350 N/mm
. N‘:’l'fer.mus metals - KSO5F 650 - 980 0.002 - 0.006
uminum, etc.

Reference pages: Toolholders — F155
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A/E-SNGR
Toolholders for internal grooving, coolant-through

|

|

|

|
DCONMS

Fig.1 DMIN 8

] —
L;L L@

Fig.2 DMIN ¥
< : ‘ K >
ﬁ‘@ R P E—— — Ny
P ——— L—»

LA
I
%
=
—
T

% CDX
J
N
DCONVS

H

Right hand (R) shown.

PNETT vaterial CDX DCONMS H B LF LH WF Insert  Torque Fig.
AO8H-SNGR06-D080  Steel 15 8 7 = 100 18 473 6GMR.., 6GR.. 0.7 1
AO08H-SNGRO7-D100  Steel 1 2 10 15 8 7 - 100 23 58 7GMR..,7GR.. 1.0 1

g A10K-SNGRO7-D120  Steel [T 125 15 10 9 - 125 29 6.8 7GMR..,7GR.. 1.0 1
'H A10K-SNGR08-D140  Steel 15 35 14 2 10 9 - 125 15 7.6  8GMR..8GR.. 1.0 2
A12M-SNGR08-D160  Steel [IHBIIEE e 2 12 11 115 150 18 86 8GMR..8GR.. 1.0 2
A16Q-SNGR09-D200  Steel 15 35 20 3 16 15 155 180 20 116 9GMR..,9GR.. 1.3 2
A20R-SNGR09-D240  Steel |45 85 24 3 20 18 19 200 25 136 9GMR..,9GR.. 1.3 2
E08X-SNGR07-D100  Carbide = 1 2 10 15 8 7.5 - 1205 35 58 7GMR..,7GR.. 1.0 1
E10X-SNGRO07-D120  Carbide 15 10 9 = 1435 45 6.8 7GMR..,7GR.. 1.0 1
E10X-SNGR08-D140  Carbide 1.5 35 14 2 10 9 - 146 - 76 8GMR..8GR.. 1.0 2
E12X-SNGR08-D160  Carbide 2 12 11 5 174.8 = 86 8GMR..,8GR.. 1.0 2
E16X-SNGR09-D200  Carbide = 1.5 3.5 20 3 16 15 - 194.6 - 11.6  9GMR..,9GR.. 1.5 2
J‘ lH Use the right-hand insert (JGR) with the right-hand holder (CINGR).
L+ Torque: Recommended clamping torque: N-m
SPARE PARTS & /<§
Designation Clamping screw Wrench
A*-SNGRO06-D... CSTB-2L040 T-6F
A*-SNGRO7-D... CSTB-2.2S T-7F
A"*-SNGRO8-D... CSTB-2.2 T-7F
A**-SNGR09-D... CSTB-2.5L080 T-8F
E*-SNGRO07-D... CSTB-2.2S T-7F
E**-SNGRO08-D... CSTB-2.2 T-7F
E**-SNGRO09-D... CSTB-2.5L080 T-8F

Reference pages: Inserts — F160 - F161, Standard cutting conditions — F162
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SNGR/L

Internal grooving

DMIN15 )
SEIRETT EN §20 % ¥ Byee———— @ Insert
" LTSl ACWN-CWX | ‘ H 6GR/L
= LF 7GR/L

15°
DMIN >~ |
e —— nsert
VY ) ————— @

8GRI/L
CWN-CWX
et L Hl 1L sean
PNETTN material IETETZ@EIY cDbX DCONMS H LF LH WF  Insert Torque
SNGR/L08H06 Steel i[5 8 7 100 18 4.7 6GR/L... 0.7
1 2 10 7
S22 o

DCONMS

CDX 3
|

o)

DCONMS

Right hand (R) shown.

SNGR/LO8HO7 Steel 15 8 100 23 58  7GR/L.. 10
SNGR/L10K07 Steel 15 10 125 29 68  7GRL. 1.0
SNGR/L10K08 Steel 1.5 35 14 2 10 9 125 15 76  8GR/L.. 1.0
SNGR/L12M08 Steel [ABIEE e 2 12 11 150 18 86  8GRL.. 10
SNGR/L16Q09 Steel 1.5 3.5 20 3 16 15 180 20 116  9GRL.. 1.3
SNGR/L20R09 steel [ASIEESIaaT s 20 18 200 25 136  9GRL.. 1.3
SNGR/L08K06SC Carbide 1 2 8 1.5 8 7 125 28 4.7 6GR/L... 0.7
SNGR/LO8KO7SC Carbide [A2oy 15 8 7 125 35 58 7GRL.. 10
SNGR/L10MO07SC Carbide 1 2 12 15 10 9 150 45 68  7GR/L.. 1.0
SNGR/L10M08SC Carbide [[NASSE AT 2 10 9 150 45 76  8GRL.. 10
SNGR/L12Q08SC Carbide 1.5 35 16 2 12 11 180 - 86  8GR/L. 1.0
SNGR/L16R09SC Carbide [ASIIESEI200y s 16 15 200 - 16  9GRL.. 15

Use right-hand holder (CINGR ~) with right-hand insert ((GR ~); and left-hand holder (CINGL ~) with left-hand insert (CJGL ~).
Torque: Recommended clamping torque: N-m

SPARE PARTS & /<§

Designation Clamping screw Wrench
SNGR/L**06 CSTB-2L040 T-6F
SNGR/L**07 CSTB-2.2S T-7F
SNGR/L**08 CSTB-2.2 T-7F
SNGR/L**09 CSTB-2.5L080 T-8F

SNGR/L**06SC CSTB-2L040 T-6F

SNGR/L**07SC CSTB-2.2S T-7F

SNGR/L**08SC CSTB-2.2 T-7F

SNGR/L**09SC CSTB-2.5L080 T-8F
CNGR/L

Internal grooving

Elgamp-op type i5e

DMIN - 3 |
- 2D
Il uw) 3 % ﬁ}
2 ¢l e I & N1J
— I ACWN-CWx l'
LH E <H
Right hand (R) shown.
CWN CWX DMIN CDX DCONMS H LF LH WF Insert  Torque*
CNGR/L25S15 5 25 23 250 30 18.1 15GR/L... 7
CNGR/L32T15 2 ) 40 5 32 30 300 35 221 15GRI/L... 7

CNGR/L40U1s  [2Eae s 40 38 350 45 261 15GR/L.. 7

Use right-hand holder (ONGR ~) with right-hand insert (GR ~); and left-hand holder (ONGL ~) with left-hand insert (JGL ~).
Torque: Recommended clamping torque: N-m

& Optional parts for CNG type toolholder
SPARE PARTS @ @ When using as a screw-on type, please use the parts below.
Designation Clamp set Screw Shim Wrench
CNGR... CSP22 DTS5-3.5  SGSR151 T-20F & ﬁ

CNGL... Csp22 DTS5-3.5 SGSL151 T-20F g Designation Clamping screw  Wrench
CNGR/L... CSTB-3.5L T-15F

Reference pages: Inserts — F160 - F161, Standard cutting conditions — F162

Grooving

Tungaloy F159




Il INSERT

**GMR/L
6GMR BW 8GMR
7GMR 5, ["RE oW 9GMR
N _
— [}
[} =z
Z|Q -
Single edge Double edge Right hand (R) shown.
Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
CW=0.001|CW=0.025| RE |©
Designation HAND| . = CDX EfW S I.C INSL [.)1
(in) | (mm) |(mm) R (mm)| (in) | (in) | (in) | (in) | (in)
<
6GMR100-015 R 0.039 1 015 | @ 15 0.219 | 0.092 | 0.187 | 0.254 | 0.091
7GMR200-020 R 0.079 2 020 | @ 15 0.219 | 0.121 | 0.219 | 0.290 | 0.102
8GMR150-020 R 0.059 1.5 020 | @ 2 0.242 | 0.152 | 0.219 | 0.400 | 0.102
9GMR200-020 R 0.079 2 020 | @ 0.305 | 0.183 | 0.250 | 0.510 | 0.113
9GMR300-020 R 0.118 3 020 | @ 0.305 | 0.183 | 0.250 | 0.510 | 0.113
@ : Line up

F160 www.tungaloy.com/us




I INSERT

**GR/L
6GR/L BW 8GR/L
x| [ =
7GR/L A RE CcwW <_. 9GR/L a
° \ 15GR/L ©
2o

Right hand (R) shown.

- Steel * *
M Stainless *
Cast iron DA¢ Y
l Non-ferrous *
S Superalloys PAG ¥ : First choice
H Hard materials ¥¢ : Second choice
Cermet Uncoated
Desi ti CW=0.001|CW=0.025) RE S CDX | BW S IC INSL D1
esignation— [HAND ) | (mm) | mm) |8 |2 8 (mm) | ) | (n) | () | Gn) | ()
n T X
= =2
6GR100 R 0.039 1 0.2 [ } [ N J 15 0.220 0.092 0.187 0.254 0.098
6GL100 L 0.039 1 0.2 [ ] 1.5 0.220 0.092 0.187 0.254 0.098
6GR150 R 0.059 1.5 0.2 [ ) [ N} 15 0.220 0.092 0.187 0.254 0.098
6GL150 L 0.059 1.5 0.2 (BN J 1.5 0.220 0.092 0.187 0.254 0.098
6GR200 R 0.079 2 0.2 [ } [ N J 15 0.220 0.092 0.187 0.254 0.098 8’
6GL200 L | 0079 2 0.2 Y0 15 | 0220 | 0092 | 0.187 | 0.254 | 0.098 3
7GR100 R 0.039 1 0.2 [ ) [ N} 15 0.220 0.121 0.219 0.290 0.102 9
7GR150 R 0.059 1.5 0.2 o o0 15 0.220 0.121 0.219 0.290 0.102 )
7GR200 R 0.079 2 0.2 [ } o 0o 15 0.220 0.121 0.219 0.290 0.102
7GL200 L 0.079 2 0.2 o 0 1.5 0.220 0.121 0.219 0.290 0.102
8GR150 R 0.059 1.5 0.2 [ ) o 0 2 0.244 0.152 0.219 0.400 0.102
8GR200 R 0.079 2 0.2 [ ) [ I} 2 0.244 0.152 0.219 0.400 0.102
8GL200 L 0.079 2 0.2 [ ] 2 0.244 0.152 0.219 0.400 0.102
8GR250 R 0.098 25 0.2 [ ) [ N} 2 0.244 0.152 0.219 0.400 0.102
8GL250 L 0.098 25 0.2 [ N} 2 0.244 0.152 0.219 0.400 0.102
8GR300 R 0.118 3 0.2 o [ I} 2 0.244 0.152 0.219 0.400 0.102
8GL300 L 0.118 3 0.2 o 0o 2 0.244 0.152 0.219 0.400 0.102
8GR350 R 0.138 3.5 0.2 [ Y} 2 0.244 0.152 0.219 0.400 0.102
9GR150 R 0.059 1.5 0.2 [ ) [ N} 2 0.303 0.183 0.250 0.510 0.114
9GL150 L 0.059 1.5 0.2 [ ] [ ] 2 0.303 0.183 0.250 0.510 0.114
9GR200 R 0.079 2 0.2 [ J o 0o 3 0.303 0.183 0.250 0.510 0.114
9GL200 L 0.079 2 0.2 [ ) [ N} 3 0.303 0.183 0.250 0.510 0.114
9GR250 R 0.098 25 0.2 [ ) o 0 3 0.303 0.183 0.250 0.510 0.114
9GL250 L 0.098 25 0.2 [ ] [ ] 3 0.303 0.183 0.250 0.510 0.114
9GR300 R 0.118 3 0.2 [ ) o0 3 0.303 0.183 0.250 0.510 0.114
9GL300 L 0.118 3 0.2 [ ) o 0 3 0.303 0.183 0.250 0.510 0.114
9GR350 R 0.138 3.5 0.2 [ ) [ I ) 3 0.303 0.183 0.250 0.510 0.114
9GL350 L 0.138 3.5 0.2 [ ] [ ] 3 0.303 0.183 0.250 0.510 0.114
15GR200 R 0.079 2 0.2 [ ) o0 3 0.425 0.201 0.362 0.819 0.189
15GR250 R 0.098 2.5 0.2 [ ) o 0o 3 0.425 0.201 0.362 0.819 0.189
15GR300 R 0.118 3 0.2 [ ) [ I ) 3 0.425 0.201 0.362 0.819 0.189
15GL300 L 0.118 3 0.2 [ ] 3 0.425 0.201 0.362 0.819 0.189
15GR350 R 0.138 3.5 0.2 [ ) o0 3 0.425 0.201 0.362 0.819 0.189
15GR400 R 0.157 4 0.2 [ ] [ N} 4 0.425 0.201 0.362 0.819 0.189
15GR450 R 0.177 45 0.2 [ A ) 4 0.425 0.201 0.362 0.819 0.189
15GL450 L 0.177 45 0.2 [ ] 4 0.425 0.201 0.362 0.819 0.189
15GR500 R 0.197 5 0.2 o0 5 0.425 0.201 0.362 0.819 0.189
Note: Use right-hand holder (ONGR ~) with right-hand insert (CJGR ~); and left-hand holder (CINGL ~) with left-hand insert (CJGL ~). @ : Line up

Tungaloy F161



Il STANDARD CUTTING CONDITIONS

Cutting speed

Feed rate: f (ipr)

ISO Workpiece material Grade
Ve (sfm)
AH7025 262 - 591
Carbon steel
1045, etc. NS9530 262 - 656
. UX30 131 - 492
AH7025 262 - 591
Alloy steel
4137, etc. NS9530 262 - 656
UX30 131 - 492
M Stainless steel AH7025 164 -394
ARGl UX30 131-328
Grey cast irons AH7025 164 - 722
. Class 25, etc. TH10 197 - 656
Ductile cast irons e U= 6
ey i TH10 131-525
- AH7025 98 - 262
Titanium alloys
s Ti-6Al-4V, etc. TH1o 5
AH7025 66 - 197
Superalloys
Inconel718, etc. TH10 33.98

Reference pages: Inserts — F160 - F161, Toolholders — F158 - F159

*GMR...

0.0012 - 0.0047

0.0012 - 0.0047

0.0012 - 0.0047

0.0012 - 0.0047

0.0012 - 0.0047

0.0012 - 0.0047

0.0012 - 0.0047

*GR/L...

0.002 - 0.0059

0.002 - 0.0059

0.002 - 0.0059

0.002 - 0.0059

0.0012 - 0.0039

0.002 - 0.0059

0.002 - 0.0059

0.002 - 0.0031

0.0012 - 0.0031

DCONMS

CGXR/L
Internal grooving
_ LF
LH
M@ 2
[1 [T ™ S
L e
2
PETEN material IETTEZ@EM cDX DCONMS H B
CGXR/L0016 Steel 3 16 15 15,5
CGXR/L0020 Steel 1 3 24 3 20 18 19
CGXR/L0025 Steel _ 5.3 25 23 24
CGXR/L0032 Steel 1 5 40 5.3 32 30 31
CGXR/L0040 steel [AE g 53 40 37 385
CGXR/L16SC Carbide 1 3 20 3 16 15 -

Note: Use right-hand holder (CGXR) with right-hand insert (GIR); and left-hand holder (L) with left-hand insert (GIL).
*Torque: Recommended clamping torque (N-m)

@ (

SPARE PARTS

Designation Clamp set Wrenchi Wrench2
CGXR/L0016/20 CSW-0 - P-2.5T
CGXR/L0025/32/40 CSW-2 P-4 -
CGXR/L16SC CSW-0 = P-2.5T

Reference pages: Inserts, Standard cutting conditions — F163

F162 www.tungaloy.com/us

LF LH
150 24
180 30
200 38
250 48
300 60
200 24

WF
11.3
13.3
18
23
27
1.3

Right hand (R) shown.
Insert  Torque*
GIR/L52... 2.2
GIR/L52... 2.2
GIR/L63... 5}
GIR/L63... 5
GIR/L63... 5
GIR/L52... 2.2




I INSERT
GIR/L

CDX INSL s
T
f '\
RE
Right hand (R) shown.
- Steel *
M Stainless Y
Cast iron S *
l Non-ferrous *
S Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated |Uncoated
) i CW:0.002| CW:0.05| RE |Q CDX | INSL | BW S
Designation HAND| . 3 o
@(in) | (mm) | (mm) |5 = (mm) | (mm) | (mm) | (mm)
2 =
GIR5210-02 R 0.039 1 0.2 [ ) [ J 1.5 15 3.5 4.4
GIL5210-02 L 0.039 1 0.2 [ ) [ J 1.5 15 3.5 4.4
GIR5215-02 R 0.059 1.5 0.2 [ ] [ J 2.3 15 3.5 4.4
GIL5215-02 L 0.059 1.5 0.2 [ ] [ J 2.3 15 3.5 4.4
GIR5220-02 R 0.079 2 0.2 [ ] [ J 3 15 3.5 4.4
GIL5220-02 L 0.079 2 0.2 [ ) [ J 3 15 3.5 4.4 o
GIR5225-02 R 0.098 2.5 0.2 [ ] [ J 3 15 3.5 4.4 g
GIL5225-02 L 0.098 2.5 0.2 [ ] 3 15 3.5 4.4 8
GIR5230-02 R 0.118 3 0.2 [ ] o 3 15 3.5 4.4 (B
GIL5230-02 L 0.118 3 0.2 [ ] 3 15 3.5 4.4
GIR6310-02 R 0.039 1 0.2 [ ] [ J 15 24 55 6.4
GIL6310-02 L 0.039 1 0.2 [ ] 15 24 5.5 6.4
GIR6315-02 R 0.059 1.5 0.2 [ ] [ J 2.3 24 5.5 6.4
GIL6315-02 L 0.059 1.5 0.2 [ ) [ J 23 24 5.5 6.4
GIR6320-02 R 0.079 2 02 | @ [ J 3 24 5.5 6.4
GIL6320-02 L 0.079 2 0.2 [ ] [ J 3 24 5.5 6.4
GIR6325-02 R 0.098 2.5 0.2 [ ] [ J 3.8 24 5.5 6.4
GIL6325-02 L 0.098 2.5 0.2 [ ) [ J 3.8 24 5.5 6.4
GIR6330-02 R 0.118 3 02 | @ [ J 4.5 24 5.5 6.4
GIL6330-02 L 0.118 3 0.2 [ ] [ J 4.5 24 5.5 6.4
GIR6335-02 R 0.138 3.5 0.2 [ ] [ J 5.3 24 5.5 6.4
GIL6335-02 L 0.138 3.5 0.2 [ ) [ J 5.3 24 5.5 6.4
GIR6340-02 R 0.157 0.2 [ ] [ J 5.3 24 55 6.4
GIL6340-02 L 0.157 4 0.2 [ ] [ J 5.3 24 5.5 6.4
GIR6345-02 R 0.177 4.5 0.2 [ ] [ J 5.3 24 5.5 6.4
GIL6345-02 L 0.177 4.5 0.2 [ ] 5.3 24 5.5 6.4
GIR6350-02 R 0.197 5 02 | @ [ J 5.3 24 5.5 6.4
GIL6350-02 L 0.197 5 0.2 [ ] 5.3 24 55 6.4
Use right-hand toolholders (CGXR~) with right-hand inserts (GIR); and left-hand toolholders (GX-****LI) with left-hand inserts (XGR). @ : Lineup
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed: 7 (ipr)
Ve (sfm) CW < 0.079" CW =0.079" - 0.157" CW > 0.157"
. Carbon steel NS9530 262 - 492 0.002 - 0.004 0.008 - 0.006 0.0083 - 0.008
. Cast iron, Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.006 0.003 - 0.008

Reference pages: Toolholders — F162

Tungaloy F163



GX-R/LI

Internal grooving

25N T E]
_l.cw o232
LH Right hand (R) shown.
Inch CWN CWX DMIN CDX H B LF LH HF WF Insert  Torque
GX-1212RIU [ 0039 0177 2165 | 0.059-0236 0.750 0.75 6.30 2.36 0.75 137  XGL63... 3.69
GX-1616RIU 0.039 0.177 2165  0.059-0.236  1.00 1.00 7.87 1.96 1.00 137  XGL63... 3.69

CcDX H B LF LH HF WF Insert  Torque*
GX-2525R/LI 15-6 25 25 200 70 25 35  XGL/R63... 5

Use right-hand toolholders (GX-****RlI) with left-hand inserts (XGL); and left-hand toolholders (GX-****LI) with right-hand inserts (XGR).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

N VA
SPARE PARTS L]
Designation Clamp set Clamp screw Shim Shim screw Wrench
GX-1212RIU CP81B RT-1 SL-7R BHM4-8 P-4
GX-2525RI CP81B RT-1 SL-2R BHM3-8 P-4
GX-1616RIU,
GX-2525L CP81B RT-1 SL-2L BHM3-8 P-4

— Max. groove width and max. groove depth will depend on the insert type.

Bl INSERT
XGR/L

8 20
2° -
< & cox
&
" 2-RE

Right hand (R) shown.

- Steel * Adb ¢
M Stainless *
Cast iron DA *
Non-ferrous *
Superalloys Pig % : First choice
H Hard materials Y% : Second choice
Cermet Uncoated
Desi ti CW=0.025|CW=0.001] RE 8 CDX
esignation HAND (mm) (in) (in) g 9 8 (in)
(72) T X
P4 ()
XGR6310-02 R 1 0.039 0.008 | @ o 0 0.059
XGL6310-02 L 1 0.039 0.008 | @ [ X} 0.059
XGR6315-02 R 1.5 0.059 0.008 | @ o0 0.091
XGL6315-02 L 1.5 0.059 0.008 | @ o 0 0.091
XGR6320-02 R 2 0.079 0.008 | @ [ X} 0.118
XGL6320-02 L 2 0.079 0.008 | @ o0 0.118
XGR6325-02 R 25 0.098 0.008 | @ [ N} 0.150
XGL6325-02 L 2.5 0.098 0.008 | @ [ X} 0.150
XGR6330-02 R 3 0.118 0.008 | @ o0 0.177
XGL6330-02 L 3 0.118 | 0.008 | @ [ 3N J 0.177
XGR6335-02 R 3.5 0.138 0.008 | @ o 0 0.209
XGL6335-02 L 3.5 0.138 0.008 | @ [ 3N J 0.209
XGR6340-02 R 4 0.157 0.008 | @ [ N} 0.236
XGL6340-02 L 4 0.157 0.008 | @ [ I} 0.236
XGR6345-02 R 4.5 0.177 0.008 | @ o 0 0.236
XGL6345-02 L 45 0.177 0.008 | @ [ N} 0.236
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) .
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...). @ : Line up

Reference pages: Standard cutting conditions — F165
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material

. Carbon steel
. Cast irons , Light alloys

H Hardened steel

Grade

NS9530
UX30

TH10

BX360

Reference pages: Toolholders — F164

Cutting speed
Ve (sfm)

262 - 656
197 - 492

197 - 492

164 - 591

Feed: f (ipr)
CW < 0.079" CW =0.079" - 0.157" CW > 0.157"
0.002 - 0.004 0.008 - 0.008 0.008 - 0.010
0.002 - 0.004 0.008 - 0.008 0.008 - 0.010
0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
0.002 - 0.006 0.002 - 0.006 0.002 - 0.006

Grooving

Tungaloy F165




MY=T SERIES

CGWTR/L0040-FLL/R3NP

Internal grooving and turning toolholder

e =i
/ } A y
i L \, Il ‘ o} 4h
i ol o [-]
JF Max. 10 mm DMINE-] // ~ %) ‘ H
* % owme |13 z
_ 30 'C F 0
(a] Right hand (R) shown.
DMIN CDX DCONMS LF H B Insert Shank Blade Torque
CGWTR/L0040-FLL/R3NP 80 10 40 180 37.5 37 FLEX30L/R CGWTR/L0040 FLL/R3NP 5
Please place an order with the designation of a set or a shank+a blade
Note: Use right-hand blades (CCWTR) with left-hand shanks (FLL3NP); and left-hand blades (CGWTL) with right-hand shanks (FLR3NP).
Torque: Recommended clamping torque: N-m
SPARE PARTS § @ (
Designation Clamping screw Blade screw Wrench
CGWTR/L0040-FLL/R3NP CHHM5-18 CSHB-6 P-4
I INSERT
FLEX(R/L)
20 o
= } Recess
OL/; 2°20
Bw RE« o
~ ‘!. To distinguish the insert hands, the V-shape
surface (top surface) of a left-hand insert has
Right hand (R) shown. a recess. (not of a right-hand insert)
- Steel * |5 * Y
M Stainless * *
Cast iron DA DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Carbide | Uncoated
Desi ti HAND CW=0.002(CW=0.05| RE N . 8 BW
esignation .
9 (in) | (mm) | (mm) |& & 8 8 (mm)
e z 3
FLEX30R R 0.118 3 0.4 [ ] 2.2
FLEX30L L 0.118 3 0.4 [ ] 2.2
FLEX40R R 0.157 4 0.4 o 3.1
FLEX40L L 0.157 4 0.4 [ ] 3.1
FLEX50R R 0.197 5 04 @ A [ ] [ J 4
FLEX50L L 0.197 5 04 |@ A [ J [ J
@ : Line up
A : To be discontinued
I STANDARD CUTTING CONDITIONS
1ISO Workpiece material Grade Cutting speed i Feed: f (ipr) i
Ve (sfm) Grooving Turning
T9225 262 - 984 0.002 - 0.010 0.004 - 0.012
. Carbon steel NS9530 262 - 656 0.002 - 0.010 0.004 - 0.012
UX30 197 - 492 0.002 - 0.010 0.004 - 0.012

F166 www.tungaloy.com/us




ULTI

EASYMCUT

ETFR/L

Face grooving and turning toolholder

Inch
ETFR/L12-4T15-030035
ETFR/L16-4T15-030035
ETFR/L12-4T22-035045
ETFR/L16-4T22-035045
ETFR/L12-4T25-045055
ETFR/L16-4T25-045055
ETFR/L12-4T25-055075
ETFR/L16-4T25-055075
ETFR/L12-4T25-075120
ETFR/L16-4T25-075120
ETFR/L16-4T25-120200
ETFR/L16-4T25-200500
ETFR/L16-5T25-035045
ETFR/L16-5T25-045055
ETFR/L16-5T25-055075
ETFR/L16-5T32-075120
ETFR/L16-5T32-120200
ETFR/L16-5T32-200500
ETFR/L16-6T25-040055
ETFR/L16-6T25-055075
ETFR/L16-6T32-075120
ETFR/L16-6T32-120200
ETFR/L16-6T32-200500

SPARE PARTS

om
[ I—F »|
= o
Ak ]
cw DAXN DAXX CDX H B LF HF

0.591 0.750 0.750 5.000 0.750

0.157 1.181 1.378 0.591 1.000 1.000 6.000 1.000
[ors7 e w2 0.866 0.750 0.750 5.000 0.750
0.157 1.378 1.772 0.866 1.000 1.000 6.000 1.000
[ois7 A2 265 | 0.984 0.750 0.750 5.000 0.750
0.157 1.772 2.165 0.984 1.000 1.000 6.000 1.000
[ofs7 T 2des 21958 0.984 0.750 0.750 5.000 0.750
0.157 2.165 2.953 0.984 1.000 1.000 6.000 1.000
[ofs7 2958 A4 | 0.984 0.750 0.750 5.000 0.750
0.157 2.953 4.724 0.984 1.000 1.000 6.000 1.000
[onE7 AT TeTaT| 0984 1.000 1.000 6.000 1.000
0.157 7.874 19.685 0.984 1.000 1.000 6.000 1.000
[one7ETe w2 0.984 1.000 1.000 6.000 1.000
0.197 1.772 2.165 0.984 1.000 1.000 6.000 1.000
[ToHe7 T 2Hes 2958 | 0.984 1.000 1.000 6.000 1.000
0.197 2.953 4.724 1.260 1.000 1.000 6.000 1.000
[oHe7 A TRTA T 1.260 1.000 1.000 6.000 1.000
0.197 7.874 19.685 1.260 1.000 1.000 6.000 1.000
[0286 T E7E 265 | 0.984 1.000 1.000 6.000 1.000
0.236 2.165 2.953 0.984 1.000 1.000 6.000 1.000
[[T0286 29584724 | 1.260 1.000 1.000 6.000 1.000
0.236 4.724 7.874 1.260 1.000 1.000 6.000 1.000
1.260 1.000 1.000 6.000 1.000

Designation Wrench (Optional)

ETFR/L... ECW-456EF

ULTI

EASYMCEUT

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

WF
0.770
1.020
0.770
1.020
0.770
1.020
0.770
1.020
0.770
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020

Right hand (R) shown.

Insert
E**4...
E*4...
E**4...
E*4...
E**4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...

ETX5...

ETX5...

ETX5...
ETX5...

ETX5...
ETX5...

ETX6...
ETX6...
ETX6...
ETX6...
ETX6...

Grooving

Erenonp TUNG TLET

Face grooving and turning toolholder, with high pressure coolant capability

. VIS,
— DAXN
- 2$4
-
G1/8"-6.5 Right hand (R) shown.
[ lnch | CW  DAXN  DAXX [EEel» H B LF HF WF  Insert
ETFR16-4T15-030035-CHP 0.591 1.000 1.000 6.000 1.000 1.020 E™4...
ETFR16-4T22-035045-CHP 0.157 1.378 1.772 0.866 1.000 1.000 6.000 1.000 1.020 E™4...
ETFR16-4T25-045055-CHP [oHs7 72T 2des | 0.984 1.000 1.000 6.000 1.000 1.020 E*4...
ETFR16-4T25-055075-CHP 0.157 2.165 2.953 0.984 1.000 1.000 6.000 1.000 1.020 E™4...
ETFR16-4T25-075120-CHP [0d57 20584724 0.984 1.000 1.000 6.000 1.000 1.020 E™4...
ETFR16-4T25-120200-CHP 0.157 4.724 7.874 0.984 1.000 1.000 6.000 1.000 1.020 E™4...

ETFR16-4T25-200500-CHP [ 0157 7874 19685  0.984 1.000 1.000 6.000 1.000 1.020 E™4...
7

SPARE PARTS &
[~ Designation _Wrench (Optional)

ETFR**-CHP ECW-456EF

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

Reference pages: Inserts, Standard cutting conditions — F170, Parts for coolant hose — F240
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ULTI

EASYMCUT

EFPR/L

Face grooving blade

””””””””” 1 e ]
iCDX
LF ~
WF LF
EFPR/L-4-030035 0.535 4.921
EFPR-4-035045 0.157 1.378 1.772 0.535 4.921
EFPR-4-045055 0.535 4.921
EFPR-4-055075 0.157 2.165 2.953 0.535 4.921
EFPR-4-075120 0.535 5512
EFPR-4-120200 0.157 4.724 7.874 0.535 5512
EFPR-4-200500 _ 0.535 5.512
EFPR-5-035045 0.197 1.378 1.772 0.535 4.921
EFPR-5-055075 0.197 2.165 2.953 0.535 4.921
EFPR-5-075120 _ 0.535 5.512
EFPR-5-120200 0.197 4.724 7.874 0.535 5.512
EFPR-6-045055 0.236 1.772 2.165 0.535 4.921
EFPR-6-055075 _ 0.535 4.921
EFPR-6-075120 0.236 2.953 4.724 0.535 5.512
EFPR/L-6-200500 0.236 7.874 19.685 0.535 5.512
SPARE PARTS
EFPR/L... ECW-4561

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

I Procedure to clamp and unclamp insert

@ Put the insert in the
Unclamp pocket

Turn the wrench
Push the insert into the
pocket to clamp

DAXN
DAXX
Min. CDX Max. CDX
0.709 1.968
0.709 1.968
0.709 1.968
0.709 1.968
0.709 2.559
0.709 2.559
0.709 2.559
0.748 1.968
0.748 1.968
0.748 1.968
0.748 2.559
0.748 2.559
0.748 2.559
0.787 1.968
0.787 1.968
0.787 2.559
0.787 2.559
0.787 2.559
@ Unclamp

I

Right hand (R) shown.

Insert
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...

ETX5...

ETX5...

ETX5...

ETX5...

ETX5...

Reference pages: Inserts, Standard cutting conditions — F170
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ULTI

EASYMCUT TUuNc TIET

CTBU-CHP for EFPR/L
Tool block for EFP blades with high pressure coolant capability

S T— @

WF H B HBH OAW OAL Blade
CTBU16-030-4U-CHP 0.535 1.000 0.905 0.299 1.929 4.331 EFPR/L-4-030035

CTBU16-035-4/5U-CHP 0.157, 0.197 1.378 0.535 1.000 0.905 0.299 1.929 4.331 EFPR/L-4/5-035045
CTBU16-045-4/5U-CHP  [10:167,0:497 4772 0535 1.000 0.905 0.299 1.929 4.331 EFPR/L-4/5-045055
CTBU16-055-4/5U-CHP 0.157, 0.197 2.165 0.535 1.000 0.905 0.299 1.850 4.331 EFPR/L-4/5-055075
CTBU16-075-4/5U-CHP  [10:157,0:187 12868  0.535 1.000 0.905 0.299 1.771 4.331 EFPR/L-4/5-075120
CTBU16-120-4/5U-CHP 0.157, 0.197 4.724 0.535 1.000 0.905 0.299 1.732 4.331 EFPR/L-4/5-120200
CTBU16-200-4/5U-CHP  [10:167,0:467 7874 | 0535 1.000 0.905 0.299 1.633 4.331 EFPR/L-4/5-200500
CTBU16-045-6U-CHP 0.236 1.772 0.535 1.000 0.905 0.299 2.007 4.331 EFPR/L-6-045055
CTBU16-055-6U-CHP (028 aHes T 0585 1.000 0.905 0.299 1.929 4.331 EFPR/L-6-055075
CTBU16-075-6U-CHP 0.236 2.953 0.535 1.000 0.905 0.299 1.850 4.331 EFPR/L-6-075120
CTBU16-120-6U-CHP (0286 ama T 0585 1.000 0.905 0.299 1.811 4.331 EFPR/L-6-120200
CTBU16-200-6U-CHP 0.236 7.874 0.535 1.000 0.905 0.299 1.712 4.331 EFPR/L-6-200500
SPARE PARTS % @ (
Designation Clamp Clamping screw Wrench
CTBU*-CHP CT-110 CM6X30-S P-5

EASYMCEUT - Chipbreaker Guide

ETX type Multi-functional insert M Standard feed B Standard feed and
Grooving and turning suitable 0.016 depth of cut for turning
for light to medium cutting = = 0.16
\ Well-balanced sharpness and & 0.012}es - S o2 g—
= o<
el
n " (0]
CW =0.157" - 0.236 gl = = g oo ‘
0 . . 0
0.157 0.197 0.236 0.004 0.008 0.012 0.016
j/ J/ Groove width: CW (in) Feed: f (ipr)
EGM type 1st choice for high feed M Standard feed
Well-designed edge 0o
S 0012
CW = 0.157" % o008/ -
(0]
% o004 @

0
0.157
/) Groove width: CW (in)

Reference pages: Inserts, Standard cutting conditions — F170
Parts for coolant hose — F240
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I INSERT

ETX
RE
- Steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys % : First choice
. Hard materials ¥ : Second choice
*IJ‘ \ Coated
. . CW=0.05| CW=0.002| RE INSL
Designation i . Q2 )
(mm)| (n) | (n) | (in)
I I
iF <
ETX4-040 4 0.157 0.016 | @ 0.315
ETX5-040 5 0.197 0.016 | @ 0.394
ETX6-040 6 0236 | 0.016 |@ 0.472
@ : Line up
EGM
cw RE
Bl steel *
M Stainless *
Cast iron PAG
Non-ferrous
Superalloys Y : First choice
Hard materials Y% : Second choice
Coated
. . CW:0.05|CW=0.002] RE INSL
Designation i ) & -
(mm)| (n) | (n) |N (in)
I
<
EGM4-030 4 0.157 0.012 | @ 0.315
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade Chipbreaker Cutting speed
Vc (sfm)
Low carbon steel - 300 HB AH725 ETX 262 - 591
ke, 02, OEE, G - 300 HB AH725 EGM 262 - 591
. Carbon steel, Alloy steel - 300 HB AHT725 ETX 262 - 591
073, A0, G - 300 HB AH725 EGM 262 - 591
Prehardened steel - 300 HB AH725 ETX 262 - 591
NAK8O, PX5, etc. - 300 HB AH725 EGM 262 - 591
M Stainless steel - AH725 ETX 164 - 394
304SS, 316SS, 17-4 PH, etc. _ AH725 EGM 164 - 394

Reference pages: Toolholders — F167 - F168
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TUNGCUT

CTFR/L

Face grooving and turning toolholder

— 3 3 JJ
oo PR £ SR e G

T B
_ DAXX
a i a5 B
Right hand (R) shown.
Metric (o)A .V (Y [\'B ).V 08N Seat size CDX H B LF LH HF WF® Torque
CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-034050  [NGIINGA s 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 25,5 5
CTFR/L2525-3T15-064100  [NGIIeA o0 s 15 25 25 150 38 25 255 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042  [Aog s 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-042070 [ zo ] 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-112200 [ 000 0 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12 o
CTFR/L2525-5T25-070110  [NEIG I H {0 5 25 25 25 150 49 25 25.6 12 §
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12 8
CTFR/L2525-5T25-140200  [EIH40 200 5 25 25 25 150 49 25 25.6 12 0]
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100  [E68 60 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400  [NEH68 400 6 25 25 25 150 49 25 25.6 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
Max. groove depth will be 15 mm with DTF insert.

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

Torque: Recommended clamping torque: N-m

@ ( Groove width 0 @iy
SPARE PARTS Insert oW (mm) Min. machining dia.
Designation Clamping screw Wrench DAXMIN (mm)
CTFR/L2525-3T - 4T... CMBX1X25-A P-5 DGM / DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CMB8X1.25X25-A P-6 DGM/DGS / SGN/ DGL 4 37
DGM / DGS / DGL 5 60
INSERT DGM /DGS / DGL 6 57
Designation Seat size Insert DTE/DGG /DTM 3 62
CTFR/L2525-3T10-024035 3 DTF, DTX DTE/DGG/DTM 4 42
CTFR/L2525-3T10-020040 3 DTF, DTX DIE / [DEIE! /DT 2 b
DTE / DGG / DTM 6 61
CTFR/L2525-3T10-034050 3 DTF, DTX TR 3 a4
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM B a -
DTF, DTX, DTE, DGG, DGM, DGS,
CTFR/L2525-3T15-064100 3 DTR, SGN, DGL, DTM gl: 2 ::
CTFR/L2525-4T10-022036 4 DTF, DTX
DTX 3 22
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR oTX . 20
DTF, DTX, DTE, DGG, DGM, DGS,
CTFR/L2525-4T20-034050 4 DTR, BTM, DAL DTX 5 20
DTF, DTX, DTE, DGG, DGM, DGS, DTX 6 23
CTFR/L2525-4T20-042070 4 . Sl ST e o 3 20
DTF, DTX, DTE, DGG, DGM, DGS, DTF 4 20

CTFR/L2525-4T20-062120 4 DTR, SGN, DTM. DGL.

DTF, DTX, DTE, DGG, DGM, DGS,
DTR, SGN, DTM, DGL

CTFR/L2525-5T25-... 5  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL
CTFR/L2525-6T25-... 6  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL

CTFR/L2525-4T20-112200 4

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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TUNGCUT

CTFVR/L
Perpendicular toolholder for face grooving and turning

o E 37

- ><$ - %
cw & gY
Lo LH = LF DAXMIN
\li e ~ DAXX —

Right hand (R) shown.

PN ETN G ST ST seat size  CDX H B LF LH HF  Torque

CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25 5
BE CTFVR/L2525-3T10-034050  [NENGasg o s 10 25 25 150 18 25 5
o CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
CTFVR/L2525-3T15-054085  [@I6A s s 15 25 25 150 18 25 5
=] CTFVR/L2525-4T12-022040 4 2 40 4 12 25 25 150 18.5 25 8.5
| — CTFVR/L2525-4T15-032050  [AgGa isg o 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-052085  [ANGa sy 4 15 25 25 150 18,5 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110  [IEIT0 o 5 20 25 25 150 2 25 12
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-140200  [IEIH40 560 5 20 25 25 150 22 25 12
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-073150  [IEN g 50 6 20 25 25 150 2 25 12
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.
Torque: Recommended clamping torque: N-m
& ( Groove width _Face grooving
SPARE PATS . Insert CW (mm) M|r5:)1(e'1\;|:lh'\|ln|ng dia|
Designation Clamping screw Wrench (mm)
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM / DGS / SGN / DGL 3 92
CTFVR/L2525-4T... CMBX1X25-A P-5 DGM/DGS / SGN/ DGL 4 37
CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 DGM/DGS /DGL 5 60
DGM / DGS / DGL 6 57
INSERT DTE/DGG/DTM 3 62
Designation Seat size Insert DTE/DGG/DTM 4 2
CTFVR/L2525-3T10-024035 3 DTF, DTX D2/ [IEE /D 2 &
CTFVR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM 6 o
DTR 3 44
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTR 4 -
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX g 22
DTX 4 20
CTFVR/L2525-4T15-032050 4  °Th DTXE')E;%?ﬁ%ng' e — = -
CTFVR/L2525-4T15-042060 4 (DU DDTTXF'LDST EN")SEMPS&"L' 2CSs I;?; 2 23
CTFVR/L2525-4T15-052085 4 D10 % BTE DOC, DOL OGS, e 4 5
CTFVR/L2525-5T20-... 5 DI s, DST%’DDG‘G"Q' IDIEHE), R}
CTFVR/L2525-6T20-... 6 (D%, A DDGTG,\;LDDGGNL" IDIE3S, [DAR,

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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TUNGCUT

CTEFR/L
External face grooving and turning toolholder

_ _CDX v L
wt = H “ J/
51510 o
© A LF )
LH
3 _
M 1
«» %1 T
Y Right hand (R) shown.
Seat size = CDX HF B H LF WF ) LH Torque
CTEFR/L12-4T04 2,3,4 0.189 0.750 0.750 0.750 5.000 0.770 1.300 6.27
CTEFR/L16-4T04 0.157 4 2,3, 4 0.189 1.000 1.000 1.000 6.000 1.020 1.300 6.27
CTEFR/L12-6T04 [foz2s 6 56 0.189 0.750 0.750 0.750 5.000 0.236 1.460 6.27
CTEFR/L16-6T04 0.236 6 5,6 0.189 1.000 1.000 1.000 6.000 1.020 1.460 6.27

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L12-4T04 CMBX1X20-A P-5
CTEFR/L16-4T04 CM6X1X25-A 25
CTEFR/L12-6T04 CMBX1X20-A P-5 o
CTEFR/L16-6T04 CMBX1X25-A P-5 %
(]
Groove width ,Face grcl)qvingl Groove width 'Face grcl)qvingl 9
CW (in) Mmb?;mﬂmg dia| CW (in) Min. machining dia| O]
()] DAXMIN (in)
DGM / DGS / SGN 0.079 11.614 DTR 0.118 1.732
DGM /DGS / SGN / DGL 0.118 3.622 DTR 0.157 1.260
DGM /DGS / SGN / DGL 0.157 1.457 DTR 0.197 1.890
DGM /DGS / DGL 0.197 2.362 DTR 0.236 1.890
DGM /DGS / DGL 0.236 2.244 DTX 0.118 0.866
DTE/DGG /DTM 0.118 2.441 DTX 0.157 0.787
DTE/DGG /DTM 0.157 1.654 DTX 0.197 0.787
DTE/DGG /DTM 0.197 2.520 DTX 0.236 0.906
DTE/DGG /DTM 0.236 2.402 DTF 0.118 0.787
DTF 0.157 0.787

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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TUNGCUT

CAFR/L

Face grooving and turning blade

Inch
CAFR/L-3T12-040055
CAFR/L-3T12-055075
CAFR/L-3T12-075100
CAFR/L-3T12-100140
CAFR/L-3T12-140200
CAFR/L-4T16-050070
CAFR/L-4T16-070100
CAFR/L-4T16-100150
CAFR/L-4T16-150250
CAFR/L-5T20-055080
CAFR/L-5T20-080120
CAFR/L-5T20-120180
CAFR/L-5T20-180300
CAFR/L-5T20-300000
CAFR/L-6T25-060090
CAFR/L-6T25-090150
CAFR/L-6T25-150250
CAFR/L-6T25-250400

CW (n) CW (mm) DAXMIN DAXX

0.118 3 2165 2.95

0.118 3 3.937 5.5

0.157 4 1.969 2.76

0.157 4 3.987 5.9

0.197 5 2165 3.1

0.197 5 4.724 7.0

0.197 5 11.811

0.236 6 3.543 5.9

[o2R <> B> R« NS, NS, B &) BG ) I &) B i S - RS I S B M)

0.236 9.843 15.75

When groove depth is larger than (insert length - 0.059"), please use 1-cornered insert.
Max. groove depth will be 0.591" with DTF insert.

Not compatible with TungModularSystem

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

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

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

Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS
Designation
CAFR/L...

Clamping screw Wrench
BHM6-20-A P-4

Seat size CDX

3 0.472
0.472
0.472
0.472
0.472
0.630
0.630
0.630
0.630
0.787
0.787
0.787
0.787
0.787
0.984
0.984
0.984
0.984

DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / DGL
DGM /DGS / DGL
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM
DTR
DTR
DTR
DTR
DTX
DTX
DTX
DTX
DTF
DTF

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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LF
1.772
1.772
1.772
1.772
1.772
1.772
1.772
1.772
1.772
1.929
1.929
1.929
1.929
1.929
2.165
2.165
2.165
2.165

Groove width

CW (in)

0.118
0.157
0.197
0.236
0.118
0.157
0.197
0.236
0.118
0.157
0.197
0.236
0.118
0.157
0.197
0.236
0.118
0.157

WF (1)
0.409
0.409
0.409
0.409
0.409
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413
0.413

I

Right hand (R) shown.

Torque
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69
3.69

Face grooving

Min. machining dia.

DAXMIN (in)

3.622
1.457
2.362
2.244
2.441
1.654
2.520
2.402
1.732
1.260
1.890
1.890
0.866
0.787
0.787
0.906
0.787
0.787




TUNGCUT

CHSR/L
Shank for CAER/L and CAFR/L blades

(70}
~Z . oA
21 ]
@D
) 2 it )
- SO S . wFAssY®)
[7yy 1\
{ 753 |
= Y Right hand (R)
LL—H> 4 HBH with left-hand blade shown.
H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L12-U 0.750 0.750 5.330 4.227 1.380 0.356 0.750 0.502 CAFL/R...
CHSR/L16-U 1.000 1.000 5.330 4.227 1.100 0.606 1.000 0.280 CAFL/R...
CHSR/L20-U 1.250 1.250 6.330 5.227 - 0.856 1.250 - CAFL/R...
H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAFL/R...
CHSR/L3232 32 32 153 105 = 22 32 = CAFL/R...
*WFASSY : Shank (WPQOS) + blade (WF) Not compatible with TungModularSystem

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

SPARE PARTS & (

Designation Clamping screw Wrench g
CHSRIL... CSHB-6-A P-4 'CS>
o
TUNGCUT C
CHFVR/L
Shank for CAER/L and CAFR/L blades
I 2 OAL .
o '
- g] © “ HBKW m¢
B = 't LPOS -
(LFASSY**)
LH
;—\ —Nq—
12} ) =}
—~_J ; t A — Right hand (R)
= A HBH with right-hand blade shown.
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)
CHFVR/L12-U 0.750 0.750 6.000 5.606 0.984 -0.001 0.352 0.750 0.502 CAFR/L...
CHFVR/L16-U 1.000 1.000 6.000 5.606 0.984 -0.001 0.102 1.000 0.276 CAFRI/L...
CHFVR/L20-U 1.250 1.250 7.000 6.606 0.984 0.147 - 1.250 - CAFRI/L...
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAFR/L...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAFRI/L...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAFRI/L...
*WFASSY : Shank (WPOS) + blade (LF) Not compatible with TungModularSystem
“*LFASSY : Shank (LPOS) + blade (WF)
SPARE PARTS & (
Designation Clamping screw Wrench
CHFVRI/L... CSHB-6-A P-4
Combination of blade and toolholder
Blade
Toolholder CAER. CAEL. CAFR. CAFL..
CHSR... o [ )
CHSL... [ ] [ J
CHFVR... () () .
CHFVL .. ° ° Reference pages: Inserts — F178 - F187,

Standard cutting conditions — F192

Tungaloy F175
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;EHR”GCUT TUNGCAP

TungCap shank for CAER/L and CAFR/L blades

n
S , @
-5 A= g M=
> - I
[y o
| o @)
c<,() ‘ ‘ @ (8] < © © @
Ly o OfFal
= <« LPR (LPOS)
(LFASSY*) Right hand (R)
with left-hand blade shown.
DCONMS LPR LPOS L2 WPOS Blade (Option)
C3CHSR/L22050N 32 50 22.1 35 1.5 CAFL/R...
C4CHSR/L27050N 40 50 221 36 16.5 CAFL/R...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAFL/R...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAFL/R...

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

Applicable for 7 MPa coolant.
Not compatible with TungModularSystem

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHSR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

C-CHFVR/L TUNGCA~

TungCap shank for CAER/L and CAFR/L blades

®
— 2 :
ST m L @ o L
B = ©) Qy D
g ! £
g, [ |pos z
_(LFASSY*)_| Right hand (R)
with right-hand blade shown.
DCONMS LPOS L2 wB WPOS Blade (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAFR/L...
C4CHFVR/L27050N 40 425 36 27 -0.9 CAFR/L...
C5CHFVR/L35060N 50 49.5 36 85 71 CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 171 CAFR/L...

*WFASSY : Shank (WPQOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)
Applicable for 7 MPa coolant.

Not compatible with TungModularSystem

SPARE PARTS g & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
CB6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder

Blade
oellielelar CAER..  CAEL.. CAFR..  CAFL..
C*CHSR... ° °
C*CHSL... ° °
C*CHFVR... ° °
C*CHFVL... [ ) [ ] @ : Corresponding

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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TUNGCUT

CTIFR/L
External/Internal face grooving and turning toolholder

CDX

Ji
| x 4

ﬂ ﬁ - LF
E. %@ MmN __ 3
= |
T
Right hand (R) shown.
GG Seatsize  CDX  DCONMS LF HF WF ) Torque
CTIFR/L16-4T05-D17 3,4 0.217 1.000 8.000 0.450 0.531 3.69

WF

DAXMIN

A
Y

DMIN

DCONMS
M1

CTIFR/L20-4T05-D22 0.157 4 3,4 0.217 1.250 10.000 0.590 0.656 3.69
CTIFR/L16-5T05-D17  [I0286 e 56 0.217 1.000 8.000 0.450 0.531 3.69
CTIFR/L20-5T05-D22 0.236 6 5,6 0.217 1.250 10.000 0.590 0.656 3.69
-iaqii. Seat size CDX DCONMS LF HF WF® Torque*
CTIFR/L25-4T05-D270 3,4 5.5 25 200 11.5 13.3 5
CTIFR/L32-4T05-D340 4 3,4 5.5 32 250 15 16.8 5
CTIFR/25-5T05-D270 [T 5,6 5.5 25 200 1.5 13.3 5
CTIFR/L32-5T05-D340 6 5,6 5.5 32 250 15 16.8 5
(1) WF is calculated with the groove width (CW) in the above table.
Use the right-hand insert for the right-hand holder with DTF insert.
Torque: Recommended clamping torque: Ibs-ft (*N-m) CC»
Inch c>>
SPARE PARTS @ ( @ e}
Designation Clamping screw Wrench Seal cap )
CTIFR/L16-4T05-D17 CMBX1X16-A P-5 CA-25
CTIFR/L20-4T05-D22 CM6X1X20-A BE5) CA-32
CTIFR/L16-5T05-D17 CMBX1X16-A P-5 CA-25
CTIFR/L20-5T05-D22 CM6X1X20-A P-5 CA-32
Insert Minimum diameter Insert DAXMIN
seat seat
size DCONMS = 0.984" DCONMS = 1.259" size DGM, DGS DTE, DGG DTF, DTX
3 1.085 1.311 3 2.126 1.732 0.787 1.614 )
4 1.055 1.331 4 1.339 1.654 0.709 1.417 )
5 1.085 1.311 5 1.929 1.969 0.787 2.126 )
6 1.055 1.331 6 1.811 1.890 0.709 2.126 )

gnlg:\rFiacE PARTS @ ( @

Designation Clamping screw Wrench Seal cap
CTIFR/L25-4T05-D270 CM6X1X16-A P-5 CA-25
CTIFR/L32-4T05-D340 CM6X1X20-A P-5 CA-32
CTIFR/L25-5T05-D270 CM6X1X16-A P-5 CA-25
CTIFR/L32-5T05-D340 CM6X1X20-A P& CA-32
|2::? Minimum diameter DAXMIN
size DCONMS = 25 mm DCONMS = 32 mm DGM, DGS DTE, DGG DTF, DTX
3 26.3 33.3
4 26.8 33.8
5 26.3 33.3
6 26.8 33.8

Reference pages: Inserts — F178 - F187, Standard cutting conditions — F192
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I INSERT
DTX

External/Internal face grooving and turning

RE
i
O

7 INSL Ref.

I

|k | K e | Ve *
M Stainless * * | ¢ %
Cast iron S D ¢ DA S
Non-ferrous
Superalloys * | Y% v : First choice
H Hard materials Y% : Second choice
Coated Cermet
. . CW:0.05|CW=0.002] RE 0 Q INSL h
¥ Designation Seat i : oo N0 3 - -
size (mm)| (n) | (n) §SRIE 8 (n) | (n)
oo LI I (2]
F < <O p
DTX3-030 3 3 0.118 0012 @ A ©@ @ © [ ] 0.787 0.197
DTX4-040 4 4 0.157 0016 @ A ®@ @ @ o 0.787 0.197
] DTX5-040 5 5 0197 | 0016 @ A ®@ @ @ ® 0.984 | 0.217
DTX6-080 6 6 0.236 0.031 o 00 0.984 0.197
@ : Lineup
A : To be discontinued
DTF
Face grooving and turning
RE
7Y
GEf——H
1/2; INSL
7 Ref.
o
Ny
' "
L1 Right hand (R) shown.
- Steel b dhAdh dRAGRAS *
M Stainless * ) 'dhidb ¢
Cast iron PAG * DA PAG
Non-ferrous
Superalloys * |y  : First choice
H Hard materials 3¢ : Second choice
Coated Cermet
. . CW:0.05|CW=0.002] RE 0 Q INSL h L1
Designation Seat | AND _ - oo N 03 2 _ _ .
size mm)| @n) | @) §ILRNEZ |8 () | Gn) | ()
oo LI I n
[l i - S ©) P4
DTF3-040-R 3 R 3 0.118 0016 @ A ® @ @ [ ] 0.787 0.197 0.630
DTF3-040-L 3 L 3 0.118 0016 @ A ® @ @ [ ] 0.787 0.197 0.630
DTF4-040-R 4 R 4 0.157 0016 @ A ® @ @ [ ) 0.787 0.197 0.630
DTF4-040-L 4 L 4 0.157 0016 @ A ®@ @ @ [ ] 0.787 0.197 0.630

@ : Line up
A : To be discontinued

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DTM

External face grooving and turning

RE
oy ——)
O

6° INSL Ref.

il ulihs
Bl steel *
M Stainless *
Cast iron *
l Non-ferrous
*

S Superalloys ¥ : First choice

H  Hard materials ¥¢ : Second choice
Coated
. . CW=0.05|CW=0.002) RE |© INSL h
Designation Seat . . S ) .
size | (mm) | (in) | (n) |R (in) | (in)
T
<
DTM3-030 3 3 0.118 0.012 | @ 0.787 0.197
DTM4-040 4 4 0.157 0.016 | @ 0.787 0.197
DTM4-080 4 4 0.157 0.031 | @ 0.787 0.197
DTM5-080 5 5 0.197 0.031 | @ 0.984 0.217
DTM6-080 6 6 0.236 0.031 | @ 0.984 0.217
DTM8-080 8 8 0.315 0.031 | @ 1.181 0.264
@ : Line up
(@]
£
>
DTE o
External face grooving and turning (for high precision) (B
RE
A
=
O
7. INSL Ref.
e
-
Bl steel % | |k || Y *
M Stainless * ) dhidh ¢
Cast iron PAe * w
Non-ferrous
S  Superalloys * |y % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.02|CW+0.0008) RE %o} = INSL h
Designation Seat ) - oy 83 B : :
size | (mm) | (in) | (n) |§ ¥R K = o (in) | (in)
oo LI I n
FE<<O P
DTE265-015 3 2.65 0.104 0006 @® A ©@ @ @ [ J 0.787 0.197
DTE300-020 3 3 0.118 0008 @ A ©@ @ O [ J 0.787 0.197
DTE300-040 3 3 0.118 0016 @ A ©@ @ @ [ J 0.787 0.197
DTE315-015 3 3.15 0.124 0006 @ A © @ O [ J 0.787 0.197
DTE400-040 4 4 0.157 0016 @® A ©@ @ @ ([ J 0.787 0.197
DTE400-080 4 4 0.157 0031 @ A © @ O ([ J 0.787 0.197
DTE415-015 4 4.15 0.163 0006 @® A © @ @ [ J 0.787 0.197
DTE478-055 5 4.78 0.188 0022 @ A © @ O [ J 0.984 0.217
DTES500-040 5 5 0.197 0016 @® A ©@ @ @ [ J 0.984 0.217
DTE500-080 5 5 0.197 0031 @ A © @ O ([ J 0.984 0.217
DTE515-015 5 5.15 0.203 0006 @® A ©@ @ @ 0.984 0.217
DTE600-080 6 6 0.236 0031 @ A © @ @ 0.984 0.217
DTE600-120 6 6 0.236 0047 @ A © @ O 0.984 0.217
DTES800-080 8 8 0.315 0031 @ A © @ O 1.181 0.264
DTE800-120 8 8 0.315 0047 @ A © @ © 1.181 0.264
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192

Tungaloy F179




DTE

External face grooving and turning

RE
=
(@]
7 INSL Ref.
R T TR
M Stainless * * | |k
Cast iron PAG * [ % DA
Non-ferrous
Superalloys * Y% Y : First choice
Hard materials ¥% : Second choice
Coated Cermet
. . CW=0.05/CW0.002| RE 0 o INSL h
Designation Seat . o N 8 . :
size [(mm)| (n) | (n) YVNLRK = ® (in) | (in)
H* oo I I I »n
FFFEF IO =2
DTE3-040 3 3 0.118 0016 @ A © © @ © o 0.787 0.197
DTE4-040 4 4 0.157 0016 @ A © © @ © o 0.787 0.197
- DTE5-040 5 5 0.197 | 0.016 oo 0.984 | 0.217
B DTE6-080 6 6 0.236 0.031 { BN ] 0.984 0.217
@ : Lineup

A : To be discontinued

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DGM

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE RE Right hand
s
Ere—s
© PSIRR
7 INSL Ref. - INSL Ref. 7 INSL Ref.
CH R -
- Steel * & ||k pie
M Stainless * * | *
Cast iron Y * PAd A pie
Non-ferrous
Superalloys * | [k % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at jyanp| o W02 RE 1 S n g g 3 INSL' D IpsirLpsiRR
size (mm)| (in) | (i) ISR K S = o (in) | (in)
oo LI I X 0
FFLI<ICXO 4
DGM2-020 2 N 2 0.079 0008 @ A ©®@ O [ ] [ ] 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 ® o [ ] 0.787 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 0.008 [ N ] [ ] 0.787 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 0.008 ([ BN ] [ ] 0.787 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 0.008 ([ BN ] [ ] 0.787 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 0.008 [ AN ] [ ] 0.787 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 0.008 ( N ] [} 0.787 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 0.0008 [ ] [ ] 0.762 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 0.0008 [ ] [ ] 0.762 0.197 15° 0°
DGM3-020 3 N 3 0.118 0008 @ A © © O O o 0.787 0.197 0° 0°
DGM3-020-6R 3 R 3 0.118 0.008 ( N ] [ J 0.787 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 0.008 [ BN ] [ ] 0.787 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 0.0008 [ ] [ ] 0.766 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 0.0008 [ ] [ ] 0.766 0.197 6° 0°
DGM3-020-15R 3 R 3 0.118 0.008 ® o [ ] 0.787 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 0.008 ([ BN ] [ ] 0.787 0.197 15° 0°
DGM4-030 4 N 4 0.157 0012 @ A © © @ O o 0.787 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 0.012 o0 [ ] 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 o o [ ] 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 ([ BN ] [ ] 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 [ BN ] [ ] 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ A © © @ O [ ] 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 oo [ ] 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @ A @ © @ @ 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 @® A ®@ @ [ ] 1.181 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192

A : To be discontinued

Grooving

Tungaloy F181



SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand RE Right hand
=
© RE PSIRR
7 INSL Ref. 7 INSL Ref. 7% INSL Ref. )
- E L E
Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
Hard materials ¢ : Second choice
‘ “ Coated
Designation | S¢at jyanp W0 CW02 RE G o o INSL 1 h *logipLpsiRR
size mm)| (n) | () RS2 (in) | (i)
= I T I
| < <O
SGM2-020 2 N 2 0.079 0008 ® @ @ 0.787 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 0008 ® @ @ 0.787 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 0008 @® @ @ 0.787 0.197 6° 0°
SGM3-020 3 N 3 0.118 0008 ® @ @ 0.787 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 6° 0°
SGM3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGM3-020-15L 3 L 3 0.118 0008 @® ® @ 0.787 0.197 15° 0°
SGM4-030 4 N 4 0.157 0012 ® @ @ 0.787 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 0012 @ @ @ 0.787 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 0012 @ @ @ 0.787 0.197 4° 0°
SGM5-030 5 N 5 0.197 0012 ® @ @ 0.984 0.217 0° 0°
SGM6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°

@ : Line up

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand

e

7 INSL Ref INSL Ref.

o

T

PSIRR

Right hand

INSL Ref.

-

BBl stee || e[| |
M Stainless * ) dbidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys ¥* | ¥ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at jyanp|SV:0® /W02 RE | 0 & » g 3 INSL | h logirL PSIRR
size (mm)| (n) | (in) ¥V RK = S (in) | (in)
oo LI I (2]
FFI<O Z
DGS1.4-016 1 N 1.4 0.055 0.006 o 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 @ A © @ O (] 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 0.008 ® 00 0.787 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 [ 3N J 0.768 0.197 6° 0° 8
DGS2-020-15R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 15° 8
DGS2-020-15L 2 L 2 0.079 0.008 o 00 0.787 0.197 15° 0° 9
DGS2-002-15R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 15° O
DGS2-002-15L 2 L 2 0.079 | 0.0008 [ N J 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 @ A ©@ @ O (] 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 (BN BN J 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 [ BN J 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 0.008 ® 00 0.787 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 0.008 [ BN BN J 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 [ 3N J 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 @ A © @ © ([} 0.787 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 0.012 ® 00 0.787 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 0.012 (BN BN ) 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 @ A ©®@ @ © (] 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 @ A ®© @ © 0.984 0.217 0° 0°
@ : Line up
A : To be discontinued
Caution

The tool will interfere with the workpiece when grooving larger diameter than eDmax.

Designation gDmax (in) Designation gDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand RE Right hand

B —"
O PSIRR

INSL Ref. ) o INSL Ref.

70 - R7Ee INSL Ref. | 7
- i -

Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
, H  Hard materials ¢ : Second choice
‘ ‘ v Coated
8 Designation | 53! |HAND CW005\C0002 - RE § 98 INSL 1 h *logirLpsiRR
size (mm)| (n) | (n) RK = (in) | (in)
I T I
| — < <O
SGS2-020 2 N 2 0.079 0008 @® @ @ 0.787 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 0008 @® @ @ 0.787 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 0008 @® @ @ 0.787 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 0008 ©® @ @ 0.787 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 15° 0°
SGS3-020 3 N 3 0.118 0008 @® @ @ 0.787 0.197 0° 0°
: SGS3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
[ SGS3-020-6L 3 L 3 0.118 0008 @® ® @ 0.787 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.0008 o 0o 0.780 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 0008 ©® @ @ 0.787 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 15° 0°
SGS3-002-15R 3 R 3 0.118 | 0.0008 o 0o 0.780 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 15° 0°
SGS4-030 4 N 4 0.157 0012 @ @ @ 0.787 0.197 0° 0°
SGS5-030 5 N 5 0.197 0012 @® @ @ 0.984 0.217 0° 0°
SGS6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°
@ : Line up
DGG

External grooving (for high precision)

© INSL Ref.

e ==L
CRCRC B

M Stainless

* %k %
X
X

Cast iron

Non-ferrous *

Superalloys DA Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation S_eat CW=0.02 CW:IO.OOOS I-RE l!g? % . |[\!SL -h

size | (mm) | (in) | (n) R o 3 (in) | (in)

I (%) (%)

< P4 X
DGG200-020 2 2 0.079 0.008 | @ [ ] [ J 0.787 0.197
DGG300-020 3 3 0.118 0.008 | @ [ J o 0.787 0.197
DGG400-040 4 4 0.157 0.016 | @ [ J ([ J 0.787 0.197
DGG500-040 5 5 0.197 0.016 | @ [ J [ J 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ [ J ([ J 0.984 0.217

@® : Line up

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DGL

External grooving and parting

RE
N =
(@]
7 INSL Ref.
- Steel *
e
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
. . CW=0.05CW=0.002] RE |[© INSL h
Designation Seat . . S . .
size | (mm) | (in) | (in) |K (in) | (in)
I
<
DGL3-025 3 3 0.118 0.010 | @ 0.787 0.197
DGL4-030 4 4 0.157 0.012 | @ 0.787 0.197
DGL5-030 5 5 0.197 0.012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0.031 | @ 0.984 0.217
@ : Line up
(@]
=
>
DTR S
Profiling and undercutting (for high precision) (B
RE
=
O
7 INSL Ref. .
- wiile W, e
‘ M Stainless L AR _dhAdh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys * | Y¢  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.02|CW+0.0008) RE %o} = INSL h
Designation Seat . . www YWY 8 3 ) .
size | (mm) | (in) | (in) ¥ N¥NRK = o (in) | (in)
oo LI I n
F <O P
DTR300-150 3 3 0.118 0059 @ A © @ O [ J 0.787 0.197
DTR400-200 4 0.157 0079 @ A © @ O [ J 0.787 0.197
DTR478-239 5 4.78 0.188 009 @ A © @ O [} 0.984 0.217
DTR500-250 5 0.197 0098 @ A © @ O (] 0.984 0.217
DTR600-300 6 0.236 0118 @ A ®© @ @ 0.984 0.217
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DTR

Profiling and undercutting

RE

i

7 INSL Ref. -
R e,
M Stainless * * | ¥ *
‘ Cast iron DA * PAdPAY PG
Non-ferrous
Superalloys * Y% [ % v : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat |CW:005 CW.10.002 |_qE N . ugv 01 g § INSL _h
size | (mm)| (in) | (n) VN K S = o (in) | (in)
[T SS5SIIITCI 7
FEFE<<<<O p
N DTR3-150 3 3 0118 [ 0059 |@ A ®@ @ @ @ ® 0.787 | 0.197
DTR4-200 4 4 0.157 0079 @ A © © @ © [ ] 0.787 0.197
: DTR5-250 5 5 [ 0197 [00% (@ A ® ® @ © ° 0984 | 0217
o — DTR6-300 6 6 0.236 0118 | @ A @ © [ ] 0.984 0.217
DTR8-400 8 8 0.315 0157 | @ A @ © [ ] 1.181 0.264
@ : Line up
A : To be discontinued
K DTIU
Profiling and undercutting (for high precision)
RE
e
(G)
zVA INSL Ref. “
N e w- e
‘ M Stainless Y dhidh ¢
Cast iron * DA
Non-ferrous
Superalloys * | Y¢  : First choice
H Hard materials Y¢ : Second choice
Coated
Designation S?at CW=0.02 CWt.0.000S RE § & 8 |NSL h
size | (mm) | (in) | (n) K K = (in) | (in)
I T I
< <O
DTIU300-150 3 3 0.118 0059 @ @ @ 0.787 0.197
DTIU400-200 4 4 0.157 0079 @® @ @ 0.787 0.197
DTIU500-250 5 5 0.197 0098 ©® @ @ 0.984 0.217
DTIU600-300 6 6 0.236 0118 @ ®@ @ 0.984 0.217
@ : Line up

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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DTA

Aluminum wheel machining (for high precision)

RE

=
O

Al INSL Ref.
M- we

M Stainless

Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials Y% : Second choice
Uncoated
. . CW:=0.02/CW=0.0008| RE INSL h
Designation Seat - - o - - AN
size | (mm) | (in) | (in) |2 (in) | (in)
I
|_
DTA600-300 6 6 0.236 | 0.118 | @ 0.984 | 0.217 7°
DTA800-400 8 8 0.315 0.157 | @ 1.181 0.264 10°
@ : Line up
(@)]
=
>
SGN S
External grooving of hardened steel 5]
RE
= W—
(@]
7 INSL Ref.
Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys ¥ : First choice
Hard materials | v ¢ : Second choice
CBN
. . CW:0.025 CW=0.001| RE INSL h
Designation Seat . . Z ) .
size | (mm) | (in) | (in) | (in) | (in)
x
o
SGN200-020 2 2 0.079 0.008 | @ 0.787 0.197
SGN300-020 3 3 0.118 0.008 | @ 0.787 0.197
SGN400-020 4 4 0.157 0.008 | @ 0.787 0.197
@ : Line up

Reference pages: Toolholders — F171 - F177, Standard cutting conditions — F192
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TUNGCUT - Chipbreaker Guide

mm Face grooving and turning

DTX type (2 corners) M Standard feed and DoC

W =) d

Multi-functional type

Groove width: CW (in)

— 0.157
Well balanced sharpness £
and strength S 0118 H Standard feed
= 0.016
Multi-functional insert 3 0079
CW =0.118" - 0.236" £ 0030 goop—-u
'E_ . S~
3 T = 0.008 |-
a 0 Lo 3
0004 0008 0012 0016 o004 - -
Feed: f (ipr) 0
] Groove width: CW (in) 0118 0.157 0.197 0.236
L F178 page WO0.118 M0.157 M0.197 M0.236 Groove width: CW (in)
— DTF type (2 corners) | 1st choice M Standard feed and DoC P J
n . 0.197
e First for face grooving 5 44
= § 0.157 W Standard feed
Unique chipbreaker makes & 0.118 0.016
. o
chips shorter 5 0.079 oot ] g
Molded and ground insert £ 159 < ooos I
available a Nl § ' I
= "o " 0.004 0.008 0.012 0.016 0.020 0.024 w 0004 | .
CW =0.118"-0.157 Feed: f (ipr)

0 ‘
0.118 0.157

F179, F180 page

0.118 M0.157 10.197 W0.236 W0.315

F178 page m0.118 WO0157 Groove width: CW (in)
DTM type General purpose B Standard feed and DoC ﬂur%ﬁj J
(2 corners) _ . 20197 ‘ } &
1st choice for grooving and § 0.157
turning . o M Standard feed
Suitable for light to medium 5 979 - 0016
cutting 2 0.039 =
- 0.012 [ = e & =
Excellent chip control in 3 o %
hini teel. allov steel 0.004 0.008 0012 0.016 0.0200.024 5 0.008 | [T 11
machining steel, alloy steel, Feed: £ (ipr) 3 Y = = - .
. w Q.
sta!nless steel, and heat- Groove width: CW (in)
resistant alloy M0.118 WO0.157 M0.197 M0.236 M0.315 0 0118 0157 0197 0.236 0.315
CW =0.118" - 0.315" Groove width: CW (in)
F179 page
DTE type General purpose OI1§7tandard feed and DoC «H’—ﬁ’j/ J/
(2 corners) =% i
Unique chipbreaker makes § 0.157
chips shorter £ 0,118 IS M Standard feed
Molded and ground inserts % 0079 et ] | 0.016
available %0_039 g 0.012 g (- [l
CW =0.118" - 0.315" fa P e B N .
0.004 0008 0012 0.016 0.020 0024 G
Feed: f (ipr) &L 0.004 - - 10 - -
Groove width: CW (in)

0 L n n n
0.118 0.157 0.197 0.236 0.315
Groove width: CW (in)

F188 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm Grooving

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

F181, F182 page

1st choice for grooving
and parting

Smooth chip evacuation
Well-designed edge with high
strength

Handed insert available

CW =0.079" - 0.315"

[l Standard feed

0.020

0.079 0118 0.157 0197 0.236 0.315
Groove width: CW (in)

gl a7

DGS type (2 corners)
SGS type (1 corner)

F183, F184 page

Lower cutting force
and superior sharpness

Unique-designed edge and
chipbreaker

Handed insert available
CW = 0.055" - 0.236"

[l Standard feed

0.020

0.016

pr)

= 0.012

N

e
$ 0.008

I-I-OOO4 I II
o R

0 0.055 0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

gl a7

DGG type
(2 corners)

F184 page

For non-ferrous materials
and titanium

Chipbreaker with low cutting force

Sharp cutting edge that prevents
vibration and delivers fine surface
finish

CW =0.079" - 0.236"

Il Standard feed
0.016
50012
5 0.008
Pg n 008

0
0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

Grooving

i

DGL type
(2 corners)

F185 page

1st choice for mild steel

Chipbreaker with excellent chip
control at low feed

Suitable for mild steel that often
has difficulties with chip control
CW =0.118" - 0.236"

[l Standard feed

0016
o012

S 0.008 |- — I :
(5]

0 0.118 0.157 0.197 0.236
Groove width: CW (in)

Bl AV

Tungaloy F189




TUNGCUT - Chipbreaker Guide

mm Profiling and undercutting

DTR type Full radius type [ | ?:z:dard feed and DoC ¥ ﬁ
(2 corners) E or
. S 0.
Molded Excellent chip control . S R j / J )
Molded and ground inserts available 3
CW =0.118" - 0.315" o oo
B 0.089 (-
[a)] h :
ol i
0.004 0.008 0.012 0.016 0.020 0.024 0.028
Ground Feed: f (ipr)
Groove width: CW (in)
it F185, F186 page WO0.118 WO157 M0.197 W0.236 W0.315
¥
DTIU type Full radius type M Standard feed and DoC Aﬂit
e (2 corners) 0016
| [ Excellent chip control o
For undercutting g 0012 g
CW =0.118" - 0.236" g 0008 |- |-
© o004 M M || 0
0 4 4 p
0118 0.157 0197 0.236
Groove width: CW (in)
F186 page
mm Aluminum wheel machining
DTA type Full radius type W Standard feed and Doc = i“’f
(2 corners) g
Excellent chip control g 0157
For aluminum wheel profiling 5 o018
Ground insert 5 0079
CW =0.236" - 0.315" 5 00m |
O.dO4 0.608 0.612 0.016 0.020 0.024
Feed: f (ipr)
Groove width: CW (in)
F187 page m0.236 M0.315
mm External grooving of hardened steel
- . M Standard feed ¥
SGN-CBN type For hardened steel cutting *L j
(1 corner) 0.0039 /
Optimum cutting edge shape for 0.0031 [
grooving of hardened steels I3 wosl N .
High tolerance width for finishing pol
el
CW =0.079" - 0.157" Rt I & 1 B
(CW =+0.001") 0.0008
0 5079 0118 0167
F187 Groove width: CW (in)
page

F190 www.tungaloy.com/us




B AHZ7O25 cCutting performance

First choice grade for grooving
AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

Alloy steel
AHZ7025 Conventional grade (4140)

Insert : DTE3-040 AH7025

Cutting speed: Vc = 492 sfm

Feed :£=0.007 ipr

Groove depth : 0.669"

Machining : External grooving
Tool wear after 60 grooves Tool wear after 30 grooves Coolant : Wet

AH7025 provides stability, while preventing coating from peeling off even after machining twice

the number of passes compared to the conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

[l Grades o
£
3
A

AH7025 | LUl B AH725 | QUL T515 | :

O]

- First choice for various applications - Recommended for various applications - First recommended grade for

- New PVD coating with high Al content - Newly developed coating with well cast iron

provides excellent adhesion strength controlled crystal structure and fracture - Excellent wear resistance in
- Improved wear and chipping resistance resistance high-speed machining

- Improved adhesion strength

79225 |  NS9530 | __GH130 | ]

- Suitable for steel machining at high - Advanced cermet for finish cutting - Recommended for interrupted machining
speeds of steel - TICNO PVD coating layer with high wear

- New CVD coating and substrate deliver an - Innovative grade with incredible resistance
outstanding balance of wear and chipping fracture and high wear resistance - High hardness wear resistance
resistance

__AH905 L3 _KSO05F | 1) TH10 |}

- Remarkable for machining of heat - Recommended for non-ferrous - Recommended for non-ferrous materials
resistant alloys materials and titanium

- Exclusive coating layer improves adhesion
strength and wear resistance

BX360 L.

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

Tungaloy F191




I STANDARD CUTTING CONDITIONS

Workpiece material

Steel
1045, 4135, etc.

Stainless steel

30488, 316SS, 17-4 PH, etc.

Gray cast iron
No.250B, No.300B, etc.

Ductile cast iron
60-40-18, 60-55-06, etc.

Aluminum alloys
Si<12%

Superalloys
Inconel 718, etc.

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

Hardened steel
4137, etc.

*See page F189 - F190 for feed: f (ipr).

F192 www.tungaloy.com/us

Hardness

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

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

> HRC 50

Priority

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

Priority for surface finish

First choice

Grade

AH7025, AH725
T9225
GH130

NS9530

AH7025, AH725

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

AH7025, AH725
KSO05F

BX360

Cutting speed
Ve (sfm)
164 - 591
262 - 984
164 - 394
262 - 722
164 - 394
164 - 394
164 - 591
164 - 591
164 - 394
164 - 394

328 - 1640
328 - 1969
66 - 197
66 - 262
66 - 262
66 - 262
66 - 197

262 - 492
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MY=T SERIES

#S/D##R/L+CGWSR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

4 24
& L
Bl i e

Reverse o
LF ‘ rotation =

—e

WF
A
b
%—\ U
X<

Right hand (R) shown. Dashed line: 20mm square shank. %E%”ekr?g’hht‘ gg%”ekéef{t
Inch CW DAXN DAXX [e») H B LF HF WF Insert Shank  Torque
30S3040R/L 0.393 0.750/1.0 0.750/1.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWSR/L..  3.69
30S4050R/L 0.118 1575 1696 0.393 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWSR/L..  3.69
BE 30S5065R/L 1071871696 125859" 0393 0750/1.0 0.750/1.0 5906 0.750/1.0 2.057 G'30, GE30-AL CGWSR/L..  3.69
o 30S6590R/L 0.118 2559 3543 0.393 0.7501.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWSR/L..  3.69
30S90150R/L 101187185431 6906 | 0.393 0.750/1.0 0.750/1.0 5906 0750110 2.057 G'30, GE30-AL CGWSR/L..  3.69
= 30S150500R/L 0.118 5906 19.685 0.393 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWSR/L..  3.69
| — 40S3545R/L [0:157 1878 47727 0551 075010 0.750/1.0 5906 0.750/1.0 2.057 G'40, GE40-AL CGWSR/L..  3.69
40S4555R/L 0.157 1.772 2165 0551 0.7501.0 0.7501.0 5.906 0.750/1.0 2.057 G*40, GE40-AL CGWSR/L..  3.69
40S5580R/L 104671214651 18180 | 0551 075011.0 0750/1.0 5906 0.750/1.0 2.057 G40, GE40-AL CGWSR/L..  3.69
40S80140R/L 0.157 3.150 5512 0551 0.7501.0 0.7501.0 5.906 0.750/1.0 2.057 G*40, GE40-AL CGWSR/L..  3.69
40s140500R/L 10467 6512111956851 0551 0.750/1.0 0750/1.0 5906 0750/1.0 2057 G40, GE40-AL CGWSR/L..  3.69
40D3545R/L 0.157 1.378 1772 0.866 0.7501.0 0.7501.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWSR/L..  3.69
40D4555R/L 0467 1772121465 0866 075010 0750/1.0 5906 075010 2.372 G40, GE40-AL CGWSR/L..  3.69
40D5580R/L 0.157 2.165 3.150 0.866 0.750/1.0 0.750/1.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWSR/L..  3.69
40D80140R/L [10:157 11811501 65121 0.866 0750/1.0 0.750/1.0 5906 0.750/1.0 2.372 G'40, GE40-AL CGWSR/L..  3.69
40D140500R/L 0.157 5512 19.685 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWSR/L..  3.69
50S3545R/L 0497 1878 47727 0551 075010 075010 5906 0.7501.0 2.057 G*50 CGWSR/L..  3.69
50S4555R/L 0197 1772 2165 0551 0750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*50 CGWSR/L...  3.69
50S85575R/L [10:197 1121165112958 0.551 0.750/1.0 075010 5906 0.750/1.0 2.057 G'50 CGWSR/L...  3.69
50S75130R/L 0.197 2953 5118 0551 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G50 CGWSR/L..  3.69
505130500R/L  [0H97 1618111956851 0.551 0750/1.0 0750/1.0 5906 0750/1.0 2.057 G*50 CGWSR/L..  3.69
50D3545R/L 0197 1.378 1772 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G*50 CGWSR/L...  3.69
50D4555R/L [0:487 {772 12165 0.866 0.750/1.0 075010 5906 0750110 2.372 G*50 CGWSR/L...  3.69
50D5575R/L 0197 2165 2953 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G50 CGWSR/L..  3.69
50D75130R/L 10497112958 6118 0866 075010 075010 5906 0.7501.0 2.372 G*50 CGWSR/L...  3.69
50D130500R/L 0197 5118 19.685 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G*50 CGWSR/L...  3.69

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.

Use right-hand blades (CGWSR~) with right-hand shanks ~(R); and left-hand blades (CGWSL~) with left-hand shanks (~L).

Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS & & (

Designation Clamping screw Blade screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
50S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205
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MY=T SERIES

#S/D##R/L+CGWSR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

»_<CDX D) cowsrer (CEEER®) cawsLL j j
w ‘ m: a4
; L F%‘ Reverse I Eﬂg
;T - LF J rotation TS
A e
TR — = oo mE e
Right hand (R) shown. Dashed line: 20mm square shank. %EZ”QKJEH %E%”ekgf?

Metric CW DAXN DAXX Ee»)¢ H B LF HF WF Insert Shank Torque
30S3040R/L 10 20/25  20/25 1525  20/25  27/32  G*30, GES0-AL CGWSRI/L... 5
30S4050R/L 3 40 50 10 20/25  20/25 1525  20/25  27/32  G*30, GE30-AL  CGWSRI/L... 5
30S5065R/L eses 1o 20/25 ~ 20/25 1525  20/25  27/32  G*30, GE30-AL CGWSRIL... 5
30S6590R/L 3 65 90 10 20/25  20/25 1525  20/25  27/32  G*30, GE30-AL  CGWSRI/L... 5
30S90150R/L ee e 1o 20/25 ~ 20/25 1525  20/25  27/32  G*30, GES0-AL CGWSRI/L... 5
30S150500R/L 3 150 500 10 20/25  20/25 1525  20/25  27/32  G*30, GE30-AL CGWSRI/L... 5
40S3545R/L B 20/25 ~ 20/25 1525  20/25  27/32  G*40, GE40-AL CGWSRIL... 5
40S4555R/L 4 45 55 14 20/25  20/25 1525  20/25  27/32  G*40, GE40-AL  CGWSRI/L... 5
40S5580R/L assee 14 20/25 ~ 20/25 15255  20/25  27/32 G40, GE40-AL CGWSRIL... 5
40S80140R/L 4 80 140 14 20/25  20/25 1525  20/25  27/32  G*40, GE40-AL  CGWSRI/L... 5
40S140500R/L  [ATTH40E00 | 14 20/25 ~ 20/25 1525  20/25  27/32  G*40, GE40-AL CGWSRIL... 5
40D3545R/L 4 35 45 22 20/25  20/25 1605  20/25  27/32  G*40, GE40-AL  CGWSRI/L... 5 o
40D4555R/L 4 45 85 2 20/25 ~ 20/25 1605  20/25  27/32  G*40, GE40-AL CGWSRI/L... 5 §
40D5580R/L 4 55 80 22 20/25  20/25 1605  20/25  27/32  G*40, GE40-AL  CGWSRI/L... 5 8
40p80140RL  [ATTEO A0 22 20/25 ~ 20/25 1605  20/25  27/32  G*40, GE40-AL CGWSR/L... 5 15}
40D140500R/L 4 140 500 22 20/25  20/25 1605  20/25  27/32  G*40, GE40-AL  CGWSRIL... 5
50S3545R/L EEsasT 1 20/25 ~ 20/25 1525  20/25  27/32 G*50 CGWSRIL... 5
50S4555R/L 5 45 55 14 20/25  20/25 1525  20/25  27/32 G*50 CGWSRIL... 5
5085575R/L s s 20/25  20/25 1525  20/25  27/32 G*50 CGWSRI/L... 5
50S75130R/L 5 75 130 14 20/25  20/25 1525 20/25  27/32 G50 CGWSRIL... 5
505130500R/L  [IEIIHG0E00T 14 20/25 ~ 20/25 1525  20/25  27/32 G*50 CGWSRIL... 5
50D3545R/L 5 35 45 22 20/25  20/25 1605  20/25  27/32 G*50 CGWSRIL... 5
50D4555R/L 5 45 55 22 20/25  20/25 1605  20/25  27/32 G*50 CGWSRI/L... 5
50D5575R/L 5 55 75 22 20/25  20/25 1605  20/25  27/32 G"50 CGWSRIL... 5
50D75130R/L 5 75 130 22 20/25 ~ 20/25 1605  20/25  27/32 G*50 CGWSRIL... 5
50D130500R/L 5 130 500 22 20/25  20/25 1605  20/25  27/32 G*50 CGWSRIL... 5

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.

Use right-hand blades (CGWSR~) with right-hand shanks ~(R); and left-hand blades (CGWSL~) with left-hand shanks (~L).

Torque: Recommended clamping torque: N-m

SPARE PARTS & @ (

Designation Clamping screw Blade screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
50S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205
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MY=T SERIES

#S/D##R/L+CGWTR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

- B v COWTR= Lot han () JSE } w
- 2y 1 ’ WQJ i
) rotation
E < - i{
[m)] Regular
(@) rotation 7 =
- Reve_rse?-‘ ﬁ
rotation
Shank right Shank left
Right hand (R) shown. Dashed line: 20mm square shank. Blade left Blade right
Inch CW DAXN DAXX [e») H B LF HF WF Insert Shank  Torque
30S3040R/L 0.393 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWTL/R..  3.69
30S4050R/L 0.118 1575 1696 0.393 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWTL/R..  3.69
BE 30S5065R/L 1041871696 125859" 0.393 0750/1.0 0.750/1.0 5906 0.750/1.0 2.057 G'30,GE30-AL CGWTL/R..  3.69
o 30S6590R/L 0.118 2559 3543 0.393 0.7501.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWTL/R..  3.69
30S90150R/L 0118185436906 0393 075011.0 0750/1.0 5906 0750110 2.057 G'30, GE30-AL CGWTL/R..  3.69
= 30S150500R/L 0.118 5906 19.685 0.393 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*30, GE30-AL CGWTL/R..  3.69
| — 40S3545R/L [10:157 1878 47727 0551 075010 0.750/1.0 5906 0.750/1.0 2.057 G'40,GE40-AL CGWTL/R..  3.69
40S4555R/L 0.157 1.772 2165 0551 0.7501.0 0.7501.0 5.906 0.750/1.0 2.057 G*40, GE40-AL CGWTL/R..  3.69
40S5580R/L 10467124651 18180 0551 0.7501.0 0750/1.0 5906 0750110 2.057 G40, GE40-AL CGWTL/R..  3.69
40S80140R/L 0.157 3.150 5512 0551 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G*40, GE40-AL CGWTL/R..  3.69
40s140500R/L  [0:467 6512111956851 0551 0.750/1.0 0750/1.0 5906 0750/1.0 2057 G40, GE40-AL CGWTL/R..  3.69
40D3545R/L 0.157 1.378 1.772 0.866 0.7501.0 0.7501.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWTL/R..  3.69
40D4555R/L 0467 177211214651 0866 075010 0750/1.0 5906 075010 2.372 G40, GE40-AL CGWTL/R..  3.69
40D5580R/L 0.157 2.165 3.150 0.866 0.750/1.0 0.750/1.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWTL/R..  3.69
40D80140R/L [10:157 11811501 65121 0.866 0750/1.0 0.750/1.0 5906 0.750/1.0 2.372 G'40,GE40-AL CGWTL/R..  3.69
40D140500R/L 0.157 5512 19.685 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G*40, GE40-AL CGWTL/R..  3.69
50S3545R/L 0497 1878 47727 0551 075010 075010 5906 0.7501.0 2.057 G*50 CGWTL/R...  3.69
50S4555R/L 0197 1772 2165 0551 0750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G"50 CGWTL/R...  3.69
50S85575R/L [10:197 1121165112958 0.551 0.750/1.0 075010 5906 0.750/1.0 2.057 G'50 CGWTL/R...  3.69
50S75130R/L 0.197 2953 5118 0551 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.057 G50 CGWTL/R...  3.69
505130500R/L  [0H97 1618111956851 0.551 0750/1.0 0750/1.0 5906 0750/1.0 2.057 G*50 CGWTL/R...  3.69
50D3545R/L 0197 1.378 1772 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G"50 CGWTL/R...  3.69
50D4555R/L [0:487 {772 12165 0.866 0.750/1.0 075010 5906 0750110 2.372 G*50 CGWTL/R...  3.69
50D5575R/L 0197 2165 2953 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G50 CGWTL/R...  3.69
50D75130R/L 10497112958 6118 0866 075010 075010 5906 0.7501.0 2.372 G*50 CGWTL/R...  3.69
50D130500R/L 0197 5118 19.685 0.866 0.750/1.0 0.7501.0 5.906 0.750/1.0 2.372 G*50 CGWTL/R...  3.69

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.

Use right-hand shanks (CGWTR~) with left-hand blades (~L); and left-hand shanks (CGWTL~) with right-hand blades (~R).

Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS & & (

Designation Clamping screw Blade screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
50S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205

F196 www.tungaloy.com/us




MY=T SERIES

#S/D##R/L+CGWTR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

Right hand (R) [SCIAIS & Left hand (L) KoC\\A N Ranaa =
— o - D= | )
. roton ]
é Regularfiij ]
(@) rotation 7| E?l = m
w Fotation
Shank right Shank left
Right hand (R) shown. Dashed line: 20mm square shank. Blade left Blade right
Metric CW DAXN DAXX Ee»)¢ H B LF HF WF Insert Shank Torque

30S3040R/L 10 20/25  20/25 150 20/25 5225 G"30, GE30-AL CGWTL/R... 5
30S4050R/L 3 40 50 10 20/25  20/25 150 20/25 5225  G"30, GE30-AL CGWTL/R... 5
30S5065R/L eses 1o 20/25  20/25 150 20/25 5225  G*30, GE30-AL  CGWTL/R... 5
30S6590R/L 3 65 90 10 20/25  20/25 150 20/25 5225  G"30, GE30-AL  CGWTL/R... 5
30S90150R/L [ae e 1o 20/25  20/25 150 20/25 5225 G"30, GE30-AL CGWTL/R... 5
30S150500R/L 3 150 500 10 20/25  20/25 150 20/25 5225  G"30, GE30-AL CGWTL/R... 5
40S3545R/L a s s 20/25  20/25 150 20/25 5225  G*40, GE40-AL  CGWTL/R... 5
40S4555R/L 4 45 55 14 20/25  20/25 150 20/25 5225  G"40, GE40-AL  CGWTL/R... 5
40S5580R/L [anss e 14 20/25  20/25 150 20/25 5225 G40, GE40-AL CGWTL/R... 5
40S80140R/L 4 80 140 14 20/25  20/25 150 20/25 5225  G"40, GE40-AL  CGWTL/R... 5
40s140500R/L  [ATTAGNE00 | 14 20/25  20/25 150 20/25 5225  G*40, GE40-AL  CGWTL/R... 5
40D3545R/L 4 35 45 22 20/25  20/25 150 20/25 6025 G"40, GE40-AL  CGWTL/R... 5 o
40D4555R/L 4 45 85 2 20/25  20/25 150 20/25 6025 G40, GE40-AL CGWTL/R... 5 §
40D5580R/L 4 55 80 22 20/25  20/25 150 20/25 6025  G"40, GE40-AL CGWTL/R... 5 8
4opsot40R/L  [ATTE0 A0 22 20/25 ~ 20/25 150  20/25  60.25 G*40, GE40-AL CGWTL/R... 5 0]
40D140500R/L 4 140 500 22 20/25  20/25 150 20/25 6025  G"40, GE40-AL  CGWTL/R... 5
50S3545R/L s 14 20/25  20/25 150 20/25  52.25 G*50 CGWTL/R... 5
50S4555R/L 5 45 55 14 20/25  20/25 150 20/25  52.25 G"50 CGWTL/R... 5
5085575R/L [ e 20/25  20/25 150 20/25  52.25 G'50 CGWTL/R... 5
50S75130R/L 5 75 130 14 20/25  20/25 150 20/25  52.25 G50 CGWTL/R... 5
505130500R/L  [INEIIIHEONE00T 14 20/25  20/25 150 20/25  52.25 G*50 CGWTL/R... 5
50D3545R/L 5 35 45 22 20/25  20/25 150 20/25  60.25 G*50 CGWTL/R... 5
50D4555R/L 5 45 55 22 20/25  20/25 150 20/25  60.25 G*50 CGWTL/R... 5
50D5575R/L 5 55 75 22 20/25  20/25 150 20/25  60.25 G50 CGWTL/R... 5
50D75130R/L 5 75 130 22 20/25  20/25 150 20/25  60.25 G*50 CGWTL/R... 5
50D130500R/L 5 130 500 22 20/25  20/25 150 20/25  60.25 G*50 CGWTL/R... 5

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.

Use right-hand shanks (CGWTR~) with left-hand blades (~L); and left-hand shanks (CGWTL~) with right-hand blades (~R).

Torque: Recommended clamping torque: N-m

SPARE PARTS & @ (

Designation Clamping screw Blade screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
50S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205
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2-M6
S LH, HBH
‘ - Right hand (R) shown.
H B LF LH HBH
CGWSR/L12 0.750 0.750 5.400 1.310 0.250
CGWSR/L16 1.000 1.000 5.400 - -
i
H H B LF LH HBH
CGWSR/L2020 20 20 137 32.5 5
- CGWSR/L2525 25 25 137 - -
iE Note: Right hand tool holders (R) use right hand cartridges (R). Left hand tool holders (L) use left hand cartridges (L).
SPARE PARTS &
CGWSR/L... CSHB-6
MY=T SERIES
CGWSRL
Shank of toolholders. Vertical type with offset
E
LF J
| E
2-M6
H B LF
CGWSRL12 0.75 0.75 5.40
CGWSRL16 1.00 1.00 5.40

MY=T SERIES

CGWSR/L

Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders

LF

Note: Right (R) or Left (L) hand cartridges can be used in this toolholder

SPARE PARTS &
Designation Blade screw
CGWSRL... CSHB-6

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205
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MY=T SERIES

CGWTR/L
Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and #S/D toolholders

@ 2-M6 79 o
B

=}

LH
</ [HBH Right hand (R) shown.

H B LF LH WF HBH
CGWTR/L12 0.75 0.75 6.00 1.20 1.50 0.234
CGWTR/L16 1.00 1.00 6.00 - 1.50 -

H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5
CGWTR/L2525 25 25 150 - 37 -
Note: Right hand tool holders (R) use left hand cartridges (L). Left hand tool holders (L) use right hand cartridges (R).
SPARE PARTS &

CGWTR/L... CSHB-6

Grooving

Reference pages: Inserts — F200 - F202, Standard cutting conditions — F205
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ENINSERT
GE

For general grooving

Bl steel * | v | o [ A *
M Stainless * *
Cast iron S ¥* |3 S
Non-ferrous
‘ : Superalloys DA¢ % : First choice
] Hard materials 5% : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
] Designation o |¥™0 o w3 8 . .
| (mm)| (@n) | (n) § N =K ) (in) | (in)
= o o L L 2]
<O =2
GE20 2 0.079 0.008 ( 3N J [ ] 0.394 0.138
GE30 3 0.118 0008 @® A ©@ O [ J 0.394 0.138
GE40 4 0157 | 0008 @® A ©®@ O [ ] 0.394 | 0.157
GE50 5 0.197 0008 @® A ©@ O [ ] 0.472 0.177
@ : Line up
A : To be discontinued
GT
For turning
=
(@]
RE /
BB steel * | Yok k *
M Stainless Y * %
Cast iron S * |5 S
Non-ferrous
Superalloys DA¢ Y : First choice
Hard materials ¥¢ : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation om0 oo Q3 3 ; i
(mm) | (in) | (in) |§ N = K~ o (in) | (in)
oo L L (%2}
<O =2
GT30 3 0.118 0.016 ( 2N J [ ] 0.394 0.138
GT40 4 0.157 | 0.016 { BN ] [ ] 0.394 | 0.157
GT50 5 0.197 0016 @® A ®@ @ [ ] 0.472 0.177
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F194 - F199, Standard cutting conditions — F205
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GR
For profiling (full radius)

=2
O

A
Re . NSL__

-C_

Bl steel * [ o | K *
M Stainless * * %
Cast iron PAd * | DA
Non-ferrous
Superalloys k¢ Y : First choice
H Hard materials Y< : Second choice
Coated Cermet
i i CW-+01|CW+0004| RE o INSL h
Designation I 00 Q3 B i i
(mm) | (in) | (n) ¥ N = o (in) | (in)
oo L L (%2}
<O P4
GR30 3 0.118 0.059 ( 3N ] [ ] 0.394 0.138
GR40 4 0.157 | 0079 | @ A ©® @ [ 0.394 | 0.157
GR50 5 0.197 0098 @ A ©@ O [ 0.472 0.177
@ : Line up
A : To be discontinued
(®)]
£
>
3
F =
G _ (0]
For face grooving
=
O
A INSL
RE
-C_
- Steel * *
M Stainless *
Cast iron Pig Y
Non-ferrous
Superalloys % : First choice
H Hard materials v : Second choice
Coated Cermet
. . CWw-+01/CW+2004  RE Q INSL h
Designation L . 3 ] ) )
(mm) | (n) | (in) |~ o (in) | (in)
I 0
(O] P4
GF30 3 0.118 0.008 | @ [ J 0.394 0.138
GF40 4 0.157 0.008 | @ [ J 0.394 0.157
GF50 5 0.197 0.008 | @ [ J 0.472 0.177
@ : Line up

Reference pages: Toolholders — F194 - F199, Standard cutting conditions — F205
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GN
For internal grooving

=
O
RE INSL

-C_

- Steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
. Hard materials ¥ : Second choice
7# \ Coated
. . CW+0.1|CW+0004)  RE INSL h
Designation L ) = ) .
(mm)| (in) | (in) | (in) | (in)
= T
| 5]
GN30 3 0.118 0.008 | @ 0.394 0.138
GN40 4 0.157 | 0.008 | @ 0.394 | 0.157
GN50 5 0.197 | 0.008 | @ 0.472 | 0.177
@ : Line up
GE-AL
For aluminum and non-ferrous metal
;I
O
RE /
<
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¥¢ : Second choice
Uncoated
. . CW+0.1|CW+0004)  RE INSL h
Designation o e . s ) .
(mm) | (in) | (in) = (in) | (in)
N
GE20-AL 2 0.079 0.008 | @ 0.394 0.138
GES30-AL 3 0.118 | 0.008 | @ 0.394 | 0.138
GE40-AL 4 0.157 0.008 | @ 0.394 0.157
@ : Lineup

Reference pages: Toolholders — F194 - F199, Standard cutting conditions — F205
F202 www.tungaloy.com/us




MY=T SERIES - Chipbreaker Guide

1 corner insert

I Face grooving

}
GF 1st choice for face grooving 0.012 % UHi

Low cutting force and good chip

0.010
£ 0.008
control for face grooving = ¢ )/

"

(i

B 0.006
CW =0.118" - 0.197" £ 0.004
0.002
L MFace
0.118 0.157 0.197
F201 page Groove width : CW (in)
. . ¥
GE 1st choice for external grooving 0.012 U’
and parting ~ 0.010
Excellent chip control £ 0.008 ¢j/

M External

M Internal

M Face
Parting

Feed:

0.006
CW =0.079" - 0.197" 0.004 |
0.002 |— =

0.079 0.118 0.157 0.197
F200 page Groove width : CW (in)

¥
GN 1st choice for internal grooving 0.012 f——— UH’

Low cutting force and good chip _ 0010 f———
control for internal grooving £ 0.008 ¢ j /)
0.006
0.004
0.002

Grooving

)

(

Feed:

CW =0.118" - 0.197"

M Face
0.118 0.157 0.197
F202 page Groove width : CW (in)

mm External grooving and turning

¥

GT 1st choice for turning UHﬁ *L Jﬁ

Low cutting force and good chip < 0.079
control for traversing o ¢ E %

. . g GT30
CW = 0.118" - 0.197 2 03 J
3 /
0.002 0.004 0.006 0.008 0.010 0.012
F200 page Feed: f (ipr)

Tungaloy F203




Face

J

MY=T SERIES - Chipbreaker Guide

1 corner insert

mm Profiling

GR

<

F201 page

Full radius type
Low cutting force and good chip
control for profiling

CW =0.118" - 0.197"

Depth of cut: ap (in)

0.079

0.039

GR50

GR30

=
~= = j/ J/

0.002 0.004 0.006 0.008 0.010 0.012

Feed: f (ipr)

mm For aluminum and non-ferrous metal

GE-AL

&

F202 page

Reduce cutting force and welding
due to sharp chipbreaker

CW =0.079" - 0.157"

f (ipr)

Feed:

0.012
0.010
0.008
0.006

g ol
=/

0.004
L — M Face

0.079 0.118 0.157
Groove width : CW (in)

F204 www.tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(- HB150) NS9530 328 - 656
GH730 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 - 250) NS9530 262 - 591
GH730 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 ) NS9530 262 - 492
GH730 164 - 394
T9225 262 - 591
M Stainless steel GH730 164 - 394
T9225 262 - 820
. Gray iron, Ductile cast iron GH730 164 - 591
Aluminum alloys, KSO5F 656 - 984
Non-ferrous metal
1st choice for face grooving
Feed: f (ipr)
Operation Groove width: CW (in)
3 mm (0.118") 4 mm (0.157") 5 mm (0.197") 8’
Face(gé‘jf;‘"“g 0.0024 - 0.009 0.0024 - 0.009 0.0028 - 0.010 S
S
; O]
Face(g;?f;"'“g 0.0016 - 0.010 0.0020 - 0.010 0.0020 - 0.012
. Depth of cut Depth of cut Depth of cut
T’?é‘;{i')"g ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
. Depth of cut Depth of cut Depth of cut
Tr*(‘é‘;{fj)"g ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
f=10.002 - 0.010 f=10.002 - 0.010 f=10.002 - 0.012
Grooving for Aluminum alloys _ _ _
(GE**-AL) 0.0012 - 0.004 0.0012 - 0.004

For diameter compensation values in traversing, see page F111.
When vibration occurs in turning, please use the lower limit value in the above table.

Tungaloy F205




GX-R/LF

Face grooving toolholder

Details view DMIN -

Bl O

o

Right hand (R) shown.

CDX H B LF LH HF WF Insert  Torque
GX-2525R/LF 15-6 25 25 150 35 25 32 XNL/R63... 5

Use right-hand toolholders (GX-...RF) with left-hand inserts (XNL); and left-hand toolholders (GX-...LF)) with right-hand inserts (GBR).
Torque: Recommended clamping torque: N-m

S y Y
SPARE PARTS o
- Designation Clamp set Clamping screw Shim Shim screw Wrench

v — GX-2525RF CP81A RT-1 SL-3R BHM4-8 P-4

GX-2525LF CP81A RT-1 SL-3L BHM4-8 P-4
| XNR/L
L+
20.0 8.0

Left hand (L) shown.

2-RE
- Steel * *
M Stainless
Cast iron DA DA
l Non-ferrous
S Superalloys Y : First choice
H Hard materials ¢ : Second choice
Cermet | Uncoated
. . CW=0.002|CW+0.05, RE |9 CDX
Designation HAND| . 3 o
(in) | (mm) | (mm) |5 = (mm)
n T
P4 =
XNR6310-02 R 0.039 1 02 | @ [ J 1.5
XNL6310-02 L 0.039 1 02 | @ [ J 1.5
XNR6315-02 R 0.059 1.5 02 | @ (] 2.3
XNL6315-02 L 0.059 1.5 02 | @ [ J 2.3
XNR6320-02 R 0.079 2 02 | @ [ J 3
XNL6320-02 L 0.079 2 02 | @ [ J 3
XNR6325-02 R 0.098 2.5 0.2 [ ] [ J 3.8
XNL6325-02 L 0.098 25 02 | @ [ J 3.8
XNR6330-02 R 0.118 3 02 | @ [ J 4.5
XNL6330-02 L 0.118 3 02 | @ [ J 45
XNR6335-02 R 0.138 3.5 0.2 [ ] [ J 5.3
XNL6335-02 L 0.138 3.5 02 | @ [ J 5.3
XNR6340-02 R 0.157 4 02 | @ [ J 6
XNL6340-02 L 0.157 4 02 | @ [ J 6
XNR6345-02 R 0.177 4.5 02 | @ o 6
XNL6345-02 L 0.177 4.5 02 | @ [ ] 6
@ : Line up

F206 www.tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

i Feed: f (ipr)
ISO Workpiece material Grade Cut;m(g fsnp:)eed
cis CW < 0.079" CW =0.079" - 0.157" CW > 0.157"
. Carbon steels NS9530 262 - 656 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
TH10 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

. Cast irons, Light alloys

Grooving

Tungaloy F207




MY=T SERIES

CGWSR/L-FLR/L5TP
Face grooving and turning toolholder

o B 2020 shank S

Ve, 6 e CDX o oh b E g = j '/ /
ax. 6 mm z| 4 = |
(\Q — © " | s \

45 <—J
% %T ~ ~ I R I | 485
14,_ oy
J w Y 1st choice for face grooving

t|' [Fo o) = o

Right hand (R) shown.

CDX H B LF HF WF Insert Shank Blade Torque
CGWSR/L2020-FLR/L5TP 6 20 20 152 20 27 FLEX50R/L CGWSR/L2020 FLR/L5TP 5
CGWSR/L2525-FLR/L5TP 5 150 6 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/L5TP 5

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.

Note: Use right-hand blades (CCWSR...) with right-hand shanks (FLR5TP); and left-hand blades (CGWSL...) with left-hand shanks (FLL5TP).

Torque: Recommended clamping torque: N-m

SPARE PARTS & & (

Designation Clamping screw Blade screw Wrench
CGWSR/L***-FLR/L5TP CHHM5-18 CSHB-6 P-4
I INSERT
FLEX(R/L)
Parting 50
o
T
= t 7 Recess
O o
BW RE 4.2°20

1 |l
‘!. To distinguish the insert hands, the V-shape

surface (top surface) of a left-hand insert has

Right hand (R) shown. a recess. (not of a right-hand insert)
- Steel * Y * *
M Stainless ) ¢ ) ¢
Cast iron PAG DA
Non-ferrous
S  Superalloys % : First choice
H Hard materials Y« : Second choice
Coated Carbide | Uncoated
Desi ti HAND CW=0.002|CW=0.05| RE . 8 BW
esignation .
9 (in) | (mm) | (mm) |§ S 2 8 (mm)
) (2} x
|l P4 =]
FLEX30R R 0.118 3 0.4 o 2.2
FLEX30L L 0.118 3 0.4 [ ] 2.2
FLEX40R R 0.157 4 0.4 [ ] 3.1
FLEX40L L 0.157 4 0.4 [ ) 3.1
FLEX50R R 0.197 5 04 |@ A [ [ J
FLEX50L L 0.197 5 0.4 @ A o [ J
@ : Line up
A : To be discontinued
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed . Feed: f (ipr) .
Ve (sfm) Grooving Turning
T9225 262 - 984 0.002 - 0.010 0.004 - 0.012
. Carbon steel NS9530 262 - 656 0.002 - 0.010 0.004 - 0.012
UX30 197 - 492 0.002 - 0.010 0.004 - 0.012

F208 www.tungaloy.com/us




TUNGCUT

CGP
External deep grooving and parting blade

CUTDIA '
Fig.1 WK o/ LT Fig.3 Uaf%
B \<:"w/ Iy . \4' T
B I~ s ut" LF
, cw CUTDIA B T
Fig.2 \
£ B 5 . g
150" & LF
Seat size CUTDIA H B LF HF Fig. Torque
M 1 1.024 1.024 0.039 5.906 0.843 1 -
CGP32-1.4D 0.055 1.4 1 1.024 1.260 0.039 5.906 0.976 2 -
CGP26-2S o079 2 2 1.575 1.024 0.071 5.906 0.843 1 -
CGP32-2D 0.079 2 2 1.969 1.260 0.071 5.906 0.976 2 -
CGP26-3S . ott8 3 B 1.969 1.024 0.094 5.906 0.843 1 -
CGP32-3D 0.118 3 3 3.937 1.260 0.094 5.906 0.976 2 -
CGP26-4S o157 44 3.150 1.024 0.126 5.906 0.843 1 -
CGP32-4D 0.157 4 4 3.937 1.260 0.126 5.906 0.980 2 -
CGP45-4D . o157 4 4 4.724 1.772 0.126 5.906 1.500 2 -
CGP32-5D 0.197 5 5 4.724 1.260 0.157 5.906 0.980 2 -
CGP32-6D 6 4.724 1.260 0.205 5.906 0.980 2 -
CGP32-8S-CL 0.315 8 8 3.150 1.260 0.244 5.906 0.980 3 2.21
When depth is deeper than (insert length - 0.059"), 1 corner type is recommended.
* CUTDIA: Max. parting dia. [@)]
Torque: Recommended clamping torque: Ibs-ft c
& { 7 :
SPARE PARTS o
Designation Clamping screw Wrench (C\;\gﬁgggl) o
CGP**-1.4* - - CRW23
CGP**-2/3/4/5/6 - - CRW33
CGP32-85-CL CM4X0.7X20-M0-A P-3 -

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

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

\
- W CUTDIA ”&T%@
1 DN
B
5 L
150 I | LF
Inch Ccw Seat size CUTDIA H B LF HF
CGP32-2D-CHP - 0079 2 1.968 1.260 0.071 5.906 0.976
CGP32-3D-GHP 0.118 3 3.937 1.260 0.094 5.906 0.976
CGP32-4D-CHP . o157 4 3.937 1.260 0.126 5.906 0.980
CGP32-5D-GHP 0.197 5 4.724 1.260 0.157 5.906 0.980
CGP32-6D-CHP . 0286 6 4.724 1.260 0.205 5.906 0.980

When depth is deeper than (insert length - 0.059"), 1 corner type is recommended.
* CUTDIA Max. parting dia

SPARE PARTS @ ?

Designation Sealing screw (&'ﬁgﬁgl)
CGP32-*D-CHP SGC340 CRW33

O—@ : unclamp
@—@: clamp

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

H Caution

Newly developed clamp

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

Reference pages: Inserts — F211 - F219, Standard cutting conditions — F224
Tool block — F210, K032

Tungaloy F209



TUNGCUT

CTBF
Tool block for CGP blades (fixed clamp)

~LH o
H
OAH

OAL [

A

v
HBH_

/

Y

Right hand (R) shown.

[ Metric | H B OAL LH HBH OAH OAW  (onteral)

CTBF25-45 25 22 110 38.1 25 66 40 CGP45...
CTBF32-45 32 28 120 38.1 18 66 45 CGP45...
¥
SPARE PARTS & (
Designation Clamping screw Wrench
. CTBF... CM6X1.0X40-A P-5

7 TUNGCUT
CTBU
Tool block for CGP blades

] 1 - o 10 -]

O R
3 I o
A
Y
B | OAL N
N Tl
‘M’ = Right hand (R) shown.
Blade
H B OAL LH HBH OAH OAW (Optional)
CTBU12-26-U 0.750 1.690 3.386 0.843 0.354 1.690 1.496 CGP26...
CTBU16-26-U 1.000 1.770 4.331 0.843 0.197 1.770 1.654 CGP26...
CTBU12-32-U 0.750 1.970 3.937 0.976 0.512 1.970 1.496 CGP32...
CTBU16-32-U 1.000 1.970 4.331 0.976 0.315 1.970 1.654 CGP32...
CTBU20-32-U 1.250 2.130 4.331 0.976 0.197 2.130 1.890 CGP32...
H B OAL LH HBH OAH OAW (o?,'t?:,’,?a.,
CTBU20-26 20 21 86 21.4 9 43 38 CGP26...
CTBU25-26 25 238 110 21.4 5 45 43 CGP26...
CTBU20-32 20 19 100 24.8 13 50 38 CGP32...
CTBU25-32 25 23 110 24.8 8 50 42 CGP32...
CTBU32-32 32 29 110 24.8 5 54 48 CGP32...
Inch Metric
SPARE PARTS % & ( SPARE PARTS ﬁ @ (

Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
CTBU12-26-U CT-86 CM6X30-S B85 CTBU20-26 CT-86 CM6X30-S BE5)
CTBU16-26-U CT-100 CM6X30-S [P=5) CTBU25-26 CT-105 CM6X30-S 25
CTBU12-32-U CT-105 CMB6X30-S P-5 CTBU20-32 CT-100 CM6X30-S P-5
CTBU16-32-U CT-110 CM6X30-S P-5 CTBU25-32 CT-110 CM6X30-S P-5
CTBU20-32-U CT-110 CM6X30-S [7-5) CTBU32-32 CT-110 CM6X30-S BE5)

Reference pages: Blade — F209

F210 www.tungaloy.com/us




CTBU-CHP

Tool blocks for high pressure coolant

- OAL _
L% K2 ©
D d

14 T
G1/8”-28
Blade
H B OAL LH HBH OAH OAW (Optional)
CTBU16-32-U-CHP 1.000 0.906 4.331 0.976 0.315 1.97 1.654 CGP32-*D-CHP

Applicable for 14 MPa coolant

SPARE PARTS @ & ( (@)

Designation Clamping screw Clamp Wrench O-ring
CTBU16-32-U-CHP SRM6X16DIN912-12.9 CT-110 P-5 OR14X2.5NN
Il INSERT
DGM
External grooving and parting, 2 corners
RE Neutral PSIRL Left hand )ﬂ RE Right hand
PSIRR g
7 INSL Ret. . INSL Ret. 7 INSL Ref. §
o= B it e :
- Steel * | | & | PAq *
M Stainless * * | & *
Cast iron PAq * pAd A
Non-ferrous
S Superalloys * | |k Y : First choice
H  Hard materials ¥ : Second choice
Coated Cermet
Designation | S¢at jyanp|SV0® /W02 RE 1, & v 8 g 3 INSL' D logirLpsiRR
size (mm)| (n) | (n) YRR 8 (in) | (in)
oo LI I X n
FEF<<<<O =2
DGM2-020 2 N 2 0.079 0008 @® A ©@ O [ J [ ] 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 ( BN ] o 0.787 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 0.008 ( N ] [ J 0.787 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 0.008 [ 2N ] [ J 0.787 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 0.008 ( 3N ] o 0.787 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 0.008 ( IN ] [ J 0.787 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 0.008 ( 2N ] [ J 0.787 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 | 0.0008 [ ] o 0.762 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 | 0.0008 [ ] [ J 0.762 0.197 15° 0°
DGMS3-020 3 N 3 0.118 0008 @ A © ®© @ O [ J 0.787 0.197 0° 0°
DGM3-020-6R 3 R 3 0.118 0.008 [ BN ) [ J 0.787 0.197 0° 6°
DGMS3-020-6L 3 L 3 0.118 0.008 ( 3N ] [ J 0.787 0.197 6° 0°
DGMS3-002-6R 3 R 3 0.118 | 0.0008 [ ] [ J 0.766 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.0008 [ ] [ J 0.766 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 0.008 ( 3N ] o 0.787 0.197 0° 15°
DGMS3-020-15L 3 L 3 0.118 0.008 (2N ] [ J 0.787 0.197 15° 0°
DGM4-030 4 N 4 0.157 0012 @ A © © @ O [ ] 0.787 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 0.012 [ BN ) [ J 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 (2N ] [ J 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 ( 2N ] [ J 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 [ BN ) [ J 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ A © © @ O [ ] 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 (2N ] [ J 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @ A © © @ O 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 @ A @ @ [ J 1.181 0.264 0° 0°

@ :Lineup A :To be discontinued

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
Tungaloy F211




SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand RE Right hand
=
© RE PSIRR
7 INSL Ref. 7 INSL Ref. 7% INSL Ref. )
- E L E
Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys ¥* |5 v : First choice
Hard materials ¢ : Second choice
‘ “ Coated
Designation | 53! |HAND CW005\C0002 - RE § 98 INSL | h ogimLpsirR
size (mm)| (n) | (n) RK = (in) | (in)
= I T I
| < <O
SGM2-020 2 N 2 0.079 0008 ® @ @ 0.787 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 0008 @® @ @ 0.787 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 0008 @® @ @ 0.787 0.197 6° 0°
SGM3-020 3 N 3 0.118 0008 ® @ @ 0.787 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 6° 0°
SGMS3-020-15R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 15°
Parting SGM3-020-15L 3 L 3 | 0118 | 0008 (@ ® @ 0787 | 0197 | 15° | 0°
SGM4-030 4 N 4 0.157 0012 ® @ @ 0.787 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 0012 @ @ @ 0.787 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 0012 ® @ @ 0.787 0.197 4° 0°
SGM5-030 5 N 5 0.197 0012 ® @ @ 0.984 0.217 0° 0°
SGM6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°

@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224

F212 www.tungaloy.com/us




DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand

e

7 INSL Ref INSL Ref.

o

T

PSIRR

Right hand

INSL Ref.

-

BBl stee || e[| |
M Stainless * ) dbidh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys ¥* | ¥ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at jyanp|SV:0® /W02 RE | 0 & » g 3 INSL | h logirL PSIRR
size (mm)| (n) | (in) ¥V RK = S (in) | (in)
oo LI I (2]
FFI<O Z
DGS1.4-016 1 N 1.4 0.055 0.006 o 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 @ A © @ O (] 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 0.008 ® 00 0.787 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 [ 3N J 0.768 0.197 6° 0° 8
DGS2-020-15R 2 R 2 0.079 0.008 o 00 0.787 0.197 0° 15° 8
DGS2-020-15L 2 L 2 0.079 0.008 o 00 0.787 0.197 15° 0° 9
DGS2-002-15R 2 R 2 0.079 | 0.0008 o 0o 0.768 0.197 0° 15° O
DGS2-002-15L 2 L 2 0.079 | 0.0008 [ N J 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 @ A ©@ @ O (] 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 (BN BN J 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 [ BN J 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 0.008 ® 00 0.787 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 0.008 [ BN BN J 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 [ 3N J 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 [ N} 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 @ A © @ © ([} 0.787 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 0.012 ® 00 0.787 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 0.012 (BN BN ) 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 @ A ©®@ @ © (] 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 @ A ®© @ © 0.984 0.217 0° 0°
@ : Line up
A : To be discontinued
Caution

The tool will interfere with the workpiece when grooving larger diameter than eDmax.

Designation gDmax (in) Designation gDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
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SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand RE Right hand
B —"
o PSIRR

INSL Ref. ‘ < INSLRef. INSL Ref

ot o

Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys b dh%e % : First choice
, H  Hard materials Y¢ : Second choice
‘ ‘ v Coated
8 Designation | 53! |HAND CW005\C0002 - RE § 98 INSL 1 h *logirLpsiRR
size (mm)| (n) | (n) RK = (in) | (in)
I T I
| — < <O
SGS2-020 2 N 2 0.079 0008 @® @ @ 0.787 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 0008 @® @ @ 0.787 0.197 0° 6°
|} SGS2-020-6L 2 L 2 0.079 0008 @® @ @ 0.787 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 | 0.008 (@ @ ® 0.787 | 0.197 | 0° | 15°
SGS2-020-15L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 15° 0°
SGS3-020 3 N 3 0.118 0008 @® @ @ 0.787 0.197 0° 0°
SGS3-020-6R 3 R 3 0.118 0008 @® @ @ 0.787 0.197 0° 6°
Parting SGS3-020-6L 3 L 3 0.118 0008 @® ® @ 0.787 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.0008 o 0o 0.780 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 0008 ©® @ @ 0.787 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 15° 0°
SGS3-002-15R 3 R 3 0.118 | 0.0008 o 0o 0.780 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 | 0.0008 o 0o 0.780 0.197 15° 0°
SGS4-030 4 N 4 0.157 0012 @ @ @ 0.787 0.197 0° 0°
SGS5-030 5 N 5 0.197 0012 @® @ @ 0.984 0.217 0° 0°
SGS6-030 6 N 6 0.236 0012 ® @ @ 0.984 0.217 0° 0°
@ : Line up
DGG
External grooving (for high precision)
RE
=
(@]
7 - INSL Ref. _
R e,
M Stainless Y
Cast iron * DA S
Non-ferrous *
Superalloys * DA % : First choice
H  Hard materials < : Second choice
Coated Cermet | Uncoated
Designation Seat | CW=02 cw»_to.ooos BE § % w INSL .h
size | (mm) | (i) | (n) R &8 2 in) | (in)
I n ()]
< =2 X
DGG200-020 2 2 0.079 0.008 | @ [ ] ([ J 0.787 0.197
DGG300-020 3 3 0.118 0.008 | @ [ ] (] 0.787 0.197
DGG400-040 4 4 0.157 0.016 | @ [ ] [ ] 0.787 0.197
DGG500-040 5 5 0.197 0.016 | @ [ ] (] 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ [ ] o 0.984 0.217
@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
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DGL

External grooving and parting

RE
N —N
(@]

7 INSL Ret.

Bl steel *
e
M Stainless *
Cast iron *
*

Non-ferrous

Superalloys % : First choice
Hard materials Y% : Second choice
Coated
) i CW=0.05\CW0.002] RE |9 INSL h
Designation Seat . . S - .
size | (mm) | (in) | (in) | (in) | (in)
I
<
DGL3-025 3 3 0.118 0.010 | @ 0.787 0.197
DGL4-030 4 4 0.157 0.012 | @ 0.787 0.197
DGL5-030 5 5 0.197 0012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0.031 | @ 0.984 0.217
@ : Line up
o
=
>
DTM 8
External face grooving and turning 5

RE

2 B
- uiis

Bl steel

*

M Stainless *
Cast iron *
*

Non-ferrous

Superalloys ¥ : First choice
Hard materials 5% : Second choice
Coated
. . CW=0.05|CW0.002] RE |9 INSL h
Designation Seat : L _ .

size | (mm) | (in) | (in) |K (in) | (in)

T

<
DTM3-030 3 3 0.118 0.012 | @ 0.787 0.197
DTM4-040 4 4 0.157 0.016 | @ 0.787 0.197
DTM4-080 4 4 0.157 0.031 | @ 0.787 0.197
DTM5-080 5 5 0.197 | 0.031 | @ 0.984 | 0.217
DTM6-080 6 6 0.236 | 0.031 | @ 0.984 | 0.217
DTM8-080 8 8 0.315 0.031 | @ 1.181 0.264

@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
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DTE

External face grooving and turning (for high precision)

RE
=
(@]
7 INSL Ref. ‘
K
BBl stee | He [ e[ | *
M Stainless * L. EhAdD ¢
Cast iron DA * DA
Non-ferrous
S Superalloys ) dPAd  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW:0.02|CW=0.0008) RE 0 Q INSL h
Designation Seat i ) 0w N0 3 ) .
size | mm) | (n) | (n) SR 2 i) | (in)
||+ oo LI I n
l FFI<<O 2
K DTE265-015 3 | 265 [ 0104 | 0006 (@ A ® @ @ ® 0.787 | 0.197
DTE300-020 3 3 0.118 0008 @ A ©®@ @ O [ J 0.787 0.197
. DTE300-040 3 3 0.118 0016 @ A ® @ @ [ ] 0.787 0.197
mE DTE315-015 3 3.15 0.124 0006 ® A © @ @ [ J 0.787 0.197
DTE400-040 4 4 0.157 0016 @ A ®@ @ @ [ ] 0.787 0.197
DTE400-080 4 4 0.157 0031 @ A ®© @ @ [ J 0.787 0.197
DTE415-015 4 4.15 0.163 0006 @ A ®@ @ O [ ] 0.787 0.197
DTE478-055 5 4.78 0.188 0022 @ A ©@ 0 O [ ] 0.984 0.217
DTE500-040 5 5 0.197 0016 @ A ®@ @ @ [ ] 0.984 0.217
DTE500-080 5 5 0.197 0031 @ A ®© @ @ [ J 0.984 0.217
Parting DTE515-015 5 5.15 0.203 0006 ® A ®© @ @ 0.984 0.217
DTE600-080 6 6 0236 | 0031 @ A ©@ ®@ @ 0.984 | 0.217
DTE600-120 6 6 0.236 0047 @ A ©® @ @O 0.984 0.217
DTE800-080 8 8 0.315 0031 @ A @ @ @ 1.181 0.264
DTE800-120 8 8 0.315 0047 @ A ©® @ @ 1.181 0.264
@ : Line up
A : To be discontinued
DTE
External face grooving and turning
RE
A
g ———u-1
O
7 < INSL Ref. ‘
RN B
M Stainless * * | Yo | K
Cast iron Y * % PA
Non-ferrous
S Superalloys * | Y% Y : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
. . CW=0.05|CW=0.002| RE o] Q INSL h
Designation Seat . : ww NQ 8 . ;
size | (mm) | (in) (in) YN WK = o (in) | (in)
I I n
PRPRIIO z
DTE3-040 3 3 0.118 0016 | @ A @ © @ @ [ ] 0.787 0.197
DTE4-040 4 4 0.157 0016 @ A © © @ © [ ] 0.787 0.197
DTE5-040 5 5 0.197 0.016 ( 2N J 0.984 0.217
DTEG-080 6 6 0.236 0.031 ( 3N} 0.984 0.217
@® : Line up

A : To be discontinued

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
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DTX

External/Internal face grooving and turning

RE
e
(@)

7 INSL Ref.

e =

- Steel * | |k | *
M Stainless * * | Kk
Cast iron DA * S DA
Non-ferrous
Superalloys * |  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW:=0.05|CW=0.002| RE e Q INSL h
Designation Seat ] - w o N Y 3 - .
size | mm)| (n) | (n) SRR 2 2 (i) | (in)
oo L I I N
F <O P4
DTX3-030 3 3 0.118 0012 @ A © @ @ (] 0.787 0.197
DTX4-040 4 4 0.157 0016 @ A ®@ @ @ [ J 0.787 0.197
DTX5-040 5 5 0.197 0016 @ A ®@ @ © (] 0.984 0.217
DTX6-080 6 6 0.236 0.031 o 00 0.984 0.197
@ : Line up
A : To be discontinued
DTR
Profiling and undercutting (for high precision)
RE
=5
O
7 INSL Ref. .
- wiile W, e
‘ M Stainless L AR _dhAdh ¢
Cast iron DA * DA DA
Non-ferrous
Superalloys * | o ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.02|CW+0.0008) RE %o} = INSL h
Designation Seat ) - oy 83 B : :
size | (mm) | (in) | (in) ¥ N¥NRK = o (in) | (in)
oo LI I n
F <O P4
DTR300-150 3 3 0.118 0059 @ A © @ O [ J 0.787 0.197
DTR400-200 4 4 0.157 0079 @ A © @ O (] 0.787 0.197
DTR478-239 5 4.78 0.188 009 @ A © @ O [} 0.984 0.217
DTR500-250 5 5 0.197 0098 @ A ©@ @ O (] 0.984 0.217
DTR600-300 6 0.236 0118 @ A ®© @ @ 0.984 0.217
@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224

A : To be discontinued

Grooving

Tungaloy F217



DTR

Profiling and undercutting

RE

i

7 INSL Ref. -
R
M Stainless * * | ¥ *
‘ Cast iron DA * PAdPAY PG
Non-ferrous
Superalloys * Y% [ % v : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat |CW:005 CW.10.002 RE |1 o ugv 01 g § INSL h
size | (mm)| (in) | (n) VN K S = o (in) | (in)
[T SS5SIIITCI 7
M FFILI<ICO P4
N DTR3-150 3 3 0118 [ 0059 |@ A ®@ @ @ @ ® 0.787 | 0.197
DTR4-200 4 4 0.157 0079 @ A © © @ © [ ] 0.787 0.197
: DTR5-250 5 5 [ 0197 [00% (@ A ® ® @ © ° 0984 | 0217
o — DTR6-300 6 6 0.236 0118 | @ A @ © [ ] 0.984 0.217
DTR8-400 8 8 0.315 0157 | @ A @ © [ ] 1.181 0.264
@ : Line up
¢/ A : To be discontinued
DTIU
Gaiing Profiling and undercutting (for high precision)
RE
e
(G)
zVA INSL Ref. “
b el = s
‘ M Stainless Y dhidh ¢
Cast iron * DA
Non-ferrous
Superalloys * | Y¢  : First choice
H Hard materials Y¢ : Second choice
Coated
Designation S?at CW=0.02 CWt.0.000S RE § & 8 |NSL h
size | (mm) | (in) | (n) K K = (in) | (in)
I T I
< <O
DTIU300-150 3 3 0.118 0059 @ @ @ 0.787 0.197
DTIU400-200 4 4 0.157 0079 @® @ @ 0.787 0.197
DTIU500-250 5 5 0.197 0098 ©® @ @ 0.984 0.217
DTIU600-300 6 6 0.236 0118 @ ®@ @ 0.984 0.217
@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224
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DTA

Aluminum wheel machining (for high precision)

RE

=
O

Al INSL Ref.
M- we

M Stainless

Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials Y% : Second choice
Uncoated
. . CW:=0.02/CW=0.0008| RE INSL h
Designation Seat - - o - - AN
size | (mm) | (in) | (in) |2 (in) | (in)
I
|_
DTA600-300 6 6 0.236 | 0.118 | @ 0.984 | 0.217 7°
DTA800-400 8 8 0.315 0.157 | @ 1.181 0.264 10°
@ : Line up
(@)]
=
>
SGN S
External grooving of hardened steel 5]
RE
= W—
(@]
7 INSL Ref.
Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys ¥ : First choice
Hard materials | v ¢ : Second choice
CBN
. . CW:0.025 CW=0.001| RE INSL h
Designation Seat . . Z ) .
size | (mm) | (in) | (in) | (in) | (in)
x
o
SGN200-020 2 2 0.079 0.008 | @ 0.787 0.197
SGN300-020 3 3 0.118 0.008 | @ 0.787 0.197
SGN400-020 4 4 0.157 0.008 | @ 0.787 0.197
@ : Line up

Reference pages: Toolholders — F209 - F210, Standard cutting conditions — F224

Tungaloy F219




TUNGCUT - Chipbreaker Guide

mm External grooving and parting

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

F211, F212 page

1st choice for grooving
and parting

Smooth chip evacuation
Well-designed edge with high
strength

Handed insert available

CW =0.079" - 0.315"

l Standard feed
0.020

Bl

__0.016

£ 0,012 frrem- - I
S~
S oo I I "R
(0]
w

0

0.079 0118 0.157 0197 0.236 0.315
Groove width: CW (in)

|+
o
\ DGS type (2 corners) Lower cutting force H Standard feed <HL quj
SGS type (1 corner) | and superior sharpness 0.020 ! 4
:_é % Unique-designed edge and < 0.016
chipbreaker <0012
Handed insert available % 0.008 - u
w
CW = 0.055" - 0.236" 0.004 |- i II I = 3
oenn

F213, F214 page

0 0.055 0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

DGG type
(2 corners)

F214 page

For non-ferrous materials
and titanium

Chipbreaker with low cutting force
Sharp cutting edge that prevents
vibration and delivers fine surface
finish

CW =0.079" - 0.236"

W Standard feed <HL qu j
¥ /
0.016
50012
5 0.008
beg 0 08

0
0.079 0.118 0.157 0197 0.236
Groove width: CW (in)

DGL type
(2 corners)

F215 page

1st choice for mild steel

Chipbreaker with excellent chip
control at low feed

Suitable for mild steel that often
has difficulties with chip control
CW =0.118" - 0.236"

1
H Standard feed <H7 UH» j/

0016 U
£ o012
N
© 0.008
(o}
& 0,004 |

0 0118 0.157 0.197 0.236
Groove width: CW (in)

DTM type
(2 corners)

F215 page

General purpose

[l Standard feed and DoC

v wdd

— 0,197
£
1st choice for grooving and I;; 0.157
tur!’}ing ' . 50118 M Standard feed
Suitable for light to medium 5 go79 ] . 0.016
. £
cutting 5 0.039 ] T 0012 I
Excellent chip control in LY | A w— =
. 0.004 0.008 0.012 0016 00200024 0008 | [ M || B
machining steel, alloy steel, Feed:  (ipr) 2
: _ o 0.004 | M E S
stainless steel, and heat Groove width: OW (in)

resistant alloy

M0.118 MW0.157 10.197 M0.236 MW0.315

0 0118 0157 0197 0.236 0.315

CW =0.118" - 0.315"

Groove width: CW (in)

F220 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm External grooving and turning

DTE type General purpose M Standard feed and DoC J'L ﬁ j J
(2 corners) g = Sl

Unique chipbreaker makes E 0.157
chips shorter 50118
Molded and ground inserts % 0.079 it I

available £ 00z ] 50012

CW =0.118" - 0.315" 8 o Soos - B T B B
0.004 0.008 0.012 0.016 0.020 0.024 8

Feed: f (ipr) & 0.004 |- -0

H Standard feed
0.016

Groove width: CW (in)

W08 WO0157 M0.197 W0.236 WO0.315 0118 0157 0.197 0.236 0.315
F216 page Groove width: CW (in)
. . L S e
DTX type Multi-functional type ~ BStandard feed and DoC UHF% “#E ji )
(2 corners) Wel balanced <h = 0.157 : —
ell balanced sharpness < L
and strength P S 0118 M Standard feed
= 0.016
Multi-functional insert 3 0079 0012
] " o | = 0. — . 24 4 X
CW = 0.118" - 0.236 £ 0o N g
2 i % : 5 0.008 |- . - .
[a] 0 P 8 gJ
0.004 0008 0012 0016 & 0.004 |- e S
Feed: f (ipr) ‘ ‘ ‘ o)
Groove width: W (in) 00118 0157 0197 0.236 o
F217 page W0.118 M0.157 10,197 M0.236 Groove width: CW (in) O
mm Profiling and undercutting
. M Standard feed and DoC v b3
DTR type Full radius type o107 *LJH
(2 corners) . E e
Excellent chip control e
Molded . . 0118 aprn ) v
Molded and ground inserts available 3
CW = 0.118" - 0.315" 5 00
B 0.089
[a) ; H
ol ‘
0.004 0.008 0012 0.016 0.020 0024 0028
Ground Feed: f (ipr)
Groove width: CW (in)
F217, F218 page WO.118 WO0.157 m0.197 M0.236 W0315
'
DTIU type Full radius type M Standard feed and DoC ‘ﬂ** J
(2 corners) 0016
Excellent chip control o
For undercutting g 00—y
CW =0.118" - 0.236" 8 0.008 |- i -
S o004 | M M || 0
0 p 4 p
0.18 0157 0.197 0.236
Groove width: CW (in)
F218 page

Tungaloy F221




TUNGCUT - Chipbreaker Guide

mm Aluminum wheel machining

DTA type Full radius type M Standard feed and Doc [ — ﬂ?(
(2 corners) g
Excellent chip control g 0157
For aluminum wheel profiling 5 018
Ground insert 5 0079
CW = 0.236" - 0.315" 5 0009
O.OEUA 0.[;08 0.{;12 0.016 0.020 0.024
Feed: f (ipr)
Groove width: CW (in)
T F219 page m0.236 MW0.315
- mm External grooving of hardened steel
7“_‘:
- . M Standard feed ¥
| SGN-CBN type For hardened steel cutting % j
// (1 corner) 0.0039 /
Optimum cutting edge shape for 0.0031 | r
grooving of hardened steels = el = B 7
High tolerance width for finishing 3 ’
= CW =0.079" - 0.157" g0
(CW =+0.001") 0.0008
0 5079 018 0.157
F219 Groove width: CW (in)
page

F222 www.tungaloy.com/us




B AHZ7O25 cCutting performance

First choice grade for grooving

AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

AH7025

Tool wear after 60 grooves

Conventional grade

Tool wear after 30 grooves

Alloy steel
(4140)
Insert : DTE3-040 AH7025
Cutting speed: Vc = 492 sfm
Feed :£=0.007 ipr
Groove depth : 0.669"
Machining : External grooving
Coolant : Wet

AH7025 provides stability, while preventing coating from peeling off even after machining twice

the number of passes compared to the conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

B Grades

L AH7025 | RU) B AH725 | LUEH  T515 ]

- First choice for various applications

- New PVD coating with high Al content
provides excellent adhesion strength

- Improved wear and chipping resistance

79225 |

- Suitable for steel machining at high
speeds

- New CVD coating and substrate deliver an
outstanding balance of wear and chipping
resistance

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves adhesion
strength and wear resistance

BX360 L.

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

- Recommended for various applications

- Newly developed coating with well

controlled crystal structure and fracture

resistance
- Improved adhesion strength

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

- Recommended for non-ferrous
materials and titanium

- First recommended grade for
cast iron

- Excellent wear resistance in
high-speed machining

- Recommended for interrupted machining

- TICNO PVD coating layer with high wear
resistance

- High hardness wear resistance

__TH10 |}

- Recommended for non-ferrous materials

Grooving

Tungaloy F223




I STANDARD CUTTING CONDITIONS

Parting

Workpiece material

Steel
1045, 4135, etc.

Stainless steel

30488, 316SS, 17-4 PH, etc.

Gray cast iron
No.250B, No.300B, etc.

Ductile cast iron
60-40-18, 60-55-06, etc.

Aluminum alloys
Si<12%

Superalloys
Inconel 718, etc.

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

Hardened steel
4137, etc.

*See page F220 - F222 for feed: f (ipr).

F224 www.tungaloy.com/us

Hardness

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

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

> HRC 50

Priority

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

Priority for surface finish

First choice

Grade

AH7025, AH725
T9225
GH130

NS9530

AH7025, AH725

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

AH7025, AH725
KSO05F

BX360

Cutting speed
Ve (sfm)
164 - 591
262 - 984
164 - 394
262 - 722
164 - 394
164 - 394
164 - 591
164 - 591
164 - 394
164 - 394

328 - 1640
328 - 1969
66 - 197
66 - 262
66 - 262
66 - 262
66 - 197

262 - 492




MY=T SERIES

CCH-W
External grooving and parting blade, for 2 corner inserts
12
=
B - 5.906" .
—.Ccw @
T w o’ o
I
v e
CUTDIA H B HF Insert
CCH32-W20 1.3 (1.26) 0.063 0.968 WGE20, WGE20R/L
CCH32-W30 0.118 1.3 (1.26) 0.087 0.968 WG*30, WGE30R/L
CCH32-W40 o157 1.65 (1.26) 0.126 0.965 WG*40, WGE40R/L
CCH32-W50 0.197 1.65 (1.26) 0.165 0.965 WG*50, WGE5S0R/L
SPARE PARTS
Designation ((\)/\gﬁgﬁgn
CCH32-W... CRW33
MY=T SERIES 2
>
CcCBS-32 9
Tool block for CCH blade 15}
3.937"
CCH32
I TN Sl
R e ‘
T il T A N
UR A A S —
. OAW B 4.330" N
m L
T
H HF HBH OAW Blade*
CCBS12-32-U 0.75 0.75 0.55 1.49 CCH32...
CCBS16-32-U 1.00 1.00 0.30 1.66 CCH32...
CCBS20-32-U 1.25 1.25 0.21 1.66 CCH32...

* Blade sold separately.

SPARE PARTS ﬁ & (

Designation Clamp Screw Wrench
CCBS**-32-U CC-32 CM6X25 75

Reference pages: Inserts — F226 - F227, Standard cutting conditions — F227

Tungaloy F225




ENINSERT

WGE
For external grooving and parting
INSL
RE “ "
A

BBl steel * [ 3| % [ *
M Stainless * *
Cast iron S ¥* |3 S
Non-ferrous
‘ : Superalloys DA¢ % : First choice
[ Hard materials ¥ : Second choice
Coated Cermet
. . CW-+01/CW+2004  RE Q INSL h
= Designation 0 0 . 0w 8 i i
| — (mm)| (n) | (n) |Y¥ N = K~ o (in) | (in)
= oo L L (%2}
<O P
WGE20 2 0.079 0008 @ A ®@ O [ ] 0.787 0.185
WGE30 3 0.118 | 0.008 '@ A ©® @ [ J 0.787 | 0.217
WGE40 4 0.157 0008 @® A ©@ O [ ] 0.984 0.224
WGE50 5 0.197 0008 @ A ®@ O [ ] 0.984 0.232
@ : Line up
A : To be discontinued
WGT
For turning (External grooving and parting)
RE - INSL .
N |
51 ==
OV |
-C_
Bl steel * [ e[ % | % *
M Stainless ) ¢ * [ %
Cast iron PAG * | Y¥ PG
Non-ferrous
Superalloys Pig  : First choice
Hard materials Y¢ : Second choice
Coated Cermet
. . CWw-+01/CW+2004  RE Q INSL h
Designation om0 : 0w ] X .
(mm)| (@n) | (n) § N =K & (in) | (in)
o o L I (%2}
F <O P
WGT30 3 0.118 0016 @ A @ © [ ] 0.787 0.217
WGT40 4 0.157 0016 @ A ®@ @ [ ] 0.984 0.224
WGT50 5 0.197 0016 @ A ®@ @ [ ] 0.984 0.232
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F225

F226 www.tungaloy.com/us




WGE(R/L)

For parting (with hand)
INSL

RE |

o

8
- Right hand (R) shown.
B steel * %k
M Stainless * %
Cast iron * |5
l Non-ferrous
S Superalloys Y ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation  |HAND cws! CV\_P%OM RE g 8 INSL h
(mm)| (n) | (n) = & (in) | (in)
T I
< O
WGE20R R 2 0.079 | 0.008 ° 0.787 | 0.185
WGE20L L 2 0.079 | 0.008 ° 0.787 | 0.185
WGE30R R 3 0.118 | 0.008 |@ @ 0.787 | 0217
WGE30L L 3 0.118 | 0.008 ° 0.787 | 0217
WGE40R R 4 0.157 | 0.008 ° 0.984 | 0.224
WGE40L L 4 0.157 | 0.008 ° 0.984 | 0.224
WGE50R R 5 0.197 | 0.008 ° 0.984 | 0.232
WGE50L L 5 0.197 | 0.008 ° 0.984 | 0.232
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO W;;I:g:?acie Grade Cut&l:t(_:;sfsrz)eed . Feecf: f (ipr) :
Low carbon steel To225 262 - 984 Operation . Groove .‘.mdth: CW (in) . .
Alloy steel NS9530 398 - 656 2 mm (0.079") | 3mm (0.118") | 4 mm (0.157") | 5 mm (0.197")
(~ HB150) GH730 164 - 591 Grooving
. To295 262 - 792 (WGE™) 0.0024 - 0.008 | 0.0024 - 0.010 | 0.0028 - 0.011 | 0.0028 - 0.012
Medium carbon steel
. Alloy steel NS9530 262 - 591
(HE1e0 - 250 GH730 164 -492 Parting 0.0016 - 0.004 | 0.0016 - 0.006 | 0.0016 - 0.006 | 0.0016 - 0.006
High carbon steel T9225 262 - 722 (WGE**R/L) ! : ! : ’ : : !
Alloy steel NS9530 262 - 492
ez - GH730 164 - 492 Turning ap = 0.020 - 0.059 ap = 0.020 - 0.079 |ap = 0.020 - 0.098
M  stainiess stee T9225 262 - 591 (WGT*) ) f=10.0024 - 0.008 | f = 0.0024 - 0.010 | f = 0.0024 - 0.011
GH730 164 - 394
. @y e T9225 262 - 820
Ductile cast iron GH730 164 - 591

Reference pages: Toolholders — F225

Grooving

Tungaloy F227




-

I
O —
LT

!

i

Parting

MY=T SERIES - Chipbreaker Guide

2 corner insert

mm External grooving and parting

v

WGE 1st choice for external grooving 0.012
and parting 0010
Excellent chip control for grooving _;95 0.008
. . S 0.006
CW =0.079" - 0.197 0 M External
0.004 — I Internal
0.002 — — M Face
Parting
0.079 0.118 0.157 0.197
Groove width : CW (in)
F226 page
WGE R/L Handed insert 0012 UHﬁ
Minimize burr generation when 0010
workpiece is cut off £ 0.008
g .
CW = 0.079" - 0.197" g 000
0004 f|—n — —
0002 — — — — -
Parting
0.079 0.118 0.157 0.197
Groove width : CW (in)
F227 page
I External grooving and turning
. . 1 A e
WGT 1st choice for turning U*r JH
Low cutting force and good chip %0,079
control for traversing -
. . fg WGT30
CW =0.118" - 0.197 £ 0039
[}
o

F226 page

0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)

F228 www.tungaloy.com/us




MY=T SERIES

CCH

External grooving and parting blade, for 1 corner inserts

12
‘ S ilB
B 5.906" .
LI cutb . Lo =
IL !
N A ¥
CUTDIA H B HF Insert
CCH26-30 2.76 0.979 0.087 0.843 GE30,GE30R/L,GE30-AL
CCH26-40 0.157 2.76 0.968 0.126 0.837 GE40,GE40R/L,GE40-AL
ccHaz-gou  [eHTETT 3.94 1.230 0.087 0.968 GE30,GE30R/L,GE30-AL
CCH32-40U 0.157 3.94 1.220 0.126 0.963 GE40,GE40R/L,GE40-AL
ccHaz-s0u  [NOAS7 4.72 1.210 0.165 0.958 GE50,GE50R/L,GE50-AL
CUTDIA: Max. parting dia.
SPARE PARTS {
CCH**-... CTL-2
CCBS-32
Tool block for CCH blade
3.937"
%ﬂ CCH32
,,E .;_ﬁi—%;\;: ””” —] T»—ﬂﬂfn—tﬂﬂffr;ﬁﬂ%
5E W = = st
2 | |
T OAW B 4.330" |
m - ]
T
H HF HBH OAW Blade
CCBS12-32-U 0.750 0.75 0.55 1.49 CCH32...
CCBS16-32-U 1.000 1.00 0.30 1.66 CCH32...
CCBS20-32-U 1.250 1.25 0.21 1.66 CCH32...
SPARE PARTS % & (
Designation Clamp Screw Wrench
CCBS**-32-U CC-32 CM6X25 P-5

Reference pages: Inserts — F230 - F232, Standard cutting conditions — F235

Grooving

Tungaloy F229




ENINSERT

GE-R/L
For parting (with hand)

RE INSL

CW

h
-~
'0%

Right hand (R) shown.

- Steel * %
M Stainless * [ %
Cast iron * Y
Non-ferrous
' Superalloys PG Y : First choice
H Hard materials ¢ : Second choice
Coated
. Designation  |HAND cws C\A.I+g-°°4 RE S 8 INSL h
| — (mm) | (in) | (in) B (in) | (in)
< O
GE30R R 3 0.118 0008 @ @ 0.394 0.138
/ GE30L L 3 0.118 0.008 [ ] 0.394 0.138
i GE40R R 4 0.157 0008 @ @ 0.394 0.157
GE40L L 4 0.157 0.008 [ ] 0.394 0.157
GE50R R 5 0.197 0.008 (] 0.472 0.177
GE50L L 5 0.197 0008 @® @ 0.472 0.177
@ : Line up
GE
For general grooving
3|
(@]
RE
Bl steel * [ 4| A *
M Stainless * *  *
Cast iron DA ¥* |3 DA
Non-ferrous
Superalloys DA¢ v : First choice
H | Hard materials Y¢ : Second choice
Coated Cermet
Designation cwsg: CV\.I+g-°°4 RE N o S % INSL |~ h
(mm) | (in) (in) 1§ & = o (in) (in)
o o L L n
FF<<O P4
GE20 2 0.079 0.008 (BN ] ([ J 0.394 0.138
GE30 3 0.118 0008 @® A ©@ O [ ] 0.394 0.138
GE40 4 0.157 0008 @® A ©®@ O ([} 0.394 0.157
GE50 5 0.197 0008 @ A ©®@ @ o 0.472 0.177
@ : Line up

A : To be discontinued

Reference pages: Toolholders — F229, Standard cutting conditions — F235
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GF
For face grooving

- Steel * *
M Stainless *
Cast iron PAg PAe
Non-ferrous
Superalloys Y : First choice
Hard materials Y : Second choice
Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation L ) = ] . .
(mm) | (in) | (in) | S (in) | (in)
ac n
O =2
GF30 3 0.118 0.008 | @ [ J 0.394 0.138
GF40 4 0.157 | 0.008 | @ [ J 0.394 | 0.157
GF50 5 0.197 | 0.008 | @ [ J 0.472 0.177
@ : Line up
GN
For internal grooving
RE
-:_
- Steel *
M Stainless *
Cast iron DAY
Non-ferrous
Superalloys % : First choice
Hard materials ¥ : Second choice
Coated
. . CW+0.1|CW+0004)  RE INSL h
Designation o T 18 ) )
(mm) | (in) | (in) S (in) | (in)
O
GN30 3 0.118 0.008 | @ 0.394 0.138
GN40 4 0.157 | 0.008 | @ 0.394 | 0.157
GN50 5 0.197 0.008 | @ 0.472 0.177
@ : Line up

Reference pages: Toolholders — F229, Standard cutting conditions — F235

Grooving

Tungaloy F231



GT

For turning

RE INSL

CW

BBl steel K[| K [k *
M Stainless * * %
Cast iron S * |3 S
Non-ferrous
Superalloys DA¢ Y : First choice

J Hard materials ¥ : Second choice
v

jﬁ Coated Cermet
. . CW+0.1|CW+0004)  RE Q INSL h
Designation om0 o0 Q3 8 i i
(mm)| (n) | (n) |Y¥ N =K~ o (in) | (in)
| o o L I n
| — F <O Z
= GT30 3 0.118 0.016 ( 2N J [ ] 0.394 0.138
GT40 4 0.157 | 0.016 [ BN ) [ J 0.394 | 0.157
GT50 5 0197 | 0016 @ A ® @ [ ] 0.472 | 0.177
@ : Line up
A : To be discontinued
GE-AL
For aluminum and non-ferrous metal
;I
(@]
RE /
-C_
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¥¢ : Second choice
Uncoated
. . CW+0.1|CW+0004)  RE INSL h
Designation 0 0 ) s . .
(mm) | (in) | (in) = (in) | (in)
X
GE20-AL 2 0.079 0.008 | @ 0.394 0.138
GE30-AL 3 0.118 | 0.008 | @ 0.394 | 0.138
GE40-AL 4 0.157 0.008 | @ 0.394 0.157
@ : Lineup

Reference pages: Toolholders — F229, Standard cutting conditions — F235

F232 www.tungaloy.com/us




MY=T SERIES - Chipbreaker Guide

1 corner insert

mm External grooving and parting

F231 page

GE R/L Handed insert 0.012 UH*
Minimize burr generation when ~ 0.010
workpiece is cut off £ 0.008
g 0006} — — —
CW =0.118" - 0.197" £ 0.004 | B |
0002 — — — — -
T — Parting
0.079 0.118 0.157 0197
F230 page Groove width : CW (in)
. , ¥
GE 1st choice for external grooving 0.012 U’
and [ :
parting _ < 0010
Excellent chip control < 0.008 # )
S 0.006
CW =0.079" - 0.197" i 0.004 M External
' [ [ Internal [@)]
0.002 |— — M Face £
. - Parting 3
0.079 0.118 0.157 0.197 o
F230 page Groove width : CW (in) O]
. . '
GF 1st choice for face grooving 0012 f—— ﬂ‘
Low cutting force and good chip g 0010/ —
control for face grooving - 0:008 —— —F - #j/
8 0006 — — — -
CW = 0.118" - 0.197" € 0004 — — — -
0.002 |—
Parting
0.118 0.157 0.197
F231 page Groove width : CW (in)
. . . ¥
GN 1st choice for internal grooving 0.012 U,
Low cutting force and good chip ~ 0.010
: . a
control for internal grooving < 0.008 ——— — #j/
S 0006 — — — -
CW =0.118" - 0.197" © 0004 — — — -
0002 f— — —r
Parting

0.118 0.157 0.197
Groove width : CW (in)

Tungaloy F233




__al

O —
L

i

Parting

F234 www.tungaloy.com/us

MY=T SERIES - Chipbreaker Guide

1 corner insert

mm External grooving and turning

GT

1st choice for turning
Low cutting force and good chip £

n)

= 0.079
control for traversing § ¢ E j %
S GT30
CW =0.118" - 0.197" %0.039 J/
a
0.002 0.004 0.006 0.008 0.010 0.012
F232 page Feed: f (ipr)
mm For aluminum and non-ferrous metal
'
GE-AL Reduce cutting force and welding o2 f— H UHﬁ
due to sharp chipbreaker = 0010 —————
. ) < o008 ——— *j/
£ o004 — — —
0.002 — — — —

F232 page

Parting
0.079 0.118 0.157
Groove width : CW (in)




Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(- HB150) NS9530 328 - 656
GH730 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 - 250) NS9530 262 - 591
GH730 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730 164 - 394
T9225 262 - 591
M Stainless steel GH730 164 - 394
T9225 262 - 820
. Gray iron, Ductile cast iron GH730 164 - 591
Aluminum alloys, KSO5F 656 - 984
Non-ferrous metal
For Parting off
Feed: f (ipr)
Operation Groove width: CW (in)
2 mm (0.079") 3 mm (0.118") 4 mm (0.157") 5 mm (0.197") 8’
G:g%‘j'*;‘g 0.0024 - 0.008 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012 S
S
Parting off _ _ ~ ~ O
(GE™RI/L) 0.0016 - 0.004 0.0016 - 0.006 0.0016 - 0.006 0.0016 - 0.006
. Depth of cut Depth of cut Depth of cut
T’?éiﬁ;” - ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Parting off for Aluminum alloys _ ~ ~ ~
(GE*-AL) 0.0012 - 0.004 0.0012 - 0.004 0.0012 - 0.004

For diameter compensation values in traversing, see page F111.
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TUNGCUT

CGEUR/L

External 45° undercutting toolholder

24 i
L
o, = @
2 LF
LH
; % e Od
L
]
Right hand (R) shown.
Seat size CDX H B LF LH HF WF Insert Torque
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU... 5
CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 23.3 DTIU... 5
CGEUR/L2525-3T02  [INGIGE 3 238 25 25 150 30 25 283  DTIU.. 5
CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 19.5 DTIU... 8.5
CGEUR/2020-4T02  [WAG T 4 2.8 20 20 125 31 20 235  DTIU.. 8.5
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 28.5 DTIU... 8.5
CGEUR/L2525-6T03  [NEGATY 56 3.4 25 25 150 35 25 289  DTIU.. 8.5
(1) "WF" value is calculated with groove width "CW" shown in the table.
Torque: Recommended clamping torque: N-m
SPARE PARTS & (
Designation Clamping screw Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CMBX1X16-A P-5
CGEUR/L2020-4T02 CMBX1X20-A P-5
CGEUR/L2525-4T02/6T03 CM6X1X25-A P-5
CTER/L-15A
Square shank toolholder for profiling aluminum wheel
I O
s BE= : %]
o . LF |
5 !
1 @ T
L
o
T T II
¢ "
HBL Right hand (R) shown.
Seat size CDX H B LF HF WF HBH HBL Insert Torque
CTER/L2525-6T25-15A 6 25 25 25 150 25 32.2 7 50.5 DTA... 5
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

Torque: Recommended clamping torque: N-m

SPARE PARTS & (

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

Reference pages: Inserts — F237, Standard cutting conditions — F238
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I INSERT
DTIU

Profiling and undercutting (for high precision)

RE
e
O

7 . INSL Ref. _
P4

i ey =

* | Y| ¥
M Stainless ¥* Y %
Cast iron * S
Non-ferrous
Superalloys * | Y% Y : First choice
Hard materials Y% : Second choice
Coated
L CW:0.0008|CW0.02| RE |®© INSL| h
Designation Seat VI STl _ _
size | (in) | (mm)| (Mm) B K = (in) | (in)
I T I
< <O
DTIU300-150 3 0.118 3 1.5 ® 00 0.787 0.197
DTIU400-200 4 0.157 4 2 o 00 0.787 0.197
DTIU500-250 5 0.197 5 25 @ @ @ 0.984 | 0.217
DTIUG00-300 6 0.236 6 3 ( BN BN ) 0.984 0.217
@ : Line up

Grooving

DTA
Aluminum wheel machining (for high precision)
RE
e ——
O
Al INSL Ref.
CERT TR
M Stainless
Cast iron
Non-ferrous *
Superalloys ¥ : First choice
Hard materials ¢ : Second choice
Uncoated
. . Seat |CW=0.0008 CW0.02| RE INSL h
Designation : . - .
9 size | (in) | (mm)| (mm) |2 iy | G | AN
I
|_
DTA600-300 6 0.236 6 3 [ ] 0.984 0.217 7°
DTA800-400 8 0.315 8 4 [ ) 1.181 0.264 10°

Reference pages: Toolholders — F236, Standard cutting conditions — F238

@ : Line up
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material

T o« 2@ =8

-~

Steel
1045, 4135, etc.

Stainless steel

304SS, 316SS, 17-4 PH, etc.

Gray cast iron

No.250B, No.300B, etc.

Ductile cast iron

60-40-18, 60-55-06, etc.

Aluminum alloys

Si<12%

Superalloys
Inconel 718, etc.

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

Hardened steel
4137, etc.

*Please see below for feed: f (ipr).

Hardness

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

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

> HRC 50

Priority

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

Priority for surface finish

First choice

TUNGCUT - Chipbreaker Guide

Grade

AH7025, AH725
T9225
GH130

NS9530

AH7025, AH725

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

AH7025, AH725
KSO05F

BX360

Cutting speed
Ve (sfm)
164 - 591
262 - 984
164 - 394
262 - 722
164 - 394
164 - 394
164 - 591
164 - 591
164 - 394
164 - 394

328 - 1640
328 - 1969
66 - 197
66 - 262
66 - 262
66 - 262
66 - 197

262 - 492

mm Profiling and undercutting

DTIU type
(2 corners)

F237 page

Full radius type

Excellent chip control
For undercutting
CW =0.118" - 0.236"

M Standard feed and DoC

0.016

Feed: f (ipr)

0.012 |-y
o008 |- B
ooos| 8 M .

0 ‘ ‘ 4
0.118 0.157 0.197 0.236

Groove width: CW (in)

mm Aluminum wheel machining

DTA type
(2 corners)

F237 page

Full radius type

Excellent chip control
For aluminum wheel profiling
Ground insert

CW =0.236" - 0.315"

[l Standard feed and DoC

0.197

0.157

0.118

0.079

0.039

Depth of cut: ap (in)

0.004 0.008 0.012 0.016 0.020 0.024

Feed: f (ipr)

Groove width: CW (in)
W0.236 WO0.315

F238 www.tungaloy.com/us




B AHZ7O25 cCutting performance

First choice grade for grooving

AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

AH7025

Tool wear after 60 grooves

Conventional grade

Tool wear after 30 grooves

Alloy steel
(4140)
Insert : DTE3-040 AH7025
Cutting speed: Vc = 492 sfm
Feed :£=0.007 ipr
Groove depth : 0.669"
Machining : External grooving
Coolant : Wet

AH7025 provides stability, while preventing coating from peeling off even after machining twice

the number of passes compared to the conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

B Grades

L AH7025 | RU) B AH725 | LUEH  T515 ]

- First choice for various applications

- New PVD coating with high Al content
provides excellent adhesion strength

- Improved wear and chipping resistance

79225 |

- Suitable for steel machining at high
speeds

- New CVD coating and substrate deliver an
outstanding balance of wear and chipping
resistance

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves adhesion
strength and wear resistance

BX360 L.

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

- Recommended for various applications

- Newly developed coating with well

controlled crystal structure and fracture

resistance
- Improved adhesion strength

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

- Recommended for non-ferrous
materials and titanium

- First recommended grade for
cast iron

- Excellent wear resistance in
high-speed machining

- Recommended for interrupted machining

- TICNO PVD coating layer with high wear
resistance

- High hardness wear resistance

__TH10 |}

- Recommended for non-ferrous materials

Grooving

Tungaloy F239




Technical guide

Il PARTS FOR COOLANT HOSE

Connecting hose
Fig.1 Fig.2

‘ L

.2

| R 1

Designation Length Screw Max. pressure Fig.
L (in) Th Th1 (Mpa)
CHP-HOSE-G1/8-7/16-200BS 7.874 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-G1/8-7/16-250BS 9.843 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-5/16-7/16-200BS 7.874 5/16"-24UNF 7/16"-20 UNF 20 1
CHP-HOSE-5/16-G1/8-200BS 7.874 5/16"-24UNF G1/8"-28 BSPP 20 1
CHP-HOSE-G1/8-G1/8-200BB 7.874 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 9.843 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
Connector Seal washer
HEX9/16” -
7/16”-20 UNF ol 1/8”-28 BSPP ‘
EW : Q| 8
( 1 | @ e S| ®
¥ TEAL Ty st o
e L T T
28.75
(UNIT : mm)
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 0.591 0.394 0.039
CHP-COPPER-SEAL5/16 0.469 0.321 0.053
CHP-COPPER-SEAL5/16-2.5 0.370 0.315 0.098

Connector for small lathe

. (UNIT :in)
with seal washer

i S .6
3 7
@ i
:¢ e H.P. Coolant Hose
5 25 N 1/8” BSPP Adapter
|_5/16”-24 UNF Washer
(UNIT : mm)

Designation
CHP-CONECTOR5/16-G1/8

Plug Screw B

F240 www.tungaloy.com/us
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