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Miniature Machining - Content structure

- Products are listed by application.

- In the same application, products are listed by cutting edge shape.

- The same cutting edge shape are sorted by insert.
- Items are listed by product series.
- Toolholders in the catalog are our standard stock items.

How to use the page

Method (D Select the application and the cutting edge shape described at the left end of each page, jump
to the page on the left index, and choose a designation you need (@) in the dimension table (@).

Applicable inserts are shown in (@) and (@).

Method @ Select the cutting edge on G003 and check the details on the product page.
Method @ Select the series name on G003 and check the details on each page.

Method @ Select an item from Quick Guide on G004 - G019.
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Reference pages: JPWL2XR/L: Inserts —> B161 -, Standard cutting conditions —> G069
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JSWL2XR/L-CHP MINIFTURN
Screw-on toolholder with 95° approach angle, for WXGU inserts, with high pressure coolant capability
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Cutting edge style L2

H B LF LH HF  WF  OAW  RE™ Insert Torque
JSWL2XRILOB2 CHP 0500 0500 3344 0750 0500 o 0650 0008 WXGUOOI™UR.. 066

H B LF LH HF  WF  OAW  RE™ Insert Torque*
JSWLZXRILIZIZFOACHP 12 12 &5 18 12 o 165 02 WXGUMOSUR. 09
Torque: Fecommendad clamping torque: I f () “RE: Standard corner radius

B INSERT SELECTION
Swiss lathes.

B orcsion Frisnouning L M Aopicaton  Fiish cuting
sws  swas e _swrzs
s

Grade
s 5
cripbreaker
Srape
rT— o9 ose
‘Small CNC lathes.
Aoptcaton e uting  Modium cuting
Grade Haots  AHaD1S

Criporosker
Srape

Reference pages: JSWL2XR/L-CHP: Inserts — B161 -, Standard cutting conditions — G069

G024 www.tungaloy.com/us

: Application
: Cutting edge shape
: Tool series name
: Dimension table
: Toolholder designation
e.g. right-hand, 25x25 square shank

Q000 Q

- Jsps2xR 082 x-chp

When ordering
- Please specify the designation and quantity.

e.g. JSSWL2XR082X-CHP ... 1 (one toolholder per package)
* Inserts are not included. Please order those separately.

G002 www.tungaloy.com/us

: Dimension drawing (conforming to ISO13399)
: Applicable insert

. Spare parts

. Insert selection

: Reference page
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Main products

MINIFTURN
Economical double-sided inserts with excellent sharpness
@ G022 - G024, G026, G031 - G032
G035, G040, G042 - G043, G069
J-SERIES G004 - G008, GO13, G015
Toolholders for small-part G027 - G030, G036, G038 - G039
machining G044, G046 - G056, G058,
G060 - G069, G096 - G102,
@ G108 - G110, F103 - F110

TETRAMCEUT

Unique insert pocket geometry for grooving with high quality and precision

CW =0.013" - 0.118" G012 - G013, G016, G080 - G090
(0.33 - 3.0 mm) FO06 - FO07, FO37 - FO48

TETRAFCUT

4-cornered insert with good clamping rigidity for highly precise grooving and parting

CW = 0.020" - 0.125" G013, G091 - G095,
(0.5 -3.18 mm) FOO06 - FOO7, FO49 - FO57

DUOJCUT

Innovative clamping system for high rigidity in parting
CW = 0.039" - 0.079" G014, G016
(1.0 - 2.0 mm) G111 - G112, G114 - G119

TUNGCUT

Multi-functional tool series for various grooving operations

CW = 0.055" - 0.157" G015, G102 - G130, FO06 - FO36
(1.4 - 4.0 mm) F116 - F136, F171 - F192

TINYIMTu=IN

Solid boring bar for turning small diameters with high precision

@ G019, G070 - G079

TUuNGH&E=ROOVE

Highly rigid clamping for wide grooving and profiling in one pass

CW = 0.394" - 0.984" G014, G103 - G104
(10 - 25 mm) FOO06 - FOO7, FO89 - FO92

Inch Metric

v v

v v

v v

v v
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v v

Tungaloy G003



Miniature External Turning - Quick Guide

Facing
Metric Insert Shank size (mm)
Application Designation P(t)%tg/e Ne%%telve 0 10 20 30 Clamping style Page
l91o Cutti JSDFCR/L ° Screw-on clamping
utting edge angle 91 v 12 16 ) G055
Insert: DCOO with offset
External Turning
Metric Insert Shank size (mm)
Application Designation P%?gg'e Net%g"’e 0 10 20 30 Clamping style Page
JTTACR/L . .
918 Cutting edge angle 91° v 8 16 Back. side clamping  Go51
— Insert: TCOICI without offset
JSTACR/L ;
. Cutting edge angle 91° v/ 8 16 Screyv-on clamping GO51
91°” Insert: TCOIOI without offset
JSCGCR/L _ :
" Cutting edge angle 91° v 121 16 Screxit%noc;fl:;pmg G053
o1z Insert: cCCOO
JTTANR/L : :
o} Cutting edge angle 91° v/ 127 16 BaCk'tildetCI?fang G060
- Insert: TNOIO Widnes CuE
Back Turning
Inch Insert Shank size (in)
Application Designation P%?ggle N"f%te"’e 0 0.375 0.500 0.750 1.000 Clamping style Page
— JSTBR/L .
-1 " 0 _
ﬂ Insert: JTBR/L30IC] v 0.375 0.625 Screw-on clamping G061
Metric Insert Shank size (mm)
Application Designation Poshye Negalve o 10 20 30 Clamping style Page
JSTBR/L .
Insert: JTBR/L30I0] v 10 16 Screw-on clamping G061

JS-TBL3 /

Insert: JTBR3OIC] 019.05/ 0254  Screw-onclamping G061

JSEGR/L v/

Insert: JIOER/LOO 1016 Screw-on clamping G064

JSXBR/L /

Insert: JXBR/L8OIO 10 25 Screw-on clamping G067

=i-Tc1=}

G004 www.tungaloy.com/us




Miniature External

Turning - Quick Guide

Front & Reverse Turning

Metric Insert Shank size (mm)
Application Designation P%?gg'e Nettggtéve 0 10 20 30 Clamping style Page
= = JSXGR/L
- Insert: JXFR/L8 v 10 25 Screw-on clamping G056
JXRR/L8
External Turning & Facing
Inch Insert Shank size (in)
Application Designation MinForce- Pc}y?fieve Nggﬁve 0 0.375 0500 0.750 1.000 Clamping style Page
Ly 95 JSCL2CR/L _
l@ Cutting edge angle 95° v 0.375" 0.625" Scref;"r;ontd?fma'”g G027
5° Insert: cCOO Wl OnisE
t JSVL2PR/L . g
h Cutting edge angle 95° v 0.500" | 0.625" Sczii;ltvhgztcolif?eamg G030
Insert: VPOO
957 JPWL2XR/L Side olamoi
Cutting edge angle 95° v Ve 0.375" 0.625" EE ST G024
h *Jg‘ Insert: WXGU without offset
£\95° JSWL2XR/L ,
Cutting edge angle 95° o/ 0.375" 0.625" Screw-on clamping o3
N Jé{ Insert: WXGU without offset
957
JSWLXR/L .
L Cutting edge angle 95° ve v . . Screw.-zn ?rlamplng C034
95° Insert: WXGU 0.750" 1.000 with offset
JSWL2XR/L-CHP .
E Cutting edge angle 95° o/ 0.500" | 0.625" Screff:’r;ontc'?fmﬁ'”g G025
5° Insert: WXGU without offse
g™ JSWLXR-F Screw-on clamping
-« ) Cutting edge angle 95° o/ 0.500" || 0.625" A G026
Insert: WXGU N ©1EE
Metric Insert Shank size (mm)
Application Designation Minforce- Pg;y%?eve Ne;lgsra?eive 0 10 20 30 Clamping style Page
IR JTCL2CR/L . .
s Cutting edge angle 95° v 8 16 Back side clamping  Gp28
5° Insert: cCCOO without offset
195" JSCL2CR/L _
= Cutting edge angle 95° Ve 10 16 Scre?;v';ontcleflrmptlng G027
5 Insert: cCOO WRINIOIUIL @IS
! JSVL2PR/L : :
_h Cutting edge angle 95° v 10 16 Scwnvhgztc;?fr:;mg G030
95° Insert: VPO
95°
JSCLCR/L .
S - |
= Cutting edge angle 95° v 8 16 crew.tzn :fan:pmg G029
5 Insert: cCOO with offse
#3957 JPWL2XR/L Side olamoi
Cutting edge angle 95° v v 10 16 \de clamping G024
- ng Insert: WXGU without offset
£ 9% JSWL2XR/L :
Cutting edge angle 95° V4 v 10 20 Screyv—on clamping  ~go3
h *jé‘ Insert: WXGU without offset

Miniature Tool

Tungaloy G005




Miniature External Turning - Quick Guide

External Turning & Facing

Metric Insert Shank size (mm)
Application Designation MiniForce- Ptg'g'gt)ieve Net'gsé)gve 0 10 20 30 Clamping style Page
95°
JSWLXR/L .
L Cutting edge angle 95° v v 20 25 Screwl-cr)Tn iflamplng C034
95° Insert: WXGU with offset
o JSWL2XR/L-CHP Screw-on clampin
| Cutting edge angle 95°  / 12 16 e F?( 9 G025
5o Insert: WXGU without offse
e e Screw-on clamping
- 4 Cutting edge angle 95° v / 10 16 b G026
Insert: WXGU with ofise
ntl PCLNR § .
| Cutting edge angle 95° v 20 Leieh l.OCk clamping G057
-8 Insert: CNOO with offset
PCL2NR .
Cutting edge angle 95° v 20 Levell'-lock clamping G057
Insert: CNOOI without offset
‘ JTTLNR/L Back side clamoi
Cutting edge angle 95° v 12 16 ack side camping o5
95° Insert: TNCICI without offset
d PTL2NR/L Lover-lock clam:
- Cutting edge angle 95° v 20 ever-lock clamping  Gos5g
95° Insert: TN DD without offset
External Turning & Profiling
Inch Insert Shank size (in)
ini - 1ISO 1SO,
Application Designation M Pe Negaie 0 0.375 0.500 0.750 1000 Clamping style Page
M 30° JPDJ2XR/L . .
TR Cutting edge angle 93° o/ 0.375" 0.625" Side clamping G032
98¢ Insert: DXGU without offset
JSDJ2XR/L .
Cutting edge angle 93° o/ 0.375" 0.625" Screw-on clamping a4
Insert: DXGU without offset
JSDJXR/L .
Cutting edge angle 93° v v Screw.-on G Cco042
93 Insert: DXGU 0.750" 1.000" el
JSDJ2XR/L-CHP .
Cutting edge angle 93° V4 0.500" | 0.625" S (033
93°2 Insert: DXGU without offset
I JSDJ2CR/L ) -
% Cutting edge angle 93° v 0.375" 0.625" Scﬁﬁhgﬂtcgifr:;mg G036
- Insert: DCOO
Lo JSDJ2CR/L-CHP = i
&30 Cutting edge angle 93° V4 0.500" Sc:;;/tvhglr]tccl)?fr:;mg G037
- Insert: DCOO
JSDNCN Screw-on clampin
w3 Cutting edge angle 62.5° Ve 0.375" 0.625" - ¢ G047
. % 62.5° - :
625 Insert: DCOO S S
. ¥ y30° JSDJXR-F ) i
gsﬁ Cutting edge angle 93°  / 0.500" | 0.625" S e Sl G034

Insert: DXGU

with offset

G006 wWww.tungaloy.com/us




Miniature External Turning - Quick Guide

External Turning & Profiling

Inch Insert Shank size (in)
i . X i MiniForce- TS0 SO X
Application Designation Tun  Ppe® Negade 0 0.375 0.500 0.750 1.000 Clamping style Page
vt JPVJ2XR/L Side clampin
93°2 Cutting edge angle 93° Ve v 0.375" 0.625" ; pIng G040
Insert: VXGU without offset
N JSVJ2XR/L-CHP Screw-on clampin
93> Cutting edge angle 93° VN 0.500" 0.625" thout oﬁs; 9  Gos
Insert: VXGU
JSVJ2XR/L .
Cutting edge angle 93° o/ 0.375" 0.625" Screw-on clamping ;040
Insert: VXGU without offset
JSVUXR/L Serew-on clamoin
Cutting edge angle 93° v v crew-on clamping  cos59
Insert: VXGU 0.750" 1.000" with offset
LR Screw-on clampin
Cutting edge angle 93° v 0.375" 0.625" ; PN Goa4
Insert: VBOD without offset
JSVJ2BR/L-CHP Screw-on clampin
Cutting edge angle 93° v/ 0.500" crew-on clamping  Gog5
Insert: VBODO without offset
Metric Insert Shank size (mm)
ini - 1ISO
Application Designation M Posae N%I%S??e“’e 0 10 20 30 Clamping style Page
JPDJ2XR/L . .
Cutting edge angle 93° v 10 16 Side clamping G032
Insert: DXGU without offset
JSDJ2XR/L ]
Cutting edge angle 93° V4 10 20 Scztmgztc(l?fr:;mg G031
Insert: DXGU
JSDJXR/L .
Cutting edge angle 93° v 20 25 Screw.-tcr:n iflarr:plng Co042
Insert: DXGU with otise
JSDJ2XR/L-CHP .
Cutting edge angle 93° / 12 16 Sc'zn;gztc(l?fr:;mg G033
Insert: DXGU
JTDJ2CR/L Back side cl )
Cutting edge angle 93° v 10 16 ack side clamping 036
Insert: DCOO without offset
JSDJ2CR/L .
Cutting edge angle 93° v 8 16 E N G036
Insert: DCOCI without offset
JSDJ2CR/L-CHP ]
Cutting edge angle 93° v 12 16 Screyv-on clamping G037
Insert: DCOO] without offset
JSDJCR/L ] .
Cutting edge angle 93° v 8 16 Screxitcr:no?fl:;r:plng G038
Insert: DCOO
JSDNCN .
Cutting edge angle 62.5° v 10 16 Screwl-zn ?flamplng G047
Insert: DCOO LG
JSDN3CR/L .
Cutting edge angle 62.5° v 12 [116 e G045
Insert: DCOO ik i

Miniature Tool
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Miniature External Turning - Quick Guide

External Turning & Profiling

Metric

Insert Shank size (mm)
Application Designation MinForce- Pg!yg,i?ieve Net'gsgogve 0 10 20 30 Clamping style Page
¥ 430° JSDJXR-F .
95"% b [i Cutting edge angle 93° v  / 10 16 Screwl—cr)]n :zflampmg G034
Insert: DXGU with offset
$50° JPVJ2XR/L . .
938 Cutting edge angle 93° v / 10 16 Slelz elamping G040
Insert: VXGU without offset
50° JSVJ2XR/L-CHP .
oo™-Re Cutting edge angle 93° / 12 16 S U G041
Insert: VXGU without offset
50° JSVJ2XR/L .
938 Cutting edge angle 93° v / 10 20 Screyv—on clamping 440
Insert: VXGU without offset
) JSVUXR/L ] .
S8 Cutting edge angle 93°  / 20 Serew- (:]n cf:flamplng C059
93 Insert: VXGU with offset
JSVJ2BR/L .
Cutting edge angle 93° Ve 10 16 Screyv-on clamping G044
Insert: VBOICI without offset
L tro JSVJ2BR/L-CHP .
N %0 Cutting edge angle 93° V4 12 Screw-onclamping 45
93 without offset

Insert: VBOO

G008 www.tungaloy.com/us




Miniature Internal Turning - Quick Guide

Positive type

StreamdJet-Bar

Inch
Application

Description & Application

SEXPR/L
Boring & Internal facing

Insert: EPOIO

SCLCR/L
Boring & Internal facing
Insert: cCOO

STUPR/L
Boring
Insert: TPOO

STFPR/L
Blind hole boring
Insert: TPOO

SCLPR/L
Boring & Internal facing
Insert: CPOO

STFCR/L
Blind hole boring
Insert: TCOO

SDUCR/L
Boring & Internal profiling

Insert: DCOO

SVUCR/L
Boring & Internal profiling
Insert: VCOO

SVUBR/L
Boring & Internal profiling
Insert: VBOO

SDQCR/L
Boring & Internal profiling

Insert: DCOO

SVQCR/L
Boring & Internal profiling

Insert: VCOO

SVQBR/L
Boring & Internal profiling
Insert: VBOO

SDZCR/L
Internal retracting
Insert: DCOO

SVZCR/L
Internal retracting
Insert: VCOO

ISO insert

Y-Pro

Shank  Shank size Min. bore diameter: DMIN (in)
material (in) 0 0400 0.800 1.200 1.600 2.000 Page
Steel 00.313" 00.250" D040
Carbide  00.313" 00.250" Do#1
Steel  00.375"-91.000"  ©0.500" 01.250"
D022
Carbide 00.375"-91.000"  0.500" 01.250"
Steel  0.313"-91.000" 00.438" 01.250"
. D066
Carbide 00.438"-91.000" 0.438" 00.875"
Carbide 00.375"-91.000" 90.500" 21.000" D050
Steel  ¢0.375"-00.625" 00.500" 20.875"
. D025
Carbide 90.375"-00.625" 0.500" 00.875"
Carbide 00.375"-00.750"  00.500" 21.000" D049
Steel 00.375"-00.750"  00.625" 21.000" =
D058 @
Carbide 00.375"-00.750"  00.625" 21.000" o
>
kS
£
Steel  00.625"- 00.750" 00.875" | 91.000" Do76 S
Steel 00.750" 21.000" D072
Steel 00.375"-00.625"  00.625" | 90.875" D085
Steel 00500"-00.625"  00.688" 21.000" D090
Steel 00.625" 21.000" D088
Steel 00.625" 00.875" D094
Steel  00.500"-00.750" 20.750" 21.000" D099

Tungaloy G009




Miniature Internal Turning - Quick Guide

Positive type
StreamdJet-Bar ”
[
Inch 2 o Shank  Shanksize Min. bore diameter: DMIN (in)
N _ I £ : )
Application Description & Application 8 T material (in) 0 0400 0800 1200 1600 2000 Page
- - SVZBR/L
50, Internal retracting Steel £0.750" 91.000" D098
Insert: VBOO
SVJCR/L
Internal sphere cutting Steel 00.625" $1.000" D044
Insert: VCOO
SVJBR/L
Internal sphere cutting Steel 00.625" ¢1.000" D043
Insert: VBOO
p— SYQBR/L Steel  0.500"- 90.625" 90.750" 90.875"
‘Xso" Internal undercut & profiling D092
Insert: YWOO Carbide ©0.500"-#0.625" 90.750" ¢0.875"
B— Ol Steel 90.625" 91.000"
Boring & Internal profiling D084
Insert: YWOO Carbide ¢0.500"-90.625" 00.875"  91.000"

G010 www.tungaloy.com/us




Miniature Internal Turning - Quick Guide

Positive type

StreamdJet-Bar

Metric
Application

Description & Application

SEXPR/L
Boring & Internal facing

Insert: EPCIO

SCLCR/L
Boring & Internal facing
Insert: cCOO

SWUBR/L
Boring
Insert: WBOO

STUPR/L
Boring
Insert: TPOCI

STFPR/L
Blind hole boring
Insert: TPOO

SCLPR/L
Boring & Internal facing
Insert: CPOO

STFCR/L
Blind hole boring
Insert: TCOO

SDUCR/L
Boring & Internal profiling
Insert: DCOO

SVUCR/L
Boring & Internal profiling
Insert: VCOO

SVUBR/L
Boring & Internal profiling
Insert: VBOO

SDQCR/L
Boring & Internal profiling

Insert: DCOO

SVQCR/L
Boring & Internal profiling

Insert: VCOO

SVQBR/L
Boring & Internal profiling
Insert: VBOO

SDZCR/L
Internal retracting
Insert: DCOO

SVZCR/L
Internal retracting
Insert: VCOO

ISO insert

Y-Pro

Shank  Shank Min. bore diameter: DMIN (mm)
i size
material - 0 10 20 30 40 50 Page
Steel 04-08 4.5 =14 D040
Carbide 04 -08 04.5 o7 D041
Steel 0©4-025 05 @27 D023
Carbide o04-025 05 027 D024
Steel 5 - 08 06 28
: D083
Carbide @5 - 08 06 28
Steel o7 - 232 28 234 D067
Carbide o7 - 925 o8 227 D068
Steel 8- 025 210 027
. D050
Carbide @8 - 220 210 222
Steel @8 - 025 210 227 D026
Carbide 08 - 016 010 @20 D027
Steel ©10-016 212 218
, D049
Carbide 210 - 216 212 218
Steel ©10-025 213 232
Carbide 210 - 220 213 027 D058
Steel ©12-0225 216 232
Carbide 212 - 225 218 232 D076
Steel ©16-025 220 232
D072
Carbide 216 - @25 ©24.5 234
Steel 210 - 925 213 230 D085
Carbide 10 - 020 013 025 D086
Steel ©10-216 213.5 221.5
Carbide ¢10 - 016 213.5 221.5 D090
Steel 0912 -@25 17 230.5
: D088
Carbide 212 - 25 o017 230.5
Steel ©12-225 o014 225
Carbide @12 - ¢16 218 022 D094
Steel 212 216 D099

Miniature Tool

Tungaloy Got1




Miniature Internal Turning - Quick Guide

Positive type
StreamdJet-Bar ©
(O]
Metric 2 o Shank  Shank Min. bore diameter: DMIN (mm)
icati it icati o o terial  Size
Application Description & Application 3 % materia () 0 10 20 30 40 50 Page
- - SVZBR/L
50, Internal retracting Steel 016 - 032 020 040 D098
Insert: VBOO
o SEZPR/L Steel o04-05 055 06.5
ol Internal retracting D097
Insert: EPOO Carbide 04-05 5.5 06.5
SVJCR/L
% Internal sphere cutting Steel ©12-016 216 220 D044
Insert: VCOO
SVJBR/L
Internal sphere cutting Steel 020 - 225 @25 230 D043
Insert: VBOO
[t SYQBR/L- = Steel o12- 16 017 0215
300 Internal undercut & profiling D092
Insert: YWOO Carbide 12 - 016 217 021.5
e _ SYUBRL Steel 016 020
Boring & Internal profiling D084
Insert: YWOO Carbide 012 - 016 220 024.5

Miniature Internal Turning - Quick Guide

Double-sided insert with positive cutting edges
MiniForce-Turn

Inch MiniForce- Shank  Shank size Min. bore diameter: DMIN (in)
Application Description & Application Turn material (in)

0 0400 0800 1.200 1.600 2.000 Page

— SWLXR/L

. . Steel 90.375"-¢1.000" ©0.500" 01.250"
Boring & Internal facing D034
Insert: WXGU Carbide ¢0.375"-91.000" ©0.500" g1.250"
sy . SDXXRIL Steel  00.375"-¢1.000"  00.625" 01.250"
Boring & Internal profiling D042
Insert: DXGU Carbide ©0.375"-¢1.000" 00.625" ¢1.250"
- SDZXR/L
26 Internal retracting Steel 00.500"-00.750"  00.625" | 00.875" D093
Insert: DXGU
Metric MiniForce- Shank  Shank size Min. bore diameter: DMIN (mm)
Application Description & Application Turn material (mm) Page
0 10 20 30 40 50 9
— Sl Steel  010-020 012 022
Boring & Internal facing D034
Insert: WXGU Carbide 210 - 220 012 022
wss  SDXXRIL Steel  ©10-020 013 024
Boring & Internal profiling D042
Insert: DXGU Carbide 210 - 220 213 024
g — loradii Steel  o12-020 014|020
264 Internal retracting . D093
Insert: DXGU Carbide 012 - 016 018 @22

G012 www.tungaloy.com/us




Miniature Grooving - Quick Guide

External Grooving

TetraMini-Cut

Inch Shank size (in) Groove width  Max. groove depth
Application Designation Insert 0 0375 0500 0.750 1.250 (in) (in) Page
il * .. .. S . grgg  GOBO
IE STCR/L-18-CHP TC*18R/L... 00.500 00.625 0.013" - 0.118 0.031"-0.138 G081
]é STCR/L-18 TC*18R/L... 00.375" ¢1.000"  0.013"-0.118" 0.031" - 0.138" G080
Metric Shank size (mm) Groove width  Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
@g JS-STCL18 TC*18R... o014 025.4 0.33-3.0 0.8-3.5 G081
t
TetraForce-Cut
Inch Shank size (in) Groove width  Max. groove depth
Application Designation Insert 0 0375 0500 0.750 1.000 (in) (in) Page
Lf% STCR/L-27 TC*27... 00.375" 01.000"  0.020" - 0.125" 0.039" - 0.252" G090 g
l—
o
=}
kS|
£
. =
J-series
Inch Shank size (in) Groove width  Max. groove depth
Application Designation Insert 0 0375 0500 0.750 1.000 (in) (in) Page
:]% JSTGR/L JTGR/LS... 00.375" 00.625" 0.013" - 0.118" 0.028" - 0.102" G096
% JSVGR/L JVGR/L... 00.375" 00.625" 0.013" - 0.079" 0.028" - 0.217" G101
Metric Shank size (mm) Groove width  Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
j]% JSTGR/L JTGR/LS... 10 16 0.33-3.0 0.7-26 G096
JS-TGL3 JTGRS... 219.05 025.4 0.33-3.0 0.7-26 G096
1
% JSVGR/L JVGR/L... 10 16 0.33-2.0 0.7-55 G101
% JSXGR/L JXGR/LS... 10 25 0.7-2.0 45-6.0 G100

Tungaloy G013




Miniature Grooving - Quick Guide

External Grooving

GTGN
Inch o ] ] Shank size (in) Groove width Max. groove
Application Designation Insert 0 0.375 0.500 0.750 1.000 1.250 (in) depth (in) Page
t CER/L GTGN-16E... 0.039" - 0.089" 0.049" - 0.071" F087
90.750"  ¢1.250"
Metri i
et c ) Shank size (mm) Groove width Max. groove
Application Designation Insert 0 10 20 30 40 (mm) depth (mm) Page
% CER/L GTGN-16E... 12 20 1.0 - 2.25 1.0-6.4 F087
TungHeavyGroove
Inch o Shank size (in) Groove width Max. groove
Application Designation Insert 0 0375 0500 0750 1.000 (in) depth (in) Page
FPGN PSGB 0.394" - 0.984" Wide grooving G103
t 40.500" 61.000" e and profiling
SPGN PSGB 0.394" - 0.984" Wide grooving G103
t 90.500" ¢1.000" : and profiling
Parting
DuodJustCut
Inch o ] ] Shank size (in) Groove width Max. parting
Application Designation Insert 0 0.375 0.500 0.750 1.000 (in) diameter (mm) ~ Page
LHJ JSXXR/L-X-CHP JXPG... $0.500" 00.625" 0.039" - 0.079" 220 G112
15
1% jggg;t’égg:ﬁ JXPG... 00.500" | 00.625" 0.039" - 0.079" 220 G113
1% JSXXR/L JXPG... 00.375" 90.625" 0.039" - 0.079" 220 G111
1% JSXXR/L-S JXPG... 00.375" 00.500" 0.039" - 0.079" 220 G111

G014 www.tungaloy.com/us




Miniature Parting - Quick Guide

Parting
TungCut
Inch Shank size (in) Groove width Max. parting
Application Designation Insert 0 0375 0500 0750 1.000 (in) diameter (in)  page
l % JCTER/L-CHP DG.../SG... 90.500" 00.750" 0.079" 01.260" G121
] % JCTER/L DG.../SG... 90.500" 00.625" 0.079" - 0.118" 01.260" G120
Metric Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 40 (mm) diameter (mm)  page
[
I JCTER/L-CHP DG.../SG... 12 20 1.4-3.0 232 G121
] % JCTER/L DG.../SG... 10 20 1.4-3.0 232 G120
wTE CGER/L DG.../SG... 10 20 1.4-3.0 255 G121
My-T
Metric Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm) Page
N JCGSSR/L GE20... 10 25 2.0 232 F063
i
J-series
Inch Shank size (in) Groove width Max. parting
Application Designation Insert 0 0375 0500 0750 1.000 (in) diameter (in) ~ Fage
L I% JCCWSR/L JCC*200F...  ¢0.375" 90.625" 0.079" 90.787" F105
Metric Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm) Page
L I% JCCWSR/L JCC*200F... 10 25 2.0 220 F105
L ] JCGWSR/L JCGN20O0F... 10 16 2.0 220 F106
O

Miniature Tool

Tungaloy G015



Miniature Grooving

- Quick Guide

Internal Grooving

SNG
Metric Shank size (nm)  Groove width ~ Max. groove Min. bore
Application Designation Insert 0 10 20 30 (mm) depth (mm)  diameter (mm)  pgge
1
q [ 7/
g_— SNGR/L *GRI/L... 28.0 220.0 1.0-35 1.5-3.0 8.0 - 24.0 F159
]
External Threading
TetraMini-Cut
Inch Shank size (in)
Application Designation Insert 0 0375 0500 0750 1000 Corner R (mm) Pitch (mm) Page
B STCR/L-18-CHP TCT18RI/L... 0.05-0.2 0.4-3.0 ggg.lo
¢0.500"  ¢1.000"
B STCR/L-18 TCT18R/L... 0.05-0.2 0.4-3.0 G080
00.375" ¢1.000"
Metric Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
%@ JS-STCL18 TCT18R... 014 0254  0.05-0.2 0.4-3.0 G081
DuodJust-Cut
Inch Shank size (in)
Application Designation Insert 0 0375 0500 0750 1000 Corner R (mm) Pitch (mm) Page
-g JSXXR/L-X-CHP JXTG12... 90.500" ~ 90.625" 0.05Max. - 0.1 0.2-15 G112
@ - JSXXR/L-X-S-CHP " "
JSXXR/L-F-S-CHP JXTG12... 90.500 90.625 0.05Max. - 0.1 0.2-1.5 G113
- JSXXR/L JXTG12... 0.05Max. - 0.1 0.2-1.5 G111
90.375"  90.625"
- JSXXR/L-S JXTG12... 0.05Max. - 0.1 0.2-1.5 G111
00.375" 90.500"
Metric Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
JXTG12R... 219.05 9254 0.05Max. - 0.1 0.2-1.5 G115

% JS-SXXLO09

G016 www.tungaloy.com/us




Miniature Threading - Quick Guide

External Threading

J-series
Inch Shank size (in)
Application Designation Insert 0 0375 0500 0750 1000 Corner R (mm) Pitch (mm) Page
7 JSTTR/L JTTR/LS... 0.05-0.1 0.5-1.0 G109
90.375"  90.625"
Metric Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
%‘7 JSTTR/L JTTR/LS... 10 16 0.05-0.1 0.5-1.0 G109
% JS-TTL3 JTTRS... 019.05 0254  0.05- 01 05-1.0 G109
“% JSXBR/L JXT*R6000F 10 25 0.03 0.5-1.0 G108
TungThread
Inch Shank size (in)
Application Designation Insert 0 0375 0500 0750 1.000 1250 Corner R (mm) Pitch (mm) Page
lN\!ﬁ\i\\\\\\\\M\\\
QQ‘ - JSE2R16-CHP 16ER/L... 00.500" 00.625" 0.05-0.22 0.5-3.0 G105
- CER/L 16ER/L... 0.05-0.22 0.5-3.0 FO087
00.750"  ¢1.250"
Metric Shank size (mm)
Application Designation Insert 0 10 20 30 40 CornerR(mm) Pitch (mm) Page
IN\I\I!\I\\\\I\\\II\\\

@Q - JSE2R16-CHP 16ER/L... 12 16 0.05-0.22 0.5-3.0 G105
[@— CER/L 16ER/L... 12 25 0.05-0.22 0.5-3.0 FO087
w B-S/CER/L 16ER/L... - 0.05-0.22 0.5-3.0 G106

BC-SER 16ER/L... - 0.05-0.22 0.5-3.0 G107

1

Miniature Tool

Tungaloy G017




Miniature Threading - Quick Guide

Internal Threading

TungThread
Metric Shank size (mm)  Groove width ~ Max. groove Min. bore
Application Designation Insert 0 10 20 30 (mm) depth (mm) diameter (mm) Page

SNR/L 6IR/L... 8 - 0.5-20 8.0 -10.0 E036

G018 www.tungaloy.com/us




Miniature Internal Turning - Quick Guide

TinyMini-Turn - Solid carbide tools for small diameter turning

Boring, profiling & chamfering

TinyMini-Turn
Metric Min. bore diameter: DMIN (mm)
Application Description & Application Shank Size 0 2 4 6 8 10 Page

JBT

% Boring, profiling & chamfering o4 & o7 20.6 o7 G070
JBP

= Face grooving 04 & o7 2.8 25 G071
JBU

T Back boring & chamfering o7 @5 G071

JBC
— Boring & 45° chamfering o7 25 06.8 G071
JBB
Back boring o4 & o7 23 o7 G072
Threading
TinyMini-Turn 5
. o
Metric Min. bore diameter: DMIN (mm) E
Application Description & Application Shank Size 0 2 4 6 8 10 Page %
I JBI S
it Threading o4 & o7 o4 74 G072
(Metric thread)
Internal Grooving
TinyMini-Turn
Metric Shank Groove Min. bore diameter: DMIN (mm)
Application Description & Application Size  width 0 2 4 6 8 10 12 14 15 Page
JBG
Internal Grooving 04 & @7 0.5-2 22 26.8 G073
JBF
Face grooving o7 1-3 6 G074
JBS
Face grooving o7 2 6 G074
(for shaft)
JBR
Boring & profiling o7 1 @5 6.8 G075
(full radius type)

Tungaloy G019




TUNG TUET

Thru-coolant holder system

Il High pressure coolant is supplied
through the holder to facilitate smooth
chip evacuation, improved chip breaking
and reduced machine down-time

External coolant supply at normal pressure H|gh pressure coolant (7 MPa)

Il Coolant jets from two outlets ensure high
cutting efficiency and extended tool life

Directly to the cutting edge

Reliable chip control
Reduces crater and notch wears

Excessive wear with High pressure coolant Excessive crater wear with High pressure coolant
external coolant supply (7 MPa) external coolant supply (7 MPa)
(at normal pressure) (at normal pressure)

Reference pages: G025, G028, G033, G037, G041, G045, G080, G091 - G095, G112 - G113

G020 www.tungaloy.com/us




Tube-free design streamlines tool setup.
Through-coolant supply enables high productivity.

Conventional Direct connection without coolant tube

Coolant outlet on
the tool post

Use a non-coolant-through tool when a coolant
supply is not needed through the tool.

-)

No need for coolant
tube setup.

Eliminates chip
entanglement on tubes
and streamlines tool
replacement.

Plug A
for connecting |
an external

coolant tube

Plug B
for direct connection
without coolant tube

Nozzle tube delivers coolant
directly to the cutting edge

Reference pages : G025, G028, G033, G037, G041, G045, G080, G091, G105, G112 - G113, G121

Miniature Tool

Tungaloy G021




q Economical double-sided positive insert

= Innovative geometry and seat interface ensures stability
~and high performance.

M Insert B High rake angle

WXGUO0403-- © positive cutting edges

External turning Internal turning

DXGUO0703:- 4 positive cutting edges External turning Internal turning

R A

VXGUO09T2.- 4 positive cutting edges

Specid R

Reference pages : G023 - G024, G026, G031 - G032, G035, G040, G042 - G043, G069
G022 www.tungaloy.com/us




MINIFTURN

JSWL2XR/L

Screw-on toolholder with 95° approach angle, for WXGU inserts

05° Without offset
w i
. -4 = -
© Y
> 4ILH
— LF
95°
1 =
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSWL2XR/L062 0.375 0.375 4.750 0.500 0.375 0 0.008 WXGUO0403*L/R... 0.66
JSWL2XR/L082 0.500 0.500 4.750 0.500 0.500 0 0.008 WXGUO0403*L/R... 0.66
JSWL2XR/L102 0.625 0.625 4.750 0.500 0.625 0 0.008 WXGUO0403*L/R... 0.66
H B LF LH HF WF RE** Insert Torque*
JSWL2XR/L1010X04 10 10 120 ih! 10 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L2020H04 20 20 100 13 20 0 0.2 WXGUO0403*L/R... 0.9

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

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

SPARE PARTS & /V<

Designation Clamping screw Wrench
JSWL2XR/L... SR34-514 T-7F

I INSERT SELECTION

Swiss lathes
. Application Finish cutting Mediglrjvtlt}r?;inish Application Finish cutting Medig:;t?gg;inish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS Ss TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Miniature Tool

Reference pages: JSWL2XR/L: Inserts — B161 -, Standard cutting conditions — G069

Tungaloy G023



o~

External

MINIFTURN

JPWL2XR/L

Lever-lock toolholder with 95° approach angle, for WXGU inserts

Without offset

-
=4 56
LH
= LF
H 1P
I
Cutting edge style L2
H B LF LH HF WF RE**
JPWL2XR/L062 0.375 0.375 4.750 0.500 0.375 0 0.008
JPWL2XR/L082 0.500 0.500 4.750 0.500 0.500 0 0.008
JPWL2XR/L102 0.625 0.625 4.750 0.500 0.625 0 0.008
H B LF LH HF WF RE**
JPWL2XR/L1010X04 10 10 120 11 10 0 0.2
JPWL2XR/L1212F04 12 12 85 11 12 0 0.2
JPWL2XR/L1212X04 12 12 120 11 12 0 0.2
JPWL2XR/L1616X04 16 16 120 13 16 0 0.2

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

SPARE PARTS % @ % y

Designation Lever Pin Clamping screw Wrench
JPWL2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

Il INSERT SELECTION

Swiss lathes
. Application Finish cutting Medi;l':r;t?gginish Application Finish cutting Medigmﬁtﬁ gfinish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS SS TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Right hand (R) shown.

Insert Torque
WXGUO0403*L/R... 0.66
WXGUO0403*L/R... 0.66
WXGUO0403*L/R... 0.66

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

Reference pages: JPWL2XR/L: Inserts — B161 -, Standard cutting conditions — G069

G024 www.tungaloy.com/us




TUNG LLET

JSWL2XR/L-CHP

MINIFTU2N

Screw-on toolholder with 95° approach angle, for WXGU inserts, with high pressure coolant capability

95°

1

- g | . e P mt

95° 5/16”-24UNF
. i 7.77777776777 | I¢
Cutting edge style L2 ;
H B LF LH HF WF OAW RE**
JSWL2XR082X-CHP 0.500 0.500 4.750 0.728 0.500 0 0.650 0.008
JSWL2XR102X-CHP 0.625 0.625 4.750 0.728 0.625 0 0.650 0.008
H B LF LH HF WF OAW  RE*
JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2
JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2

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

Without offset @

Right hand (R) shown.

Insert Torque
WXGUO0403**L... 0.66
WXGUO0403**L... 0.66

Insert Torque*
WXGUO0403*L... 0.9
WXGU0403*L... 0.9

SPARE PARTS & Vs © { & (

Designation Clamping screw Coolant unit Wrench 1

Coolant plug Wrench 2 DirectJet plug Wrench
JSWL2XR**-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
05° ‘ LF Without offset @
1 LH
-
I =T —_
1 Pt m ]
- A s . # IQ
()
95° wd =T S
Ty =% :j:::#,, 2 I# *@'
: Z ”_ £
Cutting edge style L2 /G4 N Right hand (R) shown. S
H B LF LH HF WF OAW RE** Insert Torque
JSWL2XR/L082-CHP 0.500 0.500 3.344 0.750 0.500 0 0.650 0.008 WXGUO0403*L/R... 0.66
H B LF LH HF WF OAW RE** Insert Torque*
JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGUO0403*L/R... 0.9

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

SPARE PARTS & %’S @ (

Designation Clamping screw Coolant unit Wrench 1

Coolant plug Wrench 2
JSWL2XR/L*-CHP SR34-514 S-CU-CHP T-7F

SR5/16UNFTL360 P-4

I INSERT SELECTION
Swiss lathes

Application Finish cutting Mediumto finish M Application Finish cutting Mediumiiojiiish

cutting cutting
Grade SH725 SH725 Grade SH725 SH725
Jss Js Jss Js
Chipbreaker Chipbreaker
shape shape

Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting
Grade AH725 AH725 Grade AH8015 AH8015

Ss TS Ss TS
Chipbreaker Chipbreaker
shape shape

Cutting conditions G069 Cutting conditions G069

Reference pages: JSWL2XR/L-CHP: Inserts — B161 -, Standard cutting conditions — G069

Tungaloy G025




MINIFTURN

JSWLXR-F

Screw-on stepped-head toolholder with 95° approach angle, for WXGU inserts

Cutting edge style L

JSWLXR082-F10
JSWLXR102-F10

hﬁi

External JSWLXR1016X04-F15
JSWLXR1216F04-F15
JSWLXR1216X04-F15

JSWLXR1620X04-F15

0.500
0.625

H
10
12
12
16

0.625
0.750

B
16
16
16
20

LF L2
4.750 0.500
4.750 0.500

LF L2

120 12

85 12

120 12
120 12

HBKL
1.100

1.100

HBKL
27

27
27
27

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

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

&

SPARE PARTS

Designation
JSWLXR**-F10,
JSWLXR**-F15

Clamping screw

SR34-514

Il INSERT SELECTION

Swiss lathes

. Application Finish cutting

Grade

SH725

Medium to finish

cutting
SH725

JSs Js
Chipbreaker
shape

Cutting conditions

Small CNC lathes

G069

T-7F

s

Wrench

Application
Grade

Chipbreaker
shape

Cutting conditions

Finish cutting

SH725

HBKL
2
LAIL2
Oy 35 m¢
- LF -
LH
[T
Al ES
LH HF WF OAW RE**
0.500 0.500 0.625 1.000 0.008
0.500 0.625 0.625 1.000 0.008
LH HF WF OAW RE**
11 10 15 26 0.2
11 12 15 26 0.2
11 12 15 26 0.2
11 16 15 26 0.2
Medium to finish
cutting
SH725

- A

G069

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade

AH725

AH725

SS TS
Chipbreaker
shape

Cutting conditions

G069

Grade

Chipbreaker
shape

Cutting conditions

AH8015

AH8015

‘& A

G069

Reference pages: JSWLXR-F: Inserts — B161 -, Standard cutting conditions — G069

G026 Www.tungaloy.com/us

Right hand (R) shown.

Insert
WXGU22**L...
WXGU22**L...

Insert

WXGU0403**L...
WXGUO0403**L...
WXGUO0403**L...
WXGUO0403**L...

Torque
0.66
0.66

Torque*
0.9
0.9
0.9
0.9




J-SERIES

JSCL2CR/L
Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts

~.95° Without offset
L s 4] &
. ST |

[ Ex

Cutting edge style L2

Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JSCL2CR/L062 0.375 0.375 5.000 0.438 0.375 0.375 0.008 CC*21.5... 0.89
JSCL2CR/L082 0.500 0.500 5.000 0.438 0.500 0.500 0.008 CC*21.5... 0.89
JSCL2CR/L103 0.625 0.625 5.000 0.625 0.625 0.625 0.008 CC*32.5... 0.89

H B LF LH HF WF RE** Insert Torque*
JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 1.2
JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*™09T3... 1.2
JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T3... 1.2

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

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
JSCL2CR/L062/082, g .
JSCL2CR/L**06 CSTB-2.5 T-8F
JSCL2CR/L103, _ .
JSCL2CR/L**09 CSTB-4SD T-8F

Miniature Tool

I INSERT SELECTION

o) Precision - 5 Medium to finish Medium to finish — Precision "o q Medium to finish Medium to finish
. Application finishing Finish cutting cutting Eihg M Application finishing Finish cutting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AHT725 SH725
01 P Js Js J10 01 Js Js J10
Chipbreaker . ¢ Chipbreaker 7 ¢
shape shape .
Cutting conditions G069 Cutting conditions G069
Application (sl o flifith Application BECSION Finish cutting Medium cuttin
Pp! cutting PP finishing 9 9
Grade T515 Grade DX120 TH10 KSO05F
CM T-DIA with rake W20 AI:/
Chipbreaker Chipbreaker o . .
shape shape 0 Q
Cutting conditions B024 Cutting conditions B026
I P 3 Medi finish At isi o~ q
. Application Finish cutting ed';':;t}: g""s . Application ?lr:l(s:;:fgn Finish cutting
Grade SH725 AH725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Chipbreaker Chipbreaker g .\. 'S ¢ N. jiJ
shape ‘ shape " o
Cutting conditions G069 Cutting conditions B030

Reference pages: JSCL2CR/L: Inserts — B111 -, CBN — B182, PCD — B196 -

Tungaloy G027




o~

External

J-SERIES

JTCL2CR/L

Back-clamp toolholder with 95° approach angle, for positive 80° rhombic inserts

i 2y51 o}

LF

N
95°

Cutting edge style L2

H B LF LH HF WF RE**
JTCL2CR/L1010X06 10 10 120 12 10 10 0.2
JTCL2CR/L1212F09 12 12 85 16 12 12 0.2
JTCL2CR/L1212X09 12 12 120 16 12 12 0.2
JTCL2CR/L1616X09 16 16 120 16 16 16 0.2

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

SPARE PARTS

L A

Designation Clamp Clamping screw Wrench
JTCL2CR/L**06 JCP-2 JDS-3525 P-2F
JTCL2CR/L**09 JCP-3 JDS-5040 P-2.5F

TUNG TLET

JSCL2CR-CHP

Without offset

Right hand (R) shown.

Insert Torque
CC*0602... 0.9
CC*09T3... 1.2
CC*09T3... 1.2
CC*09T3... 1.2

S=SERIES

Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts, with high pressure coolant capability

‘ LF
9 1 g
1 |
L=
- Q R By o)
i Y _—5/167-24UNF
95° f = |
L 1 (@K} WEES]
Cutting edge style L2 &1
H B LF LH HE HBH WF OAW RE™
JSCL2CRO83X-CHP 0500 0500 4750 0709 0500  0.031 0 0.787  0.008
JSCL2CR103X-CHP 0625 0625 4750 0709 0625 - 0 0.787  0.008
H B LF LH HE HBH WF  OAW  RE™
JSCL2CR1212X09-CHP™* 12 12 120 18 12 4 0 20 0.2
JSCL2CR1212X09B-CHP 12 12 120 18 12 15 0 20 0.2
JSCL2CR1616X09-CHP 16 16 120 18 16 0 0 20 0.2

Torque: Recommended clamping torque: Ibs-ft (*N-m) **RE: Standard corner radius
***: This item will be replaced with a new product in the future.

SPARE PARTS & /é
Designation Clamping screw Coolant unit Wrench
JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F

Without offset @

Right hand (R) shown.

Insert Torque
CC*09T3... 0.89
CC*09T3... 0.89

Insert Torque*
CC*09T3... 1.2
CC*09T3... 1.2
CC*09T3... 1.2

Reference pages: JTCL2CR/L, JSCL2CR-CHP: Inserts — B111 -, CBN — B182, PCD — B196 -

G028 www.tungaloy.com/us




J-SERIES

JSCLCR/L
Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts

95°
1 o o
= ) =, (@
- LH
95° = LF -
L
o E]
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSCLCR/L0808H06 8 8 100 12 8 10 0.4 CC*0602... 1.2
JSCLCR/L1010H06 10 10 100 12 10 12 0.4 CC*0602... 1.2
JSCLCR/L1212H09 12 12 100 16 12 16 0.8 CC*09T3... 1.2
JSCLCR/L1616H09 16 16 100 16 16 20 0.8 CC*09T3... 1.2
@ < Torque: Recommended clamping torque: N-m
SPARE PARTS “RE: Standard corner radius
Designation Clamping screw Wrench
JSCLCR/L**H06 CSTB-2.5 T-8F
JSCLCR/L**H09 CSTB-4SD T-8F
SSERIES
JSCLCR-F
Screw-on stepped-head toolholder with 95° approach angle, for positive 80° rhombic inserts
- LF -
: - HBKL
= Je —
< Ll.;E 0 o
Ory | \L2 ©
L
T LH o
y "~ 2
, il Es 2
Cutting edge style L Right hand (R) shown. s
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque
JSCLCR1216F09-F15 12 16 85 12 27 12.5 12 15 28 0.2 CC*09T8... 1.2
JSCLCR1216X09-F15 12 16 120 12 27 12.5 12 15 28 0.2 CC*09T3... 1.2
JSCLCR1620X09-F15 16 20 120 12 27 12.5 16 15 28 0.2 CC*09T3... 1.2
S Torque: Recommended clamping torque: N-m
SPARE PARTS *“RE: Standard corner radius
Designation Clamping screw Wrench
JSCLCR**F15 CSTB-4SD T-8F

Il INSERT SELECTION

el Precision oA . Medium to finish Medium to finish A Precision A : Medium to finish Medium to finish
. Application finishing Finish cutting cutting cutting M Application finishing Finish cutting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AHT725 SH725
01 Js Js J10 01 Js Js J10
Chipbreaker _ Chipbreaker . &
shape shape .
Cutting conditions G069 Cutting conditions G069
. Application Msdig::&ggfinish . Application ';ﬁg'hsllﬁgn Finish cutting Medium cutting
Grade T515 Grade DX120 TH10 KSO05F
CcM T-DIA with rake W20 AI/
Chipbreaker Chipbreaker 4 . .
shape shape @' 0 Q
Cutting conditions B024 Cutting conditions B026
- - 5 Medium to finish Ay Precision - .
. Application Finish cutting cutting . Application finishing Finish cutting
Grade SH725 AH725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Chipbreaker Chipbreaker ¢ .\‘ Y g N. B
shape o ‘ shape " %
Cutting conditions G069 Cutting conditions B030

Reference pages: JSCLCR/L, JSCLCR-F: Inserts — B111 -, CBN — B182, PCD — B196 -

Tungaloy G029



J-SERIES

JSVL2PR/L

Screw-on toolholder with 95° approach angle, for positive 35° rhombic inserts

1 S

145°
- LH
s LF

95" E
T

Cutting edge style L2

H B LF LH HF WF
JSVL2PR/L082 0.500 0.500 5.000 0.813 0.500 0.500
JSVL2PR/L102 0.625 0.625 5.000 0.813 0.625 0.625

hﬁi H B LF LH HF WF

External JSVL2PR/L1010X08 10 10 120 16 10 10
JSVL2PR/L1010K08 10 10 125 16 10 10
JSVL2PR/L1212F08 12 12 85 16 12 12
JSVL2PR/L1212F11 12 12 85 21 12 12
JSVL2PR/L1212X08 12 12 120 16 12 12
JSVL2PR/L1212X11 12 12 120 21 12 12
JSVL2PR/L1212K08 12 12 125 16 12 12
JSVL2PR/L1616X08 16 16 120 16 16 16
JSVL2PL1616K08 16 16 125 16 16 16
JSVL2PR/L1616X11 16 16 120 21 16 16

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

SPARE PARTS @ /é

Designation Clamping screw Wrench

JSVL2PR/L082/102 CSTB-2.5 T-8F

L ET JSVL2PR/L**08 CSTB-2L T-6F
JSVL2PR/L**11 CSTB-2.5 T-8F

Il INSERT SELECTION

Application Finish cutting Finish cutting M Application Finish cutting  Finish cutting

Grade SH725 SH725 Grade SH725 SH725
JRP JSP JRP JSP
Chipbreaker Chipbreaker
shape ‘ ‘ shape o ‘
Cutting conditions G069 Cutting conditions G069

. Application Finish cutting Finish cutting

Grade SH725 SH725
JRP JSP

Chipbreaker
shape ‘ ‘

Cutting conditions G069

Reference pages: JSVL2PR/L: Inserts — B157 -

G030 www.tungaloy.com/us

RE**
0.008
0.008

RE**
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2

Without offset

Right hand (R) shown.

Insert Torque
VP**1103... 0.89
VP**1108... 0.89

Insert Torque*
VP**0802... 0.6
VP**0802... 0.6
VP**0802... 0.6
VP**1103... 1.2
VP**0802... 0.6
VP**1108... 1.2
VP**0802... 0.6
VP**0802... 0.6
VP**0802... 0.6
VP**1108... 1.2




MINIFTURN

JSDJ2XR/L
Screw-on toolholder with 93° approach angle, for DXGU inserts

Without offset
! g,
| =y 6 oy
\ } LH
o N 2 >~ LF
- S -
93°
1] =
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSDJ2XR/L062 0.375 0.375 4.750 0.625 0.375 0 0.008 DXGU0703*L/R... 0.66
JSDJ2XR/L082 0.500 0.500 4.750 0.625 0.500 0 0.008 DXGUO0703*L/R... 0.66
JSDJ2XR/L102 0.625 0.625 4.750 0.625 0.625 0 0.008 DXGU0703**L/R... 0.66
H B LF LH HF WF RE** Insert Torque*
JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGUO0703*L/R... 0.9
JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGUO0703*L/R... 0.9
JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGUO0703**L/R... 0.9
JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGUO0703*L/R... 0.9
JSDJ2XR/L.2020H07 20 20 100 18 20 0 0.2 DXGU0703**L/R... 0.9

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

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
JSDJ2XR/L... SR34-514 T-7F

Miniature Tool

I INSERT SELECTION

Swiss lathes
. Application Finish cutting Medi:m&sgi“isr' Application Finish cutting Medigmtﬁgﬁnish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS Ss TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Reference pages: JSDJ2XR/L: Inserts — B127 -, Standard cutting conditions — G069

Tungaloy G031




MINIFTURN

JPDJ2XR/L

Lever-lock toolholder with 93° approach angle, for DXGU

!

Y

- O
93°

Cutting edge style J2

JPDJ2XR/L062
JPDJ2XR/L082
JPDJ2XR/L102
nii
External
JPDJ2XR/L1010X07
JPDJ2XR/L1212F07
JPDJ2XR/L1212X07
JPDJ2XR/L1616X07

LN °
4

0.375
0.500
0.625

H
10
12
12
16

0.375
0.500
0.625

B
10
12
12
16

LF
4.750

4.750
4.750

LF
120
85
120
120

Ledd

LH
0.625

0.625
0.625

LH
14

14
14
18

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

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

SPARE PARTS

Designation
JPDJ2XRI/L...

5

Lever
SLLV-2

Il INSERT SELECTION

4

Pin

Swiss lathes
. Application Finish cutting Medi;l':r;t}sginish
Grade SH725 SH725
JSs Js
Chipbreaker
shape

Cutting conditions

Small CNC lathes

G069

N
~

Clamping screw
SL-PI-2 SR1

Application
Grade

Chipbreaker
shape

Cutting conditions

0400611

Finish cutting

SH725
JSs

ol

Wrench
HW2.0/5RED

Js

Medium to finish

cutting
SH725

s e

G069

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725
SS TS
Chipbreaker
shape
Cutting conditions G069

Grade

Chipbreaker
shape

Cutting conditions

AH8015
SS

TS

AH8015

WO =Qs

G069

inserts
[iL,
=y /ol o
LH
- LF L
il £
HF WF RE**
0.375 0 0.008
0.500 0 0.008
0.625 0 0.008
HF WF RE**
10 0 0.2
12 0 0.2
12 0 0.2
16 0 0.2

Reference pages: JPDJ2XR/L: Inserts — B127 -, Standard cutting conditions — G069

G032 www.tungaloy.com/us

Without offset

Right hand (R) shown.

Insert Torque
DXGU22**L/R... 0.66
DXGU22**L/R... 0.66
DXGU22*L/R... 0.66

Insert Torque*

DXGUO0703*L/R... 0.9
DXGUO0703**L/R... 0.9
DXGUO0703*L/R... 0.9
DXGUO0703**L/R... 0.9




TUNG TUET
JSDJ2XR/L-CHP MINIFTU2N

Screw-on toolholder with 93° approach angle, for DXGU inserts, with high pressure coolant capability

- LF ~ Without offset
v LH
-t >
Q = ; &
- w5 /300 ;ié i €7 T mt
93° T 5/16”-24UNF
LY — & e Mz
q Ty (TN TR (G

Cutting edge style J2 J Right hand (R) shown.

H B LF LH HF WF OAW RE** Insert Torque
JSDJ2XR082X-CHP 0.500 0.500 4.750 0.748 0.500 0 0.728 0.008 DXGUO0703**L... 0.66
JSDJ2XR102X-CHP 0.625 0.625 4.750 0.748 0.625 0 0.728 0.008 DXGUO0703**L... 0.66

H B LF LH HF WF OAW RE** Insert Torque*
JSDJ2XR1212X07-CHP 12 12 120 19 12 0 18.5 0.2 DXGUO0703**L... 0.9
JSDJ2XR1616X07-CHP 16 16 120 19 16 0 18.5 0.2 DXGU0703*L... 0.9

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

SPARE PARTS & %ﬁ @ ( & (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2

DirectJet plug Wrench 3
JSDJ2XR**-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB R=2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

Without offset
LF
* |- -
A3 E
- s 30° Sf e —— A 2 5 ) m# e}
93° 1 o
w =2
TV &= @
. » £
Cutting edge style J2 5/16”-24UNF Right hand (R) shown. b
H B LF LH HF WF OAW RE** Insert Torque
JSDJ2XR/L082-CHP 0.500 0.500 3.344 0.750 0.500 0 0.730 0.008 DXGUO0703*L/R... 0.66
H B LF LH HF WF OAW RE** Insert Torque*
JSDJ2XR/L1212F07-CHP 12 12 85 19 12 0 18.5 0.2 DXGUO0703**L/R... 0.9

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

SPARE PARTS @ ﬁ @ (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2

JSDJ2XR/L*-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4

Il INSERT SELECTION

Swiss lathes

Application Finish cutting Mediumto finish M Application Finish cutting Mediumiiojiiish

cutting cutting
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
Ss TS Ss TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Reference pages: JSDJ2XR/L-CHP: Inserts — B127 -, Standard cutting conditions — G069

Tungaloy G033



o~

External

o

-

MINIFTURN

JSDJXR-F

Screw-on stepped-head toolholder with 93° approach angle, for DXGU inserts

HBKL
= v /&2l 1
& |12 =}
Hla =
<LH
L
_ T [ EZi
Cuttlng edge Style J Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque
JSDJXR082-F10 0.500 0.625 4.750 0.500 1.130 0.625 0.500 0.625 1.000 0.008 DXGUO703**L... 0.66
JSDJXR102-F10 0.625 0.750 4.750 0.500 1.130 0.625 0.625 0.625 1.000 0.008 DXGUO703**L... 0.66
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DXGUO0703**L... 0.9
JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DXGUO0703**L... 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DXGUO0703**L... 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2 DXGUO0703**L... 0.9

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

&

SPARE PARTS

Designation Clamping screw Wrench
JSDJXR**-F... SR34-514 T-7F
Il INSERT SELECTION
Swiss lathes
. Application Finish cutting Medi;mt?gginish Application Finish cutting Mediglrlrt\ﬁtggfinish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS Ss TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Reference pages: JSDJXR-F: Inserts — B127 -, Standard cutting conditions — G069

(G034 www.tungaloy.com/us




MINIFTURN

JS-SDUXL
Screw-on round-shank toolholder with 93° approach angle, for DXGU inserts

LF .
F 25
L 20

Cutting edge style U

WFE
\

@4
. .wB
’?A 3.8

=

Left hand (L) shown.

DCONMS WF LF H WwB RE** Insert Torque
JS159F-SDUXLO7 0.625 0.236 3.346 0.591 0.303 0.008 DXGUO703**L... 0.66
JS19G-SDUXL07 0.750 0.236 3.543 0.709 0.366 0.008 DXGUO703*L... 0.66
JS19X-SDUXLO7 0.750 0.236 4.724 0.709 0.366 0.008 DXGUO703**L... 0.66
JS254X-SDUXLO7 1.000 0.394 4.724 0.945 0.492 0.008 DXGUO703**L... 0.66
DCONMS WF LF H wB RE** Insert Torque*
JS14H-SDUXLO7 14 6 100 13 6.75 0.2 DXGUO703**L... 0.9
JS159F-SDUXLO7 15.875 6 85 15 7.687 0.2 DXGUO703**L... 0.9
JS16F-SDUXLO7 16 6 85 15 7.75 0.2 DXGUO703**L... 0.9
JS19G-SDUXL07 19.05 6 90 18 9.275 0.2 DXGUO703**L... 0.9
JS19X-SDUXLO7 19.05 6 120 18 9.275 0.2 DXGUO703**L... 0.9
JS20G-SDUXL07 20 6 90 19 9.75 0.2 DXGUO703**L... 0.9
JS20X-SDUXLO7 20 6 120 19 9.75 0.2 DXGUO703**L... 0.9
JS22X-SDUXL07 22 10 120 21 10.75 0.2 DXGUO703*"L... 0.9
JS25H-SDUXL07 25 10 100 24 12.25 0.2 DXGUO703**L... 0.9
JS254X-SDUXLO7 25.4 10 120 24 12.45 0.2 DXGUO703**L... 0.9
Torque: Recommended clampiﬂg torque: Ib;-ft (*N-m) **RE: Standard corner radius §
Use left-hand toolholders (L) with left-hand inserts (L). o
2
& s
SPARE PARTS £
Designation Clamping screw Wrench =
JS**-SDUXL07 SR34-514 T-7F

I INSERT SELECTION

Swiss lathes
. Application Finish cutting Memg&}s;i“isr' Application Finish cutting Medig:;t?gg;inish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Small CNC lathes

. Application Finish cutting Medium cutting M Application Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS Ss TS
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Reference pages: JS-SDUXL: Inserts — B127 -, Standard cutting conditions — G069

Tungaloy G035



J-SERIES

JSDJ2CR/L

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts

Without offset
[T A =
| 2 R ‘ﬂ & JSDJ2CR/L1010X11
LH A JSDJ2CR/L1212F11
o LF @k JSDJ2CR/L1212X11
- \}300 - .
930 Ll_7
=] Ex
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF HBKW RE** Insert Torque
JSDJ2CR/L062 0.375 0.375 5.000 0.563 0.375 0.380 - 0.008  DC*0702... 0.89
JSDJ2CR/L082 0.500 0.500 5.000 0.563 0.500 0.500 - 0.008  DC*0702... 0.89
h. JSDJ2CR/L103 0.625 0.625 5.000 0.813 0.625 0.630 - 0.008  DC*11T83... 0.89
Saeal H B LF LH HF WF HBKW RE** Insert Torque*
JSDJ2CR/L0808F07 8 8 85 14 8 8 - 0.2 DC**0702... 1.2
JSDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 1.2
JSDJ2CR/L1010X11 10 10 120 20 10 10 4 0.2 DC*11T3... 1.2
JSDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212F 11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2
Torque: Recommended clamping torque: Ibs-ft (N-m) **RE: Standard corner radius
SPARE PARTS @ /8
Designation Clamping screw Wrench
JSDJ2CR/L062/082, } )
JSDJ2CR/L**07 CSTB-2.5 T-8F
JSDJ2CR/L103, . .
JSDJ2CR/L**11 CSTB-4SD T-8F
S SERIES
J TN
JTDJ2CR/L
Back-clamp toolholder with 93° approach angle, for positive 55° rhombic inserts
Without offset
w JTDJ2CR/L1212F11
m
ELZS_Z'J ‘ # JTDJ2CR/L1212X11

Cutting edge style J2

H B LF LH
JTDJ2CR/L1010X07 10 10 120 14
JTDJ2CR/L1212F07 12 12 85 14
JTDJ2CR/L1212X07 12 12 120 14
JTDJ2CR/L1212F11 12 12 85 20
JTDJ2CR/L1212X11 12 12 120 20
JTDJ2CR/L1616X11 16 16 120 20

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

SPARE PARTS & y
Designation Clamp Clamping screw Wrench

JTDJ2CR/L*07 JCP-2 JDS-3525 P-2F
JTDJ2CR/L*11 JCP-3 JDS-5040 P-2.5F

» LF

L

H D Ex]
HF WF HBKW
10 10 .
12 12 .
12 12 .
12 12 2
12 12 2
16 16 y

@AHBKW

Right hand (R) shown.

RE** Insert Torque
0.2 DC**0702... 0.9
0.2 DC*0702... 0.9
0.2 DC*0702... 0.9
0.2 DC*11T3... 1.2
0.2 DC*11T3... 1.2
0.2 DC*11T3... 1.2

Reference pages: JSDJ2CR/L, JTDJ2CR/L: Inserts — B121 -, CBN — B184-, PCD — B196 -

G036 Www.tungaloy.com/us




TUNG LLET

JSDJ2CR/L-CHP

J-SERIES

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts, with high pressure coolant capability

- LF - Without offset @
! LH
30° =
= Li< ‘ e m
t\- \ RS, 7 10— 7 pelm
93° 1 5/16”-24UNF
L N .
. S —" S
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF OAW RE Insert Torque
JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC*11T83... 1.2
JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC*11T83... 1.2
Torque: Recommended clamping torque: N-m **RE: Standard corner radius
)
SPARE PARTS & P { & {
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
Without offset @
o ek
N !
o !
93°
w L
I &
Cutting edge style J2 5/16"-24UNF Bighthand(@ishonm
o
H B LF LH HF WF OAW RE Insert Torque 2
JSDJ2CR/L082-CHP 0.500 0.500 3.344 0.710 0.500 0.500 0.710 0.2 DC**0702... 0.89 g
=
©
H B LF LH HF WF OAW RE** Insert Torque* s
JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2 DC**0702... 1.2 =
JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC*11T8... 1.2
Torque: Recommended clamping torque: Ib-ft ("N-m) **RE: Standard corner radius
SPARE PARTS @ SO @ (
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSDJ2CR/L082-CHP, ~ e ) _
JSDJ2CR/L1212F07-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4
JSDJ2CR/L1212F11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4
I INSERT SELECTION
. Application Zﬁgﬁ:’; Finish cutting Medi;':;t}:gﬁ"is" Medi;llr;tﬁ])gfinish M Application l;,lﬁ(s:;ﬁlr?gn Finish cutting Medigmﬁtﬁ gﬁ"iSh Medig::,:ﬁtg gfinish
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js Js J10
Chipbreaker Chipbreaker
Cutting conditions G069 Cutting conditions G069
Application Medig&}ﬁgﬁniSh Application 2’:‘;}:'&? Medium cutting
Grade T515 Grade DX120 KSO05F
CM T-DIA with rake AL
Chipbreaker Chipbreaker — o~
shape ° shape @ iy w
e
Cutting conditions B024 Cutting conditions B026
s Application Finish cutting Medigmt}g gfinish H Application Zﬁ:ﬁfg Finish cutting
Grade SH725 AH725 Grade BXM10 BXM20
JS JS T-CBN T-CBN
Chipbreaker Chipbreaker 3 < 3
shape ‘ o shape "\\./ Q \.//(
Cutting conditions G069

Cutting conditions B030

Reference pages: JSDJ2CR/L-CHP: Inserts — B121 -, CBN — B184 -, PCD — B196 -

Tungaloy G037



J-SERIES

JSDJCR/L
Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts

w m
(] ;tﬁ ° #
LH
o\ |
o - a0 < LF -
e
£ Ed;
Cutting edge style J Right hand (R) shown.
B LF LH HF WF RE** Insert Torque
JSDJCR/L0808HO7 8 8 100 14 8 10 0.4 DC*0702... 1.2
JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC*11T3... 1.2
JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC*0702... 1.2
i JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC*11T3... 1.2
External JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC*11T3... 1.2

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

SPARE PARTS @ /é

Designation Clamping screw Wrench
JSDJC**HO7 CSTB-2.5 T-8F
[ JSDJC**H11 CSTB-4SD T-8F
STSERIES
JSDJCR-F
Screw-on stepped-head toolholder with 93° approach angle, for positive 55° rhombic inserts
LF -
N HBKL
J TR Si=t oy
L <2
- LH
. E [ )
Cutting edge style J [} Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque
JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 15 26 0.2 DC*0702... 1.2
JSDJCR1216F07-F15 12 16 85 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1216X11-F15 12 16 120 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1620X11-F15 16 20 120 12.5 27 20 16 15 28 0.2 DC*11T3... 1.2

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

SPARE PARTS & %g

Designation Clamping screw Wrench
JSDJCR**07-F15 CSTB-2.5 T-8F
Specidl OO JSDJCR**11-F15 CSTB-4SD T-8F

Reference pages: JSDJCR/L, JSDJCR-F: Inserts — B121 -, CBN — B184 -, PCD — B196 -

G038 www.tungaloy.com/us




J-SERIES

JS-SDUCL
Screw-on round-shank toolholder with 93° approach angle, for positive 55° rhombic inserts

SDUCL07 - LF . SDUCL11
25
[
0.0 . |20
T2 e
[
1
Cutting edge style U Left hand (L) shown.
DCONMS WF LF H B WB RE** Insert Torque
JS19K-SDUCLO7 19.05 6 125 18 18 11.5 0.4 DC*0702... 1.2
JS20K-SDUCLO07 20 6 125 19 19 11.5 0.4 DC**0702... 1.2
JS22K-SDUCLO7 22 6 125 21 21 11.5 0.4 DC*0702... 1.2
JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC*11T83... 1.2
JS20K-SDUCL11 20 10 125 19 19 11.5 0.8 DC*11T3... 1.2
JS22K-SDUCL11 22 11 125 21 21 11.5 0.8 DC*11T83... 1.2
JS25K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC*11T3... 1.2
Torque: Recommended clamping torque: N-m
**RE: Standard corner radius
SPARE PARTS & /@
Designation Clamping screw Wrench
JS**K-SDUCL07 CSTB-2.5 T-8F
JS**K-SDUCL11 CSTB-4SD T-8F
8
=
o
2
.o
=
=
I INSERT SELECTION
. Application  frecislon i cutting Mediumto finish Mediumto finsh ‘[ pppiication  EYeCISION  Finish cutting  Medium to finish Medium o finsh
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js Js J10
Chipbreaker Chipbreaker
Cutting conditions G069 Cutting conditions G069
. Application Medig‘r::t'i(ggfinish . Application l;ﬁg;ﬁfg Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM T-DIA with rake T_DJA AL
Chipbreaker Chipbreaker —~ S
shape shape - » “
Cutting conditions B024 Cutting conditions B026
. Application Finish cutting Medi;llrjr:t}g gfinish . Application mgﬁfg Finish cutting
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Chipbreaker Chipbreaker # g
shape o o ane \\\r.// \\\r./’
Cutting conditions G069 Cutting conditions B030

Reference pages: JS-SDUCL: Inserts — B121 -, CBN — B184 -, PCD — B196 -

Tungaloy G039



o~

External

MINIFTURN

JSVJ2XR/L

Screw-on toolholder with 93° approach angle, for VXGU inserts

" Without offset
;i o oy
J LH
- LF ~
£ [ 1] S
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSVJ2XR/L067 0.375 0.375 4.750 0.669 0.375 0 0.008 VXGUO9T2*L/R... 0.66
JSVJ2XR/L087 0.500 0.500 4.750 0.748 0.500 0 0.008 VXGUO9T2*L/R... 0.66
JSVJ2XR/L107 0.625 0.625 4.750 0.748 0.625 0 0.008 VXGUO9T2*L/R... 0.66
H B LF LH HF WF RE** Insert Torque*
JSVJ2XR/L1010X09 10 10 120 17 10 0 0.2 VXGUO09T2*L/R... 0.9
JSVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L2020H09 20 20 100 19 20 0 0.2 VXGUO9T2*L/R... 0.9
Torque: Recommended clamping torque: Ibs-ft (“N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L). Use left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & %é
Designation Clamping screw Wrench
JSVJ2XR/L... SR34-508 T-7F
MINIFTURN
JPVJ2XR/L
Lever-lock toolholder with 93° approach angle, for VXGU inserts
— u Without offset
5 &
blan
LF
i L)
e B
Cuttlng edge style J2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JPVJ2XR/L067 0.375 0.375 4.750 0.669 0.375 0 0.008 VXGUO9T2*L/R... 0.66
JPVJ2XR/L087 0.500 0.500 4.750 0.748 0.500 0.008 VXGUO9T2*L/R... 0.66
JPVJ2XR/L107 0.625 0.625 4.750 0.748 0.625 0.008 VXGUO9T2**L/R... 0.66
H B LF LH HF WF RE** Insert Torque*
JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGUO09T2**L/R... 0.9
JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9

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

5 L 8 ol

SPARE PARTS
Designation Lever Pin Clamping screw Wrench
JPVJ2XR/L... SLLV-1 SL-PI-2 SR10400611 HW2.0/5RED

Reference pages: JSVJ2XR/L, JPVJ2XR/L: Inserts — B158, Standard cutting conditions — G069

G040 www.tungaloy.com/us




TUNG LLET

JSVJ2XR/L-CHP MINIFTURN
Screw-on toolholder with 93° approach angle, for VXGU inserts, with high pressure coolant capability
- LF . Without offset @
LH
Y L= = I
\ o ; < S T m:
‘\‘" 50 N — ra——Ci
93° _— 5/16”-24UNF
%@@é It
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSVJ2XR087X-CHP 0.500 0.500 4.750 0.768 0.500 0 0.528 0.008 VXGUO09T2*"L... 0.66
JSVJ2XR107X-CHP 0.625 0.625 4.750 0.768 0.625 0 0.625 0.008 VXGUO09T2**L... 0.66
H B LF LH HF WF OAW RE** Insert Torque*
JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGUO9T2**L... 0.9
JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGUO09T2*"L... 0.9
Torque: Recommended clamping torque: Ibs-ft (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
©)
SPARE PARTS @ S @ ( & (
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSVJ2XR**-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
Without offset @
Y ©
t‘ NS s00 2
()
93° §
@
£
. =
Cuttlng edge style J2 Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSVJ2XR/L087-CHP 0.500 0.500 4.750 0.748 0.500 0 0.020 0.008 VXGUO9T2*L/R... 0.66
H B LF LH HF WF OAW RE** Insert Torque*
JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 135 0.2 VXGUO9T2**L/R... 0.9
Torque: Recommended clamping torque: Ib-ft ("N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS @ S, @ (
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSVJ2XR/L**-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4
I INSERT SELECTION
. Application Finish cutting Mediglrjr:t}ggfinish Application Finish cutting Mediglrjr:t}r?gfinish
Grade SH725 SH725 Grade SH725 SH725
JRP JS JRP Js
Chipbreaks - Chipbreaks -
e e < el -
Cutting conditions G069 Cutting conditions G069

Reference pages: JSVJ2XR/L-CHP: Inserts — B158, Standard cutting conditions — G069

Tungaloy G041



MINIFTURN

JSVJXR-F

Screw-on stepped-head toolholder with 93° approach angle, for VXGU inserts

Cutting conditions

G069

Cutting conditions

HBKL

.
i

=
<
(@)
L
i T
Cutting edge style J
H B LF L2 HBKL LH
JSVJXR087-F10 0.500 0.625 4.750 0.500 1.130 0.75
JSVJUXR107-F10 0.625 0.750 4.750 0.500 1.130 0.75
hﬁi H B LF L2 HBKL LH
External JSVJUXR1016X09-F15 10 16 120 12 27 19
JSVJUXR1216F09-F15 12 16 85 12 27 19
//,,, JSVJUXR1216X09-F15 12 16 120 12 27 19
= JSVJUXR1620X09-F15 16 20 120 12 27 19
J v Torque: Recommended clamping torque: Ibs-ft (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
- SPARE PARTS & /9
Designation Clamping screw Wrench
JSVUXR™-F10, _ Ny
JSVIXR*F15 SR34-508 T-7F
L+
L
N
P
I INSERT SELECTION
A . Application  Finish cutting Medi;llr::t?ggﬁnish M Application  Finish cutting
Grade SH725 SH725 Grade SH725
JRP Js JRP Js
Chipbreak Chipbreak
G e e <= e

LF
LH

Wi

HF
0 0.500
0 0.625

HF
10
12
12
16

Medium to finish

cutting
SH725

S =

G069

WF
0.625
0.625

WF

15
15

OAW
1.000
1.000

OAW
26

26
26
26

Reference pages: JSVJUXR-F: Inserts — B158, Standard cutting conditions — G069

G042 www.tungaloy.com/us

RE**
0.008
0.008

RE**
0.2
0.2
0.2
0.2

Right hand (R) shown.

Insert
VXGUO9T2**L...
VXGUO9T2**L...

Insert
VXGUQO9T2**L...
VXGUO9T2**L...
VXGUO9T2**L...
VXGUO9T2**L...

Torque
0.66
0.66

Torque*
0.9
0.9
0.9
0.9




MINIFTURN

JS-SVUXL
Screw-on round-shank toolholder with 93° approach angle, for VXGU inserts

[% " :2205‘ )
53} @ = %& L

Cutting edge style U ! Left hand (L) shown.
DCONMS WF LF H WB RE** Insert Torque
JS159F-SVUXL09 0.625 0.394 3.346 0.591 0.303 0.008 VXGUO9T2**L... 0.66
JS19G-SVUXL09 0.750 0.394 3.543 0.709 0.362 0.008 VXGUO9T2**L... 0.66
JS19X-SVUXL09 0.750 0.394 4.724 0.709 0.362 0.008 VXGUO9T2**L... 0.66
JS254X-SVUXL09 1.000 0.394 4.724 0.945 0.488 0.008 VXGUO9T2**L... 0.66
DCONMS WF LF H WB RE** Insert Torque*
JS159F-SVUXL09 15.875 10 85 15 7.7 0.2 VXGUO9T2**L... 0.9
JS16F-SVUXL09 16 10 85 15 7.7 0.2 VXGUO9T2**L... 0.9
JS19G-SVUXLO09 19.05 10 90 18 9.2 0.2 VXGUO9T2*L... 0.9
JS19X-SVUXL09 19.05 10 120 18 9.2 0.2 VXGUO9T2**L... 0.9
JS20G-SVUXL09 20 10 90 19 9.7 0.2 VXGUO9T2**L... 0.9
JS20X-SVUXL09 20 10 120 19 9.7 0.2 VXGUO9T2**L... 0.9
JS22X-SVUXL09 22 10 120 21 10.7 0.2 VXGUO9T2*L... 0.9
JS25H-SVUXL09 25 10 100 24 12.2 0.2 VXGUO9T2**L... 0.9
JS254X-SVUXL09 25.4 10 120 24 12.4 0.2 VXGUO9T2**L... 0.9

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

Use left-hand toolholders (L) with left-hand inserts (L). g
|_

& /@ :

SPARE PARTS ©
Designation Clamping screw Wrench £
JS**-SVUXL09 SR34-508 T-7F =

I INSERT SELECTION

. Application  Finish cutting Medlum t0 finish gy Appiication  Finish cutting  Medium to finish

cutting cutting
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069

Reference pages: JS-SVUXL: Inserts — B158, Standard cutting conditions — G069

Tungaloy G043



J-SERIES

JSVJ2BR/L

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

! =S o}
) N 2500 M LF

= EX

<—
(J
93°

Cutting edge style J2

H B LF LH HF WF RE**

JSVJ2BR/L062 0.375 0.375 5.000 0.813 0.375 0.375 0.008

JSVJ2BR/L082 0.500 0.500 5.000 0.813 0.500 0.500 0.008

h. JSVJ2BR/L102 0.625 0.625 5.000 0.813 0.625 0.625 0.008

wl

Extgnal H B LF LH HF WF RE**
JSVJ2BR/L1010X11 10 10 120 21 10 10 0.2
Al JSVJ2BR/L1212F11 12 12 85 21 12 12 0.2
— JSVJ2BR/L1212X11 12 12 120 21 12 12 0.2
JSVJ2BR/L1616X11 16 16 120 21 16 16 0.2

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

1 SPARE PARTS @ /é

Designation Clamping screw Wrench
JSVJ2BR/L... CSTB-2.5 T-8F

L
N
P
I INSERT SELECTION
A Application Finish cutting Medlg&?sgﬂnlsh Medlg::t}ggﬂnlsh M Application Finish cutting Medlgmt}rt:gﬂnlsh Medlgmt}rt‘)gflnlsh
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
T Chipbreaker Chipbreaker
G shape shape
Cutting conditions G069 Cutting conditions G069
D s — - —
. Application Med'gﬂ;&g gf'"'Sh . Application Finish cutting Medlgmt?ggflnlsh
Grade T515 Grade SH725 AHT725
F cM Js Js
Chipbreaker Chipbreaker
shape shape
Special ‘C Cutting conditions B024 Cutting conditions G069
Application erﬁg;:'no; Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Chipbreaker

shape '\./’ '\./’

Cutting conditions B030

Reference pages: JSVJ2BR/L: Inserts — B152 -, CBN — B191 -

G044 www.tungaloy.com/us

Without offset

Right hand (R) shown.

Insert Torque
VB**1103... 0.89
VB**1103... 0.89
VB**1103... 0.89

Insert Torque*
VB**1103... 1.2
VB**1103... 1.2
VB**1103... 1.2
VB**1103... 1.2




TUNG TLET

JSVJ2BR/L-CHP

J-SERIES

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts, with high pressure coolant capability

| LH
50° § BV . e [ —
— ut
N = e e
93° ; 5/16"-24UNF
SR
Cutting edge style J2
H B LF LH HF WF OAW RE**
JSVJ2BR1212X11-CHP 12 12 120 23.6 12 0 14.7 0.2
JSVJ2BR1616X11-CHP 16 16 120 23.6 16 0 16 0.2
Torque: Recommended clamping torque: N-m **RE: Standard corner radius
SPARE PARTS @ em- S @ (

Designation Clamping screw Coolant unit

Wrench 1

Without offset @

Right hand (R) shown.

Insert Torque
VB**1103... 1.2
VB**1103... 1.2

& ¢

Coolant plug Wrench 2 DirectJet plug Wrench 3
JSVJ2BR**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
LF Without offset @
13 wl s LH
- PO N B <=2 (7 - I— I
R P A
93° ]
L = I#
Cutting edge style J2 5/16”-24UNF Right hand (R) shown. S
|_
H B LF LH HF WF OAW RE** Insert Torque g
JSVJ2BR/L082-CHP 0.500 0.500 3.344 0.930 0.500 0 0.610 0.008 VB**1103... 0.89 :‘@'
=
H B LF LH HF WF OAW RE** Insert Torque* =
JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB**1103... 1.2

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

SPARE PARTS @ =P S @ (
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSVJ2BR/L**-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4
I INSERT SELECTION
. Application Finish cutting Med“éL"ntiz;m'Sh MEd':‘:'L't't}r?J'“'Sh Application Finish cutting Med'g::t}r?gﬂnﬁh Med'g::t}r?gﬂnﬁh
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
Chipbreaker =) Chipbreaker @
shape shape
Cutting conditions G069 Cutting conditions G069
T Medium to finish ot - . Medium to finish
Application it s Application Finish cutting cutting
Grade T515 Grade SH725 AH725
CcM Js Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions B024 Cutting conditions G069
H Application 2':;;:':]’; Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Chipbreaker _ _
shape | by
Cutting conditions B030

Reference pages: JSVJ2BR/L-CHP: Inserts — B152 -, CBN — B191 -

Tungaloy G045




o~

External

J-SERIES

JSVJBR/L

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

- |0

93° !

|
N

Cutting edge style J

JSVJBR/L1010H11
JSVJBR/L1212H11
JSVJBR/L1616H11

SPARE PARTS

Designation
JSVJUBR/L...

H
10
12
16

&

Clamping screw
CSTB-2.5

J-SERIES

JSVJBR-F

10
12
16

s

=P 4
LH

S5

LF

Right hand (R) shown.

LF LH HF WF RE** Insert Torque
100 20 10 12 0.4 VB**1103... 1.2
100 22 12 16 0.4 VB*1103... 1.2
100 22 16 20 0.4 VB**1103... 1.2

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

Wrench

T-8F

Screw-on stepped-head toolholder with 93° approach angle, for positive 35° rhombic inserts

_N
03 =
]

\—
#50°

Cutting edge style J

H B
JSVJBR1216F11-F15 12 16
JSVJBR1216X11-F15 12 16
JSVJBR1620X11-F15 16 20

SPARE PARTS

&

P

LF
= _HBKL
2! .ﬂr
Oy my
b L2
=
3 LH
| T B
LF L2 HBKL LH HF WF  OAW  RE*
85 12.6 27 21 12 15 26 0.2
120 12.6 27 21 12 15 26 0.2
120 12.6 27 21 16 15 26 0.2

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

Designation Clamping screw Wrench
JSVJBR**-F15 CSTB-2.5 T-8F
Il INSERT SELECTION
o - B Medium to Finish Medium to finish —— - q Medium to finish Medium to finish
. Application Finish cutting cutting cutting Application Finish cutting cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069
Application Mediglr::t'itggﬁnish . Application Finish cutting Medigﬂ:ﬁg gﬁnish
Grade T515 Grade SH725 AH725
cM Js Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions B024 Cutting conditions G069
H Application 2’[‘::5‘[‘]’; Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
hi k
BRI o S b

Cutting conditions

B030

Reference pages: JSVJUBR/L, JSVJBR-F: Inserts — B152 -, CBN — B191 -

G046 www.tungaloy.com/us

Right hand (R) shown.

Insert Torque
VB**1103... 1.2
VB**1103... 1.2
VB**1103... 1.2




J-SERIES

JSDNCN

Screw-on toolholder with 62.5° approach angle, for positive 55° rhombic inserts

62.5° T )

- —

Cutting edge style N

LH
0.563
0.563
0.813

LH
15
21
15
15
21
21
21

H B LF
JSDNCNO062 0.375 0.375 5.000
JSDNCNO082 0.500 0.500 5.000
JSDNCN103 0.625 0.625 5.000
H B LF
JSDNCN1010X07 10 10 120
JSDNCN1010X11 10 10 120
JSDNCN1212F07 12 12 85
JSDNCN1212X07 12 12 120
JSDNCN1212F11 12 12 85
JSDNCN1212X11 12 12 120
JSDNCN1616X11 16 16 120
Torque: Recommended clamping torque: Ibs-ft ("N-m)
**RE: Standard corner radius
SPARE PARTS @ Vs
Designation Clamping screw Wrench
JSDNCNO062/082, ~ -
JSDNCN**07 CSTB-2.5 T-8F
JSDNCN103, _ -
JSDNCN**11 CSTB-4SD T-8F
I INSERT SELECTION
Application Ff:';:glt:ﬁ’; Finish cutting Medium to finish Medium to finish
Grade SH725 SH725

01 Js Js J10
Chipbreaker
e > S € <S5

Cutting conditions G069

Application Medium to finish
cutting
Grade T515
CM

Chipbreaker
shape

Cutting conditions B024

. Application  Finish cutting Medium to finish

cutting
Grade SH725 AH725
Js Js
Chipbreaker
shape
Cutting conditions G069

o Precision
. Application finishing

- Precision
. Application finishing

5
e ot

LH

e LF .

CL =

}

HF WF RE** Insert Torque
0.375 0.188 0.008 DC*0702... 0.89
0.500 0.250 0.008 DC*0702... 0.89
0.625 0.313 0.008 DC*11T3... 0.89
HF WF RE** Insert Torque*
10 5! 0.2 DC*0702... 1.2
10 5 0.2 DC*11T3... 1.2
12 6 0.2 DC*0702... 1.2
12 6 0.2 DC*0702... 1.2
12 6 0.2 DC*11T3... 1.2
12 6 0.2 DC*11T3... 1.2
16 8 0.2 DC*11T3... 1.2
3
|_
g
2
@
=
=
Application ':I'rﬁ‘s",ﬁ':; Finish cutting Medigl’Rﬁ‘r“’Ji"iSh Medigl’jrt‘t}r“’;i"isr‘
Grade SH725 SH725 AHT725 SH725
o1 Js Js J10
Chipbreaker
Cutting conditions G069

Finish cutting Medium cutting

Grade DX120 DX140 KSO05F
T-DIA vith rake T_DIA AL

o
Chipbreaker S a’ .
shape @' L » o

Cutting conditions B026

Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Chipbreaker

shape ‘\‘./’ ‘\‘./’

Cutting conditions B030

Reference pages: JSDNCN: Inserts — B121 -, CBN — B184 -, PCD — B196 -

Tungaloy G047
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External

-

|

Special ‘C

!
v

J-SERIES

JSDN3CR/L

Screw-on toolholder with 62.5° approach angle (N3-style), for positive 55° rhombic inserts

62.5°
W ‘ ©
O = o
t LF
OAL
il =
Cutting edge style N3 Right hand (R) shown.
H B OAL LF HF WF RE** Insert Torque
JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC*0702... 1.2
JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC*11T3... 1.2
Torque: Recommended clamping torque: N-m
**RE: Standard corner radius
SPARE PARTS @ /4
Designation Clamping screw Wrench
JSDN3CR1212H07 CSTB-2.5 T-8F
JSDN3CR1616H11 CSTB-4SD T-8F
I INSERT SELECTION
e Precision - 5 Medium to finish Medium to finish — Precision 0 q Medium to finish Medium to finish
. Application finishing Finish cutting cutting cutting M Application finishing Finish cutting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J 01 Js Js J10
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069
. Application Medig::t?ggﬁnish . Application ';ﬁ:ﬁ:’; Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
cM T-DIA with rake T_DJA AL
Chipbreaker Chipbreaker
shape shape #]
Cutting conditions B024 Cutting conditions
e - B Medium to finish N Precision - .
. Application Finish cutting cutting . Application finishing Finish cutting
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Chipbreaker Chipbreaker - W
Cutting conditions G069 Cutting conditions B030

Reference pages: JSDN3CR/L: Inserts — B121 -, CBN — B184 -, PCD — B196 -

G048 www.tungaloy.com/us




J-SERIES

JSVNBN
Screw-on toolholder with 72.5° approach angle, for positive 35° rhombic inserts

w LF
Ei LH
-~
X N 2
72.5° L
T
— | —)
E=]
Cutting edge style N
H B LF LH HF WF RE** Insert Torque
JSVNBN1010X11 10 10 120 22 10 5 0.2 VB**1103... 1.2
JSVNBN1212F 11 12 12 85 22 12 6 0.2 VB**1103... 1.2
JSVNBN1212X11 12 12 120 22 12 6 0.2 VB**1103... 1.2
JSVNBN1616X11 16 16 120 22 16 8 0.2 VB**1103... 1.2

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

SPARE PARTS & /<§

Designation Clamping screw Wrench
JSVNBN... CSTB-2.5 T-8F

Miniature Tool

I INSERT SELECTION

Application Finish cutting Medium to finish Medium to finish M Application Finish cutting Medium to finish Medium to finish

areas cutting cutting cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
Chipbreaker Chipbreaker
shape shape
Cutting conditions G069 Cutting conditions G069
. Application Medig&;: gf inish . Application Finish cutting Medig‘rﬂt}gginish
Grade T515 Grade SH725 AH725
CcM Js Js
Chipbreaker Chipbreaker
shape shape
Cutting conditions B024 Cutting conditions G069
Application Zﬁgﬁfg Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Chipbreaker
shape = 2 )
Cutting conditions B030

Reference pages: JSVNBN: Inserts — B152 -, CBN — B191 -

Tungaloy G049




J-SERIES

JSVP2PR/L

Screw-on toolholder with 117.5° approach angle, for positive 35° rhombic inserts

Without offset

WF HBKW

_,4
)
B

=X
117.5°

Cutting edge style P2

#E‘
i
4l

Right hand (R) shown.

H B LF LH HF WF HBKW RE** Insert Torque

JSVP2PR/L1010K08 10 10 125 16 10 10 4 0.2 VP**0802... 0.6

JSVP2PR/L1010K11 10 10 125 20 10 10 8 0.2 VP**1108... 1.2

JSVP2PR/L1212K08 12 12 125 16 12 12 2 0.2 VP**0802... 0.6

ﬁ JSVP2PR/L1212K11 12 12 125 20 12 12 6 0.2 VP**1108... 1.2

External JSVP2PR/L1616K08 16 16 125 16 16 16 2 0.2 VP**0802... 0.6

— JSVP2PR/L1616K11 16 16 125 20 16 16 6 0.2 VP**1108... 1.2
l’:’-f Torque: Recommended clamping torque: N-m

**RE: Standard corner radius

o’ SPARE PARTS @ /é

Designation Clamping screw Wrench
JSVP2PR/L**08 CSTB-2L T-6F
JSVP2PR/L*11 CSTB-2.5 T-8F

Il INSERT SELECTION

. Application Finish cutting Finish cutting M Application Finish cutting  Finish cutting

Grade SH725 SH725 Grade SH725 SH725
JRP JSP JRP JSP
Chipbreaker Chipbreaker
shape ‘ ‘ shape ‘ ‘
Cutting conditions G069 Cutting conditions G069

. Application Finish cutting Finish cutting

Grade SH725 SH725
JRP JSP

Chipbreaker
shape ‘ ‘

Cutting conditions G069

Specid T

Reference pages: JSVP2PR/L: Inserts — B157 -

G050 www.tungaloy.com/us




J-SERIES

JSTACR/L
Screw-on toolholder with 91° approach angle, for positive 60° triangular inserts

= m Without offset

LH LF

\F 4 .
o f

[

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

JSTACR/L0808K08 8 8 125 10 8 8 0.2 TC*0802... 0.6

JSTACR/L1010K08 10 10 125 10 10 10 0.2 TC*0802... 0.6

JSTACR/L1212K11 12 12 125 12 12 12 0.4 TC*1102... 1.2

JSTACR/L1616H11 16 16 100 12 16 16 0.4 TC**1102... 1.2

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

SPARE PARTS & %g

Designation Clamping screw Wrench
JSTACR/LK08 CSTB-2L T-6F
JSTACR/L*11 CSTB-2.5 T-8F
J-SERIES
JTTACR/L

Back-clamp toolholder with 91° approach angle, for positive 60° triangular inserts

Without offset

=1 o o

LH

‘

LF

LT 5] iE

91°

Miniature Tool

Cutting edge style A

Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JTTACL0810K08 8 10 125 10 8 10 0.2 TC*0802... 0.9
JTTACR/L1212M11 12 12 150 12 12 12 0.4 TC*™1102... 0.9
JTTACR/L1616M11 16 16 150 12 16 16 0.4 TC*1102... 0.9

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

£ )

SPARE PARTS

Designation Clamp Clamping screw Wrench
JTTACL0810K08 JCP-1 JDS-3525 P-2F
JTTACR/L**M11 JCP-2 JDS-3525 P-2F

Il INSERT SELECTION

T Precision . . Medium to finish Medium to finish ;oo Precision . : Medium to finish Medium to finish
Application finishing Finish cutting cutting cutting M Application finishing Finish cutting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AHT725 SH725
Js Js J10 01 Js Js J10 ,
Chipbreaker / Chipbreaker /
& A A = o
Cutting conditions G069 Cutting conditions G069
. Application Med';m'}s gf'n'Sh . Application ';ﬁz;‘sl':; Medium cutting
Grade T515 Grade DX120 KSO05F

CM

T-DIA with rake A
Chipbreaker Chipbreaker A
shape shape a
P10

Cutting conditions B024 Cutting conditions B026

Reference pages: JSTACR/L, JTTACR/L: Inserts — B139 -, PCD — B196

Tungaloy G051



o~

External
ﬂ:,_,

i

L

J

N

P
AR
_a

D

F I

Special ‘C

J-SERIES

Screw-on toolholder with 91° approach angle, for positive 35° rhombic inserts

JSVABR/L
— 50°
N
o
91&»
Cutting edge style A
H B
JSVABR/L1010K11 10 10
JSVABL1212K11 12 12

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

SPARE PARTS & /<“'5

Designation Clamping screw Wrench
JSVABR/L... CSTB-2.5 T-8F

I INSERT SELECTION

Cutting conditions G069

- Medium to finish
. Application cutting

Grade T515
CcM

Chipbreaker
shape
Cutting conditions B024

" Precision
Application finishing

Grade BXM10 BXM10
T-CBN T-CBN

Finish cutting

Chipbreaker

shape '\\.«/ '\\.«/

Cutting conditions B030

LF
125
125

Application  Finish cutting Mediglr::t:ggfinish Me"':&:ggﬂ"'sr‘

Grade SH725 AH725 SH725

Js Js J10
Chipbreaker
shape

Chipbreaker
shape

Js Js

Cutting conditions

Reference pages: JSVABR/L: Inserts — B152 -, CBN — B191 -

G052 www.tungaloy.com/us

LH HF WF RE**
21 10 10 0.2
21 12 12 0.2
A - 5 Medium to finish Medium to finish
Application Finish cutting cutting cutting
Grade SH725 AH725 SH725
Js Js J10
Chipbreaker
shape
Cutting conditions G069
. Application Finish cutting Mediglr:;t}gginish
Grade SH725 AH725

Without offset

Right hand (R) shown.

Insert Torque
VB**1103... 1.2
VB**1103... 1.2




J-SERIES

JSCGCR/L

Screw-on toolholder with 91° approach angle, for positive 80° rhombic inserts

_'o
91° :

Cutting edge style G

H B
JSCGCR/L1212H06 12 12
JSCGCR/L1616H09 16 16

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

SPARE PARTS @
Designation Clamping screw
JSCGCR/L1212H06 CSTB-2.5
JSCGCR/L1616H09 CSTB-4SD

I INSERT SELECTION

o) Precision - B Medium to finish Medium to finish
. Application finishing Finish cutting cutting
Grade SH725 SH725 AH725
01 Js Js Ji >
Chipbreaker &
shape
Cutting conditions G069
S Medium to finish
. Application cutting
Grade T515
CM
Chipbreaker
shape
Cutting conditions B024
ey 0 q Medium to finish
. Application Finish cutting cutting
Grade SH725 AH725
Js Js
Chipbreaker
shape
Cutting conditions G069

Pt

Wrench

T-8F
T-8F

100
100

LH

LF

LH HF WF RE**
12 12 16 0.4
16 16 20 0.8

T Precision - .
M Application finishing Finish cutting
Grade SH725 SH725
01 Js
Chipbreaker
shape
Cutting conditions G069
Application Precision
finishing

Grade DX120 TH10
T-DIA __vihake W20

<

Chipbreaker .
shape @

Cutting conditions B026
. Application l;ﬁg;:fgn Finish cutting
Grade BXM10 BXM20
T-CBN T-CBN
Chipbreaker .\. —h «. —h
shape

Cutting conditions B030

Reference pages: JSCGCRY/L: Inserts — B111 -, CBN — B182, PCD — B196 -

Js J1
‘ o

Finish cutting Medium cutting

Right hand (R) shown.

Insert Torque
CC*0602... 1.2
CC*™09T3... 1.2

Miniature Tool

Medium to finish Medium to finish
cutting
SH725

cutting
AHT725

KSO05F

-

Tungaloy G053
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J-SERIES

SSDC/PN

Screw-on toolholder with 45° approach angle, for positive square inserts

Cutting edge style D

H
SSDCN1010K07 10
SSDPN1010H 10
SSDCN1212K09 12
SSDPN1212H 12
SSDCN1616H09 16
SSDPN1616H 16
**RE: Standard corner radius
SPARE PARTS &
Designation Clamping screw
SSDCN1010K07 CSTB-3
SSDPN1010H CSTA-NO3
SSDCN1212K09 CSTB-4
SSDPN1212H CSTA-NO3
SSDCN1616H09 CSTB-3.5L
SSDPN1616H CSTA-NO5

I INSERT SELECTION

Grade AH725 AHT725
PS PM
Chipbreaker
shape -
Cutting conditions B020
By Medium to finish

. Application cutting

Grade T515

CM

Chipbreaker
shape

Cutting conditions B024

10
10
12
12
16
16

LF
125
100
125
100
100
100

Shim screw

DTS5-3.5

A Medium to finish H .
. Application cutting Medium cutting M

Application
Grade

Chipbreaker
shape

Cutting conditions

Reference pages: SSDC/PN: Inserts — B135 -

G054 www.tungaloy.com/us

Medium cutting

PM

AH725

-

B022

LF

Wrench 1

HF
10
10
12
12
16
16

Wrench 2

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

WF

0 0 o O o O

RE**
0.4
0.4
0.8
0.4
0.8
0.8

Insert
SC*0702...
SP*P042...
SC*09T83...
SP*P042...
SC*09T3...
SP*M322...




J-SERIES

JSDFCR/L

Screw-on toolholder for facing with 91° approach angle, for positive 55° rhombic inserts

¥ B o}

LF

! il =

Cutting edge style F

HF

Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JSDFCR/L1212H07 12 12 100 8 12 16 0.4 DC**0702... 1.2
JSDFCR/L1616H11 16 16 100 10.5 16 22 0.8 DC*11T3... 1.2

Torque: Recommended clamping torque: N-m
**RE: Standard corner radius
SPARE PARTS @ Vs
Designation Clamping screw Wrench
JSDFCR/L1212H07 CSTB-2.5 T-8F
JSDFCR/L1616H11 CSTB-4SD T-8F
8
=
o
2
.o
=
=
I INSERT SELECTION
o) Precision - A Medium to finish Medium to finish — Precision no A Medium to finish Medium to finish
. Application finishing Finish cutting cutting cutting M Application finishing Finish cutting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AHT725 SH725
01 Js Js J10 01 Js Js J10
Chipbreaker il Chipbreaker 'e
e > S € <S5 e O S €& S
Cutting conditions G069 Cutting conditions G069
. Application Medi:‘r::t'i(ggfinish . Application zﬁ:ﬁfg Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM

T-DIA with rake T_DJA AL
Chipbreaker Chipbreaker
shape shape 7 =

Cutting conditions B024

Cutting conditions B026
. Application Finish cutting Medi;lm&g gfinish . Application Zﬁgﬁ:“’; Finish cutting
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Chipbreaker Chipbreaker i 7
shape o o shape \\\/4 9 N\\/f 9
Cutting conditions G069 Cutting conditions B030

Reference pages: JSDFCR/L: Inserts — B121 -, CBN — B184 -, PCD — B196 -

Tungaloy G055




J-SERIES

JSXGR/L

Screw-on toolholder for front/reverse turning and external grooving

Without offset
CDX Ithout oTTse

T [ ul] o
4—@] :@]W zi%;?t —

APMX

LH

Front _Fr{eve;rse C-type
n g o
turning SHiin I © Et

APMX = 5.5 mm Right hand (R) shown.

H B LF LH CDX HF WF Insert
JSXGR/L1010K8-C 10 10 125 29 6.7 10 10 JXFR/LS..., JXRR/LS...
JSXGR/L1212K8-C 12 12 125 29 6.7 12 12 JXFR/LS..., JXRR/LS...
h JSXGR/L1616K8 16 16 125 29 6.5 16 16 JXFR/LS..., JXRR/LS...
ﬁ JSXGR/L2020K8 20 20 125 29 6.5 20 20 JXFR/LS..., JXRR/LS...
External JSXGR/L2525K8 25 25 125 29 6.5 25 25 JXFR/LS..., JXRR/LS...

o Can be used with JXG insert for parting and grooving.
p— Can be wrenched also from the back with a double-head screw.

-

i SPARE PARTS @ y /

: n ] Wrench 2
Designation Clamping screw Wrench 1 *Optional
JSXGRI/L... CSTB-4SD T-8F (T-8L)

Reference pages: JSXGR/L: Inserts — B163

G056 Www.tungaloy.com/us




PCL2NR

Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts

95°

: Without offset
L
6 =60 o}
~lo)) L@ LH
95~ © = LF
Al =}
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque

PCL2NR2020H12 20 20 100 26 20 20 0.8 CN/GN**1204... 3
Torque: Recommended clamping torque: N-m
**RE: Standard corner radius

&
SPARE PARTS &
Designation Clamping screw Lever Spring pin Wrench
PCL2NR2020H12 LCS4 LCL4 LSP4 P-3

PCLNR

Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts

B T4 o

8 LH
q E= LF
95°
il =

H B LF LH HF WF RE** Insert
PCLNR2020H12 20 20 100 26

Cutting edge style L

Right hand (R) shown.

Torque
20 25 0.8 CN/GN**1204... 3

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

SPARE PARTS

L M {

Designation Clamping screw Lever Spring pin Wrench
PCLNR2020H12 LCS4 LCL4 LSP4 =3
I INSERT SELECTION
. Application Zﬁgﬁfg Finish cutting Medium cutting Medi';[:'ntiﬁ gheavy M Application Finish cutting Medium cutting Medilémtti?‘ ;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ] ™ TH SF
AN AN
Chipbreaker < Ers Chipbreaker o
shape @ / shape t\\’
Cutting conditions B008 Cutting conditions
Application Finish cutting Medium cutting MediléLn“’Eﬁ ;\eavy . Application Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX140 TH10
All-round All-round All-round T-DIA P
Chipbreaker Chipbreaker - -
shape shape v -
Cutting conditions B012 Cutting conditions B014
Ay Precision oA 5 o A
. Application finishing Finish cutting Medium cutting
Grade BX950 AH8005 AH8005
T-CBN HRF HRM
Chipbreaker .
shape v
Cutting conditions B016

Reference pages: PCL2NR, PCLNR: Inserts — B056 -, CBN — B172 -, PCD — B194 -

Miniature Tool

Tungaloy G057
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J-SERIES

JTTLNR/L

Back-clamp toolholder with 95° approach angle, for negative 60° triangular inserts

115 m:
©
= \0
95° LF
£
Cutting edge style L
H B LF LH HF WF RE**
JTTLNR/L1216F16 12 16 85 17 12 16 0.4
JTTLNR/L1216X16 12 16 120 17 12 16 0.4
JTTLNR/L1616X16 16 16 120 17 16 16 0.4

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

- p

SPARE PARTS

Without offset
Right hand (R) shown.
Insert Torque
TN**1604... 1
TN*1604... 1
TN**1604... 1

Designation Clamp Clamping screw Wrench
JTTLNR/L... JCP-3N JDS-5040 P-2.5F
PTL2NR/L
Lever-lock toolholder with 95° approach angle, for negative 60° triangular inserts
/\‘45"
i e
2 @y
[+
- |0
LH LF
950 It Ll
L
| il £
Cutting edge style L2
H B LF LH HF WF RE*
PTL2NR/L2020H16 20 20 100 22 20 20 0.4

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

SPARE PARTS /©\ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PTL2NR/L... LST317 D30 LCS3 P-2.5 LSP3 LCL3

Il INSERT SELECTION

. Application erﬁg:’lsllr?gn Finish cutting Medium cutting MediLérLrIltttiggheavy M Application l;:ﬁ:'r:':gn
Grade SH725 SH725 GT9530 T9215 T9215 Grade SH725

o1 JRP TSF A ™ TH 01 JRP
Chipbreaker = Chipbreaker
shape shape
i

Right hand (R) shown.

Insert Torque
TN**1604... 2

Finish cutting Medium cutting

SH725 T6130

Cutting conditions G069 B008 Cutting conditions G069
Application Finish cutting Medium cutting MediléTﬂti?‘gheavy Application Ff,ﬁg'hsl':gn Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA withrake DI A P
i Chipbreaker A — //
Chipbreaker ip|
shape shape [ C ] __.E
Cutting conditions B012 Cutting conditions B014
. Application ﬁr:i:;ﬁ':; Finish cutting Medium cutting . Application Zﬁgﬁfg Finish cutting
Grade BX950 AH8005 AH8005 Grade BXM10 BXM10
T-CBN_ HRF HRM T-CBN T-CBN
Chipbreaker = Chipbreaker . .
shape @ A A shape .® (B
— — E—
Cutting conditions B016 Cutting conditions B018

Reference pages: JTTLNR/L, PTL2NR/L: Inserts — B086 -, CBN — B178 -, PCD — B194 -

G058 www.tungaloy.com/us




PDJNR

Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts

|
SN 30°
—
93° 9.‘
Cutting edge style J
H B LF
PDJNR2020H15 20 20 100

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

Shim
LSD42

SPARE PARTS
Designation
PDJNR2020H15

A
¥

Clamping screw
LCS4

Lever
LCL4

I INSERT SELECTION

Application ';’,ﬁ‘;'rﬁ'r‘l’; Finish cutting | Medium cutting Medigﬁ'nfiﬁ;eaw
Grade NS9530 GT9530 T9215 T9215
TF TSF ™ TH
Chipbreaker _ L
W
Cutting conditions B008

. Application Finish cutting Medium cutting Medium to heavy

cutting
Grade T515 T515 T515
All-round All-round All-round
Chipbreaker
shape
Cutting conditions B012
. Application Zﬁg'hsll:gn Finish cutting Medium cutting
Grade BX950 AH8005 AH8005
T-CBN HRF HRM
Chipbreaker
Cutting conditions B016

LH

s & @,

LH
- LF
Aol =
Right hand (R) shown.
HF WF RE** Insert Torque
32 20 25 0.8 DN**1504... 3

o

{

Miniature Tool

Spring pin Wrench
LSP4 P-3
N . . A . Medium to heavy
M Application Finish cutting Medium cutting cutting
Grade T6120 T6130 T6130
SF SM
Chipbreaker -
shape Kj??ﬁk\ -
Cutting conditions B010
A Precision - q 3 3
. Application finishing Finish cutting Medium cutting
Grade DX120 DX140 TH10
T-DIA with rake T_DJA P
Chipbreaker
shape L ;’

Cutting conditions

. Application ':Ir:Ig;:':gn Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Chipbreaker s 2 et 2
it \\’/ \\’/
Cutting conditions B018

Reference pages: PDJNR: Inserts — B067 -, CBN — B174 -, PCD — B194 -

Tungaloy G059
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J-SERIES

JTTANR/L

Back-clamp toolholder with 91° approach angle, for negative 60° triangular inserts

Without offset
=y o\ oy
LH
-l LF
91°
s o] e
Cutting edge style A Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JTTANR/L1216K16 12 16 125 19.8 12 16 0.4 TN**1604... 1.2
JTTANR/L1616K16 16 16 125 19.8 16 16 0.4 TN**1604... 1.2
Torque: Recommended clamping torque: N-m
**RE: Standard corner radius
) & ) 4
SPARE PARTS Bl
Designation Clamp Clamping screw Wrench
JTTANR/L... JCP-3N JDS-5040 P-2.5F
I INSERT SELECTION
- Precision A n . . Medium to heavy — Precision . : A .
Application finishing Finish cutting Medium cutting cutting M Application finishing Finish cutting Medium cutting
Grade SH725 SH725 GT9530 T9215 T9215 Grade SH725 SH725 T6130
01 JRP TSF 1 ™ TH 01 JRP SM
Chipbreaker Chipbreaker ‘(é
shape A shape p i A\
ST
Cutting conditions G069 B008 Cutting conditions G069 B010
. Application Finish cutting Medium cutting Medigrlrﬂtiggheavy . Application Ff,lrnelg;:':g" Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA a withrake T_DJA - P
Chipbreaker Chipbreaker % -
shape shape ® (e @ &
== —— ——]
Cutting conditions B012 Cutting conditions B014
o Precision A q . q et Precision - .
. Application finishing Finish cutting Medium cutting . Application finishing Finish cutting
Grade BX950 AH8005 AH8005 Grade BXM10 BXM10
T-CBN_ HRF HRM T-CBN . T-CBN
Chipbreaker = Chipbreaker . .
Cutting conditions B016 Cutting conditions B018

Reference pages: JTTANR/L: Inserts — B086 -, CBN — B178 -, PCD — B194 -

G060 www.tungaloy.com/us




J-SERIES

JSTBR/L

Screw-on toolholder for back turning

i

APMX = 2.5 mm

Right hand (R) shown.

H B LF LH CDX HF WF HBH Insert Torque
JSTBR/L063 0.375 0.375 5.000 0.625 0.197 0.375 0.219 0.250 JTBR/LS... 0.89
JSTBR/L083 0.500 0.500 5.000 0.625 0.197 0.500 0.313 0.125 JTBR/LS... 0.89
JSTBR/L103 0.625 0.625 5.000 0.625 0.197 0.625 0.469 - JTBR/LS... 0.89
H B LF LH CDX HF WF HBH Insert Torque*
JSTBR/L1010X3 10 10 120 15 5 10 6 5} JTBR/LS... 1.2
JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/LS... 1.2
JSTBR/L1212F3 12 12 85 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1212X3 12 12 120 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1616X3 16 16 120 15 5 16 12 = JTBR/L3... 1.2
Torque: Recommended clamping torque: Ibs-ft (“N-m)
SPARE PARTS & /<§
Designation Clamping screw Wrench
JSTBRI/L... CSTB-4SD T-8F
J-SERIES
JS-TBL3
Screw-on toolholder for back turning
LF (%}
g - 2
1 o 25 %
-]
- e
1=1 ~ y
——/1 I¢
J
[~ A
APMX = 2.5 mm Right hand (R) shown.
DCONMS H LF CDX WF wB Insert Torque
JS19K-TBL3 19.05 18 125 4.5 6 11.5 JTBRS... 3
JS20K-TBL3 20 19 125 4.5 6 11.5 JTBRS... 3
JS22K-TBL3 22 21 125 4.5 6 11.5 JTBRS... 8
JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBRS... 3

Torque: Recommended clamping torque: N-m

SPARE PARTS @ %ﬁ

Designation Clamping screw Wrench
JS**-TBL3 CSTB-4S T-15F

Reference pages: JSTBR/L, JS-TBL3: Inserts, Standard cutting conditions — G062

Miniature Tool

Tungaloy G061
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External

I INSERT
JTB (Sharp edge)

Right hand (R) shown.

Bl steel * | ¢ *
M Stainless * | Y¥
Cast iron * DA DA
l Non-ferrous *
S  Superalloys PAdAd * v : First choice
H Hard materials > Y : Second choice
Coated Cermet | Uncoated
Max.
Designation HAND| LE 9 L% ° IC | S |depth
im ¥ & 2 (mm) | (mm) | of cut
n S P4 [
JTBR3000F R 0.0012| @ @ [ ] 9.438 | 3.18 2.5
JTBL3000F L (00012 ®@ @ [ J 9438 | 3.18 | 2.5
JTBR3005F R 0002 ® @ [ ] 9.438 | 3.18 2.5
JTBL3005F L 0002 ® @ [ ] 9.438 | 3.18 2.5
JTBR3010F R |0004 @ @ [ ] [ J 9438 | 3.18 | 25
JTBL3010F L 0004 @ @ [ ] [ J 9.438 | 3.18 2.5
JTBR3015F R 0.006 ® @ 9.438 | 3.18 2.5
JTBL3015F L 0.006 | @ 9.438 | 3.18 2.5

JTBR/L (Honed edge)

- Steel

M Stainless

Cast iron
Non-ferrous

S Superalloys

H Hard materials

Right hand (R) shown.

* *
*
* A
Ye

@ : Line up

% : First choice
% : Second choice

Coated ggrar%%‘% Max.
. . RE IC S

Designation HAND| . o depth
(in) |Q @ (mm) | (mm) | of cut
~ o (mm)

el )
JTBR3000 R 0002 @ ° 9438 ] 318 | 25
JTBL3000 L |o0002|@ 9438 | 318 | 25
JTBR3005 R |0004 @ ° 9438 | 318 | 25
JTBL3005 L |o0004 | @ 9438 | 318 | 25

Reference pages: Toolholders — G061

G062 www.tungaloy.com/us

@ : Line up




Il STANDARD CUTTING CONDITIONS

1ISO Workpiece material

Steel

. 1045, etc.

Free-cutting steel

M Stainless steel
303, etc.
Aluminum alloys, Brass
Si < 12%, 5056, 6061, etc.
Difficult-to-machine material, Titanium alloys
Ti-6Al-4V, etc.

Grade

SH725
J740
NS9530
J9530
SH725
J740
SH725
J740
NS9530
J9530

TH10

TH10

Cutting speed
Ve (sfm)
164 - 656

33-328
164 - 492
164 - 492
164 - 656
33-328
164 - 656
33-328
164 - 492
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
0.0004 - 0.004
0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

Miniature Tool

Tungaloy G063




o~

External

J-SERIES

JSEGR/L
Screw-on toolholder for back turning
™t

<

=

o

<

APMX =3 mm

H
JSEGR/L1010K10 10
JSEGR/L1212K10 12
JSEGR/L1616K10 16

Torque: Recommended clamping torque: N-m

SPARE PARTS &
Designation Clamping screw
JSEGRI/L... CSTB-2.5

B LF CDX
10 125 3.3
12 125 3.3
16 125 3.3

s

Wrench
T-8F

LF

=

HF
10
12
16

WF
7.5
9.5

13.5

mm STANDARD CUTTING CONDITIONS (J10E type insert)

ISO Workpiece material Grade
SH725

Steel e

. J9530
SH725

Free-cutting steel

J740

SH725

M Stainless steel J740
303, ete. NS9530

J9530

Aluminum alloys, Brass TH10

Si < 12%, 5056, 6061, etc.
s Difficult-to-machine material, Titanium alloys TH10
Ti-6Al-4V, etc.

Reference pages: JSEGR/L: Inserts — G065

G064 www.tungaloy.com/us

Cutting speed

Ve (sfm)
164 - 656
33 - 328
164 - 492
164 - 492
164 - 656
33 - 328
164 - 656
33 -328
164 - 492
164 - 492

33 - 656

33 -98

Insert Torque
J10ER/L... 1.2
J10ER/L... 1.2
J10ER/L... 1.2

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
0.0004 - 0.004
0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004




I INSERT
J10E (Sharp edge)

05 RE
a7 7
7/
| i,\ 60°\ A/
| \‘4
|
IC S Right hand (R) shown.
Bl steel ¥* | ¢ *
M Stainless * | Y
Cast iron * PAG PA¢
Non-ferrous *
S  Superalloys DA *  : First choice
H Hard materials * ¢ : Second choice
Coated Cermet | Uncoated
RE o C | S |denth
Designation HAND o 0 ep
9 (mm) R 2 & = (mm) | (mm) | of cut
@n o = ~
J10ER/LO05BF R 005 @ @ [ ] 6.35 3.18 3
J10ER/LO05BF L 005 @ @ [ ] 6.35 | 3.18 3
J10ER/LO10BF R 01 @ @ ([ 6.35 | 3.18 3
J10ER/LO10BF L 01 @ @ ([ 6.35 | 3.18 3
J10ER/LO15BF R 015 | @ [ 6.35 | 3.18 3
J10ER/LO15BF L 0.15 | @ [ ] 6.35 | 3.18 3
@ : Line up
J10E (Honed edge)
°
0.5 RE (@]
o T [
o S
@y o g
| . g £
N =
|
IC <S> Right hand (R) shown.
- Steel * *
M Stainless ) ¢
Cast iron * DAe
Non-ferrous
S Superalloys Pig  : First choice
H Hard materials ¥¢ : Second choice
Goated | Coated o
. . RE IC S
Designation HAND o depth
(mm) = 3 (mm) | (mm) |of cut
~ o (mm)
) o)
J10ER005B R 0.05 @ [ ] 6.35 3.18 3
J10ELO05B L 005 | @ 6.35 3.18 3
J10ER010B R 01 |@ [ J 6.35 | 3.18 3
J10ELO10B L 01 | @ 6.35 | 3.18 3
@ : Line up

Reference pages: Toolholders — G064

Tungaloy G065



I INSERT
10E (Insert blank)

=
O |
™ Y ]
<O
T
=G
mn 5 m Right hand (R) shown.
Uncoated
Designation HAND| o
T
|_
10ER100B R | @
10EL100B L @
10ER150B R |@®
10EL150B L @

@ : Lineup

Note: Right hand holder (JSEGR...) use right hand insert (10ER...)
and left hand holder (JSEGL...) use left hand insert (10EL...)

ll Formed examples of insert blanks

10E (Insert blank)

Q
A = S
©y \ } =
S . 183 _ 3.18
@ < Right hand (R) shown.
Uncoated
Designation HAND | o
T
|_
10ER300 R @
10EL300 L @

@ : Line up

Note: Right hand holder (JSEGR...) use right hand insert (10ER...)
and left hand holder (JSEGL...) use left hand insert (10EL...)

0l Standard cutting conditions

o 2 Workpiece material| Carbon | Stainless

£ = 2 ) Operations P steel steel Brass

E E 2 2 Cutting speed (sfm) ~330 | ~160 ~ 650

g § E g Lateral feed Roughing| ~0.002 | ~0.001 | ~0.004

& o (external turning) | Feed (ipr) Medium | ~0.001 | ~0.001 | ~0.002

= Finishing | ~ 0.0007 | ~ 0.0006 | ~ 0.0016

5 notes: i 260 100 500

o « Front relief angle, side relief angle, edge Parti i Cutting speed (sfm) - ~ ~

'g width can be ground depending on the Ga Ing-o Roughing| ~ 0.0007 | ~ 0.0006 | ~ 0.002
application. rooving § -

- « Insert blanks can be formed to a profiling Forming Feed (ipr) Medium | ~0.0006 | ~ 0.0004 | ~0.001
tool which has a width up to 0.118". Finishing | ~ 0.0004 | ~ 0.0003 | ~ 0.0006

G066 Www.tungaloy.com/us




J-SERIES

JSXBR/L
Screw-on toolholder for back turning and threading

Tl x 1o aCDX
> V :
o m
< L
= LF
LH Cy
= pe
wi {0 ‘ I¢
APMX = 5.5 mm Right hand (R) shown.
H B LF LH CDX HF WF Insert
JSXBR/L1010K8-C 10 10 125 29 6.7 10 5.7 JXBR/LS..., JXTR...
JSXBR/L1212K8-C 12 12 125 29 6.7 12 7.7 JXBR/LS..., JXTR...
JSXBR/L1616K8 16 16 125 29 6.4 16 11.7 JXBR/LS..., JXT*R...
JSXBR/L2020K8 20 20 125 29 6.4 20 15.7 JXBR/LS..., JXT*R...
JSXBR/L2525K8 25 25 125 29 6.4 25 20.7 JXBR/LS..., JXT'R...

Can be used with JXT insert for threading.
Can be wrenched also from the back with a double-head screw.

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
JSXBR/L... CSTB-4SD T-8F
Il INSERT

JXB (Sharp edge)

¢
»

4@—

()]
S
’
Miniature Tool

=
e 5’!

40°

Right hand (R) shown.

- Steel *
M Stainless *
Cast iron * DA
l Non-ferrous *
S Superalloys Pig * Y : First choice
H Hard materials * ¢ : Second choice
Coated | Uncoated
Max.
Designation hanp| RE IC | S |depth
mmig |2 (mm) | (mm) of cut
~ I (mm)
S =
JXBR800OOF R 0.03 | @ [ J 8 397 | 55
JXBL800OF L 0.03 | @ [ J 8 397 | 55
JXBR8005F R 005 @ [ J 8 3.97 5.5
JXBL8005F L 0.05 (@ [ J 8 397 | 55
JXBR8010F R 01 | @ [ J 8 397 | 55
JXBL8010F L 01 | @ [ J 8 397 | 55
JXBR8015F R 0.15 | @ [ J 8 3.97 5.5
JXBL8015F L 015 | @ [ J 8 397 | 55
@ : Line up

Reference pages: JSXBR/L: Inserts = G067 -, Standard cutting conditions — G068

Tungaloy G067



JXB (Honed edge)

IC S

F

—&

e
\

40°

Bl steel *

M Stainless *

Cast iron D ¢
l Non-ferrous
S Superalloys DA
H Hard materials

Right hand (R) shown.

Y : First choice
Y% : Second choice

h Coated Max
N - RE IC | s ,
ﬁ Designation HAND depth
External (mm) g (mm) | (mm) of cut
~ (mm)
1
JXBR/L8005 R 005 | @ 8 397 | 55
JXBR/L8005 L 005 | @ 8 3.97 | 55
JXBR/L8010 R 01 | @ 8 397 | 55
JXBR/L8010 L 01 |@ 8 397 | 55
JXBR/L8015 R 015 | @ 8 3.97 | 55
JXBR/L8015 L 015 | @ 8 3.97 | 55
@ : Line up
I STANDARD CUTTING CONDITIONS (JXB type insert)
Cutting speed Feed: f (ipr,
1ISO Workpiece material Grade uting sp . (ipr) .
Ve (sfm) Grooving Turning
Steel
1045, etc. J740 33 - 328 0.0004 - 0.0012 0.0008 - 0.004
Free-cutting steel J740 33 - 328 0.0004 - 0.0012 0.0008 - 0.004
M Stainless steel J740 33 - 328 0.0004 - 0.0008 0.0008 - 0.003
, etc.
Aluminum alloys, Brass
. Si < 12%, 5056, 6061, etc. TH10 164 - 656 0.0004 - 0.0020 0.0008 - 0.004
Difficult-to-machine material, Titanium alloys
s Ti-6AI-4V, eto. TH10 33 -98 0.0004 - 0.0008 0.0008 - 0.002

Reference pages: Toolholders — G067

G068 www.tungaloy.com/us




Technical Guide

ORCE
MINIFTUR2N
I STANDARD CUTTING CONDITIONS
FOR EXTERNAL TURNING

. Cutting
N . . L. Chi Depth of cut Feed
Applications ISO Workpiece material Priority P Grade speed pth C .
breaker ap (in) f (ipr)
Ve (sfm)
Low carbon steel, Carbon steel First choice Js SH725 164 - 590 0.004 - 0.118 0.001 - 0.004
1045, etc.
Low alloy steel, Alloy steel . .
For swiss 4140, etc. VLD el Jss SH725  164-590  0.004-0.059 0.001 - 0.004
sharpness
type
automatic Stainless steel (Austenitic)
lathes 304, etc. First choice Js SH725 164 -590 0.004 - 0.049 0.001 - 0.004
M Stainless steel (Martensitic and ferritic)
430, etc. T
Stainless steel (Precipitation hardened) ~ With high Jss SH725 164-590  0.004-0.059 0.001 - 0.004
174, etc. sharpness
SS AH725 164 -590 0.006 - 0.059 0.002 - 0.008
First choice
TS AH725 164 - 590 0.012-0.079 0.008 - 0.012
Low carbon steel, Carbon steel
1045, etc, Fo e ss NS9530  164-656  0.006-0.059 0.002 - 0.008
Low alloy steel, Alloy steel surface finish TS NS9530 164-656  0.012-0.079 0.003 - 0.012
4140, etc.
For small ’ - - -
size CNC For wear SS GT9530 164 - 820 0.006 - 0.059 0.002 - 0.008
lathes resistance TS GT9530 164 - 820 0.012-0.079 0.008 - 0.012
Stainless steel (Austenitic)
304, etc. First choice SS AH8015 164 - 492 0.006 - 0.059 0.002 - 0.008
M Stainless steel (Martensitic and ferritic)
430, etc. .
Stainless steel (Precipitation hardened) For impact TS AH8015 164-492  0.012-0.079 0.003 - 0.012 _
174, etc. resistance 8
|_
o
2
J-SERIES g
=
I STANDARD CUTTING CONDITIONS =
1SO Workpiece material Priority Grade  Cutting speed Feed
Ve (sfm) f (ipr)
Low carbon steel, Carbon steel First choice SH725 164 - 656 0.0004 - 0.008
1045, etc.
Low alloy steel, Alloy steel .
4140, etc. eimpach AH725 164 -656  0.0004 - 0.008
resistance
Stainless steel (Austenitic)
304, etc. First choice SH725 164 - 656 0.0004 - 0.008
M Stainless steel (Martensitic and ferritic)
430, etc. .
Stainless steel (Precipitation hardened) For impact AH725 164 - 656 0.0004 - 0.008
174‘ etc. resistance
Titanium alloys First choice SH725 66 - 262 0.0004 - 0.008
s Ti-6Al-4V, etc.
Superalloys )
Inconel718, etc. For impact AH725 66 - 262 0.0004 - 0.008
resistance

Tungaloy G069



Internal

TINYIMTUu=N

JBT R/L

Solid boring bar for boring, profiling and chamfering

JBTR04020004-D006
JBTR04030004-D006
JBTR04045005-D010
JBTR04065005-D010
JBTR04040005-D020
JBTR04090005-D020
JBTR04140005-D020
JBTR/L04090010-D028
JBTR/L04150010-D028
JBTR/L04190010-D028
JBTR/L04090010-D040
JBTR/L04150010-D040
JBTR/L04190010-D040
JBTR04230010-D040
JBTR04270010-D040
JBTR/L07090015-D050
JBTR/L07140015-D050
JBTR/L07190015-D050
JBTR/L07240015-D050
JBTR/L07290015-D050
JBTR07340015-D050
JBTR/L07140015-D060
JBTR/L07210015-D060
JBTR/L07240015-D060
JBTR/L07290015-D060
JBTR07340015-D060
JBTR07410015-D060
JBTR/L07190015-D068
JBTR07240015-D068
JBTR/L07290015-D068
JBTR/L07340015-D070
JBTR07390015-D070
JBTR07440015-D070
JBTR07490015-D070

SH730

DC
0.6

Details of edge

ONMS

NN NN NN N SN NN SN SN SNSNSNSNSNSNS~NAAESEDSSAEASESEDS BRSNS S SN

WF

0.6
0.6
0.6
1.5
1.5
1.5
1.5
1.5
0.9
0.9
0.9
0.9
0.9
0.9
1.8
1.8
1.8
1.8
1.8
1.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8

Reference pages: JBT R/L: Standard cutting conditions — G078
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Right hand (R) shown.

LE -
on
o} 9 2 i
X LH §,

S u—

a LF LH CDX

0.5 18.5 2 0.08

0.5 19.5 3 0.08
0.9 21 45 0.1
0.9 23 6.5 0.1
1.7 20.5 4 0.1
1.7 25.5 9 0.1
1.7 30.5 14 0.1
2.6 25.5 9 0.2
2.6 31.5 15 0.2
2.6 35.5 19 0.2
35 25.5 9 0.3
35 315 15 0.3
85 515! 19 0.3
3.5 39.5 23 0.3
85 43.5 27 0.3
4.4 25 9 0.5
4.4 30 14 0.5
4.4 35 19 0.5
4.4 40 24 0.5
4.4 45 29 0.5
4.4 50 34 0.5
5.3 30 14 0.5
518 37 21 0.5
5.3 40 24 0.5
518 45 29 0.5
5.3 50 34 0.5
518 57 41 0.5
6.3 35 19 0.6
6.3 40 24 0.6
6.3 45 29 0.6
6.3 50 34 0.6
6.3 55 39 0.6
6.3 60 44 0.6
6.3 65 49 0.6

RE+0:05
0.04
0.04
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15

@ : Line up




TINYIMTURN
JBP R

Solid boring bar for boring and chamfering

DMIN LF @ @
\ %)
i~ >
| A o e =
ot . © O | 2
: O, = o
[ J
RE420° A Bﬁ
Details of edge _
Right hand (R) shown.
SH730 DCONMS WF a LF LH CDX RE+8-°5
JBPR04090010-D028 ) 2.8 4 0.9 2.6 25.5 9 0.2 0.1
JBPR04150010-D028 [ 2.8 4 0.9 2.6 315 15 0.2 0.1
JBPR04090010-D040 ) 4 4 1.5 3.5 25.5 9 0.3 0.1
JBPR04150010-D040 [ 4 4 1.5 35 315 15 0.3 0.1
JBPR07140015-D050 ) 5 7 0.9 4.4 30 14 0.5 0.15
JBPR07190015-D050 () 5 7 0.9 4.4 35 19 0.5 0.15
@ : Line up
TINYMTuaN
JBU R
Solid boring bar for back boring and chamfering
DMIN
o - ak: @
7N, Q7
A { ‘\B ‘“¢ y 9 =
| & N/ TN === ;
= : wf = - Q 2
| D= ‘ = a o
- | £
< I | kS|
Details of edge c
Right hand (R) shown. >
SH730 DCONMS  WF a LF LH f2 CDX  CW*J05
JBUR07140010-D050 () 5 7 0.9 4.4 30 14 0.2 1 1
JBUR07190010-D050 () 5 7 0.9 4.4 35 19 0.2 1 1
@ : Line up
TINYMTURIN
JBC R
Solid boring bar for boring and 45° chamfering
LF ©
i "L @
45 E - 5 =
O]
rinl SRV TN S
T N[ M= L 8
: E—
— —)
. al |
Details of edge Right hand (R) shown.
SH730 DCONMS WF a LF LH CDX RE=0.05
JBCRO07140020-D050 () 5 7 0.9 4.4 30 14 0.7 0.2
JBCR07190020-D050 () 5 7 0.9 4.4 35 19 0.7 0.2
JBCR07190020-D068 ) 6.8 7 2.8 6.3 35 19 0.7 0.2
@ : Line up

Reference pages: JBP R, JBU R, JBC R: Standard cutting conditions — G078

Tungaloy G071



Internal

G072 www.tungaloy.com/us

TINYIMTUu=N

JBB R

Solid boring bar for back boring

LF _ é ) @
< b4
gPai— =z
,,l LA — 8
— i | )
N 28° J
Details of edge Right hand (R) shown.
sH73o0 IV DCONMS  WF a LF LH CDX RE*0-05
JBBR04140020-D030 [ ] 8 4 0.6 2.6 30 14 0.5 0.2
JBBR04190020-D030 [ ] 3 4 0.6 2.6 35 19 0.5 0.2
JBBR04140015-D040 ® 4 4 15 35 30 14 0.8 0.15
JBBR04240015-D040 [ ] 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 [ ] 5 7 0.9 4.4 35 19 1 0.2
JBBR07290020-D050 [ ] 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 ° 6 7 1.8 5.3 35 19 1.8 0.2
JBBR07290020-D060 ( ) 6 7 1.8 5.3 45 29 1.8 0.2
JBBR07190020-D070 [ ] 7 7 2.8 6.3 35 19 2.5 0.2
JBBR07290020-D070 [ ] 7 7 2.8 6.3 45 29 2.5 0.2
@ : Line up
TINYMTURN
JBI R
Solid boring bar for threading (metric)
. ., BE®
I [
Vaahy m¢ B = i
s 3
[ w! LH ®)
= | )
H
Details of edge Right hand (R) shown.
sH730  Pitch [GITT CF_§,, DCONMS  WF a LF LH CDX  PDX
JBIR04140050-D040 [ ] 0.5 4 0.06 4 1.5 85 30 14 0.3 0.35
JBIR07140050-D050 [ ] 0.5 5] 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 ° 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 [ ] 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 [ ] 1 6 0.12 7 1.8 5.8 30 14 0.6 0.55
JBIR07140125-D060 [ ] 1.25 6 0.15 7 1.8 5.3 30 14 0.7 0.65
JBIR07140150-D060 ® 15 6 0.18 7 1.8 5.3 30 14 0.8 0.75
JBIR07140150-D070 [ ] 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75
@ : Line up

Reference pages: JBB R, JBI R: Standard cutting conditions — G078 - G079




TINYIMTU=N
JBG R/L

Solid boring bar for internal grooving

- i -, E=(S
| ¥ O E—I
ik "D H [ 2l
(o) L o
; J
=i J
Details of edge Right hand (R) shown.
SH730 LIV DCONMS WF a LF LH CDX
JBGR04050050-D020 [ ] 0.5 2 4 0.2 1.8 21 5 0.4
JBGR04100050-D020 [ ] 0.5 2 4 0.2 1.8 26 10 0.4
JBGR04050070-D030 [ ] 0.7 3 4 0.7 2.7 21 5 0.6
JBGR04100070-D030 [ ) 0.7 3 4 0.7 2.7 26 10 0.6
JBGR04090100-D040 o 1 4 4 1.5 3.5 25.5 9 0.8
JBGR04150100-D040 [ ] 1 4 4 1.5 3.5 315 15 0.8
JBGR07090100-D050 [ ] 1 5 7 0.9 4.4 25 9 1
JBGR07140100-D050 [ ) 1 5 7 0.9 4.4 30 14 1
JBGR07090150-D050 o 15 5} 7 0.9 4.4 25 9 1
JBGR07140150-D050 [ ] 1.5 5 7 0.9 4.4 30 14 1
JBGR07090200-D050 [ ] 2 5} 7 0.9 4.4 25 9 1
JBGR07190200-D050 [ ) 2 5 7 0.9 4.4 35 19 1
JBGR/L07090100-D060 [ ] 1 6 7 1.8 518 25 9 1.8
JBGR07140100-D060 [ ] 1 6 7 1.8 5.3 30 14 1.8
JBGR07210100-D060 [ ] 1 6 7 1.8 5.3 37 21 1.8
JBGR07290100-D060 [ ) 1 6 7 1.8 5.3 45 29 1.8 _
JBGR/L07090150-D060 [ ) 1.5 6 7 1.8 518 25 9 1.8 §
JBGR07140150-D060 [ ] 1.5 6 7 1.8 5.3 30 14 1.8 o
JBGR07210150-D060 [ ] 15 6 7 1.8 5.3 37 21 1.8 -%
JBGR07240150-D060 [ ) 1.5 6 7 1.8 5.3 40 24 1.8 =
JBGR07290150-D060 [ ] 1.5 6 7 1.8 588 45 29 1.8 =
JBGR07090200-D060 [ ] 2 6 7 1.8 5.3 25 9 1.8
JBGR07140200-D060 [ ] 2 6 7 1.8 5.3 30 14 1.8
JBGR07210200-D060 [ ) 2 6 7 1.8 5.3 37 21 1.8
JBGR07240200-D060 [ ] 2 6 7 1.8 518 40 24 1.8
JBGR07290200-D060 [ ] 2 6 7 1.8 5.3 45 29 1.8
JBGR07090100-D068 [ ] 1 6.8 7 2.7 6.2 25 9 2.5
JBGR07140100-D068 [ ) 1 6.8 7 2.7 6.2 30 14 2.5
JBGR07210100-D068 [ ] 1 6.8 7 2.7 6.2 37 21 2.5
JBGR07090150-D068 [ ] 1.5 6.8 7 2.7 6.2 25 9 2.5
JBGR07140150-D068 [ ] 1.5 6.8 7 2.7 6.2 30 14 2.5
JBGR07210150-D068 [ ) 15 6.8 7 2.7 6.2 37 21 2.5
JBGR07290150-D068 [ ] 1.5 6.8 7 2.7 6.2 45 29 25
JBGR07090200-D068 [ ] 2 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140200-D068 [ ] 2 6.8 7 2.7 6.2 30 14 2.5
JBGR07210200-D068 [ J 2 6.8 7 2.7 6.2 37 21 2.5
JBGR07250200-D068 [ ] 2 6.8 7 2.7 6.2 40 25 25
JBGR07290200-D068 [ ] 2 6.8 7 2.7 6.2 45 29 2.5
Corner radius: less than 0.004" (0.1 mm) @ : Lineup

Reference pages: JBG R/L: Standard cutting conditions — G079
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Internal

TINYIMTU=IN

JBF R/L

Solid boring bar for face grooving

/ o
e

JBFR07110100-D060
JBFR07110150-D060
JBFR07110200-D060
JBFR07110100-D080
JBFR07110150-D080
JBFR07110200-D080
JBFR07110250-D080
JBFR07110300-D080
JBFR/L07210150-D080
JBFR07210200-D080
JBFR07210250-D080
JBFR07210300-D080
JBFR/L07300200-D080
JBFR07300300-D080
JBFR07200200-D080
JBFR07200250-D150
JBFR07200300-D150
JBFR07300300-D150

QM LF s =@

& 1D =

¥ AR — %I

l- LH (D)
)
- I
Details of edge
Right hand (R) shown.
SH730 DCONMS a LF LH CDX

(] 1 6 7 52 26 10 1.5
(] 1.5 6 7 5.2 26 10 2
° 2 6 7 5.2 26 10 3
(] 8 7 59 27 11 1.5
(] 1.5 8 7 5.9 27 11 2.5
(] 2 8 7 59 27 11 3
° 25 8 7 5.9 27 11 35
(] 8 8 7 5.9 27 11 3.5
(] 1.5 8 7 5.9 36 21 2.5
(] 2 8 7 59 36 21 3
° 25 8 7 5.9 36 21 35
° 3 8 7 5.9 36 21 35
(] 2 8 7 5.9 46 30 8
(] 3 8 7 59 46 30 3.5
° 2 8 7 59 36 20 3
° 25 15 7 5.9 36 20 20
(] 3 15 7 5.9 36 20 20
(] 3 15 7 59 46 30 30

Corner radius: less than 0.004" (0.1 mm)

TINYMTUu=N

JBS R

Solid boring bar for face grooving (for shaft)

L o

j—

JBSR07200200-D060

SH730
([ ] 2

Corner radius: less than 0.004" (0.1 mm)

cw+8.05

DMIN

6

k'
Y

LF
‘@ | 1D
— \ o
] L
=

Details of edge

DCONMS
7

DCONMS"®
]

a LF
5.2 36

Reference pages: JBF R/L, JBS R: Standard cutting condition — G079

G074 www.tungaloy.com/us

Right hand (R) shown.

LH CDX
20 4

@ : Line up




TINYIMTURN
JBR R

Solid boring bar for boring and profiling

Grade

Details of edge

Insert

Ext. Toolholder

Metric SH730 T DCONMS  WF a LF LH CDX RE

JBRR07240050-D060 [ ] 1 6 7 1.8 5.3 40 24 1.8 0.5 g
©

=

o

@ : Line up 2

£

[®)]

£

]

o

o

L

|_

(@)

£

>

(@]

o

O]

Reference pages: JBR R: Standard cutting conditions — G078

Milling Cutter Miniature Tool

User's Guide Tooling System Dirilling Tool Endmill

Index

Tungaloy G075
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TINYIMTU=N

JBBS

Sleeve for external coolant supply

DCONWST DCONMS

DCONMS DCONWS1 DCONWS2 LF LH LSC H
JBBS12-4-4 12 4 4 75 10 55 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
NS JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
L] JBBS16-4-7 16 4 7 75 10 55 15
JBBS19-4-7 19.05 4 7 89 10 69 17.2
I - JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
Ll JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4
SPARE PARTS & (
[« ] Designation Clamping screw Wrench
JBBS12-4-4 SSHM5-4PF-S P-2.5
JBBS127-4-4 SSHM5-6PF-S P-2.5
JBBS14-4-4 SSHMS5-4PF-S P-2.5
JBBS**-4-7 SSHM5-6PF-S P-2.5
TINYIMTURN
JBBS-C
Sleeve for internal coolant supply
DCONMS DCONMS
1 —— Qe @

JBBS159-4-L100C
JBBS159-7-L100C
JBBS16-4-L100C
JBBS16-7-L100C
JBBS19-4-L100C
JBBS19-7-L100C
JBBS20-4-L100C
JBBS20-7-L100C
JBBS22-4-L100C
JBBS22-7-L100C
JBBS25-4-L100C
JBBS25-7-L100C
JBBS254-4-L.100C
JBBS254-7-L100C

SPARE PARTS

Designation
JBBS**-4-1100C
JBBS**-7-L100C

DCONMS
15.875
15.875

16
16
19.05
19.05
20
20
22
22
25
25
25.4
25.4

&

Clamping screw
SSHM5-6PF-S
SSHM5-4PF-S

G076 Www.tungaloy.com/us

{

Wrench
P-2.5
P-2.5

-~ LF R
w
=
g
= I
16 J‘
-

BD DCONWS LF
15.875 4 100
15.875 7 100

16 4 100

16 7 100

17.5 4 100

17.5 7 100

17.5 4 100

17.5 7 100

17.5 4 100

17.5 7 100

18 4 100

18 7 100

18 4 100

18 7 100

LH
10
10
10
10
20
20
20
20
20
20
23
23
23
23

DCONWS

23.4
23.4

CNT
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8
R1/8

Fig.

N NN NN NN NN DNDNDDND 2+ 2 o




TINYMTUu=N
JBBSA-C

Collet chuck sleeve for solid carbide bars

DCONMS DCONWS
JBBSA16-4-L100C 16 4
JBBSA16-7-L100C 16 7
JBBSA20-4-L120C 20 4
JBBSA20-7-L120C 20 7
SPARE PARTS fﬂ Q§§
Designation Cap Wrench
JBBSA**-4-L100C CAP-A-4 WRENCH-A-4
JBBSA**-7-L100C CAP-A-7 WRENCH-A-7

(2]
2 =
5 CNT 8
(&) (=]
DV

AFLE§
el LF

LF LH H
100 23 14
100 23 14
120 23 18
120 23 18

CNT
Rc1/8

Rc1/8
Rc1/8
Rc1/8

Miniature Tool

Tungaloy G077




Internal

Il STANDARD CUTTING CONDITIONS

) rwwen

)

ISO

Workpiece material

Low carbon steel
1015, 1025, etc.

Carbon steel, Alloy steel
1055, 4140, etc.

Prehardened steel
NAKB80, PX5, etc.

Stainless steel
304, 316, etc.

Gray cast iron
No.250B, No.3008B, etc.

Ductile cast iron
65-45-12, 80-55-06, etc.

Aluminium alloys, Copper alloys

Si<12%

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

Superalloys
Inconel718, etc.

Workpiece material

Low carbon steel
1015, 1025, etc.

Carbon steel, Alloy steel
1055, 4140, etc.

Prehardened steel
NAKS80, PX5, etc.

Stainless steel
304, 316, etc.

Gray cast iron
No.250B, No.3008B, etc.

Ductile cast iron
65-45-12, 80-55-06, etc.

Aluminium alloys, Copper alloys
Si<12%

G078 www.tungaloy.com/us

Threading (metric thread)

Grade

SH730

SH730

SH730

SH730

SH730

SH730

SH730

Boring, profiling, chamfering, back boring

Grade

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

Cutting speed

Vc (m/min)

40 - 140

40 - 140

40 - 140

40 - 140

30 - 100

30 - 100

90 - 200

30 - 100

30-100

Ve (sfm)

131 - 459

131 - 459

131 - 459

131 - 459

98 - 328

98 - 328

295 - 656

98 - 328

98 - 328

f (mm/rev)

0.01-0.08"*

0.01-0.08*

0.01-0.08"*

0.01-0.08"

0.01-0.08"*

0.01-0.08*

0.01-0.08*

0.01-0.08"

0.01-0.08*

Feed
f (ipr)

0.0004 - 0.003 *

0.0004 - 0.008 *

0.0004 - 0.003 *

0.0004 - 0.003 *

0.0004 - 0.003 *

0.0004 - 0.003 *

0.0004 - 0.003 *

0.0004 - 0.003 *

0.0004 - 0.003 *

* JBTR/L04020004-D006, JBTR/L04030004-D006 : Max. f = 0.0004 ipr (0.01 mm/rev)

Cutting speed

Vc (m/min)

40 - 140
40 - 140
40 - 140
40 - 140
30-100
30-100

90 - 200

Ve (sfm)

131 - 459 6-8

131 - 459 6-8

131 - 459 6-8

131 - 459

98 - 328

98 - 328

295 - 656

Number of passes

0.5 (0.020") 0.75 (0.030")

8-10

Pitch (mm)
1(0.039")

10 - 12

10-12

10-12

12

12

12

1.25 (0.049") 1.5 (0.059")

12-15 15-18

12-15 15-18

12-15 15-18
15 18
14 17
14 17
12 15




Internal grooving

¥

i . Cutting speed Feed
ISO Workpiece material Grade . 9sp .
Vc (m/min) Ve (sfm) f (mm/rev) f (ipr)
Low carbon steel
1015, 1025, etc. SH730 40 - 140 131 - 459 0.01 - 0.03 0.0004 - 0.001
Carbon steel, Alloy steel
. 1055, 4140, etc. SH730 40 - 140 131 - 459 0.01 -0.03 0.0004 - 0.001
Prehardened steel
NAKS0, PX5. etc. SH730 40 - 140 131 - 459 0.01 - 0.03 0.0004 - 0.001
Stainless steel
M 304, 316, etc. SH730 40 - 140 131 - 459 0.01 -0.03 0.0004 - 0.001
Gray cast iron
No.250B, No.300B, etc. SH730 30 -100 98 - 328 0.01-0.03 0.0004 - 0.001
. Ductile cast iron
65-45-12, 80-55-086, etc. SH730 30 - 100 98 - 328 0.01 -0.03 0.0004 - 0.001
Al el Oepizarilia: SH730 90 - 200 295 - 656 0.01 - 0.03 0.0004 - 0.001
Si<12%
Titanium alloys
s Ti-6AI-4V, etc. SH730 30 - 100 98 - 328 0.01 -0.03 0.0004 - 0.001
ljpeipllone SH730 30 - 100 98 - 328 0.01-0.03 0.0004 - 0.001
Inconel718, etc.
3
? l_
; )
— Face grooving §
@
Cutti d Feed <
utting spee ee
ISO Workpiece material Grade X 9sp i =
Vc (m/min) Ve (sfm) f (mm/rev) f (ipr)
Low carbon steel
1015, 1025, etc. SH730 40 - 140 131 - 459 0.01 - 0.05 0.0004 - 0.002
Carbon steel, Alloy steel ~ ~ B ~
. 1055, 4140, etc. SH730 40 - 140 131 - 459 0.01 - 0.05 0.0004 - 0.002
Prehardened steel
NAK80, PX5, etc. SH730 40 - 140 131 - 459 0.01 - 0.05 0.0004 - 0.002
Stainless steel
M 304, 316, etc. SH730 40 - 140 131 - 459 0.01 - 0.05 0.0004 - 0.002
Gray cast iron _ _ _ _
No.250B. No.300B, etc. SH730 30 - 100 98 - 328 0.01 - 0.05 0.0004 - 0.002
. Ductile cast iron
65-45-12, 80-55-06, etc. SH730 30 - 100 98 - 328 0.01 - 0.05 0.0004 - 0.002
Al el Cefpiper el SH730 90 - 200 295 - 656 0.01-0.05 0.0004 - 0.002
Si<12%
Titanium alloys _ _ B _
s Ti-6AI-4V. etc. SH730 30 -100 98 - 328 0.01-0.05 0.0004 - 0.002
Suppetizllays SH730 30- 100 98 - 328 0.01-0.05 0.0004 - 0.002

Inconel718, etc.

Tungaloy G079



TETRAMCCUT

STCR/L-18
External grooving and threading toolholder

A + T
om
Y
LF -
1 p
y y
AHBH Right-hand (R) shown.
CWN CWX H B LF LH HF WF HBH Insert Torque
STCR/L06-18 0.013 0.118 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 0.013 0.118 0.625 0.625 4.750 0.740 0.625 0.625 = TC*18... 0.89
‘K‘\‘ 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 0.013 0.118 1.000 1.000 5.500 0.900 1.000 1.250 = TC*18... 0.89
The right hand insert (TC*18R...) is used for the right hand toolholders (STCR...), and the left hand insert is used for the left hand toolholders
Torque: Recommended clamping torque: Ibs-ft
Left-Hand Insert Right-Hand Insert
SPARE PARTS @ x
Designation Clamping screw Wrench
STCR**18 CSTC-4L100DL T-1008/5
STCL**18 CSTC-4L100DR T-1008/5
)
TCP18L... TCP18R...

TUNG LET .
STCR/L-18-CHP TETRAMCEUT

External grooving and threading toolholder, with high pressure coolant capability

Right 4= L - I
hand S|~ B o}
PSS = S e Lo B g Left éW
X} ¥ H,_ o T_—5/16"-24UNF  hand
oo
. i T
§—5 %L, ,,,,,,,,, ere—1] It
sy
WlHBL T
ac
H B LF LH HBL  HF WF  HBH Insert  Torque
STCR/LO8X18-CHP® 0018 0118 0500 0500 4750 0728  0.689 0500 0/0.500 0180  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
i
Aight ST i
x
and e2hKH, 3 YSBe7-24unF an @)
0 (18] '
F T ae S Qe e B
Ty pot—y T
= ]
ny WlpBl Zh
I
H B LF LH HBL  HF WF  HBH Insert  Torque
STCR/LO8F18-CHP 0013 01418 0500 0500 3344 0728 0689 0500 0/0.500 0130  TC'18.. 0.89

Use the left hand insert (TC*18...) with the left hand holder (STCL...).
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

@ Use the right hand insert (TC*18R...) with the right hand toolholders (STCR...).
SPARE PARTS / ‘

Designation Clamping screw Wrench Torque: Recommended clamping torque: lbs-ft
STCL**18-CHP CSTC-4L100DR T-1008/5
STCR*18-CHP CSTC-4L100DL T-1008/5

Reference pages: STCR/L-18: Inserts — G083 - G088, Standard cutting conditions — G089 - G090
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TUNG LLET -
STCR/L-18-CHP TETRAMCEUT

Threading tool - for external theading with high pressure coolant capability
I L
m

LF 7 @

II
| Right-hand (R) shown.
> G1/8

H B LF LH HBL HF WF HBH Insert Torque
STCR/L12-18-CHP 0.013 0.118 0.750 0.750 4.750 0.900 = 0.750 1.000 = TC*18... 0.89
STCR/L16-18-CHP 0.013 0.118 1.000 1.000 5.500 .900 - 1.000 1.250 - TC*18... 0.89

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: Ibs-ft

SPARE PARTS @ X

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

TETRAMCUT

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

S o . CWN-CWX %LTM% S

L IF _ e

= | [LH_ DCONMS 5

— W%ﬁ% =y 1t =

T — L~ ‘e I S

94°
Left-hand (L) shown.
SIS E  pconms H LF LH wB WF Insert  Torque

JS14H-STCL18 0.33 3 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 0.33 3 16 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 0.33 3 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 0.33 3 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 0.33 3 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

The left hand toolholder (STCL...) is used with the right hand inserts (TC*18R...)
Torque: Recommended clamping torque: N-m

SPARE PARTS & /

Designation Clamping screw Wrench
JS...STCL18 CSTC-4L100DL T-1008/5

Reference pages: STCR/L-18-CHP: Inserts — G083 - G088, Standard cutting conditions — G089 - G090
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Il Selection guide for TetraMini-Cut inserts

Groove width Corner rad. TCS18R (G083) |TCG18R/L (G084 -85 TCP18R/L (G086) | TCP18R/L-F (G087)
AH7025 AH7025 AH725 SH725
oA @A) RE (in) RE (mm) Honed edge Honed edge Lightly honed edge Sharp edge
0.013 0.33 0.002 0.05 ) ()
0.017 0.43 0.002 0.05 ) ()
0.020 0.50 0.002 0.05 ) ®
0.030 0.75 0.002 0.05 ) [
0.037 0.95 0.002 0.05 ) ()
0.002 0.05 )
0.0%9 100 0.004 0.1 ) ) ) )
0.002 0.05 )
0047 120 0.004 0.1 ° ° ° °
0.002 0.05 )
;éi}\‘ 0.049 1.25 0.004 0.1 ) ® ) [
0.008 0.2 ) ®
0.051 1.30 0.008 0.2 ® ®
0.004 0.1 () ) ) [
0.055 1.40 0.008 os o o
0.002 0.05 )
0.057 1.45 0.004 0.1 ) ) ()
0.008 0.2
0.002 0.05 )
0.059 1.50 0.004 0.1 ) ® ) o
0.008 0.2 () ()
0.063 1.60 0.008 0.2 ® ®
0.067 1.70 0.008 0.2 () ®
0.002 0.05 )
0.069 1.75 0.004 0.1 ® ) ) ®
0.008 0.2 () ®
0.073 1.85 0.008 0.2 () ()
0.077 1.95 0.008 0.2 ® ()
0.002 0.05 )
0.079 2.00 0.004 0.1 ) () ) o
0.008 0.2 ° °
0.089 2.25 0.008 0.2 ® ®
0.091 2.30 0.008 0.2 ® ®
0.004 0.1 ® ) ) ()
0.098 2.50 0.008 0.2 ® ®
0.012 0.3 ® ®
0.104 2.65 0.012 0.3 () ()
0.110 2.80 0.012 0.3 ) ®
0.004 0.1 () ) ) ®
0.118 3.00 0.008 0.2 () ()
0.012 0.3 ) ()
@ : Line up

G082 www.tungaloy.com/us




I INSERT
TCS18R (3D chipbreaker, honed edge)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials Y¢ : Second choice
Coated
Designation HAND CW=0.02 CW.:0.001 I.RE '§ C.DX S
(mm) | (in) (in) 'f (in) (in)
<
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
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 15 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 0.118 0.008 | @ 0.138 0.157
TCS18R300-030 R 3 0.118 0.012 | @ 0.138 0.157
See page G089 for precautions of processing. 5 pieces per package
@ : Lineup

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G089 - G090
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Bl INSERT
TCG18R/L (with edge preparation)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials Y¢ : Second choice
: Coated
N Designation HAND OW=0.02 cw.zo.om BE L§ 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 1.4 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 1.5 0.059 0.004 @ 0.138 0.157
TCG18L150-010 L 1.5 0.059 0.004 | @ 0.138 0.157
TCG18R150-020 R 1.5 0.059 0.008 | @ 0.138 0.157
TCG18L150-020 L 1.5 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 G089 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G089 - G090
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- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * v : First choice
H Hard materials Y¢ : Second choice
Coated
Designation HAND CW=002 cw.zo.om BE L§ C_DX S
(mm) | (in) (in) 'f (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
TCG18R230-020 R 2.3 0.091 0.008 | @ 0.138 0.157
TCG18L230-020 L 2.3 0.091 0.008 | @ 0.138 0.157
TCG18R250-010 R 2.5 0.098 0.004 | @ 0.138 0.157
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 Ig
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 25 | 0098 | 0012 |@ 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

See page G089 for precautions of processing.

5 pieces per package

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G089 - G090

@ : Lineup
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I INSERT

TCP18R/L (lightly honed edge)

*

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 o C.DX S

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

<
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 1.4 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 1.5 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

See page G089 for precautions of processing.

5 pieces per package
@ : Line up

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G089 - G090
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TCP18R/L-F (sharp edge)

<>
- Steel

*
M Stainless *
Cast iron *
Non-ferrous
S Superalloys *  : First choice
H Hard materials v« : Second choice
Coated
Designation HAND CW=0.02 CW.=0.001 BE ('{,’ C-DX S
(mm) | (in) | (n) |K (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 1.5 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
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
TCP18L250F-010-35 L 25 0.098 0.004 | @ 0.138 0.157
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
See page G089 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G089 - G090
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Bl INSERT
TCT18R/L (for threading)

- Steel *
M Stainless *
Cast iron D ¢
Non-ferrous
Superalloys * Y : First choice
L Hard materials Y¢ : Second choice
‘f%- Coated Pitch min Pitch max
. . RE PDX | CDX S
Designation HAND| . & . . PNA | .
(in) | . . (in) (in) (in)
; E (in) | (mm) | (in) | (mm)

— TCT18R-60N-010 R 0.004 | @ 0.031 0.8 0.118 3 0.063 0.105 60° 0.157
TCT18L-60N-010 L 0.004 | @ 0.031 0.8 0.118 3 0.063 0.105 60° 0.157
TCT18R-60N-020 R 0.008 | @ 0.031 0.8 0.118 3 0.063 0.101 60° 0.157
TCT18L-60N-020 L 0.008 | @ 0.031 0.8 0.118 3 0.063 0.101 60° 0.157

@® : Lineup
TCT18FR (sharp edge for threading)
L+
PNA Right-hand (R) shown.
- Steel *
M Stainless *
Cast iron D ¢
Non-ferrous
Superalloys *  : First choice
Hard materials ¢ : Second choice
Coated ) ) )
_ . RE Pitch min Pitch max PDX | CDX s
Designation HAND| < . : PNA | .
(in) |= ] ) (in) (in) (in)
% (in) | (mm) | (in) | (mm)
TCT18FR-60A-005 R 0.004 | @ 0.016 0.4 0.039 1 0.024 0.039 60° 0.157
TCT18FR-60A-010 L 0.004 | @ 0.039 1 0.079 2 0.039 0.064 60° 0.157
@ : Lineup

Reference pages: Toolholders — G080 - G081, Standard cutting conditions — G090
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I PRECAUTIONS OF PROCESSING

oD max Minimum diameter
for face grooving
CDX
T I

oo ~

26T Z
5 2 S z
) \ =
£ 20 \ CUTDIA
Sz 18
o= 16 \
98 14
2E 12 \
<Q
oa 10
3 8
% 6
= 4 ~o —

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 (6D max)

Maximum workpiece diameter is limited relative
to depth of cut in order to avoid collision between
insert and workpiece.

B STANDARD CUTTING CONDITIONS
TCS18R (3D chipbreaker), TCG18R/L (honed edge)

ISO Workpiece materials Grades Cut;Ln(gjsfsnr:)eed TCG Feed: f (ipr) TCS _
'-°W18"jgt"‘;’t‘cf‘tee' AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006 .8
. Carbon steel, Alloy steel AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006 %
1055, etc. ©
'Ei'p(‘gg’egigjf AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006 é
M Séasi&%s(i Steel AH7025 164 - 394 0.001 - 0.005 0.001 - 0.006
No.2gt;g¥ ,‘flisgf')’gg cio. AH7025 164 - 591 0.001 - 0.005 0.001 - 0.006
. 60-4038. 80 66.08 st AH7025 164 - 591 0.001 - 0.005 0.001 - 0.006
TT'It%rRLI”z\f'gf AH7025 98- 262 0.001 - 0.005 0.001 - 0.006
S SUpErEle AH7025 66 - 197 0.001 - 0.005 0.001 - 0.006

Inconel718, etc.

TCP18R/L (lightly honed edge) / TCP18R/L-F (sharp edge)

ISO Workpiece materials Priority Grades Cut‘;::n(gsfsnr:;e ed ;: (?g?)
Lew caifen SEa First choice SH725 262 - 591 0.001 - 0.004
1015, etc. Toughness AH725 262 - 591 0.001 - 0.004
. Carbon steel, Alloy steel First choice SH725 262 - 591 0.001 - 0.004
1055, etc. Toughness AH725 262 - 591 0.001 - 0.004
SraErcanes ciee First choice SH725 262 - 591 0.001 - 0.004
NAK80, PX5, etc. Toughness AH725 262 - 591 0.001 - 0.004
Stainless steel First choice SH725 164 - 394 0.001 - 0.004
M $30400, etc. Toughness AH725 164 - 394 0.001 - 0.004
Gray cast iron First choice AH725 164 - 591 0.001 - 0.004
No.250B, No.300B, etc. Sharpness SH725 164 - 591 0.001 - 0.004
. Ductile cast iron First choice AH725 164 - 591 0.001 - 0.004
60-40-18, 80-55-06, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Titanium alloys First choice SH725 98 - 262 0.001 - 0.004
Ti-6AI-4V, etc. Toughness AH725 98 - 262 0.001 - 0.004
s Superalloys First choice SH725 66 - 197 0.001 - 0.004
Inconel718, etc. Toughness AH725 66 - 197 0.001 - 0.004

Tungaloy G089



I STANDARD CUTTING CONDITIONS
TCT18R/L (for threading / lightly honed edge) / TCT18FR (for threading / sharp edge)

ISO Workpiece material Priority Grades Cut‘}::n(gsfsn;-)l)e ed P('itr;h TPI
Low carbon steel First choice SH725 197 - 492 0.016 - 0.079 64-12
1015, etc. Toughness AH725 197 - 492 0.031-0.118 32-8
. Carbon steel, Alloy steel First choice SH725 197 - 492 0.016 - 0.079 64 -12
1055, etc. Toughness AH725 197 - 492 0.031-0.118 32-8
Prehardened steel First choice SH725 197 - 492 0.016 - 0.079 64 -12
NAK80, PX5, etc. Toughness AH725 197 - 492 0.031-0.118 32-8
Stainless steel First choice SH725 164 - 262 0.016 - 0.079 64 -12
M $30400, etc. Toughness AH725 164 - 262 0.031-0.118 32-8
Gray cast iron First choice AH725 164 - 328 0.031-0.118 32-8
No.250B, No.300B, etc. Sharpness SH725 164 - 328 0.016 - 0.079 64 - 12
. Ductile cast iron First choice AH725 164 - 328 0.031 -0.118 32-8
60-40-18, 80-55-06, etc. Sharpness SH725 164 - 328 0.016 - 0.079 64 -12
[l Titanium alloys First choice SH725 98 - 328 0.016 - 0.079 64 -12
Ti-6Al-4V, etc. Toughness AH725 98 - 328 0.031-0.118 32-8
s Superalloys First choice SH725 98 - 328 0.016 - 0.079 64 -12
Inconel718, etc. Toughness AH725 98 - 328 0.031-0.118 32-8

TETRAFCUT

STCR/L-27

External grooving toolholder

- - s ] bt
=il E S L™
CWN-CWX LF
0.276"
1 ¢
L
Iy v I
0.118" |
HBL| THBH ,
Right hand (R) shown.
H B LF LH HBL HF WF HBH Insert Torque
STCR/L06-27 0.02 0.125 0.375 0.375 5.000 0.906 0.945 0.375 0.315 0.374 TC*27... 1.84
STCR/L08-27 0.02 0.125 0.500 0.500 5.000 0.906 0.945 0.500 0.440 0.287 TC*27... 1.84
STCR/L10-27 0.02 0.125 0.625 0.625 5.000 0.906 0.945 0.625 0.570 0.236 TC*27... 1.84
STCR/L12-27 0.02 0.125 0.750 0.750 5.000 0.906 0.945 0.750 0.690 0.118 TC*27... 1.84
STCR/L16-27 0.02 0.125 1.000 1.000 5.000 0.906 - 1.000 0.940 - TC*27... 1.84

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

Reference pages: STCR/L-27:
Inserts — G092 - G095, Standard cutting conditions — G095
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TETRAFCUT

STCR/L08-27-CHP

TUNG TUET

Grooving and parting-off tool with high pressure coolant capability

1R
=

CWN-

<
=
(G)

- (T m Left S
7777777777 ICE (=}
- # hand =

Right

iy

hand

=

SCIIRNCEDS W B LF LH HF

O

WF® HBH HBL Insert Torque
STCR/L08-27-CHP 0.020 0.125 0.500 0.500 4.750 0.906 0.500 0.590/0.441 0.287 0.945 TC*27... 1.84
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=3 is mounted.
SPARE PARTS & X
Designation Screw Wrench
STCR**-27-CHP SR16-212-01397L T-2010/5
STCL*-27-CHP SR16-212-01397 T-2010/5
ORCE
TETRAFCUT T
STCR/L12/16-27-CHP TUNG IJET
External grooving and parting-off toolholder, high pressure coolant compatible
N - STCR/L16-27-CHP STCR/L12-27-CHP ' -+ S
L WA= o o
== I ol BV
= = o
- @ :
H ®©
t : =
% & :
G1/8 4
Right-hand (R) shown.
CWN CWX H B LF LH HF WF Insert Torque
STCR/L12-27-CHP 0.02 0.125 0.750 0.750 5.000 0.906 0.750 0.690 TC*27... 1.84
STCR/L16-27-CHP 0.02 0.125 1.000 1.000 4.920 0.906 1.000 0.940 TC*27... 1.84
Torque: Recommended clamping torque: Ibs-ft
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: STCR/L08-27-CHP, STCR/L12/16-27-CHP:
Inserts — G092 - G095, Standard cutting conditions — G095
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Il INSERT - FOR GROOVING AND PARTING OFF
TCS27

CUTDIA

- Steel

*
M Stainless *
Cast iron *

l Non-ferrous
*

S Superalloys % : First choice
H Hard materials ¥¢ : Second choice

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

0.039 | 0.079 | o - - - - - - - - - - -
0098 | 0197 | o | - - - - - - - - - -
0098 | 0197 | o« | w - - - - - - - - - -
0.063 | 0.126 | o - - - - - - - - - - -
0188 | 0276 | « | o | « |23622] - - - - - - - -
0138 | 0276 | w« | w | o |23622] - - - - - - - -
0079 | 0157 | o | w - - - - - - - - - -
0079 | 0157 | « | w - - - - - - - - - -
0138 | 0276 | « | o | « |23622| - - - - - - - -
0138 | 0276 | = | w | o |23622] - - - - - - - -
0079 | 0157 | o | w - - - - - - - - - -
0098 | 0197 | « | w - - - - - - - - - -
0224 | 0449 | w | o« | o |23622[11.024|7.087 5118 |1.969|1.378] - - -
0224 | 0449 | o | « | o |23.622[11.024]7.087 5118 [1.969|1.378| - - -
0118 [ 0236 | w | o | oo - - R - - - _ _ -
0118 [ 0236 | w | o« | o - - - - - - - - -
0118 | 0236 | o | o | o - - - _ - _ - _ _
0118 | 0236 | w | o | o - _ _ N - N - - .
0118 [ 0236 | w | o | oo R _ - _ _ N - N -
0118 | 0236 | o | w | o - - - B - - - _ _
0118 | 0236 | o | o | o - - - B - _ - _ _
0252 | 0504 | w | o | oo |23622]11.024|7.087 5118|4134 |3.346]2.362[1.969 1.181
0252 | 0504 | w | w | o |23.622]11.024]7.087 | 5118 | 4134 |3.346|2.362[1.969 | 1.181
0138 | 0276 | « | w | « |23622] - - - - - - - -
0188 | 0276 | « | o | « |23622] - - - - - - - -
0224 [ 0449 | w | o« | o« |23622]11.024]7.087|5118[1.969|1.378] - - -
0224 | 0449 | o | « | o |23.622[11.024]7.087 5118 [1.969|1.378| - - -
0224 | 0449 | w | w | o |23.622[11.024|7.087 5118 |1.969|1.378] - - -
0224 | 0449 | w | o« | o« |23622]11.024|7.087 5118 |1.969|1.378] - - -
0244 | 0488 | w | = | o |23622[11.024|7.087]5.315|4134 |3.740|3.346 3.071| -
0244 | 0488 | ~ | w | o |23.622|11.024|7.087 5315|4134 |3.740|3.3463.071| -
0252 | 0504 | o | w | o |23.622[11.024|7.0875.315|4.134 | 3.740|3.346 | 3.071| 2.165
0252 | 0504 | o« | o | o |23.622[11.024|7.087|5.315|4.134 | 3.740|3.346 | 3.071| 2.165
0252 | 0504 | « | o | o |23622[11.024|7.087|5.315]4.134 |3.740|3.346 | 3.071| 2165
0252 | 0504 | w | w | o |23.622|11.024|7.087 |5.315|4.134 |3.740 |3.346|3.071 | 2.165
0252 | 0504 | o | o | o |23.622]11.024|7.087 |5.315|4.134 |3.740|3.346 | 3.071 | 2.677
0252 | 0504 | « | o | o |23.622]11.024|7.087 |5.315|4.134 |3.740|3.346|3.071 | 2.677

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 15 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 00000000 0o oeO00O0O0O0O0O0O0OO0OO0OO0O0O0O0O0O 0G0 000 o0 AHT2S

5 pieces per package
@ : Line up

Reference pages: Toolholders — G090 - G091, Standard cutting conditions — G095
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Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA
e

CUTDIA

Right hand (R) shown. - Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¥ : Second choice
Coated Mg_x. pé;llrjt_ll_rbgi Aoff
ia.
Designation Hanp| SV 0% CW.=0.001 BE = C_DX PSIRLIPSIRR (in)
mm)| Gn) | () R (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 1.5 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

5 pieces per package
@ : Line up

Miniature Tool

Il INSERT- FOR GROOVING AND PROFILING
TCS27 (Full R)

- Steel

*

M Stainless *

Cast iron *
Non-ferrous

*

Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (6D max)
o CW=0.02/CW=0.001 RE CDX (in)
Designation . . & .
(mm)| (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
TCS27-157-079 1.57 0.062 0.031 | @ 0.118 ) - - - - - - - - -
TCS27-200-100 2 0.079 | 0.039 | @ 0.118 o - - - - - - - _ N
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

5 pieces per package
@ : Line up

Reference pages: Toolholders — G090 - G091, Standard cutting conditions — G095
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Il INSERT- FOR GROOVING AND PARTING OFF
TCM27

RE

CUTDIA

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * Y : First choice
“‘ H Hard materials ¥ : Second choice
‘ Coated Relation of groove depth (T) and Max. diameter (D max)
L CW:0.02|CW=0.001| RE CDX |CUTDIA (in)
Designation . . o - .
(mm) | (in) (in) | (in) (in) [t=0.039
o= 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 1.5 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 ) - - - - - - - - -
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 - - - - - - - - -
TCM27-178-018 1.78 0.070 0.007 | @ 0.118 0.236 oo - - - - - - - - -
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 | 4134 | 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 25 0.098 0.012 | @ 0.224 0.449 oo |23.622|11.024| 7.087 | 5118 | 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 0012 | @ 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 — G090 - G091, Standard cutting conditions — G095
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Il INSERT - FOR GROOVING AND PROFILING
TCM27 (Full R)

*
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys > % : First choice
Hard materials ¢ + Second choice
Coated Relation of groove depth (T) and Max. diameter (D max)
. . CW=0.02/CW:0001 RE | 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 0031 | @ 0.118 0.236 oo - - - - - - - - -
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 o [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

5 pieces per package
@ : Line up

Il HOW TO INDEX INSERTS

Miniature Tool

.
)
[
1. Right-hand edge (R) 2. Rotate the insert 3. Flip over the insert 4. Rotate the insert

is used for the right-
hand toolholders.

1

Il STANDARD CUTTING CONDITIONS

Cutting Feed: f (ipr) Depth of cut
. . speed Grooving, Parting-off Profiling for profiling
1SO Workpiece materials Grades Ve parting-off (with hand) (with full radius insert) (with full
(sfm) TCS TcM TCS TCS Tcm  radiusinsert)
. ; 04S:3eiltc 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
':"1'33; 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 Staggfsztitee' 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.
Ductile cast iron 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-6Al-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.

Reference pages: Toolholders — G090 - G091
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J-SERIES

JSTGR/L

External grooving toolholder, for Swiss lathes

CDX = LF - Without offset %
51 =
=T
(G]®)
2 E
Right hand (R) shown.

mmm;ﬂ '
|-

CDX H B LH HF WF  HBH Insert Torque
JSTGR/L063 0.013 0.118 0.028 - 0.102 0.375 0.375 0.75 0.375 0.375 0.100 JTGR/L3... 0.89
JSTGR/L083 0.013 0.118 0.028 - 0.102 0.500 0.500 0.75 0.500 0.500 - JTGR/L3... 0.89
= JSTGR/L103 0.013 0.118 0.028-0.102  0.625 0.625 0.75 0.625 0.625 - JTGR/LS... 0.89
NY
B CWN CWwX CDX H B LF LH HF  WF HBH Insert Torque*
JSTGR/L1010X3 0.33 3 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/L3... 1.2
JSTGR/L1212X3 0.33 3 0.7-2.6 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 0.33 3 0.7-2.6 16 16 125 18.5 16 16 - JTGR/LS... 1.2

Can be wrenched also from the back with a double-head screw
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS @ %&

Designation Clamping screw Wrench
JSTGR/L... CSTB-4SD T-8F (Optional T-8L)
J-SERIES
JS-TGL3

External grooving toolholder, for Swiss lathes

- LF ~ %
T CWN-

w (M, 20 H
= yCDXy T y “I’
® i -
1 L j
| o gt |
Hl = o]
8 Left hand (L) shown.
CDX DCONMS H B LF WF wB Insert  Torque

JS19K-TGL3 0.33 3 0.7-2.6 19.05 18 18 125 6 11.5 JTGRS... 3
JS20K-TGL3 0.33 3 0.7-2.6 20 19 19 125 6 11.5 JTGRS... 3
JS22K-TGL3 0.33 3 0.7-2.6 22 21 21 125 6 11.5 JTGRS... 3
JS25K-TGL3 0.33 3 0.7-2.6 254 24 24 125 10 12.7 JTGRS... 3

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

SPARE PARTS @ /é

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

Reference pages: JSTGR/L, JS-TGL3: Inserts — G097 - G098, Standard cutting conditions — G099
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Il INSERT
JTG (Sharp edge)

Q
AE
A
)
CDX‘ Dm

IC >\—L§ Right hand (R) shown.

Bl steel * | * I
M Stainless % [ %
Cast iron DA *
l Non-ferrous *
S  Superalloys * Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
Designation Hanp S W8 CV\_F%OOZ BE & § o C.DX IC S
(mm)| (n) | (n) |K o - (in) | (mm) | (mm)
I ~ (2] T
(72 r) P =
JTGR3033F 0.33 0.013 | 0.0012 @ @ [ ] 0.028 9.53 3.18
JTGL3033F 0.33 0.013 | 0.0012 o [ J 0.028 9.53 3.18
JTGR3033F-005 0.33 0.013 0.002 | @ 0.028 9.53 3.18
JTGR3043F 0.43 0.017 | 0.0012 [ ] 0.043 9.53 3.18
JTGR3050F 0.5 0.020 | 0.0012 [ ] (] [ ] 0.043 9.53 3.18
JTGL3050F 0.5 0.020 | 0.0012 [ ] [ ] 0.043 9.53 3.18
JTGR3050F-005 0.5 0.020 0.002 0.043 9.53 3.18
JTGL3050F-005 0.5 0.020 0.002 0.043 9.53 3.18
JTGR3065F 0.65 0.026 | 0.0012 [ ] 0.075 9.53 3.18
JTGR3065F-010 0.65 0.026 0.004 0.075 9.53 3.18 S
JTGR3075F 0.75 0.030 | 0.0012 [ ] (] [ 0.075 9.53 3.18 |9
JTGL3075F 0.75 0.030 | 0.0012 [ ] (] [ J 0.075 9.53 3.18 g
JTGR3075F-010 0.75 0.030 0.004 0.075 9.53 3.18 E
JTGL3075F-010 0.75 0.030 0.004 0.075 9.53 3.18 é
JTGR3080F 0.8 0.031 | 0.0012 [ } 0.075 9.53 3.18
JTGR3080F-010 0.8 0.031 0.004 0.075 9.53 3.18
JTGR3085F 0.85 0.033 | 0.0012 [ ] 0.075 9.53 3.18
JTGR3095F 0.95 0.037 | 0.0012 [ ] (] [ ] 0.075 9.53 3.18
JTGL3095F 0.95 0.037 | 0.0012 [ ] [ ] 0.075 9.53 3.18

JTGR3095F-010
JTGL3095F-010

0.95 0.037 | 0.004
0.95 0.037 | 0.004

0.075 | 9.53 3.18
0.075 | 9.53 3.18

JTGR3100F 1 0.039 | 0.002 [ J (] ([ 0.083 | 9.53 3.18
JTGL3100F 1 0.039 | 0.002 [ J [ J 0.083 | 9.53 3.18
JTGR3100F-010 1 0.039 | 0.004 0.083 | 9.58 3.18
JTGL3100F-010 1 0.039 | 0.004 0.083 | 9.53 3.18
JTGR3110F 1.1 0.043 | 0.002 [ J 0.083 | 9.53 3.18
JTGR3120F 1.2 0.047 | 0.002 [ J 0.083 | 9.53 3.18
JTGR3120F-010 1.2 0.047 | 0.004 0.083 | 9.58 3.18
JTGR3125F 1.25 0.049 | 0.002 [ J ([ J [ 0.083 | 9.53 3.18
JTGL3125F 1.25 0.049 | 0.002 [ J [ J 0.083 | 9.53 3.18

JTGR3125F-010
JTGL3125F-010

1.25 0.049 | 0.004
1.25 0.049 | 0.004

0.083 | 9.53 3.18
0.083 | 9.58 3.18

r/»r|®¥rP 30 I0|r-|IPr-|00I0|-|IP-|0|-|0-|PIV|V|V|C|DV|C|JV|D|DV|C|J|-|JV|DV|D|C|D

JTGR3130F 1.3 0.051 | 0.002 [ J 0.083 | 9.53 3.18
JTGR3140F 1.4 0.055 | 0.002 [ J 0.083 | 9.53 3.18
JTGR3140F-010 1.4 0.055 | 0.004 0.083 | 9.53 3.18
JTGR3145F 1.45 0.057 | 0.002 [ J ([ J [ 0.083 | 9.53 3.18
JTGL3145F 1.45 0.057 | 0.002 [ J [ 0.083 | 9.53 3.18
JTGR3145F-010 1.45 0.057 | 0.004 | @ 0.083 | 9.53 3.18
JTGR3150F 1.5 0.059 | 0.002 ©® @ ® [ J 0.083 | 9.53 3.18
JTGL3150F 1.5 0.059 | 0.002 @® @ [ J 0.083 | 9.53 3.18
JTGR3150F-010 1.5 0.059 | 0.004 | @ 0.083 | 9.53 3.18
JTGL3150F-010 1.5 0.059 | 0.004 | @ 0.083 | 9.53 3.18

®:Li
Reference pages: Toolholders — G096, Standard cutting conditions — G099 e
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Il INSERT
JTG (Sharp edge)

CW_  <RE
LA |

A

e [a)
&9 5

&J J—Jé Right hand (R) shown.

Bl steel * [ * ¥
M Stainless % | %
Cast iron PAG *
l Non-ferrous *
S Superalloys * ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
" Designation HAND cwge® CV\_Pg'ooz BE = § C.DX Ic S
(mm)| (@n) | (n) |K Q o = (in) | (mm) | (mm)
I ~ (7] T
n - P4 =
JTGR3175F R 1.75 0.069 | 0.002 @® @ ([ J [ J 0.083 9.53 3.18
JTGL3175F L 1.75 | 0.069 | 0.002 [ J ([ J [ J 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 | 0.002 @® @ ([ J [ J 0.102 9.53 3.18
JTGL3200F L 2 0.079 | 0002 @® @ [ J 0.102 9.53 3.18
JTGR3200F-010 R 2 0.079 | 0.004 | @ 0.102 9.53 3.18
JTGL3200F-010 L 2 0.079 | 0.004 | @ 0.102 9.53 3.18
JTGR3225F R 2.25 0.089 | 0.002 @® @ 0.102 9.53 3.18
JTGR3250F R 2.5 0.098 | 0002 @® @ [ J [ J 0.102 9.53 3.18
JTGL3250F L 2.5 0.098 | 0002 ® @ [ J 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 | 0.002 @® @ 0.102 9.53 3.18
JTGR3300F-010 R 3 0.118 | 0.004 | @ 0.102 9.53 3.18
@ : Lineup
JTG (honed edge)
Y
S,
_ %
& 3
»\—L§ Right hand (R) shown.
- Steel *
M Stainless
Cast iron DA
l Non-ferrous
S Superalloys Y : First choice
H Hard materials < : Second choice
Coated
cermet
Designation HAND cw3e® CV\.I+3-°°2 BE (=} C.DX Ic S
(mm) | (in) | (n) | (in) | (mm) | (mm)
3
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 15 0.059 | 0.002 | @ 0.083 9.53 3.18
JTGR3200 R 2 0.079 | 0.002 @ 0.102 9.53 3.18

@ : Lineup

Reference pages: Toolholders — G096, Standard cutting conditions — G099
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I STANDARD CUTTING CONDITIONS (J-Series grooving tool)

ISO

Workpiece material

General steel
1045, etc.

Free-cutting steel

Stainless steel
303, etc.

Aluminium alloys, Brass
Si<12%, etc.

Difficult-to-cut materials, Titanium alloys
Ti-6Al-4V, etc.

Grade

SH725
J740
NS9530
J9530
SH725
J740
SH725
J740
NS9530
J9530

TH10

TH10

Cutting speed
Ve (sfm)

164 - 656
33-328
164 - 492
164 - 492
164 - 656
33-328
164 - 656
33-328
164 - 492
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
0.0004 - 0.004
0.0004 - 0.004

0.0004 - 0.004

0.0004 - 0.004

Miniature Tool

Tungaloy G099




J-SERIES

JSXGR/L

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

- ) Vi

Without offset

[T
= Sy
1 zx LF
3| = T ,‘ 1ﬂ, l
L
T

F

1010, 1212 Shank

Right hand (R) shown.

~ CWN  cwx eI H B LF LH HF WF  Insert Torque

JSXGR/L1010K8-C 0.7 2 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 0.7 2 45-6 16 16 125 29 16 15.9 JXG... 1.3
“ JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG... 1.3
JSXGR/L2525K8 0.7 2 45-6 25 25 125 29 25 24.9 JXG... 1.3

Can be wrenched also from the back with a double-head screw.
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 & 7 (

Designation Clamping screw Wrench
JSXGR/L... CSTB-4SD T-8F (Optional T-8L)
I INSERT
JXG (with hand, sharp edge)
YL e
PSIRR I
x|
0 o i 8 - Steel * Dig
M Stainless *
*‘_@ Cast iron DA
Right hand (R) shown. Non-ferrous *
S Superalloys * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated | Uncoated
Designation HAND cw.zo.om CW.0025 RE CDX| 1C Ipgpp| S
(in) | (mm) | (mm) = (mm) | (mm) (mm)
N~ I
o) [
JXGR8070FA R 0.028 0.7 0 o [ J 4.5 8 15° 3.97
JXGL8070FA L 0.028 0.7 0 [ ] [ J 4.5 8 15° 3.97
JXGR8070FA-005 R 0.028 0.7 005 |@ 4.5 8 15° 3.97
JXGR8100FA R 0.039 1 0 [ J [ J 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 o 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 [ J [ J 6 8 15° 3.97
JXGL8150FA L 0.059 1.5 0 [ J [ J 6 8 15° 3.97
JXGR8150FA-005 R 0.059 1.5 005 |@ 6 8 15° 3.97
JXGR8150FA50 R 0.059 1.5 0 [ J [ J 5 8 15° 3.97
JXGR8150FA50-005 R 0.059 1.5 005 |@ 5 8 15° 3.97
JXGR8180FA R 0.071 1.8 0 [ J [ J 6 8 15° 3.97
JXGR8180FA-005 R 0.071 1.8 005 @ 6 8 15° 3.97
JXGR8200FA R 0.079 2 0 [ J [ J 6 8 15° 3.97
JXGL8200FA L 0.079 2 0 [ J [ J 6 8 15° 3.97
JXGR8200FA-005 R 0.079 2 005 |@ 6 8 15° 3.97
JXGR8200FN R 0.079 2 0 [ J [ J 6 8 0° 3.97
JXGL8200FN L 0.079 2 0 [ J [ J 6 8 0° 3.97
JXGR8200FN-005 R 0.079 2 005 |@ 6 8 0° 3.97
@ : Lineup

Reference pages: Standard cutting conditions — G102

G100 www.tungaloy.com/us




J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

WF
VW‘CW‘N-CWX

CH

Without offset

‘HL

L LH a0
LILFK% ‘ﬂ 1010, 1212 Shank
Right hand (R) shown.
CDX H B LF LH HF WF Insert Torque
JSVGR/L062.5 0.013 0.079 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 0.013 0.079 0.028 - 0.217 0.625 0.625 5 0.875 0.625 0.625 JVGR/L... 1.70
CDX H B LF LH HF WF Insert Torque*
JSVGR/L1010K-C 0.33 2 0.7-5.5 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 0.7-55 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K 0.33 2 0.7-5.5 16 16 125 28 16 16 JVGR/L... 258
Torque: Recommended clamping torque: Ibs-ft (*N-m)
SPARE PARTS %g
Designation Clamping screw Wrench
JSVGR/L... CSTB-3S T-9F (Optional T-9L)
I INSERT
JVG (with hand, sharp edge) S
Re!
4 RE o
2
@
=
¢ g Bl steel * | % * % =
M Stainless * %
Cast iron DA DA
Right hand (R) shown. Non—ferrous *
S Superalloys * Y : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation HAND cwrges c“_hg'ooz BE = § o C.DX Ic S
(mm) | (n) | (n) K o = (in) | (mm) | (mm)
I ~ (7] T
n o = ~
JVGRO33F R 0.33 0.013 0 ( BN ] [ J 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 ( BN ] [ ] 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 ( BN ] o 0.075 | 7.94 3.18
JVGLO75F L 0.75 0.030 0 o 0.075 | 7.94 3.18
JVGR0O95F R 0.95 0.037 0 [ BN ) [ ] 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 ( BN ] [ J [ J 0.217 | 7.94 3.18
JVGL100F L 1 0.039 0 o [ J o 0.217 | 7.94 3.18
JVGR125F R 1.25 0.049 0 [ BN ) [ ] 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 ( BN ] [ J [ J 0.217 | 7.94 3.18
JVGL150F L 1.5 0.059 0 o [ J [ J 0.217 | 7.94 3.18
JVGR200F R 2 0.079 0 @@ [ ] [ J 0217 | 7.94 | 3.18
JVGL200F L 2 0.079 0 [ ] 0.217 | 7.94 3.18
@ : Line up

Reference pages: Standard cutting conditions — G102

Tungaloy G101



Il STANDARD CUTTING CONDITIONS (JXG and JVG inserts)

ISO Workpiece material

General steel

. 1045, etc.

Free-cutting steel

Stainless steel
303, etc.

Aluminium alloys, Brass
Si<12%, etc.
Difficult-to-cut materials, Titanium alloys
Ti-6Al-4V, etc.

G102 www.tungaloy.com/us

Grade

SH725
J740
NS9530
SH725
J740
SH725
J740
NS9530

TH10

TH10

Cutting speed
Ve (sfm)

164 - 656
33 - 328
164 - 492
164 - 656
33 - 328
164 - 656
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

0.0004 - 0.004

0.0004 - 0.004




TUNGH

FPGN

EAV Y

GROOVE

Lever-lock external wide profile grooving toolholder

B % J% ﬂ@
— w 11 T
® =5 o =}
LF
A [
il E!
A
2
L CW e H B LF HF WF f2 Insert  Torque
FPGNO08-10T20 0.394 0.984 0.500 0.500 4.946 0.500 0.450 0.216 PSGB10... 1.62
FPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSGB10... 1.62
FPGN12-10T20 0.394 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSGB10... 1.62
FPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSGB15... 1.62
FPGN12-15T25 0.590 1.181 0.750 0.750 5.196 0.750 0.670 0.216 PSGB15... 1.62
FPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSGB20... 6.27
FPGN16-20T32 0.787 1.456 1.000 1.000 6.196 1.000 0.890 0.216 PSGB20... 6.27
FPGN16-25T36 0.984 1.614 1.000 1.000 6.196 1.000 0.990 0.216 PSGB25... 6.27
PSGB insert blank is available for tailored inserts.
Torque: Recommended clamping torque: Ibs-ft
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 P-5
8
|_
SPGN o
Screw-on external wide profile grooving toolholder ©
c
=
CDX iﬁ
A :
1 s8[ e g
t ® LF N
wh & i
I I
Y Y
f2
ST cox H B LF HF WF f2 Insert  Torque
SPGNO08-10T20 0.394 0.984 0.500 0.500 4.946 0.500 0.450 0.216 PSGB10 0.96
SPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSGB10 0.96
SPGN12-10T20 0.394 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSGB10 0.96
SPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSGB15 2.58
SPGN12-15T25 0.590 1.181 0.750 0.750 5.196 0.750 0.670 0.216 PSGB15 2.58
SPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSGB20 3.69
SPGN16-20T32 0.787 1.456 1.000 1.000 6.196 1.000 0.890 0.216 PSGB20 3.69
SPGN16-25T36 0.984 1.614 1.000 1.000 6.196 1.000 0.990 0.216 PSGB25 3.69

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

& /3

SPARE PARTS

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

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

Reference pages: FPGN, SPGN: Inserts, Standard cutting conditions — G104

Tungaloy G103



I INSERT
PSGB (Blank for wide profile grooving inserts®)

Specially tailored profile insert

Bl steel ¢ [
M Stainless ) ¢
Cast iron *
Non-ferrous *
Superalloys Pig  : First choice
L Hard materials ¢ : Second choice
SFT Uncoated
Desi ti CW=0.025 | CW=0.001 INSL S
esignation i - )
— (mm) (in) § § (in) | (in)
— )
PSGB10 10.2 0.402 [ N ) 0.709 0.157
PSGB15 15.2 0.598 [ N} 0.787 0.197
PSGB20 20.2 0.795 o 0 1.062 0.256
PSGB25 25.2 0.992 [ 3N J 1.062 0.256
*These are blanks (semi-finished products) for wide profile grooving inserts that can be tailored. Package quantity = 5pcs.
@ : Lineup
b I STANDARD CUTTING CONDITIONS
fw Wide profile grooving (PSGB insert)
Hardness Cutting speed
1ISO Workpiece material Grade 9 P
(HB) Ve (sfm)
- s1t§§£|3 ote <200 UX30 165 - 490
. o I <300 UX30 165 - 390
Stainless steel
M 304S8S, 316SS, 17-4 PH, etc. <200 Ly 165 -390
Gray cast iron
. Class 25, Class 30, etc. B U 128 = A
Ductile cast iron
60-40-18, 60-55-08, etc. B TH10 Lase
. Ca el - TH10 330 - 1640

Custom shaped inserts can be supplied on customer’s request,
according to the designated final shape on part drawing.

Semi-finished blanks PSGB types are offered for purchase.

Reference pages: Toolholders — G103

G104 www.tungaloy.com/us




TUNGTHREAD

JSE2R16-CHP

TUNG LET
External threading toolholder with high pressure coolant capability
LF B LF Without offset -
LL| TS
= A am= 3148 il 3 i

sl

n =~ | 2 @
GAMF LH 5/16”-24UNF GA'\\/":Z/ A LH 5/16”-24UNF

L A
: o o wm-
Type A Type B Right hand (R) shown.
H B LF LH HF WF GAMF Type Insert
JSE2R1212X16-CHP 0.500 0.500 4.750 0.748 0.500 0.000 1° B 16ER...
JSE2R1616X16-CHP 0.625 0.625 4.750 0.748 0.625 0.000 1° B 16ER...
H B LF LH HF WF GAMF Type Insert
JSE2R1212F16-CHP * 12 12 85 19 12 0 1° A 16ER...
JSE2R1212X16-CHP 12 12 120 19 12 0 1° B 16ER...
JSE2R1616X16-CHP 16 16 120 19 16 0 1° B 16ER...
3 Connection with external coolant tube
SPARE PARTS & /é
Designation Clamping screw Wrench
JSE2R**16-CHP CSTB-3.5 T-15F

Miniature Tool

No need for coolant tube setup.
Eliminates chip entanglement on tubes and streamlines tool replacement.

Coolant is supplied from the tool post directly to the tools

Internal thread . .
Optional connection with Detailed view of the coolant
external coila.nt tube flow after connection

Tool
post

Tool

Reference pages: JSE2R16-CHP: Inserts — E010 -, Standard cutting conditions — E054

Tungaloy G105




TUNGTHREAD

JS-SEL16
External threading toolholder for Swiss lathes

= A \ ‘)
DCON
= [
= Sre)| :
L v
—
LH LF
Right hand (R) shown.
DCON H LF LH WF Insert
JS16F-SEL16 0.630 0.630 0.984 3.346 0.433 16ER...
JS19G-SEL16 0.750 0.750 1.181 3.543 0.492 16ER...
- JS19X-SEL16 0.750 0.750 1.181 4.724 0.492 16ER...
‘K‘\\ JS20G-SEL16 0.787 0.787 1.181 3.543 0.512 16ER...
JS20X-SEL16 0.787 0.787 1.181 4.724 0.512 16ER...
JS25HSEL16 0.984 0.984 1.181 3.937 0.61 16ER...
JS254X-SEL16 1.181 0.984 1.181 4.724 0.618 16ER...
DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 125 16ER...
JS19X-SEL16 19.05 18 120 30 12.5 16ER...
JS20G-SEL16 20 19 90 30 13 16ER...
JS20X-SEL16 20 19 120 30 13 16ER...
JS25HSEL16 25 24 100 30 15.5 16ER...
JS254X-SEL16 25.4 24 120 30 15.7 16ER...
Use left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & /@
Designation Clamping screw Wrench
JS***-SEL16 CSTB-3.5 T-15F
B-S/CER/L
External threading toolholder for Swiss lathes
#1107 W
om i
T i :
102 X/ A
> ™~ LH
- LF - -~ HF LF <—>l HE
A
= —
T
- Y ﬁ '
B-SER B-CER/L Right hand (R) shown.
H B LF LH HF WF Insert
B-SER10H16 20 10 100 15 10 16 16ER...
B-SER12K16 24 12 125 18 12 18 16ER...
B-CER/L16M16 32 16 150 24 16 22 16ER/L...
SPARE PARTS @ & @ /4
Designation Clamp set Shim set Clamping screw Wrench
B-SER**16 - - CSTB-3.5 T-15F
B-CER/L16M16 CSP16 A16-1 - T-15F

Reference pages: JS-SEL16, B-S/CER/L: Inserts — E010 -, Standard cutting conditions — E054

G106 www.tungaloy.com/us




TUNGTHREAD

BC-SER
External threading toolholder for multi-functional Swiss lathes

=
T
©
o
o
Y
Y

. T
20 =

.Vﬁ
i
Ik
(30),
o
(-]
B

Y

Right hand (R) shown.

H B LF HF WF HBKW Insert
BC-SER12K16 24 16 125 12 23 7 16ER..., CC*T09TS3...
SPARE PARTS & Vs
Designation Clamping screw Wrench
BC-SER12K16 CSTB-3.5 T-15F

Miniature Tool

Reference pages: BC-SER/L: Inserts — B111 - (CC*T09T83...), EO10 - (16ER...),
Standard cutting conditions — E054

Tungaloy G107



J-SERIES

JSXBR/L
Screw-on external threading toolholder, for Swiss lathes

- W -
T %) .00 ot
4‘@“_%% HQJ/—\ oy
- LF - NI
Liﬂ ‘ 400
L IO E3] C-type
Right hand (R) shown.
H B LF LH CDX HF WF Insert
JSXBR1010K8-C 10 10 125 29 6.4 10 5.7 JXT*R...
JSXBR1212K8-C 12 12 125 29 6.4 12 7.7 JXT*R...
JSXBR1616K8 16 16 125 29 6.4 16 17 IXTR...
M JSXBR2020K8 20 20 125 29 6.4 20 15.7 IXTR..
JSXBR2525K8 25 25 125 29 6.4 25 20.7 JXT*R...

Can be wrenched from back side with both end torx screw.
This toolholder is compatible with JXB-type inserts and JXT-type inserts.

SPARE PARTS @ /é (

. . . Wrench 2
Designation Clamping screw Wrench 1 (optional)
JSXBR... CSTB-4SD T-8F (T-8L)

I INSERT
JXT (sharp edge)
PNA  PNA
@. O.GREV

ﬁ
gl -

1-Type 2-Type
JXT1R JXT2R

Bl steel *
*

M Stainless
Cast iron
Non-ferrous PAe
Superalloys DA DA  : First choice

DAY

H Hard materials 3¢ : Second choice

Coated | Uncoated
. . RE IC S
Designation o PNA
(mm) |Q = (mm) | (mm)
N~ I
) [
JXT1R6000F 003 @ [ J 60° 8 3.97
JXT2R6000F 003 @ [ J 60° 8 3.97
@ : Line up

G108 www.tungaloy.com/us




J-SERIES

JSTTR/L
Screw-on external threading toolholder, for Swiss lathes

_ . LF -
i SIS = L

\
o
ﬁ%
% o VT =
T Right hand (R) shown.

H B LF LH HF WF HBH Insert
JSTTR/L063 0.375 0.375 5.000 0.6875 0.375 0.375 0.100 JTTR/L30...
JSTTR/L083 0.500 0.500 5.000 0.6875 0.500 0.500 - JTTR/L30...
JSTTR/L103 0.625 0.625 5.000 0.6875 0.625 0.625 o JTTR/L30...

H B LF LH HF WF HBH Insert
JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/L30...
JSTTR/L1212F3 12 12 85 18.5 12 11.5 - JTTR/L30...
JSTTR/L1212X3 12 12 120 18.5 12 11.5 = JTTR/L30...
JSTTR/L1616X3 16 16 120 18.5 16 15.5 B JTTR/L30...

Recommended clamping torque: 0.89 Ibs-ft, 1.2 N-m

SPARE PARTS & %ﬁ /

q q . Wrench 2
Designation Clamping screw Wrench 1 (optional)
JSTTR/L... CSTB-4SD T-8F (T-8L)

J-SERIES

JS-TTLS3
Screw-on external threading toolholder, for Swiss lathes

Miniature Tool

) -
AU =S S
AN . o (-1
S % ﬁ ’E ! A I \‘ ;i
y A
om
=
Left hand (L) shown.
DCONMS WF LF H wB Insert
JS19K-TTL3 19.05 10 125 18 11.5 JTTR30...
JS20K-TTL3 20 10 125 19 11.5 JTTR30...
JS22K-TTL3 22 10 125 21 115 JTTR3O0...
JS25K-TTL3 25.4 10 125 24 12.7 JTTR30...

Recommended clamping torque: 3.5 N-m

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
JS*-TTL3 CSTB-4S T-15F

Reference pages: JSTTR/L, JS-TTL3: Inserts, Standard cutting conditions — G110

Tungaloy G109



Il INSERT
JTT (sharp edge)

PNA

R me

I

fo

Right hand (R) shown.

Bl steel * | ¢ *
M Stainless ¥* | Yx
Cast iron * DA *
l Non-ferrous *
S  Superalloys D¢ * v : First choice
H Hard materials |y * Y% : Second choice
[ Coated Cermet | Uncoated
Designation BE & § o PNA IC S | PDX
(in K Q & = (mm) | (mm) | (mm)
I ~ (72] I
@n o = [
JTTR3005F-55 0002 @ @ 55° 9.525 3.18 0.6
JTTL3005F-55 0.002 55° 9.525 3.18 0.6
JTTR3005F 0002 @ @ o [ ] 60° 9.525 3.18 0.9
JTTL3005F 0.002 | @ 60° 9.525 3.18 0.9
JTTR3010F 0004 @ @ [ J [ ] 60° 9.525 3.18 0.9
JTTL3010F 0.004 | @ 60° 9.525 3.18 0.9
Machinable pitch range: 0.020" to 0.039" (0.5 to 1 mm) @ : Lineup

I STANDARD CUTTING CONDITIONS

. . Cutting speed Pitch
ISO Workpiece material Grade 9 sp . TPI
Ve (sfm) (in)
Low carbon steel SH725 197 - 492 0.020 - 0.039 50-25
1025, etc.
Carbon steel, Alloy steel B _ B
. T04s, 4140, oto, SH725 197 - 492 0.020 - 0.039 50 - 25
Pre-hardened steel
NAKEO, X6, oo SH725 197 - 492 0.020 - 0.039 50 - 25
M Stainless steel SH725 164 - 262 0.020 - 0.039 50- 25
304S8, 316SS, 17-4 PH, etc.
Gray cast iron _ _ -
e Gy, TH10 164 - 328 0.020 - 0.039 50 - 25
sl ez lien TH10 164 - 328 0.020 - 0.039 50- 25
60-40-18, etc.
Titanium alloy
= TLOALAY. eto. SH725 98 - 328 0.020 - 0.039 50 - 25
REER EEEETR EleY SH725 98- 328 0.020 - 0.039 50- 25

Inconel 718, etc.

G110 www.tungaloy.com/us




DUOJCUT

JSXXR/L
Parting toolholder, for Swiss lathes

WF

i = [
s

CWN-
CWX

HEF
<—>‘
‘é—[
H

HBL| FH
S Right hand (R) shown.
H B LF* LH* HF WF HBL* HBH Insert Torque
JSXXR/L063 0.039 0.079 0.375 0.375 4750 0.774 0.375 0.008 0.748 0.12 JX*G06...,12...,16..., 20... 0.89
JSXXR/L083 0.039 0.079 0.500 0500 4.750 0.774 0.500 0.008 0.748 0.06 JX*G06...,12...,16..., 20... 0.89
JSXXR/L103 0089 0079 0625 0625 4750 0774 0625 0008 - - JX'G06...12..,16..,20..  0.89

Torque: Recommended clamping torque: Ibs-ft

**LF (Functional Length), LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 0.079" shorter than the
above values with JX*G12... and JXPG20...inserts, and 0.157" shorter for JXPGOB... insert.

Use the right-hand insert (JX*G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & X

Designation Clamping screw Wrench
JSXXR... CSTC-4L100DL T-1008/5
JSXXL... CSTC-4L100DR T-1008/5

DUOJCUT

JSXXR/L-S

)
Parting toolholder, for Swiss lathes (for sub spindle) i)
o
=]
o =]
= ~ ©
i o
LH /¥ Er k=
S ) M £
' i
z= LF
== ‘ o~ o
. w < LH ‘2
Right-hand It o I¢ Left-hand ~ Y~ —>V/
= i 1
&=A A
I
CWN CwWM H B LF** LH** HF WF HBH Insert Torque
JSXXR/L063-S 0.039 0079 0375 0.375 4750 1.030 0.383 0.008/0.217  0.120  JX*G0S...,12...,16..,20...  0.89
JSXXR/L083-S 0.039 0.079 0500 0.500 4750 1.030 0500  0.008/0.217  0.060  JX*G06...12...,16..,20..  0.89

Torque: Recommended clamping torque: Ibs-ft

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 0.079" shorter than the above values with JX*G12... insert,
and 0.157" shorter for JXPGO6... insert. LF, LH, and HBL will all be 0.079" shorter with JXPG20... insert.
JXPG20... insert will not fit.

Use the right-hand insert (JX*G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & /(

Designation Clamping screw Wrench
JSXXR***-S CSTC-4L055DL T-1008/5
JSXXL**-S CSTC-4L055DR T-1008/5

Reference pages: JSXXR/L, JSXXR/L-S: Inserts — G116 - G117, Standard cutting conditions — G119

Tungaloy G111




TUNG TJET
JSXXR/L-X-CHP DUOJIEUT

Parting-off tool for swiss lathes with high pressure coolant capability

Right-hand

18
=

t Left-hand

T ik
T_— 51 6"-24UNF

1 B0 Yo w—

|
CWN-
:

ag

5

=
HBL =4
- & ==
H B WF LF* HF HBH LH* HBL* Insert Torque
JSXXR/L083X-CHP 0.039 0.079 0.500 0.500 0.008/0.492 4.750 0.500 0.051 0.764 0.736 JX*G06...,12...,16...,20...  0.89
JSXXR/L103X-CHP 0.039 0.079 0.625 0.625 0.008/0.617 4.750 0.625 0 0.764 0 JX*G06...,12...,16..., 20... 0.89

Torque: Recommended clamping torque: Ibs-ft

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 0.079" shorter than the
above values with JX*G12... and JXPG20... inserts, and 0.157" shorter for JXPGOB6... insert.

Use the right-hand insert (JX*G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & X @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB R-2
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Parting-off widths :0.039" and 0.059" (for a max parting diameter of 80.236")

:0.059" and 0.079" (for max parting diameters of 80.472", 0.630" and 20.787")
Threading pitch range : 0.008" - 0.059"

DUoOoJCUT

JSXXR/L-F-CHP

Parting-off tool for swiss lathes

ight-hand 5[~ = I
Rig = ‘;Mn @ @ ﬂ ”ﬁi Wmm@

= i) Left-hand
Zx1k 7
5/16”-24UNF

1 L8 @ @[ =]

HBL| =
I

H B LF* LH* HF WF  HBL* HBH Insert Torque

JSXXR/L0O83F-CHP 0.039 0.079 0.500 0.500 3.344 <0.764 0.5 0.008/0.492 0.736 0.051 JX*G06...,12...,16..., 20... 0.89

Torque: Recommended clamping torque: Ib-ft

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 0.079" shorter than the
above values with JX*G12... and JXPG20... inserts, and 0.157" shorter for JXPGOBG... insert.

Use the right-hand insert (JX*G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & /‘ @ (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4
Parting-off widths :0.039" and 0.059" (for a max parting diameter of 00.236")

:0.059" and 0.079" (for max parting diameters of ©0.472", 0.630" and 20.787")
Threading pitch range : 0.008" - 0.059"

Reference pages: JSXXR/L-CHP, JSXXR/L-F-CHP: Inserts — G116 - G117,
Standard cutting conditions — G119
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TUNG TJET
JSXXR/L-X-S-CHP DUOJEUT

Parting toolholder with high pressure coolant capability, for Swiss lathes (for sub spindle)

LF -
~~~~~ T —— i@
v Wy oy
Zxi | ~i " Left-hand
£z o 5 5/16"-24UNF =
I (6]$) V_ =0 LH _, —
= e ﬂ‘“%’s\’*%“
£y L ¥ e [y i ~
| ——— d
ey § )
o
iy
CWN CWX H B LF** LH** HF WF HBH Insert Torque
JSXXR/L083X-S-CHP 0.039 0079 0500 0500 4.750 1.181 0.500 0.008/0.217 0.051  JX*GOS...,12...,16..., 20... 0.89
JSXXR/L103X-S-CHP 0.039 0079 0625 0625 4750 1.181 0.625 0.008/0.217 0 JX*GOB...,12...,16..., 20... 0.89

Torque: Recommended clamping torque: Ibs-ft

**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 0.079" shorter than the above value with JX*G12... and
JXPG20... inserts; 0.157" shorter with JXPGOG... insert.

Use the right-hand insert (JX*"G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & X @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Parting-off widths :0.039" and 0.059" (for a max parting diameter of 60.236")
:0.059" and 0.079" (for max parting diameters of 80.472", 20.630" and 20.787")
T URN
TUNGE TJET o
JSXXR/L-F-S-CHP pDUoJEUT &
Parting toolholder, with high pressure coolant capability, for Swiss lathes (for sub spindle) g
kS
L - - é
————— Right-hand LH
= -~/ & = Left-hand
Vv 3 W oy *
zZxih | ~k = = %
== o 8 " 5/16"-24UNF = tH o ——
| oo 2 [
Z N~
L AN [T :
T Oy © &y 0
[
A
o
T
H B LF** LH** HF WF HBH Insert Torque
JSXXR/LO83F-S-CHP 0.039 0.079 0.500 0.500 3.344 1.024 0.500 0.008/0.217 0.051 JX*G06...,12...,16..., 20... 0.89

Torque: Recommended clamping torque: Ibs-ft

**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 0.079" shorter than the above value with JX*G12... and
JXPG20... inserts; 0.157" shorter with JXPGOS... insert.

Use the right-hand insert (JX*G**R...) for a right-hand holder (JSXXR...); the left-hand insert (JX*G**L...) for a left-hand holder (JSXXL...).

SPARE PARTS & / @ (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL***-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4

Parting-off widths :0.039" and 0.059" (for a max parting diameter of ©0.236")

:0.059" and 0.079" (for max parting diameters of 0.472", 0.630" and 20.787")

Reference pages: JSXXR/L-X-S-CHP, JSXXR/L-F-S-CHP: Inserts — G116 - G117,
Standard cutting conditions — G119
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Il HOW TO SELECT TOOLS

Large-diameter machining of workpiece with rigidity Small-diameter machining of workpiece with short overhang
Sub-spindle tooling
; ; ; ; ; Workpiece with long overhang .
Main- dle tool Sub- dle tool
ain-spincie tocling tbspindie fooling at the side of sub-spindle for %\t}%ﬁ:’\:?ﬁpﬁfe
the process after parting-off gidity
c
]
®
L
=)
o
<
Main spindle Sub-spindle Main spindle Sub-spindle Main spindle Sub-spindle Main spindle
Position of parting-off is at the Position of parting-off is at the Position of parting-off is at the side | Position of parting-off is at the side
side of the main spindle side of the sub-spindle of the main spindle of the sub-spindle
Toolholder| R-hand (JSXXR type) L-hand (JSXXL type) R-hand (JSXXR-S type) L-hand (JSXXL-S type)
("] Insert 2:1%2‘:?03?;7:2?/213?12:iiorle Left-hand insert Right-hand insert Left-hand insert
(UXPG*R**-15 type) (UXPG**L*™** type) (JXPG**R** type) (UXPG*L*™** type)

Il HOW TO SELECT TOOLHOLDERS FOR SUB-SPINDLE

Sub-spindle dia. Parting-off dia. B LF Insert Toolholder
01.575 - 00.236 0.375 4.514 JXPG06* JSXXR/L063-S
01.575 - 00.236 0.500 4.514 JXPG0O6* JSXXR/L083-S
01.575 -00.472 0.375 4.593 JXPG12* JSXXR/L063-S
01.575 -00.472 0.500 4.593 JXPG12* JSXXR/L083-S
01.575 - 20.630 0.375 4.750 JXPG16* JSXXR/L063-S
01.575 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
01.575 - 00.787 0.500 3.423 JXPG20* JSXXR/LO83F-S-CHP
01.969 - 00.236 0.500 4.514 JXPG06* JSXXR/L083-S
01.969 - 00.236 0.625 4.514 JXPGO6* JSXXR/L103X-S-CHP
21.969 - 00.472 0.500 4.593 JXPG12* JSXXR/L083-S
01.969 -20.472 0.625 4.593 JXPG12* JSXXR/L103X-S-CHP
21.969 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
21.969 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
01.969 - 00.630 0.625 4.750 JXPG16* JSXXR/L103X-S-CHP
01.969 -20.787 0.500 3.423 JXPG20* JSXXR/LO83F-S-CHP
01.969 - 20.787 0.500 4.829 JXPG20* JSXXR/L083X-S-CHP
01.969 - 20.787 0.625 4.829 JXPG20* JSXXR/L103X-S-CHP

I MAX. PARTING-OFF DIA. & DEPTH

Main-spindle tooling Sub-spindle tooling

Main spindle Sub-spindle Main spindle

There will be no tool-workpiece interference when parting off the workpiece with the cutting
edge position apart from the workpiece center by 0.031" or more.

G114 www.tungaloy.com/us




DUOJCUT

JS-SXXL09

Threading toolholder with round shank

I
T

JS19G-SXXL09
JS19X-SXXL09
JS20G-SXXL09
JS20X-SXXL09
JS22X-SXXL09
JS25H-SXXL09
JS254X-SXXL09

e

DCONMS
19.05
19.05

20
20
22
25
25.4

Torque: Recommended clamping torque: N-m
Threading insert (JXTG12FR) and parting-off inserts (JXPGO6R ,12R) fit this holder.

SPARE PARTS

Designation
JS***-SXXL09

&

Clamping screw
CSTC-4L100DL

H
18
18
19
19
21
24
24

WF

18
18
19
19
21
24
24

A

Wrench
T-1008/5

LF .
i
LF LH wB WF
90 21 15.43 10
120 21 15.43 10
90 21 15.4 10
120 21 15.4 10
120 21 15.4 10
100 21 15.4 10
120 21 15.4 10

DCONMS

[a]

o O O 0O O O O

Reference pages: JS-SXXL09: Inserts — G116 - G117, Standard cutting conditions — G119

Insert
JX*G06,12*R
JX*G06,12°R
JX*G06,12'R
JX*G06,12*R
JX*G06,12*R
JX*G06,12*R
JX*G06,12'R

Tk

Torque
1.2
1.2
1.2
1.2
1.2
1.2
1.2

Miniature Tool

Tungaloy G115




Il INSERT
JXPG**R/L-F (sharp edge)

CW
Y]
m

PSIRR

INSL |

Right hand (R) shown.

Bl stee! *

M Stainless *

Cast iron *

l Non-ferrous *

S Superalloys *  : First choice
: H Hard materials |y v : Second choice
;“ Coated
Designation HAND CW=0.025 CW.20.001 BE ("‘\l) CUTDIA| INSL PSIRR/L
(mm) | (in) | (in) |X (mm) | (mm)

b
JXPGO6R10F R 1 0.039 | 0.002 | @ 6 10.5 0°
JXPGO6L10F L 1 0.039 | 0.002 | @ 6 10.5 0°
JXPGO6R15F R 1.5 0.059 | 0.002 | @ 6 10.5 0°
JXPGO6L15F L 1.5 0.059 | 0.002 @ 6 10.5 0°
JXPGO6R10F-15 R 1 0.039 | 0.002 | @ 6 10.5 15°
JXPGO6L10F-15 L 1 0.039 | 0.002 | @ 6 10.5 15°
JXPGO6R15F-15 R 1.5 0.059 | 0.002 | @ 6 10.5 15°
JXPGO6L15F-15 L 1.5 0.059 | 0.002 | @ 6 10.5 15°
JXPG12R15F R 1.5 0.059 | 0.002 | @ 12 12.5 0°
JXPG12L15F L 1.5 0.059 | 0.002 | @ 12 12.5 0°
JXPG12R20F R 2 0.079 | 0.002 | @ 12 12.5 0°
JXPG12L20F L 2 0.079 | 0.002 | @ 12 12.5 0°
JXPG12R15F-15 R 1.5 0.059 | 0.002 | @ 12 12.5 15°
JXPG12L15F-15 L 1.5 0.059 | 0.002 | @ 12 12.5 15°
JXPG12R20F-15 R 2 0.079 | 0.002 | @ 12 12.5 15°
JXPG12L20F-15 L 2 0.079 | 0.002 @ 12 12.5 15°
JXPG16R15F R 1.5 0.059 | 0.002 '@ 16 14.5 0°
JXPG16L15F L 1.5 0.059 | 0.002 | @ 16 14.5 0°
JXPG16R20F R 2 0.079 | 0.002 | @ 16 14.5 0°
JXPG16L20F L 2 0.079 | 0.002 | @ 16 14.5 0°
JXPG16R15F-15 R 1.5 0.059 | 0.002 '@ 16 14.5 15°
JXPG16L15F-15 L 1.5 0.059 | 0.002 | @ 16 14.5 15°
JXPG16R20F-15 R 2 0.079 | 0.002 | @ 16 14.5 15°
JXPG16L20F-15 L 2 0.079 | 0.002 | @ 16 14.5 15°
JXPG20R15F R 1.5 0.059 | 0.002 | @ 20 16.5 0°
JXPG20L15F L 1.5 0.059 | 0.002 | @ 20 16.5 0°
JXPG20R20F R 2 0.079 | 0.002 | @ 20 16.5 0°
JXPG20L20F L 2 0.079 | 0.002 | @ 20 16.5 0°
JXPG20R15F-15 R 1.5 0.059 | 0.002 '@ 20 16.5 15°
JXPG20L15F-15 L 1.5 0.059 | 0.002 | @ 20 16.5 15°
JXPG20R20F-15 R 2 0.079 | 0.002 | @ 20 16.5 15°
JXPG20L20F-15 L 2 0.079 | 0.002 | @ 20 16.5 15°

@ : Lineup

CUTDIA: Max. parting-off dia.
Packing quantity = 5 pcs.

Reference pages: Toolholders — G111 - G115, Standard cutting conditions — G119

G116 www.tungaloy.com/us




JXTG12FR/L-60 (For Threading / Sharp edge)

Left hand

RE |
PNA [ >l
cox? |2 o o

R
Detail of RE ‘< Flat |

Right hand

PNA

(@)
PDX|O
YT

-

R
Detail of RE >’ } Flat

Bl steel *

M Stainless *

Cast iron *

Non-ferrous *

Superalloys *  : First choice
H Hard materials | ¥ : Second choice
Coated
. . RE Pitches
Designation HAND & PDX | CDX| S PNA
(mm) I~ (mm) |(mm) | (mm)|(mm)

(/2]
JXTG12FR-60A-000 R Flat 0.05 max | @ 0.2-04| 025 | 04 2.5 60°
JXTG12FL-60A-000 L Flat 0.05 max | @ 0.2-04| 0.25 0.4 2.5 60°
JXTG12FR-60B-000 R Flat 0.05 max | @ 0.2-04| 0.25 0.4 2.5 60°
JXTG12FL-60B-000 L Flat 0.05 max | @ 0.2-04| 025 | 04 25 60°
JXTG12FR-60A-005 R R 0.05 () 04-1| 06 | 099 | 25 60°
JXTG12FL-60A-005 L R 0.05 [ ) 0.4-1 0.6 0.99 2.5 60°
JXTG12FR-60B-005 R R 0.05 o 0.4-1 1.9 0.99 2.5 60°
JXTG12FL-60B-005 L R 0.05 o 0.4-1 1.9 0.99 2.5 60°
JXTG12FR-60N-010 R R 0.1 [ ) 1-15 | 1.25 2.07 2.5 60°
JXTG12FL-60N-010 L R 0.1 o 1-15 | 1.25 2.07 2.5 60°

@ : Line up

Packing quantity = 5 pcs.

EEDGE ORIENTATION AND DESCRIPTION OF THREADING INSERTS

Edge Orientation

Type A Type B Type N

Right
. Insert shape Thread angle Corner radius
hand a b a b| a b b W iy . .
a>b a<b a=b nsert size ge orientation
F: sharp edge

Left
hand | 5 b a b a b

a>b a<b a=b

Reference pages: Toolholders — G111 - G115, Standard cutting conditions — G119

Miniature Tool

Tungaloy G117




DUOJICUT
I WHEN TO USE TYPE A AND TYPE B INSERT

Left hand tool holder . Right hand tool holder
‘
Type A Type A

Threading close to the wall

L‘\ Threading operation following back-turning
=

Left hand tool holder Right hand tool holder

Type B

Type B

Undercutting needed in previous process

I THREADING WORKPIECE IN MAIN SPINDLE

Left hand tool holder Right hand tool holder
Gap between workpiece Limited threading length L1
diameter and thread diameter L1<1.5D
(oD - od1) /2 < 0.236"

3

L1 Thread length

Threading operation following back-turning

Left hand tool holder Right hand tool holder
Gap between workpiece Limited threading length L1
diameter and thread diameter L1<1.5D
(oD - @d1) /2 < 0.236"

Q
Q

L1 Thread length

G118 www.tungaloy.com/us




Il STANDARD CUTTING CONDITIONS (Parting-off)

ISO

Workpiece materials
Low carbon steel
1015, etc.

Carbon steel, Alloy steel
1055, etc.

Free cutting steel
SUH22, SUH23, etc.

Stainless steel
S30400, etc.

Aluminium alloys
5056, 6061, etc.

Copper alloys
C2600, C280C, etc.

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

Superalloys
Inconel718, etc.

Grades

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Cutting speed
Ve (sfm)

164 - 656
164 - 656
164 - 656
164 - 656
492 - 656
328 - 656
98 - 262

98 - 262

Feed
f (ipr)

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

0.0004 - 0.002

Miniature Tool

Tungaloy G119




TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

Y +
1518, J=} RN
L LF 717 Insert :
%‘ﬁ = 22:1 = ;stS ?;Gl?/l SGM,
¢ T DGS, SGS, DGE, DTE, DGG,
i T DGL
I : Nl 1] HE
A
Right hand (R) shown.
PE N EI G seat size CUTDIA ~ H B LF LH HF  WF® HBH Torque
JCTER/L08-2T12 0.079 2 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 0.500 4.750 0.748 0.500 0.512 0.079 2.21
JCTER/L10-2T16 0.079 2 2 1260 0625 0625 4750 0945 0625  0.629 - 2.21
‘k‘\\ JCTER/L10-3T16 0.118 3 3 1.260 0.625 0.625 4.750 0.945 0.625 0.637 - 2.21
P seat size CUTDIA ~ H B LF LH HF WF®  HBH Torque*
JCTER/L1010X1.4T10 1.4 1 20 10 10 120 18 10 102 - 3
JCTER1010-1.4T10 1.4 1 20 10 10 125 18 10 10.2 - 3
JCTER/L1212F1.4T12 1.4 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 1.4 1 24 12 12 125 195 12 122 - 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16 1.4 1 32 16 16 120 24 16 16.2 = 3
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 10.1 2 3
JCTER/L1212F2T12 2 2 24 12 12 85 19 12 124 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 121 2 3
JCTER/L1414-2T12 2 2 24 14 14 125 19 14 141 = 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 16.1 S 3
JCTER/L1212F3T12 3 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 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)

&

Clamping screw
CSHB-4-A

Pl

Wrench
T-15F

SPARE PARTS

Designation
JCTER/L...

Reference pages: JCTER/L: Inserts — G124 - G129, Standard cutting conditions — G130
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TUNGCUT

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

CDX Er '
L
S5 ) E LN =
H‘ L '1 ISnesaetrtsize 1 = DGS1.4-016
CUTDIA ///*’\\LH - T Seat size 2, 3, 4, = bGM,
) o SGM, DGS, SGS, SGN,
3 T DGG, DTM, DGL

= ) =]
~_ —

(
o

Right hand (R) shown.

I seat size CUTDIA®  CDX H B LF LH HF WF®@  HBH
CGER/L2020-1.4T14 1.4 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 12 121 6
CGER/L1616-2T17 2 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 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 3 3 38/45 13.2 20 20 125 31 20 20.3 =
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.

SPARE PARTS ?
Designation Wrench (Option)
CGER/L2020-1.4T14 CRW23
CGER/L****-2T17 - 4T19 CRW33
8
URN E
TUNG 1IJET E
JCTER/L-CHP FUNGCUT ¢
External grooving and parting toolholder with high pressure coolant capability =
LF '
: — NG
L0 ool o} ’
; ey Left hand Insert:
By Seat size 2 = DGM, SGM,
GUMIk v 5/167-24UNFE ";" ®  DGS, SGS, DGE, DGG, SGN
/ oo
[ -
o Wl b R i e
=HBL, HBH Right hand (R) shown.
[SINTNEI] Seat size CUTDIA  H B LF LH HBL HF  WF®  HBH Torque
JCTER/L08X2T12-CHP 0.079 2 2 0.984 0500 0500 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 0972 0965 0.625 0.000/0.625  0.039 2.21
JCTER/L10X2T16-CHP 0.079 2 2 1.260 0.625 0.625 4.750 0.972 0.965 0.625 0.000/0.625 0.157 2.21
JCTER/L12X2T16-CHP 0.079 2 2 1.260 0750 0.750 4.750 0.972 0.965 0.750 0.000/0.750  0.037 2.21
ST seatsize CUTDIA  H B LF LH HF  WF® HBH  HBL Torque*
JCTER/L1212X2T12-CHP 2 2 25 12 12 120 24.7 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 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 0/12, WF is O for the right hand and 12 for the left hand.
CUTDIA: Max. parting diameter
Torque: Recommended clamping torque: Ibs-ft ("N-m)

SPARE PARTS & %’3 @ ( & (

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 2
Groove width: 0.079" (2.0 mm)

Reference pages: CGER/L, JCTER/L-CHP: Inserts — G124 - G129, Standard cutting conditions — G130
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TUNGCUT - Chipbreaker Guide

mm External grooving and parting

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

G124, G127 page

For Swiss lathes

Unique-designed edge and
chipbreaker

Handed insert available
CW = 0.055" - 0.157"

Il Standard feed
0.020

. 0.016 [EE———

[}
0012

 0.008
L

0.004 DIII

0 0.055 0.079 0.118 0.157
Groove width: CW (in)

i A

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

G125, G126 page

High fracture resistance

Smooth chip evacuation
Well-designed edge with high
strength

Handed insert available

CW =0.079" - 0.157"

[l Standard feed
0.020

0.079 0.118 0.157
Groove width: CW (in)

§ gl A

DGL type
(2 corners)

G129 page

1st choice for mild steel

Chipbreaker with excellent chip
control at low feed

Suitable for mild steel that often
gives difficulties in chip control
CW =0.118" - 0.157"

H Standard feed

0016
£ o012
N

S 0.008 |- :

(G}
= o.004 | i I
0 0.118 0.157
Groove width: CW (in)

Bl

DGE type
(2 corners)

G128 page

For high accurate
and shallow groove

Excellent chip control
CW =0.039" - 0.085"

[l Standard feed
0.020

__0.016

o012
S~

B 0.008
(0]
w

0 0.039‘ 0.051‘0.063‘ 0.073 0.085
Groove width: CW (in)

DGG type
(2 corners)

G128 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" - 0.157"

Il Standard feed

0.016
B 0012
= 0.008

& oot -} .

0
0.079 0.118 0.157
Groove width: CW (in)

ed: f (|

Bl

G122 www.tungaloy.com/us




TUNGCUT - Chipbreaker Guide

mm External grooving of hardened steel

- . H Standard feed
SGN-CBN type For hardened steel cutting
(1 corner) 0.0039
Optimum cutting edge shape for 0.0031 T -
grooving of hardened steels 3 wel @ BB
High tolerance width for finishing =
" " B 0.0016 |- ] - M -
CW =0.079" - 0.157 8
(CW =+0.001") 0.0008
0 5078 0118 0157
Groove width: CW (in)
G129 page

v J

Miniature Tool

Tungaloy G123




I INSERT
DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE Right hand
=
_ RE PSIRR

7° INSL Ref. INSL Ref.

' R B

BBl ste K[ de| k[ A3 *
M Stainless * * | Y¢ %
Cast iron Pig * DA Pig
Non-ferrous
Superalloys ¥* | v Y : First choice
NY H Hard materials ¥¢ : Second choice
Coated Cermet
Designation | S¢3t jyanp|SV:0® /W02 RE 1 0 & w g 3 INSL | h oo irLPSIRR
Size (mm) | (in) | (n) YR K = S (in) | (in)
oo LI I ()
FFFIC<<O z
DGS1.4-016 1 N 1.4 0.055 0.006 ® 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 ® @ © @ © [ J 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 ® 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 o0 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 [ BN ] 0.768 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 0.008 ® 00 0.787 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 0.008 ® 00 0.787 0.197 15° 0°
DGS2-002-15R 2 R 2 0.079 | 0.0008 [ 3N ) 0.768 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 | 0.0008 [ BN ] 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 ® © ®© @ © [ ] 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 ® 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 ® 00 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 o0 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 [ BN ] 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 ® 00 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 o0 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 [ BN ] 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 ® © ®© @ © [ J 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 o 00 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 ® © © @ ©® [ J 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 ® @ ®© @ © 0.984 0.217 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameter than eDmax.
Designation oDmax (in) Designation oDmax (in) I - &
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102 o N ,
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141 0@/4 -
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 — G121, Standard cutting conditions — G130
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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.
R R B
- Steel * & | K|k P
M Stainless * * | *
Cast iron Y * PAdI A Y
Non-ferrous
Superalloys * | |k % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S¢at juanp| o W02 RE 1 8 v g 3 INSL' D logirLpsiRR
size (mm)| (n) | (i) ISR K S = S (in) | (in)
oo LI I X n
FFILI<ICO Z
DGM2-020 2 N 2 0.079 0008 ©® @ @ © [ ] [ ) 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 oo [ ] 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 [ AN ] [ ] 0.787 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 0.008 o0 [ ] 0.787 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 0.008 o0 [ ] 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  ® © © © @ 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 ([ I ) [ ] 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 @ © © © @ @ [ ) 0.787 0.197 0° Q°
DGM4-030-4R 4 R 4 0.157 0.012 [ AN ] [ ] 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 [ I ) [ ] 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 o0 [ ] 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 o0 [ ] 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ © © © @ @ [ ) 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 [ I ) [ ] 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @@ © © ®© @ @ 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 ® @ @ @ [ ] 1.181 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — G121, Standard cutting conditions — G130
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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 Ret. ‘
| E _E -
Bl steel * || %
M Stainless b dhidh ¢
Cast iron * D¢
Non-ferrous
Superalloys b dh%e % : First choice
Hard materials Y¢ : Second choice
NS Coated
‘ Designation | 53! |HAND CW005\C0002 - RE § 98 INSL | h ogimLpsirR
size (mm) | (in) | (in) |K K = (in) | (in)
L/: E E (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°
e SGM2-020-6L 2 L 2 0.079 | 0008 @ ® @ 0.787 | 0.197 | 6° 0°
[ SGM3-020 3 N 3 0.118 | 0.008 (@ ® @ 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 | 0.008 @ ® @ 0.787 | 0.197 | 0° 150
SGM3-020-15L 3 L 3 0.118 | 0.008 (@ ® @ 0.787 | 0.197 | 15° 0°
SGM4-030 4 N 4 0157 | 0012 (@ ® @ 0.787 | 0.197 | 0©° 0°
SGM4-030-4R 4 R 4 0157 | 0012 @ ® @ 0.787 | 0.197 | 0° 4°
SGM4-030-4L 4 L 4 0157 | 0012 |@ @ @ 0.787 | 0.197 | 4° 0°
SGM5-030 5 N 5 0197 | 0012 (@ ® @ 0.984 | 0217 | 0° 0°
SGM6-030 6 N 6 0236 | 0012 |[@ @ @ 0.984 | 0217 | 0° 0°

@ : Line up

Reference pages: Toolholders — G121, Standard cutting conditions — G130
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SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand RE

Right hand

ERee—= == oy ==

INSL Ref

‘o R “EEE -~

INSL Ref. INSL Ref.

Bl stee! * || %
M Stainless b dbidh ¢
Cast iron * S
Non-ferrous
Superalloys ¥* |5 “ : First choice
Hard materials ¢ : Second choice
Coated
Designation | Seat jyanp CMo CWe02 RE G o o INSL 1 h *logipLpsiRR
size mm)| () | () RS2 (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 [ N ] 0.780 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.0008 [ N ] 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 [ N ] 0.780 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 | 0.0008 [ N ] 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

Reference pages: Toolholders — G121, Standard cutting conditions — G130
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DGE

External grooving (for high precision)

E{CDX‘
E;CH
()
e INSL Ref.
Bl steel * ¥ | ¥y *
i e T T
Cast iron * S DA
Non-ferrous
Superalloys ¥* | Y% v : First choice
Hard materials ¢ : Second choice
Coated Cermet
Designation Seat |OW=0.05 CW.t0.00Z BE § 8 § C.DX INSL .h
size | (mm) | (in) | (in) IR K = o (in) | (in) | (in)
I T I «n
IND <O =z
DGE100-000 2 1 0.039 0 o 0o [ ] 0.098 0.787 0.197
DGE130-000 2 1.3 0.051 0 o o o 0.098 0.787 0.197
DGE160-010 2 1.6 0.063 0004 ® @ @ [ ] 0.098 0.787 0.197
DGE185-010 2 1.85 0.073 0004 ® @ @ [ ] 0.138 0.787 0.197
DGE215-015 2 2.15 0.085 0006 ® @ @ [ ] 0.138 0.787 0.197
@ : Line up
Caution
eDmax is limited as shown in the picture to the right according obmax G.D
to the groove depth, G.D. Please refer to the following table. /H\\ ’
G.D = Groove depth J\[ijﬁi
Designation Max. groove 2B \‘ _
depth (in) | G.D. =0.039 | G.D. =0.059 | G.D. = 0.079 | G.D.=0.098 | G.D. =0.118 T
DGE100-000 /
DGE130-000 | 0.079 - -
DGE160-010 . 0.73 0.45 ?ﬁl‘:‘éﬁf&:;‘;
DGE185-010 | 5 14g 0.35 0.28
DGE215-015
DGG
External grooving (for high precision)
INSL Ref.
Bl steel * *
M Stainless *
Cast iron * DA DA
Non-ferrous *
Superalloys * DA Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation S?at CW=0.02 CW.20.001 F-{E g % " ”\!SL -h
size | (mm) | (in) | (n) R o 3 (in) | (in)
I »n (9]
< =z 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 | @ [ ] (] 0.787 0.197
DGG500-040 5 5 0.197 0.016 | @ [ ] ([ J 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ [ ] (] 0.984 0.217
@ : Line up

Reference pages: Toolholders — G121, Standard cutting conditions — G130
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DGL

External grooving and parting

RE
N ——k|
o
7 INSL Ref.
Bl steel *
e
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
Hard materials ¢ : Second choice
Coated
) i CW=0.05|CW0.002] RE |%© 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 0.012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0.031 | @ 0.984 0.217
@ : Line up
SGN
External grooving of hardened steel
RE
=
3
Tie  INSLRef. 'Z,
5
< - Steel E’
M Stainless =
Cast iron =
Non-ferrous
Superalloys % : First choice
Hard materials |y ¥ : Second choice
CBN
. . CW=0.025/CW=0.001| RE INSL h
Designation Seat i 2 . ,
size | (mm) | (in) (in) Q (in) (in)
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

Reference pages: Toolholders — G121, Standard cutting conditions — G130
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Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Hardness Chipbreaker Priority Grade Ve (sfm)
< 300 HB DGS First choice AH7025, AH725 164 - 591
<300 HB DGM Priority for wear resistance T9225 262 - 984
. Steel <300 HB DGM Priority for wear resistance T9125 262 - 656
1045, 4135, etc. <300 HB DGS Priority for fracture resistance GH130 164 - 394
< 300 HB DGS Priority for surface finish NS9530 262 - 722
< 300 HB DGL For mild steel Chip control AH7025 164 - 591
. <200 HB DGS First choice GH130 164 - 394
M Stainless steel
SUasSReleSSRlGRiietc: <200 HB DGM Priority for impact resistance AH7025, AH725 164 - 394
S Gray cast iron : .
‘ ,\‘ No.250B, No.300B, etc. = DGM First choice GH130 164 - 591
Ductile cast iron - DGM First choice GH130 164 - 394
60-40-18, 60-55-06, etc.
Aluminum alloys . .
. Si< 19% - DGG First choice KSO05F 328 - 1640
S < HRC 40 DGM First choice AH905 66 - 262
s Titanium alloys
HEAREN, @i <HRC 40 DGS Priority for fracture resistance AH7025, AH725 66 - 262
Hardened steel > HRC 50 DGN First choice BX360 262 - 492
4137, etc.

See page G122 - G123 for feed: f (ipr).

Reference pages: Toolholders — G121

G130 www.tungaloy.com/us
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