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Internal Toolholder - Content structure

- Indexable toolholders are listed by cutting edge shape.
- Toolholders in the catalog are our standard items.

How to use the page

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

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

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

Method @ Select an item from Quick Guide on D004 - D0O09.

S-SVLCR/L-H A/E-SCLXR/L
Cl ositive 35° rhombic inserts Screw-on boring bar, for CXMU inserts
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Cutting edge style L Fighthand (%) shown utting edge style L
Designation Material DMIN DCONMS WF  LF  LH H GAMP GAMF RE** Insert Torque*
Vet MOGSCORLOBO0  Sesl 12 10 6 125 20 8 -0 45 04 CXMURSUR. 09
e NSRS Se 1 2 7 i@ 2 1 0 2s 04 oxuuossUR. 0o §
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AORSCUALOEOZO  Se 2 1 20 % 18 0 & 04 OOUGRNUR. 09 8
EIOMSCURLOSDT  Gatide 2 T0 6 10 2 8 0 45 04 OMUWRSUR. 09 =
12O SCURIOSDIO  Gwbde 1 T2 7 W 2 11 0 26 04 CXMURSUR. 09
EIRSCURLGOI0  Cwbde 18 18 9 20 @ 15 -0 95 04 COURIUR. 09
H Shi6 5 & [E20S-SCLXR/L06-D220 Carbide 22 20 n 250 36 18 10° -8 04 CXMUOBO3“'L/R. 09
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@ Use the right hand toolholder (R) for the left hand insert (L)
@ Usa the lft hand toolholder (1) for the right hand insart (%)

B¢ \Ea

CXMU0603™'L SCLXR... SCLXL... CXMU0603"'R
@ Right hand toolholder with left hand insert shown @ Left hand toolholder with right hand insert shown
N INSERT SELECTION
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e INSERT SELECTION
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Cutting conditions 8020 Custing conditons B022 ™
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Reference pages: S-SVLCR/LH: Insert — B152 -, GBN — B209, PCD — B220 eference pages: A/E-SCLXR/L: Insert —» B120
Shank — D090 - D092 Standard cutting conditions — D096

D020 tungaloy.com Tungaloy D021

: Dimension drawing (conforming to ISO13399)
: Applicable insert

: Spare parts

. Insert selection

: Reference pages

@ : Cutting edge shape
@ : Series name of indexable boring bars
© : Dimension table
@ : Toolholder designation
e.g. To select right-handed steel shank with
minimum machining diameter 13

- a10k-spxxRo7-D130

©O000

When ordering

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

D002 tungaloy.com




Main products

SOREMEISTER

Boring head suitable for L/D=10
@ Shank 216 - 60 mm D010

MINIFTURN

L Economical double-sided inserts with excellent sharpness
95° @ Shank 210 - 20 mm D013
X

100°

(- Ev iIsoETuaN D025 -, D031 -

142° Small-sized “Eco” insert series for maximized profits
: D049 -, D067

gﬁo @ Shank @16 - 32 mm D069 -, D074

7e0e STREAMIJETSAR

Highly rigid toolholders providing good chip evacuation

F ! !
ote - \ @ Shank @4 - 50 mm D011
g30 ~ &
g 4 Y-rPrRO SERIES
1(%«» @ _ Inserts with 25° corner angle for profiling
93° —

TURNINGA

Highly rigid clamping system with excellent repeatability

D030, D033, D044

TUNG TUET

Toolholders for high pressure coolant supply

@ D026, D071

ORE

TUNGEMINI

Multifunctional tool for drilling, external turning and internal turning

@ Shank @8 - 12 mm D012

Sleeve

D092 -

Tungaloy D003




Internal Toolholder - Quick Guide

Screw-on

STREAMIETSAR
MINIFFURN

e Simple clamping mechanism.

e Smart shape without over-
hang area.

e Minimum bore diameter:
4.5 mm.

e Good cutting action by using
positive inserts.

e Carbide shanks that have
excellent resistance to
chatter.

e “Tsuppari-lchiban” shanks
(reinforced with carbide
plates) are also stocked.

Double clamping

¢ Increased clamping rigidity
contributes to superior cutting
edge positioning accuracy &
longer tool life.

® Enlarged insert holding area
of the clamp allows more ac-
curate cutting edge position-
ing. It delivers high
performance even when using
VNMG type (35° corner angle)
inserts, which tend to destabi-
lize cutting edge positioning.

¢ Simple structure keeps cost
low. Easy clamping with only
one wrench.

Lever-lock

e Negative rake, lever-lock
type, round shank boring
bars.

e The insert is positively held
into a two wall pocket, excel-
ling in indexing accuracy.

e Minimum bore diameter: 620
mm.

e “Tsuppari-lchiban” shanks
that are reinforced with car-
bide plates are also stocked.

Clamp-on

e Clamp-on type insert locking
mechanism assures secure
holding & accurate indexing.

e For inserts without a hole,
it provides stronger cutting
edge strength than S-type
tools & can withstand heavier
cutting conditions.

e Minimum bore diameter:

016 mm

Tool selection according to the ratio of length to tool diameter (L/D) for different shank materials

Steel shank Carbide reinforced Carbide shank BoreMeister
L/D <3 L/D <4 L/D<5 L/D <10
For custom tooling inquiries, contact Tungaloy
Positive type g
14
u &
1]
n S
: 3
5 W E
7] m . .
) ) ) . = Min. bore diameter DMIN (mm)
Appli- Style Designation Insert Material Throush ~ 0= Page
cation coolnt @ @ W 0 10 20 30 40 50
Steel
S-SCLCR/L-H CC... O 220 D017
Carbide
2 i Steel o4.5 o7
5 % SEXPR/L  EP.. O ngg
8 Carbide 24.5 o7
©
£
9 - , Steel o5 027
(e — J| -
= e — SCLCR/L  CC.. Cabide O 05 027 Dota
E’ Reinforced o216 232
8
I Steel 210 027
) D018
SCLPR/L CP... Carbide () 4 10 220 D019
Reinforced ol4 232

D004 tungaloy.com




Positive type
m g
u &
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0n 3
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)
) ) ) ) £ [ E Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material 7" 5 () |j= Page
cation coolant 7y m m 0 10 20 30 40 50 g
Steel %
S-SDUCR/L-H DC.. v o0 posz s
Carbide s
K]
Steel E
S-SVUCR/L-H VC... O 027 o3t D063
Carbide
Steel
S-SVLCR/L-H \C... O @40 | 5l D020
Carbide
Steel
S-DDUNR/L-H  DN... O 040 ] po73 F
Carbide
Steel
S-DVUNR/L-H  VN... O 056 D075
Carbide
Steel o3 032
SDUCR/L DC... _ O D056
Carbide 13 -,327
o)
£ Steel o15 022
= SDUPR/L DP... 0 = D058
s Carbide o15 -¢22
©
Stel o6 [ 032
.:% SVUCR/L  VC.. Cabide (O o8| 032 D061
g) Reinforced 232 |
S
m Steel 220 - 232
SVUBR/L VB.. Camide (O 02450 034 D059
Reinforced 25 I J
ota [ o0
SDQCR/L  DC.. Cabide (O o3[ 025 Bg;g
Reinforced 220 -g32
Steel 15 - 022
SDQPR/L DP... O D078
Carbide o15 o22
Steel o135 @215
SVQCR/L ~ VC.. GCarbide (O 0135 0215 D081
Reinforced 232 I
Steel o17| 2305
SVQBR/L VB...  Carbide () o17| 0305 D079
Reinforced 25 |

Tungaloy D005




Internal Toolholder - Quick Guide

Positive type g
a
]
%
: ) ) . £ E Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material Thoush ~ Page
cation coolant %) m 0 10 20 30 40 50
‘g@g i - Steel 220 I
£3% SYUBR/L YW... . v D064
SES] Carbide 220 . 024.5
] Steel 06 . 28
SWUBR/L  WB.. 0 D052
Carbide o6 . 28
2
R — — Steel @8 o34
@ STUPRIL  TP.. Caide (O o827 ngg -
Reinforced ol4 _ 231
2 Steel o10.  e27
5 STFPR/L TP.. e D046
2 Carbide mo- 822
[0)
o
< Steel o012 - 018
2 STFCR/L TC... e D045
5 Carbide 212 - 018
So T
35| | SSKPR SP..  Stel (O 020 [ 031 D041
£ a9
l_
] I
S29 - Steel o17| | 021.5
253 SYQBR/L YW... 0 D083
58e Carbide o17[  021.5
T = Steel o4 025
0 SDZCR/L DC... @) D085
Carbide o18 . 222
2 50@ SVZCR/L VC..  Stel (O 016 | D088
5
0
%) o
S | so SVZBR/L VB... Steel (O @20 @40 D087
LI Steel 055/ 06.5
oL—x SEZPR/L EP... 0 D084
Carbide 055/ 06.5
(o))
g= SVJCR/L VC..  Stel (O 016 || 020 D039
T5
o
[0}
£5
§ SVJBR/L VB... Steel (O 225 230 D038
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Positive type
Clamp on -
3
) ) ) ) £ Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material Throush ~ Page
cation coolant @ 0 10 20 30 40
o ———— r <
oo @ TP Steel 16 _ 240 3
5 CTFPR/L L v D047 S
E 8 Without  Garbide 216 . 220 s
m hole K=}
P =
3% @ CSKPR/L Wsit';'(;'u . Steel v 020 032 D042
£
= hole
Positive double side 14
1T
- Z
z 0
is Wi
o3
ups
) Min. bore diameter DMIN (mm
Appli- Style Designation Insert Material Through % 0 z (mm) Page
cation coolant I' m z 0 10 20 30 40 50
© N g— Steel 12 - 022
s | % SCLXR/L  CX. . v D021
Eo Carbide 12 - 22
o=
8’5 —T Steel o12 - 22
= SWLXR/L  WX.. O D023
2 Carbide o2 o2
232 s Steel 013 o024
£5¢ @ SDXXR/L  DX.. O D036
SES Carbide o13. o024
x O Steel ﬂ14-ﬂ20
g% SDZXR/L DX... O D086
@3 Carbide 018 022
Steel ¢10. ol4
A/E-SXUOR/L XOMU O D065
o2 Carbide 610. ol14
é
TBM XOMU  Steel (O 210, 016 D065
552 e [ 4 Steel
£35 S-SXUOR05-H XOMU O 025 032 D066
SE3 Carbide
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Internal Toolholder - Quick Guide

Negative type ﬁ
u
z -
PR
o3
Lever lock o 9= s
@
. . E nol E Z  Min. bore diameter DMIN (mm)
Appli- Style Designation Insert Material Thoush ~ 3 Page
cation coolantg m m l- 20 30 40 50 60 70
(o)
5 Stee ] o
o -
& pcLNRL N ngg
5 GN... peinoreed R o6
c
@
kS
5]
R D03t
2 PWLNR/L  WN.. Stel (O @50 Doas
5
m
B o O = o25 [ 068 g
B FN...  Reinforced g40_ g63 DO70
(o)
c o
8¢ I S VN
= (’ et
g T PVUNRL ™" Steel (O D074
77777 — Steel
PTUNR/L TN... O D067
o Reinforced
£
- p— -
D049
@ PTFNR/L TN... Steel O D050
5e —T—
3% PSKNR/L SN... Steel (O D043
2o
52 D088
2 3 PDZNR/L DN... Steel O D0S9
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Negative type

¢ g
g
Double clamp £ 'ﬁ %
) . . . E 0 m Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material Through ~ J Page
cation wt > W g 20 30 40 50 60 70
,,,,,,,,, . _
2 actNRL | ONe g A4 o poso S
5 GN... O 2
od -
e — =
@ AWINRL | WN. e | O 032 [ o8 poga
P — B DN...
= ADUNR/L © Steel (O @32/ 63 DO72
35 FN...
248
g g [ —— J VN
g 25 AVUNR/L yN. Ste O 240 250 D075 F
C
"7 ’’’’’’’’’ T
ATFNR/L TN.. Stel (O 232 040 D051
2
8 -
ASKNR/L SN..  Stel (O 232 040 D044
Screw-on

RNTEC

) . . ) Min. bore diameter DMIN (mm)
Appli- Style Designation Insert Material Through = Page

cation coolant = 40 50 60 70 80 90
2 W= = J
(o))

E STLANRL  LNMX  Stes 72 o5 o5 D040

oEw—
52
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SOREMEISTER

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

I Vibration Dampening Mechanism

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

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

The vibrations die out quickly eliminating noise and chatter marks.

- Tool vibrations with and without

- Concept image of dampening vibration damper

Springs 0.6
o | —— w/ o damper
= .
El 0.2 ““hu — w/damper
[0}
§ 0.0 MMMMMWVAVW\VAvAvAvAvAvAM z
L I T
a 04 ““lh,
é é -0.6 ”x
0 ‘ ‘ : ‘
. — 0 0.2 0.4 0.6 0.8
Springs Time (sec.)

I Standard Lineup

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

- Minimum bore diameter : @20 mm

Anti-vibration bar

Boring head

Serration

Reference pages: D017, D020, D029, D048, D050, D057, D063, D066, D073, D075, D090 - D092

D010 tungaloy.com




STREAMIETBAR

Engineered for tool strength and
optimal chip evacuation

Int. Toolholder

I Tool body of special alloy steel, designed to reduce chatter !
Excellentsurface]quality
with|no chatter; |

Competitor STREAM ETBAR
B Minimum bore diameter from @4.5 mm

I Steel and carbide shank available
I New pocket design for excellent chip evacuation

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

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

Direction of chip evacuation

cuation

Chip packing is likely to occur.

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

Reference pages: D014, D018, D025, D031, D034, D036, D038, D041, D043, D045, D046, D049
D052, D053, D056, D058, D059, D061, D067, D069, D074, D076, D078, D079

D081, D084, D085, D087 - D089, D093 - D095

Tungaloy Do11



TUNGESMINI

Reduced machine downtime thanks to eliminating the need
for tool changes. Multifunctional Tool for Drilling and Turning.

I Minimum number of tools for maximum productivity

- A single TungBoreMini tool can handle multiple operations such as ID turning after drilling without exchanging the tools
- Allows drilling and hole enlargement on various materials, instead of using a drill and turning tool
- Can be used just like a standard ISO turning tool for ID, OD, and/or face turning applications

Drrill Boring holder Ex holder

No rotating tools

in lathe Conventional
\ Tooling -

3 Tools

)

DriIIing Fac_:e ID oD

turning turning turning
il

Accelerated -,

. Machining
Tooling - direction
1 Tool

I PVD grade: AH725

AH725 features a super tough substrate
with a new PVD coating layer. Special surface technology

rPREMIUMTEC

Coating layer
with excellent
adhesion strength

PVD coating

Remarkable toughness
Fine grain carbide

Reference pages: D065

D012 tungaloy.com




MINIFFUaN A

Int. Toolholder

Economical double-sided positive insert
Innovative geometry and seat interface ensures stability F

and high performance.

B Insert
CXMUO0603... 4 edges, rhombic 80° DXM/GUO0703...

g ', \\ 9 I,' ~
8 .8

WXGUO0403... 5 positive cutting edges
Ny T

a\, . )

I Low cutting force machining with high rake angle

4 edges, rhombic 55°

&

GAMF

Conventional

MINIFTYURN
A12M-SCLCR06-D140

A12M-SCLXR06-D140

Reference pages: D021 - D024, D036

Tungaloy D013




STREAMUETBAR

A/E-SCLCR/L

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

7

Cutting edge style L

Designation
A04F-SCLCR/L03-D050

AO05F-SCLCR/L03-D060
A06G-SCLCR/L04-D070
A07G-SCLCR/L04-D080
A08H-SCLCR/L06-D100
A10F-SCLCR06-D120
A10K-SCLCR/L06-D120
A12H-SCLCR06-D140
A12M-SCLCR/L06-D140
A12H-SCLCR06-D160
A12M-SCLCR/L06-D160
A16K-SCLCR09-D180
A16Q-SCLCR/L09-D180
A16K-SCLCR09-D200
A16Q-SCLCR/L09-D200
A20R-SCLCR/L09-D220
A25S-SCLCR/L09-D270
E04G-SCLCR/L03-D050
E05G-SCLCR/L03-D060
E06H-SCLCR/L04-D070
E07H-SCLCR/L04-D080
E08G-SCLCR06-D100
E08K-SCLCR/L06-D100
E10F-SCLCR06-D120
E10H-SCLCR06-D120
E10M-SCLCR/L06-D120
E12G-SCLCR06-D140
E12J-SCLCR06-D140
E12Q-SCLCR/L06-D140
E12G-SCLCR06-D160
E12J-SCLCR06-D160
E12Q-SCLCR/L06-D160
E16H-SCLCR09-D180
E16L-SCLCR09-D180
E16R-SCLCR/L09-D180
E16H-SCLCR09-D200
E16L-SCLCR09-D200
E16R-SCLCR/L09-D200
E20S-SCLCR09-D220
E25T-SCLCR09-D270

Ll

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

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

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius

DMIN DCONMS

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

DMIN
=
- oL | ~
s o LH | LF %
(&)
(=]
AP =] H
WF  LF LH H GAMP GAMF
2.5 80 8 3.8 0° -15°
3 80 9 4.8 0° -18°
B8I5! 90 11 5,75 0° -18°
4 90 12 6.75 0° -11°
5 100 16 7.5 0° -13°
6 80 20 9 0° -10°
6 125 20 9 0° -10°
7 100 24 11 0° -8°
7 150 24 11 0° -8°
9 100 24 11 0° -7°
9 150 24 11 0° -7°
9 125 32 15 0° -9°
9 180 32 15 0° -10°
11 125 32 15 0° -9°
11 180 32 15 0° -9°
11 200 32 18 0° -8°
13.5 250 45 23 0° -6°
2.5 90 9 3.8 0° -15°
B} 90 10 4.8 0° -13°
3.5 100 12 5.75 0° -18°
4 100 14 6.75 0° -11°
5.5 90 22 7.5 0° -13°
5.5 125 22 7.5 0° -13°
6 80 25 9 0° -10°
6 100 25 9 0° -10°
6 150 25 9 0° -10°
7 90 27 11 0° -8°
7 110 27 1 0° -8°
7 180 27 11 0° -8°
9 90 27 11 0° -7°
9 110 27 11 0° -7°
9 180 27 11 0° -7°
9 100 32 15 0° -10°
9 130 32 15 0° -10°
9 200 32 15 0° -10°
11 100 32 15 0° -9°
11 130 32 15 0° -9°
11 200 32 15 0° -9°
11 250 36 18 0° -8°
13.5 300 45 23 0° -6°

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

Reference pages: A/E-SCLCR/L: Insert — B112 -, CBN — B189 -, PCD — B213

D014 tungaloy.com

RE*
0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8

Right hand (R) shown.

Insert

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

Torque*
0.6
0.6
0.6
0.6
1.2
1.2
1.2
1.2

W W W wWwwowww




SPARE PARTS & %é

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

BN INSERT SELECTION

. Application ':ﬁg;ﬁ:‘]’g Finishing
Grade SH725 NS9530 SH725

JP PSS Js PS
Breaker
Shape

Cutting conditions B016
. Application ~ Medium cutting
Grade T9215
PM
Breaker
Shape
Cutting conditions B016
- Finishing to
. Application o 4ium cutting
Grade T515
CcM
Breaker
Shape

Cutting conditions B020

. Application ':Irrﬁg;ﬁ:?; Finishing m:&?ﬁ;lgﬂt‘tfn g
Grade BX470 AHB8005 AH8015
CBN . PS PS
Breaker 6 0
Shape -
Cutting conditions B024

Int. Toolholder

M Aopicaton iy P
Grade SH725 AH6225 SH725 AH6225
JP PSS Js PS
Chipbreaker
shape

Cutting conditions B018

M Application  Medium cutting

Grade AH6225
PM
Chipbreaker
shape

Cutting conditions B018

. Application F%ﬁgﬁ':; Finishing Medium cutting

Grade DX120 DX140 KSO05F
DIA with rake DA AL

Breaker a

Shape \ i.' va

Cutting conditions B022
H Application ':lrrﬁg;'lsllr?; Finishing

Grade BXA10 BXA20
HP

Breaker “

Shape v

Cutting conditions

Tungaloy D015




T-SCLCR/L

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

Reinforced carbide

@iﬁ

- W o ]
=t [of
L3 @
LH LF L—ﬂ 2
GAITE = F
. GAMP ) — g,
Cuttlng edge style L o Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMF GAMP RE** Insert Torque*
T12M-SCLCR/L06 Reinforced 16 = 12 9 150 22 59 11 -10° 0° 0.4 CC*0602... 1.2
L E T16Q-SCLCR/L09 Reinforced 20 - 16 11 180 27 59 15 -10° 0° 0.8 CC*09T3... 3
T20R-SCLCR/L09C Reinforced 25 Rcl1/4 20 13 200 35 49 18 -8° 0° 0.8 CC*09T3... 3
T25S-SCLCR/L09C Reinforced 32 Rc1/4 25 17 250 40 64 23 -6° 0° 0.8 CC*09T3... 3
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).
SPARE PARTS & s
Designation Clamping screw Wrench
T12M-SCLCR/L06 CSTB-2.5 T-8F
T16Q-SCLCR/L09 CSTB-4S T-15F
T20R-SCLCR/L09C CSTB-4S T-15F
T25S-SCLCR/L09C CSTB-4S T-15F
I INSERT SELECTION
N Precision Al Finishing to T Precision A Finishing to
. Application finishing Finishing medium cutting M Application finishing Finishing medium ctg.ltting
Grade SH725 NS9530 SH725 T9215 Grade SH725 AH6225 SH725 AH6225
JP PSS Js PS JP PSS Js PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Chipbreaker
Shape shape
Cutting conditions BO16 Cutting conditions B0O18
. Application m:g;ifnqigﬂt?t?ng . Application Tﬁgﬁ':gn Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
cM DIA withrake DI A A-I../,
Breaker Breaker
Shape Shape \a E ¥ @ ‘
Cutting conditions B020 Cutting conditions B022
. Precision S Finishing to e Precision -
Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN . PS PS HP
Breaker ﬂ Breaker .
Shape v 0 Shape v
Cutting conditions B024 Cutting conditions

Reference pages: T-SCLCR/L: Insert — B112 -, CBN — B189 -, PCD — B213

D016 tungaloy.com




SOREMEISTER

S-SCLCR/L-H

Screw-on clamp exchangeable boring head, for positive 80° rhombic inserts

Cutting edge style L

Designation DMIN
S16-SCLCR/L06-H 20
S20-SCLCR/L09-H 25
S§25-SCLCR/L09-H 32
S32-SCLCR/L09-H 40
S40-SCLCR/L12T-H 50

DCONMS WF
16 11
20 13
25 17
32 22
40 27

W
DCONMS

]

>

LF
20
20
20
32
38

Shank
D/G16
D/G20

D25
D32
D40, D50, D60

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

&

i

SPARE PARTS
Designation Clamping screw Wrench Shim
S$16-SCLCR/L06-H SR14-548 T-7/5 =
S20-SCLCR/L09-H SR16-236 T-15/5 -
S$25-SCLCR/L09-H SR16-236 T-15/5 =
S32-SCLCR/L09-H SR16-236 T-15/5 =
S40-SCLCR/L12T-H SR16-212 T-20/5 TCC4-2
I INSERT SELECTION
- Precision NP Finishing to
. aeplcaion finishing Libishing medium cutting
Grade SH725 NS9530 SH725 T9215
JP PSS Js PS
Breaker
Shape

Cutting conditions

. Application  Medium cutting

Grade T9215
PM
Breaker
Shape
Cutting conditions B016
[ PR
Grade T515
CM
Breaker
Shape

Cutting conditions B020
it Precision S
. Application finishing Finishing
Grade BX470 AHB8005
CBN _ PS
Breaker Q
Shape
Cutting conditions B024

B016

Finishing to
medium cutting
AH8015

PS

Shim screw
SRTC-4
oot Precision o
M Application finishing Finishing
Grade SH725 AH6225
Chipbreaker
shape
Cutting conditions B0O18
M Application  Medium cutting
Grade AH6225
PM
Chipbreaker
shape
Cutting conditions B018
S Precision P
. Application finishing Finishing
Grade DX120 DX140
DIA with rake DA AL
Breaker a a
Shape \ P \)
Cutting conditions B022
— Precision P
H Application finishing Finishing
Grade BXA10 BXA20
HP HS
Breaker . g ﬂ_
Shape W \%
Cutting conditions B026

&

Reference pages: S-SCLCR/L-H: Insert = B112 -, CBN — B189 -, PCD — B213

Shank — D090 - D092

SH725

KSO05F

@

Right hand (R) shown.

Insert
CC*0602...
CC*09T83...
CC*09T8...
CC*09T83...
CC**1204...

Int. Toolholder

Finishing to
medium cutting

AH6225

-2 -K

Medium cutting

Tungaloy D017
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STREAM_UETBAR

A/E-SCLPR/L

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

¥ o=

Cutting edge style L

Designation
A08H-SCLPR/L06-D100
A10K-SCLPR/L06-D120
A10K-SCLPR/L08-D120
A12M-SCLPR/L06-D140
A12M-SCLPR/L08-D140
A12M-SCLPR/L08-D160
A16Q-SCLPR/L09-D180
A16Q-SCLPR/L09-D200
A20R-SCLPR/L09-D220
A25S-SCLPR/L09-D270
E08K-SCLPR/L06-D100
E10M-SCLPR/L06-D120
E10H-SCLPR08-D120
E10M-SCLPR/L08-D120
E12Q-SCLPR/L06-D140
E12G-SCLPR08-D140
E12J-SCLPR08-D140
E12Q-SCLPR/L08-D140
E12G-SCLPR08-D160
E12J-SCLPR08-D160
E12Q-SCLPR/L08-D160
E16H-SCLPR09-D180
E16L-SCLPR09-D180
E16R-SCLPL09-D180
E16H-SCLPR09-D200
E16L-SCLPR09-D200
E16R-SCLPL09-D200

Material

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

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius

10
12
12
14
14
16
18
20
2
27
10
12
12
12
14
14
14
14
16
16
16
18
18
18
20
20
20

8
10
10
12
12
12
16
16
20
25

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

DMIN DCONMS WF

LF

'DCONMS

DMIN
) e
GAMF > -
GAMP{\E/ﬁ
LF LH
515 100 16
6 125 20
6 125 20
7 150 24
7 150 24
9 150 24
9 180 32
11 180 32
11 200 36
13.5 250 45
515 125 22
6 150 25
6 100 25
6 150 25
7 180 27
7 90 27
7 110 27
7 180 27
9 90 27
9 110 27
9 180 27
9 100 32
9 130 32
9 200 32
1 100 32
11 130 32
11 200 32

H
7.5

11
1
1
15
15
18
23
7.5

11
11
11
1
11
11
11
15
15
15
15
15
15

GAMP GAMF RE*

=
5
=
5
e
5
e
5
e
5
=
5
e
5
=
5
e
5
=
5o
5
5
=
50
e
5
5

-8°
-5°
-5°

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

SPARE PARTS

Designation
A*-SCLPR/L06-D...

A10K-SCLPR/L08-D120
A12M-SCLPR/L08-D...
A*-SCLPR/L09-D...
E**-SCLPR/L06-D...
E10*-SCLPR/L08-D...
E12*-SCLPR/L08-D...
E16*-SCLPR/L09-D...

&

Clamping screw

CSTB-2.58
CSTB-3L042
CSTB-3L050
CSTB-4L060

CSTB-2.58
CSTB-3L042
CSTB-3L050
CSTB-4L060

Wrench

i

T-8F
T-9F
T-9F

T-15F
T-8F
T-9F
T-9F

T-15F

Reference pages: A/E-SCLPR/L: Insert — B118 -, CBN — B192

D018 tungaloy.com

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

e

Y

Right hand (R) shown.

Insert

CP**0602...
CP*0602...
CP**0802...
CP*0602...
CP**0802...
CP**0802...
CP**0908...
CP*0903...
CP**0908...
CP**0903...
CP**0602...
CP*0602...
CP**0802...
CP**0802...
CP**0602...
CP*0802...
CP**0802...
CP**0802...
CP**0802...
CP*0802...
CP*0802...
CP**0903...
CP**09083...
CP*0903...
CP**0908...
CP**0903...
CP**0908...

Torque*
1.2
1.2
1.4
1.2




T-SCLPR/L

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

Reinforced carbide

= |_§|_ u—. ~= F————}

L3 2

LH LF L—ﬂ 2

GAMF y g

GAMPF— =] &}

Cutting edge style L &
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMF GAMP RE*
T12M-SCLPR08-D14 Reinforced 14 - 12 7 150 22 59 11 -4 5 04
T12M-SCLPR/L08 Reinforced 16 - 12 9 150 25 59 11 32 5 04
T16Q-SCLPR09-D18 Reinforced 18 - 16 9 180 27 59 15 35° 5 08
T16Q-SCLPR/L09 Reinforced 20 - 16 11 180 30 59 15 4> 5 08
T20R-SCLPR09C-D22 Reinforced 22 Rc1/4 20 11 200 35 49 18 2° 5 08
T20R-SCLPR/LO9 Reinforced 25 - 20 13 200 35 49 18 -2 5° 08
T25S-SCLPR09C-D27 Reinforced 27 Rcl/4 25 135 250 40 64 23 -1° 5 08
T25S-SCLPR/L09 Reinforced 32 - 25 17 250 40 64 23 0 5 08

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

SPARE PARTS & /é

Designation Clamping screw Wrench
T12M-SCLPR/LOS... CSTB-3L050 T-9F
T16Q-SCLPR09-D18 CSTB-4L060 T-15F

T16Q-SCLPR/L09 CSTB-4S T-15F
T20R-SCLPR09C-D22 CSTB-4L060 T-15F
T20R-SCLPR/L09 CSTB-4S T-15F
T25S-SCLPR09C-D27 CSTB-4L060 T-15F
T25S-SCLPR/L09 CSTB-4S T-15F

I INSERT SELECTION

Application Finishing m:&?ﬁ;‘gﬁ&?n g Medium cutting M Application Finishing msg;:.snﬁigﬂttt?n g Medium cutting
. Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM e PSS PS PM
Breaker “ Chipbreaker
Shape - shape
Cutting conditions B0O16 Cutting conditions B018
S Finishing to T AP
. Application medium cutting . Application Finishing
Grade T515 Grade DX140
CM DIA
Breaker Breaker
Shape Shape \H/J
Cutting conditions B020 Cutting conditions B022
. Application Finishing m:iiri]ilsr:]\irc‘:gttt?ng
Grade AH8005 AH8015
PSS PS
Breaker
Shape
Cutting conditions B024

Reference pages: T-SCLPR/L: Insert - B118 -, CBN — B192

@

Right hand (R) shown.

Insert Torque*
CP**0802... 1.4

CP*0802... 1.4
CP**0908...
CP**0908...
CP**0908...
CP*0908...
CP**0908...
CP**0908...

Int. Toolholder

Tungaloy D019




S0OREMEISTER

S-SVLCR/L-H

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

DCONMS

Cutting edge style L

Designation DMIN DCONMS WF LF Shank
S32-SVLCR/L16T-H 40 32 22 32 D32
L S40-SVLCR/L16T-H 50 40 27 32 D40, D50, D60

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

SPARE PARTS & ﬁ @ &

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

B INSERT SELECTION

. Application Finishing m:::lr::fr:"c]:ﬁ ttt?ng M Application Finishing m:(ii'}ijsr?liggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Shape 0 ‘ shape o o
Cutting conditions B016 Cutting conditions B018
Application m:::lr}:.usnrllggttt?ng . Application ?rﬁg;:lr?gn Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA AL
Breaker Breaker e
Shape ’ shape gLy WWSI» i-.ﬁ-;
Cutting conditions B020 Cutting conditions B022
. Application Finishing msgi':fn':";ﬂt‘fi’ng H Aoplication Zﬁ:ﬁfg Finishing
Grade AH8005 AHB8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape = 5 W

Cutting conditions B024 Cutting conditions B026

Reference pages: S-SVLCR/L-H: Insert — B152 -, CBN — B209, PCD — B220
Shank — D090 - D092

D020 tungaloy.com

@

Right hand (R) shown.

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




MINIFTURN

A/E-SCLXR/L

Screw-on boring bar, for CXMU inserts

DMIN L Jé@ @

LH
GAMF - U - %
@)
S I
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A10K-SCLXR/L06-D120 Steel 12 10 6 125 20 9 -10° -14.5° 0.4 CXMU0603**L/R... 0.9
A12M-SCLXR/L06-D140 Steel 14 12 7 150 24 11 -10° -12.5° 0.4 CXMUO0603**L/R... 0.9 g
A16Q-SCLXR/L06-D180 Steel 18 16 9 180 32 15 -10° -9.5° 0.4 CXMU0603*L/R... 0.9 §
A20R-SCLXR/L06-D220 Steel 22 20 11 200 36 18 -10° -8° 0.4 CXMU0603**L/R... 0.9 §
E10M-SCLXR/L06-D120 Carbide 12 10 6 150 25 9 -10° -14.5° 0.4 CXMU0603**L/R... 0.9 E
E12Q-SCLXR/L06-D140 Carbide 14 12 7 180 27 11 -10° -12.5° 0.4 CXMUO0603**L/R... 0.9
E16R-SCLXR/L06-D180 Carbide 18 16 € 200 32 15 -10° -9.5° 0.4 CXMU0603*L/R... 0.9
E20S-SCLXR/L06-D220 Carbide 22 20 11 250 36 18 -10° -8° 0.4 CXMU0603*L/R... 0.9

*Torque: Recommended clamping torque (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 (& /é

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

@ Use the right hand toolholder (R) for the left hand insert (L)
@ Use the left hand toolholder (L) for the right hand insert (R)

CXMUO0603**L SCLXR... SCLXL... CXMUO0603**R

@ Right hand toolholder with left hand insert shown @ Left hand toolholder with right hand insert shown

I INSERT SELECTION

e Finishing to . q By Finishing to A n
. Application meéi:lmlcﬂtting Medium cutting M Application metljilumlcgtting Medium cutting

Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions B096 Cutting conditions B096
. Application m:iir::i:iggttt?ng Medium cutting Application m::jr::.lsr?]":ngj ttt(i)ng Medium cutting
Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions B096 Cutting conditions B096

Reference pages: A/E-SCLXR/L: Insert — B120
Standard cutting conditions — D096

Tungaloy D021




MINIFFURN

S-SCLXR/L-H

Screw-on clamp exchangeable boring head, for CXMU inserts

WEF
-
o]
o
DCONMS

®
LF
Cutting edge style L
Designation DMIN DCONMS WF LF Shank
S25-SCLXR/L06-H 32 25 17 20 D25
L I@ S32-SCLXR/L06-H 40 32 22 32 D32
S40-SCLXR/L06-H 50 40 27 32 D40, D50, D60

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

SPARE PARTS & %é

Designation Clamping screw Wrench
S**-SCLXR/L06-H SR34-514 T-7F

I INSERT SELECTION

e Finishing to . q By Finishing to A n
. Application me(lii:.umlcﬂtting Medium cutting M Application me:jilumlcgtting Medium cutting

Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions B096 Cutting conditions B096
. Application m:iir::i:iggttt‘i)ng Medium cutting Application m::jr::.lsr?]":ngj ttt(i)ng Medium cutting
Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions B096 Cutting conditions B096

Reference pages: S-SCLXR/L-H: Insert — B120, Shank — D090 - D092
Standard cutting conditions — D096

D022 tungaloy.com

@

Right hand (R) shown.

Insert
CXMU0603**L/R...

CXMUO0603**L/R...
CXMU0603**L/R...




MINIFTURN

A/E-SWLXR/L

Screw-on boring bar, for WXGU inserts

“p)

—
()]
LF s
—_— 5
. GAMP { Y] [ 8
Cuttlng edge Style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A10K-SWLXR/L04-D120 Steel 12 10 6 125 20 9 -10° -16° 0.4  WXGUO0403*L/R... 0.9
A12M-SWLXR/L04-D140 Steel 14 12 7 150 24 11 -10° -14° 0.4  WXGUO0403**L/R... 0.9 ﬁ
A16Q-SWLXR/L04-D180 Steel 18 16 9 180 32 15 -10° -11° 0.4  WXGUO0403**L/R... 0.9 §
o
A20R-SWLXR/L04-D220 Steel 22 20 11 200 36 18 -10° -10° 0.4  WXGUO0403*L/R... 0.9 2
E10M-SWLXR/L04-D120 Carbide 12 10 6 150 25 9 -10° -16° 0.4  WXGUO0403*L/R... 0.9 E
E12Q-SWLXR/L04-D140 Carbide 14 12 7 180 27 11 -10° -14° 0.4  WXGUO0403**L/R... 0.9
E16R-SWLXR/L04-D180 Carbide 18 16 9 200 32 15 -10° -11° 0.4  WXGUO0403**L/R... 0.9
E20S-SWLXR/L04-D220 Carbide 22 20 11 250 36 18 -10° -10° 0.4  WXGUO0403**L/R... 0.9
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R)
SPARE PARTS <§ 7 (
Designation Clamping screw Wrench
A/E**-SWLXR/L... SR34-514 T-7F
B INSERT SELECTION
. Application Zﬁgﬁ'&;‘ Finishing m:g::f,:'ggttt?n g M Application Zﬁgﬁ'r?gn Finishing mzmjsr:"tl:gttt?n g
Grade SH725 SH725 NS9530 AH8015 Grade SH725 SH725 AH8015 AH8015
Js JTS Ss TS Js JTS Ss A TS
Breaker Chipbreaker e
Shape - shape
Cutting conditions B096 Cutting conditions B096
. Application  Medium cutting M Application  Medium cutting
Grade AH8015 Grade AH8015
TS TS
Breaker Chipbreaker
Shape shape
Cutting conditions B096 Cutting conditions B096
. Application Ff:rrﬁg:-ﬁ:?gn Finishing m::lr::fr'r-lilgﬂt‘t?n 9 Application Finishing mle:tljr:ul.lsrnlrtl:tgjttt?n g Medium cutting
Grade SH725 SH725 NS9530 AH8015 Grade KSO05F KSO05F KSO05F
Js JTS Ss TS Ss o~
Breaker Breaker
= B o8 & = &
Cutting conditions B096 Cutting conditions B096
. Application  Medium cutting . Application Zﬁgﬁl:gn Finishing mgjiri]:.usr:irc‘;%ttt‘i)ng
Grade AH8015 Grade SH725 SH725 AH8015 AH8015
TS Js JTS SS A TS
Breaker Breaker v
Shape Shape
Cutting conditions B096 Cutting conditions B096
H  Avpiication Finishing ~_ Finishing to o Medium outting . Application  Medium cutting
Grade BXA10 BXA20 BXA20 Grade AH8015
HP = TS
Breaker Breaker
., e e é
Cutting conditions B096 Cutting conditions B096

Reference pages: A/E-SWLXR/L: Insert — B157 -
Standard cutting conditions — D096

Tungaloy D023




MINIFFURN

S-SWLXR/L-H

Screw-on clamp exchangeable boring head, for WXGU inserts

@

wh

; ( SLE

A =z

B . :

@ = © 8

@
' L LF |
Cutting edge style L Right hand (R) shown.

Designation DMIN DCONMS WF LF Shank Insert
S25-SWLXR/L04-H 32 25 17 20 D25 WXGU...
L E S32-SWLXR/L04-H 40 32 22 32 D32 WXGU...
S40-SWLXR/L04-H 50 40 27 32 D40, D50, D60 WXGU...

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

SPARE PARTS & %é

Designation Clamping screw Wrench
S**-SWLXR/L04-H SR34-514 T-7F

B INSERT SELECTION

. Precision Al Finishing to g Precision A Finishing to
. PrpilieEifte finishing (FIISGE medium cutting M Application finishing hinishing medium cutting
Grade SH725 SH725 NS9530 AH8015 Grade SH725 SH725 AH8015 AH8015
Js JTS Ss TS Js JTS Ss A TS
Breaker Chipbreaker e
Shape shape
Cutting conditions B096 Cutting conditions B096
. Application  Medium cutting M Application  Medium cutting
Grade AH8015 Grade AH8015
TS TS
Breaker Chipbreaker
Shape shape
Cutting conditions B096 Cutting conditions B096
. Application Ff’lrr';‘lg;:'ﬁg Finishing onishing to o Application Finishing ~ Finishing to o Medium cutting
Grade SH725 SH725 NS9530 AH8015 Grade KSO05F KSO05F KSO05F
Js JTS Ss TS SS L LI
Breaker Breaker n [ a [ a
Shape Shape é " {j )&' )&'
=gl (B | 8 '
Cutting conditions B096 Cutting conditions B096
. Application  Medium cutting . Application Zﬁgﬁl:gn Finishing meF(Iir;:.ler’r]\"(‘;%ttt‘i)ng
Grade AH8015 Grade SH725 SH725 AH8015 AH8015
TS Js JTS EE N TS
Breaker Breaker 1
Shape Shape
Cutting conditions B096 Cutting conditions B096
H  Avpiication Finishing ~_ Finishing to o Medium outting . Application  Medium cutting
Grade BXA10 BXA20 BXA20 Grade AH8015
HP = CBN CBN TS

[

Breaker .ﬁ ‘ ‘ Breaker
Shape o = = Shape

Cutting conditions B096 Cutting conditions B096

Reference pages: S-SWLXR/L-H: Insert = B157 -, Shank — D090 - D092
Standard cutting conditions — D096

D024 tungaloy.com




STREAMJETBAR

A-PCLNR/L

Lever-lock boring bar, for negative 80°/70° rhombic inserts

LF

DCONMS

Cutting edge style L

Right hand (R) shown.

Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A16M-PCLNR/L0904-D200 Steel 20 16 11 150 32 15 3 -6° -16° 0.8 CN*/GNMG0904... 1.7
A20Q-PCLNR/L0904-D250 Steel 25 20 13 180 36 18 3 -6° -12° 0.8 CN*™/GNMGO0904... 1.7 g
A16M-PCLNR/L09-D200 Steel 20 16 11 150 32 15 8 -6° -14° 0.8 CN*0903... 1.7 §
A20Q-PCLNR/L09-D250 Steel 25 20 13 180 36 18 3 -6° -12° 0.8 CN*0903... 1.7 ,8
A25R-PCLNR/L09-D320 Steel 32 25 17 200 45 23 4.5 -6° -11° 0.8 CN*0903... 1.7 E
A25R-PCLNR/L12-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 CN*/GNGA1204... 2.7
A32S-PCLNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -11° 0.8 CN*/GNGA1204... 4.8
A40T-PCLNR/L12-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 CN*"/GNGA1204... 4.8
A50U-PCLNR/L12-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8 CN*"/GNGA1204... 4.8

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (PCLNR**) with left-hand inserts (L); and left-hand toolholders (PCLNL**) with right-hand inserts (R).
S %
SPARE PARTS /6/ \&} y ( @ &; @ &

Clamping

5 A | i 8 ’
Designation a5 %2:25\['29 Wrench 1 Wrench 2 Spring pin

Screw
for oil hole*

Oil supply

Loy attachment*

A16M-PCLNR/L0904-D200 = = LCS33 P-2F = = LCL33N = SSHM3-4
A20Q-PCLNR/L0904-D250 - - LCS33 P-2F - - LCL33N EA-20 SSHM3-4
A*-PCLNR/L09-D**0 - LCS22A - P-2F - - LCL32N EA-25 SSHM5-6
A25R-PCLNR/L12-D320 - LCS43 - - P-2.5 - LCL43N EA-25 SSHM5-6
A32S-PCLNR12-D400 LSC42BR = LCS4 = P-3 LSP4 LCL4 EA-32 SSHM5-6
A32S-PCLNL12-D400 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNR12-D500 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNL12-D500 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNR12-D630 LSC42BR = LCS4 = P-3 LSP4 LCL4 = SSHM6-6
A50U-PCLNL12-D630 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
*Optional
I INSERT SELECTION
Application Ff:'::'t::); Finishing Medium cutting Medigz\ﬂtig;eavy M Application Finishing Medium cutting Medilérl}'lntiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF o SM SH
Breaker O Chipbreaker ) '.I
Shape e ’ e ‘ shape T
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medi‘éz'tttizgh eavy . Application ?:Ig;:fgn Finishing Medium cutting
Grade T515 T515 T515 Grade DX1 20 DX140 TH10
All- d All- d All- d with rake DIA
Breaker Breaker I
Shape Shape \ & .,G \
Cutting conditions B008 Cutting conditions B0O10
Application mgﬁfg Finishing  Medium cutting H  Aeplication Ff’lﬁg';':; Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CB HRF HRM HP HS
Breaker Breaker fo=i) o
4 .
Shape Shape o
Cutting conditions B012 Cutting conditions B014

Reference pages: A-PCLNR/L: Insert — B054 -, B075, CBN — B168 -, PCD — B211
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TUN&GCAP

C-PCLNL-CHP
Lever-lock boring bar with TungCap connection, with 95° approach angle,
for negative 80°/70° rhombic inserts, with high pressure coolant capability

950@ DMIN [ = N @
V/ /‘ —_— ;
- / \ % ; % .
°
LB

15 Al (e
05° <0 | A Qo
L#.
Left hand (L) shown.

Designation DMIN DCONMS BD LF LB WF 2 RE** Insert
C6PCLNL17100-12-CHP 32 63 25 100 67.5 17 45 0.8 CN*/GNGA1204...

L E Applicable for 14 MPa coolant
**RE: Standard corner radius

&
SPARE PARTS ( E%

Designation Clamping screw Coolant unit Wrench Lever
C6PCLNL17100-12-CHP LCS43 S-CU-CHP P-2.5F LCL43N

DCONMS

Cutting edge style L

Il INSERT SELECTION

Application Ff:'::;::%‘ Finishing Medium cutting Meditércl‘\tttig;eavy M Application Finishing Medium cutting Medilérl}'lntiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF o SM SH
Breaker Q Chipbreaker . '-I:: .
Shape W’ e ‘ shape - 3
i S
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Mediléz'téﬁgh eavy . Application Zﬁgﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-roun: All-round DIA with rake DA P
Breaker Breaker Q
Shape 6 ‘ Shape w \- . @
Cutting conditions B008 Cutting conditions B0O10
Application Ff’l':ﬁ‘s"rﬁ':; Finishing  Medium cutting H  Aeplication Ff’lﬁg'r:':; Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « o Breaker fo=i) [
Shape =i Shape ; LT
e G = g &S
Cutting conditions B012 Cutting conditions B014

Reference pages: C-PCLNL-CHP: Insert — B054 -, CBN — B168 -, PCD — B211
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S-PCLNR/L
Lever-lock boring bar, for negative 80°/70° rhombic inserts

H
>
"
f___ i §
%)A
LF S
Q
1O
. =)
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMP GAMF RE** Insert Torque*
S16M-PCLNR/L09 Steel 20 16 11 150 30 15 183 -6° -14° 0.8 CN**0903... 1.7
S20Q-PCLNR/L09 Steel 25 20 13 180 35 18 19 -6° -12° 0.8 CN**0903... 1.7
S25R-PCLNR/L09 Steel 32 25 17 200 40 23 24 -6° -11° 0.8 CN*0903... 1.7 .
S32S-PCLNR/L12 Steel 40 32 22 250 50 30 29.5 -6° -11° 0.8 CN**/GNGA1204... 4.8 %
S40T-PCLNR/L12 Steel 50 40 27 300 55 37 37.5 -6° -10° 0.8 CN**/GNGA1204... 4.8 %
S50U-PCLNR/L12 Steel 63 50 35 350 65 47 47.5 -6° -8° 0.8 CN**/GNGA1204... 4.8 ,9_
E

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

SPARE PARTS /E/ )y ( @ J:L;

Designation Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin
S**-PCLNR/L09 - LCS22A - P-2F - - LCL32N
S32S-PCLNR/L12 LSC42BR/L - LCS4 - P-3 LSP4 LCL4
S40T-PCLNR/L12 LSC42BR/L - LCS4 - P-3 LSP4 LCL4
S50U-PCLNR/L12 LSC42BR/L - LCS4 - P-3 LSP4 LCL4

Il INSERT SELECTION

Precision

Medium to heavy

Application finishing Finishing Medium cutting Meditércl‘\tttig;leavy M Application Finishing Medium cutting cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF o SM SH
Breaker Q Chipbreaker .5,., L
Shape ‘ 4 e ‘ shape S
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medi‘éz'tttiﬁgh eavy . Application Zﬁgﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-roun: All-round DIA with rake DA P
Breaker Breaker - - B \
Shape Shape \ éﬁ \
Cutting conditions B008 Cutting conditions B0O10
Application Ff’l‘:ﬁ‘s";':; Finishing  Medium cutting H  Aeplication Ff’lﬁg';':; Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « o @ Breaker fo=i) £
Shape a9 Shape - L
Cutting conditions B012 Cutting conditions B014

Reference pages: S-PCLNR/L: Insert — B054 -, CBN — B168 -, PCD — B211
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T-PCLNR

Lever-lock boring bar, for negative 80°/70° rhombic inserts (Tsuppari-lchiban)

w Reinforced carbide H-H
LH | . B |2
GAMF CZ)
GAMP fﬁﬂ e 2
Cutting edge style L - Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMP GAMF RE* Insert Torque*
T16Q-PCLNRO09 Reinforced 20 - 16 11 180 27 59 15 -6° -14° 0.8 CN**0908... 1.7
T20R-PCLNRO9C Reinforced 25 Rc1/4 20 13 200 35 49 18 6 -12° 08 CN*0903... 1.7
T25S-PCLNRO9C Reinforced 32 Rc1/4 25 17 250 40 64 23 6  -11° 08 CN*0903... 1.7
L E T32U-PCLNR12C Reinforced 40 Rc1/2 32 22 350 50 103 30 6°  -11° 0.8 CN*/GNGA1204.. 4.8
T40V-PCLNR12C Reinforced 50 Rc1/2 40 27 400 55 88 37 -6°  -10° 0.8 CN"/GNGA1204.. 4.8
T50W-PCLNR12C  Reinforced 63  Rc1/2 50 35 450 65 63 47 -6°  -8° 0.8 CN"/GNGA1204.. 4.8

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

SPARE PARTS y ( @ &

Designation Shim Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Slelglylefelly] Lever
T**-PCLNRO9... - LCS22A - P-2F - - LCL32N
T**-PCLNR12C LSC42BR - LCS4 - P-3 LSP4 LCL4

Il INSERT SELECTION

Application Ff:'::;::%‘ Finishing Medium cutting Meditércl‘\tttig;eavy M Application Finishing Medium cutting Medilérl}'lntiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF o SM SH
Breaker Q Chipbreaker  _ :5,'-, L
Shape W 0 e ‘ shape T
<37 =
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Med“éz'téﬁgh eavy . Application Zﬁgﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-rount All-round DIA with rake DA P
Breaker Breaker
6 0 S S N @
Cutting conditions B008 Cutting conditions B0O10
Application Ff’l':ﬁ‘s"rﬁ';’; Finishing  Medium cutting H  Aeplication Ff’lﬁg'r:':; Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « @ @ Breaker fo=i) -,
Shape e o Shape - L
o &’
Cutting conditions B012 Cutting conditions B014

Reference pages: T-PCLNR: Insert = B054 -, CBN — B168 -, PCD — B211
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SOREMEISTER

S-PCLNR/L-H

Lever-lock clamp exchangeable boring head, for negative 80°/70° rhombic inserts

-
s
T = =
o
w a
© )
2| (o J
) LF
Cutting edge style L
Designation DMIN DCONMS WF LF Shank
S32-PCLNR/L09-H 40 32 22 32 D32
S40-PCLNR/L09-H 50 40 27 32 D40, D50, D60

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

SPARE PARTS & & @ %

Designation Lever Clamping screw Shim Spring pin Wrench
S32-PCLNR/L09-H LCL33N LCS33 = = P-2F
S40-PCLNR/L09-H LCL33 LCS3 LSC317 LSP3 P-2.5

Il INSERT SELECTION

. Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade AH6225 AH6225
TSF ™ SS SM
Chipbreaker Chipbreaker
shape shape
Cutting conditions B004 Cutting conditions B006
. Application  Medium cutting . Application  Medium cutting
Grade T515 Grade AH8015
™ ™
Chipbreaker Chipbreaker
shape shape
Cutting conditions B008 Cutting conditions B012

Reference pages: S-PCLNR/L-H: Insert — B054 -, B075, CBN — B168 -, PCD — B211
Shank — D090 - D092

@

Right hand (R) shown.

Insert
CN**/GNMGO0904...

CN**/GNMGO0904...

Int. Toolholder

Tungaloy D029




TURNINGA

A-ACLNR/L

Double-clamp boring bar, for negative 80°/70° rhombic inserts

¥l

J
-« 95°
Cutting edge style L

Designation Material DMIN DCONMS WF
A25R-ACLNR/L0904-D320 Steel 32 25 17

L E A32S-ACLNR/L0904-D400 Steel 40 32 22
A25R-ACLNR/L12-D320 Steel 32 25 17
A32S-ACLNR/L12-D400 Steel 40 32 22
A40T-ACLNR/L12-D500 Steel 50 40 27
A50U-ACLNR12-D630 Steel 63 50 35

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

&

SPARE PARTS

Designation

L
=
)
b o
LA, [
> LF .
\ l

cavp @] F 8

LF LH H f2 GAMP GAMF RE**
200 45 23 4.5 -6° -13° 0.8
250 50 30 6 -6° -10° 0.8
200 45 23 4.5 -6° -13° 0.8
250 50 30 6 -6° -10° 0.8
300 55 37 7 -6° -8° 0.8
350 65 47 10 -6° -7° 0.8

&

Shim screw

@

OF:

Right hand (R) shown.

Insert
CN**/GNMGO0904...
CN**/GNMGO0904...
CN**/GNGA1204...
CN**/GNGA1204...
CN**/GNGA1204...
CN**/GNGA1204...

Torque*
3

W W W w w

A

Wrench

Clamp screw

Spring pin

A**-ACLNR/L0904-D... ACP3S-E ACS-5W BP-7 SP-2.5 ASC322 CSTB-3.5 T-15F
A**-ACLNR/L12-D... ACP4S ACS-5W BP-7 SP-2.5 ASC422 CSTB-3.5 T-15F
I INSERT SELECTION
Application Ff:'::'t::); Finishing Medium cutting Medizﬂqﬂtiﬁ;eavy M Application Finishing Medium cutting Medilérl}'lntiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF o SM SH
Breaker = Chipbreaker o
Shape i = e ‘ shape Gy A v i
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application Bocision Finishing  Medium cuttin
PP 9 9 cutting PP finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All- d All- d All- d DIA with rakeDIA P
Breaker Breaker - I - B \\\
Shape Shape \ ._E \
=F
Cutting conditions B008 Cutting conditions B0O10
-~ Precision ST : : T Precision i
Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « o @ Breaker fo=i) £
Shape & aF Shape | g ool i
y” Wl & S
Cutting conditions B012 Cutting conditions B014

Reference pages: A-ACLNR/L: Insert > B054 -,

B075, CBN — B168 -, PCD — B211
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STREAMIETBAR

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

i @
Yy 7
%))
LF ;
Q
13
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE*+ Insert Torque*
A16M-PWLNR/L0604-D200 Steel 20 16 11 150 32 15 3 -8 -17° 08 WN"0604.. 1.7
A20Q-PWLNR/L0604-D250 Steel 25 20 13 180 36 18 3 -6°  -14° 08 WN"0604. 17 3
A16M-PWLNR/L06-D200 Steel 20 16 11 150 32 15 3 -8  -17° 08 WN"0604.. 17 2
A20Q-PWLNR/L06-D250 Steel 25 20 13 180 36 18 3 6> -14° 08 WN¥0604. 17 9
A25R-PWLNR/L06-D320 Steel 2 25 17 200 45 23 45  -6° -12° 08 WN"0604.. 27 £
A32S-PWLNR/L06-D400 Steel 40 32 22 250 50 30 6 6> -11° 08 WN“0604.. 27
A25R-PWLNR/L08-D320 Steel 32 25 17 200 45 23 45 -6° -13° 08 WN™0804.. 27
A32S-PWLNR/L08-D400 Steel 4 32 22 250 50 30 6 6> -11° 08 WN"0804.. 4.8
A40T-PWLNR/L08-D500 Steel 50 40 27 300 60 37 7 6°  -10° 08 WN"0804.. 48

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

}’(@& &

SPARE PARTS

: : Clamping Clamping q A Oil supply Screw for oil
Designation S ST B Wrench 1 Wrench 2  Spring pin Lever S hole*
A16M-PWLNR/L0604-D200 - = LCS33 P-2F = = LCL33N = SSHM3-4
A20Q-PWLNR/L0604-D250 = = LCS33 P-2F = = LCL33N EA-20 SSHM3-4
A16M-PWLNR/L06-D200 - LCS33 - P-2F - - LCL33N - SSHM3-4
A20Q-PWLNR/L06-D250 - LCS33 - P-2F - - LCL33N EA-20 SSHM3-4
A25R-PWLNR/L06-D320 LSW312BR/L - LCS3B - P-2.5 LSP3 LCL3 EA-25 SSHM4-5
A32S-PWLNR/L06-D400 LSW312BR/L = LCS3 = P-2.5 LSP3 LCL3 EA-32 SSHM4-5
A25R-PWLNR/L08-D320 - LCS43 - - P-2.5 - LCL43N EA-25 SSHM4-5
A32S-PWLNR/L08-D400 LSW42BR/L - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PWLNR/L08-D500 LSW42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM4-5
*Optional
I INSERT SELECTION
. Application Zﬁ:;:':g" Finishing Medium cutting Meditér'.rllnti:)‘gheavy M Application Finishing Medium cutting Medilég'tttiz gheavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF . ™ TH SF P SM SH
Breaker Breaker
Shape a LRV @ Shape AP\
Eapasiic
Cutting conditions B004 Cutting conditions B006
. Application Finishing  Medium cutting Medi‘;[,"ntiﬂ; ] . Application F;,{f,g',f,‘,?; Finishing  Medium cutting
Grade T515 T515 T515 Grade BX480 AH8005 AH8005
All-round All-round All-round CBN HRF HRM
Breaker Breaker
Shape Shape
Cutting conditions B008 Cutting conditions BO12
H Application Zﬁgﬁ:’; Finishing
Grade BXM10 BXM20
CBN CBN
Breaker -
Shape <] -
w r-_ _‘__,'_1'1
Cutting conditions B014

Reference pages: A-PWLNR/L: Insert — B102 -, CBN — B187

Tungaloy D031




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

DMIN H
74 . y ,,m‘
Lt fo ) HEAN SR
|- - |
GAMF =71 8
; | | O
Cutting edge style L e Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S16M-PWLNR/L0O6 Steel 20 16 11 150 30 15 15.5 Si7° 0.8 WN**0604...
L I@ S20Q-PWLNR/L06 Steel 25 20 13 180 35 18 19 -14° 0.8 WN**0604...
S25R-PWLNR/L06 Steel 32 25 17 200 40 23 24 e 0.8 WN**0604...

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

SPARE PARTS A },\/ ( @ &

Designation Shim Clamping screw 1 Clamping screw2 ~ Wrench 1 Wrench Spring pin Lever
S**-PWLNR/L06 - LCS33 - P-2F - - LCL33N
S25R-PWLNRO06 LSW312BR - LCS3B - P-2.5 LSP3 LCL3
S25R-PWLNL0O6 LSW312BL - LCS3B - P-2.5 LSP3 LCL3

Il INSERT SELECTION

. Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade AH6225 AH6225
TSF ™ Ss SM
Breaker Chipbreaker
Shape shape
Cutting conditions B004 Cutting conditions B006
. Application  Medium cutting
Grade T515

™
Breaker
Shape

Cutting conditions B008

Reference pages: A-PWLNR/L: Insert — B102 -, CBN — B187
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TURNINGA

A-AWLNR/L

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

w H @
- p— = © ’
& {
7lilEEe= e \
1= \ LA, LF g
- 95° "5
GAMP | )
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A25R-AWLNR/L0604-D320 Steel 32 25 17 200 45 23 45  -6° -13° 0.8 WN*0604.. 3
A32S-AWLNR/L0604-D400 Steel 40 32 22 250 50 30 6 -6°  -10° 0.8  WN*0604.. 3 g
A25R-AWLNR/L06-D320 Steel 32 25 17 200 45 23 45 -6 -13° 0.8  WN*0604... 3 2
A32S-AWLNR/L06-D400 Steel 40 32 22 250 50 30 6 -6°  -10° 0.8 WN*0604... 3 §
A25R-AWLNR/L08-D320 Steel 32 25 17 200 45 23 45  -6° -13° 0.8 WN*"0804.. 3 £
A32S-AWLNR/L08-D400 Steel 40 32 22 250 50 30 6 -6°  -10° 0.8  WN*™0804... 3
A40T-AWLNR/L08-D500 Steel 50 40 27 300 55 37 7 6°  -8° 0.8 WN*™0804... 3
A50U-AWLNR/L08-D630 Steel 63 50 35 350 65 47 10 6°  -7° 0.8 WN*™0804... 3

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

SPARE PARTS @ (& § y @ ﬁ

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A*-AWLNR/L0604-D... ACP3S-E ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
A**-AWLNR/L06-D... ACP3S ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
A“-AWLNR/L08-D... ACP4S ACS-5W BP-7 SP-2.5 ASW422 CSTB-3.5 T-15F

Il INSERT SELECTION

. Application Zﬁ:;:':g" Finishing Medium cutting Meditér'.rllnti:)‘gheavy M Application Finishing Medium cutting MEdigTﬁtiﬁgheaw
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF . ™ TH SF P SM SH
Breaker Breaker
Shape a LRV @ Shape AP\
Eapasiic
Cutting conditions B004 Cutting conditions B006
. Application Finishing  Medium cutting Med";[,"nti?,; ] . Application F;,{f,g',f,‘,?; Finishing  Medium cutting
Grade T515 T515 T515 Grade BX480 AH8005 AH8005
All-round All-round All-round CBN - HRF HRM
Breaker Breaker
= 0 8 & = o &
Cutting conditions B008 Cutting conditions BO12
— Precision ST
H Application finishing Finishing
Grade BXM10 BXM20
CBN CBN
Breaker -
Shape = - _9 -
o |
Cutting conditions B014

Reference pages: A-AWLNR/L: Insert — B102 -, CBN — B187
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STREAMIETBAR

A/E-SEXPR/L

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

Cutting edge style X

Designation Material
AO04F-SEXPR/L03-D045 Steel
AO04F-SEXPR/L03-D050 Steel
AO05F-SEXPR/L04-D055 Steel
A06G-SEXPR/L04-D070 Steel
AO08H-SEXPR/L04-D055 Steel
A08H-SEXPR/L04-D070 Steel
E04G-SEXPR/L03-D045 Carbide
E04G-SEXPR/L03-D050 Carbide
E05G-SEXPR/L04-D055 Carbide
EO06H-SEXPR/L04-D070 Carbide
EO8K-SEXPR/L04-D055 Carbide
EO8K-SEXPR/L04-D070 Carbide

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

4.5
5
5.5
7
5.5
7
4.5
5
5.5
7
5.5

LH =
GAMF = = LF -5
e |

GAMP {7 : =
DMIN DCONMS WF LF LH H GAMP GAMF
4 2.3 80 8 3.8 0° -15°
4 2.5 80 8 3.8 0° -18°
5 2.75 80 9 4.8 0° -12°
6 3.6 90 11 5.75 0° -12°
8 2.75 100 16 7.5 0° -12°
8 3.6 100 20 7.5 0° -12°
4 2.3 90 9 3.8 0° -15°
4 2.5 90 9 3.8 0° -13°
5] 2.75 90 10 4.8 0° -12°
6 3.6 100 12 5.75 0° -12°
8 2.75 125 28 7.5 0° -12°
8 3.6 125 40 7.5 0° -12°

7

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

Application
Grade
Breaker
Shape
Cutting conditions
Precision
finishing
BX310

CBN

SPARE PARTS & /A
Designation Clamping screw Wrench
A*™-SEXPR/L03-D... CSTA-1.6 T-6F
A*-SEXPR/L04-D... CSTB-2 T-6F
E**-SEXPR/L03-D... CSTA-1.6 T-6F
E**-SEXPR/L04-D... CSTB-2 T-6F
B INSERT SELECTION
Application Finishing M Application Finishing
Grade SH725 Grade SH725
Js Js
Breaker Breaker
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
S Precision A -
. Application finishing Finishing H Application
Grade DX140 SH725 Grade
DIA Js
Breaker Breaker
Shape o Shape

Cutting conditions B022

Cutting conditions

<

B026

Finishing
SH725

<

B020

Reference pages: A/E-SEXPR/L: Insert — B128 -, CBN — B195, PCD — B214

D034 tungaloy.com

Application
Grade

Breaker
Shape

Cutting conditions

RE** Insert
0.2 EP*03X1...
0.2 EP**03X1...
0.4 EP*0401...
0.4 EP**0401...
0.4 EP**0401...
0.4 EP**0401...
0.2 EP*™03X1...
0.2 EP*03X1...
0.4 EP**0401...
0.4 EP**0401...
0.4 EP**0401...
0.4 EP**0401...

Finishing
SH725

<

B024

Right hand (R) shown.

Torque*
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6




S-SERIES

JS-SEXPR/L

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

H
DMIN |,
=
B )
[ 7] \/
<—J g |
LH
=2
GAMF = LF -3
Cutting edge style X a Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMF RE* Insert Torque*
JS08H-SEXPR045 Steel 515) 8 2.7 100 16 7 12° 0.4 EP**0401... 0.6
JS08H-SEXPR047 Steel 7 8 3.6 100 20 7 12° 0.4 EP**0401... 0.6 5
©
©
é <
[}
SPARE PARTS & 2
Designation Clamping screw Wrench =
JS08H-SEXPRO4... CSTB-2 T-6F -
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SEXPR**) with left-hand inserts (L); and left-hand toolholders (SEXPL**) with right-hand inserts (R).
I INSERT SELECTION
Application Finishing M Application Finishing Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725 Grade SH725
Js Js Js Js
Breaker Breaker Breaker Breaker
Shape 0 Shape 0 Shape 6 Shape 0
Cutting conditions B0O16 Cutting conditions B018 Cutting conditions B020 Cutting conditions B024
- Application ?:Ig;:':gn Finishing H Application Zﬁ:ﬁfg
Grade DX140 SH725 Grade BX310

CBN

DIA Js i
Breaker Breaker Q .
Shape L Shape R

Cutting conditions B022 Cutting conditions B026

Reference pages: JS-SEXPR/L: Insert — B128 -, CBN — B195, PCD — B214

Tungaloy D035




MINIFTURN

A/E-SDXXR/L

Screw-on boring bar, for DXG/MU inserts

15.5°

100°7
it

Cutting edge style X

Designation Material DMIN DCONMS
A10K-SDXXR/L07-D130 Steel 13 10
A12M-SDXXR/L07-D160 Steel 16 12
A16Q-SDXXR/L07-D200 Steel 20 16
A20R-SDXXR/L07-D240 Steel 24 20

X @ E10M-SDXXR/L07-D130 Carbide 13 10
E12Q-SDXXR/L07-D160 Carbide 16 12
E16R-SDXXR/L07-D200 Carbide 20 16
E20S-SDXXR/L07-D240 Carbide 24 20

WF
7.6
8.6

10.6

12.6
7.6
8.6

10.6

12.6

1L
L
©
Y @
=
SNILH_ LF z
y 8
GAMP}- | |
LF LH H 2 GAMP GAMF RE**
125 20 9 26 -14° -16° 04
150 24 11 2.6 -14° -14° 0.4
180 32 15 2.6 -13° -13° 0.4
200 36 18 2.6 -13° -12° 0.4
150 25 9 2.6 -14° -16° 0.4
180 27 11 26 -14° -14° 04
200 32 15 26 -13° -13° 04
250 36 18 2.6 -13°  -12° 04

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

&

Clamping screw
SR34-514

A

Wrench
T-7F

SPARE PARTS

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

S-SDXXR/L-H

Right hand (R) shown.

Insert Torque*
DXG/MUOQ0703**L/R... 0.9
DXG/MUO0703**L/R... 0.9
DXG/MUQ0703**L/R... 0.9
DXG/MUOQ0703**L/R... 0.9
DXG/MUO0703**L/R... 0.9
DXG/MUO0703**L/R... 0.9
DXG/MUQ703**L/R... 0.9
DXG/MUOQ0703**L/R... 0.9

Screw-on clamp exchangeable boring head, for DXG/MU inserts

100°

[ 4

Cutting edge style X

Designation DMIN DCONMS
S25-SDXXR/L07-H 32 25
S32-SDXXR/LO7-H 40 32
S40-SDXXR/LO7-H 50 40

>

N

CONMS

,

@

Right hand (R) shown.

WF LF Shank Insert
17 20 D25 DXG/MU0703**L/R...
22 32 D32 DXG/MU0703**L/R...
27 32 D40, D50, D60 DXG/MU0703**L/R...

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

&

Clamping screw
SR34-514

A

Wrench
T-7F

SPARE PARTS
Designation
S**-SDXXR/L07-H

Reference pages: A/E-SDXXR/L, S-SDXXR/L-H: Insert — B126 -, Shank — D090 - D092

Standard cutting conditions — D096

D036 tungaloy.com




I INSERT SELECTION

Frat T Precision e Finishing to A
. Application finishing Finishing Tl g M Application

Grade SH725 SH725 NS9530 T9215 Grade

Precision
finishing
SH725

Finishing
SH725 AH8015

Finishing to
medium cutting

AH8015

Js JTS Ss TS Js JTS Ss TS
Breaker Chipbreaker
Shape shape

Cutting conditions B096 Cutting conditions
. Application  Medium cutting M Application
Grade T9215 Grade
TS
Breaker Chipbreaker
Shape shape
Cutting conditions B096 Cutting conditions
— Precision R Finishing to inati
. Application finishing Finishing medium cutting Application
Grade SH725 SH725 NS9530 T9215 Grade
Js JTS Ss TS
Breaker Breaker
Shape Shape
Cutting conditions B096 Cutting conditions
. Application  Medium cutting
Grade T9215
TS

Breaker
Shape

Cutting conditions B096

S Precision A Finishing to
. SBElcakon finishing binishing medium cutting
Grade SH725 SH725 AH8015 AH8015
Js JTS Ss TS
Breaker
Shape
Cutting conditions B096
. Application  Medium cutting
Grade AH8015
TS

Breaker
Shape

Cutting conditions B096

Medium cutting

AH8015

<

B096

Finishing

KSO05F

B096

Finishing to
medium cutting
KSO05F KSO05F
TS TS

g g
{.',_.___, - {.',_.___, -

Medium cutting

B096

Int. Toolholder

Tungaloy D037



STREAMETBAR

A-SVJBR/L
Screw-on boring bar, for positive 35° rhombic inserts

T

%)
LF s
Q
O
-
Cutting edge style J Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
A20R-SVJBR/L11-D250 Steel 25 20 2 200 40 18 -5° -5° 0.4 VB**1108... 1.2
A25S-SVJBR/L11-D300 Steel 30 25 3.5 250 50 23 -5° -5° 0.4 VB**1108... 1.2

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

J (ﬁ SPARE PARTS & %g

Designation Clamping screw Wrench
A*-SVJB*11-D... CSTB-2.5 T-8F

I INSERT SELECTION

Frarsy Precision S Finishing to o Precision i Finishing to
. Application finishing Finishing medium cutting M Application finishing Finishing medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker Chipbreaker @
Shape ¢ @ ‘ shape ¢
Cutting conditions B014 Cutting conditions B0O16
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Chipbreaker
Shape @ shape @
Cutting conditions BO14 Cutting conditions BO16
L Finishing to L. L Finishing to
. Application eI i Application Finishing medium cutting
Grade T515 Grade AH8005 AH8015
cM PS PS
Breaker Breaker
Shape Shape @ @
Cutting conditions B020 Cutting conditions B024
e Precision o]
H Application finishing Finishing
Grade BXA10 BXA20
HP HS
Breaker = a
Shape EQE._.E : -'5!" e S
Cutting conditions B026

Reference pages: A-SVJBR/L: Insert — B150 -, CBN — B207 -

D038 tungaloy.com




STREAM_ETBAR

A-SVJCR/L
Screw-on boring bar, for positive 35° rhombic inserts

DMIN H
) g | /
1 P s I
Iy A —|
Al g
GAMF LH LF =
Q
[ s 1=
. GAMP\ S i
Cutting edge style J Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
A12M-SVJCR/L08-D160 Steel 16 12 2 150 28 11 -5° -5° 0.4 VC*0802... 0.6
A16Q-SVJCR/L08-D200 Steel 20 16 2 180 35 15 -5° -5° 0.4 VC*0802... 0.6

*Torque: Recommended clamping torque (N-m)

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

SPARE PARTS & 7 (

Designation Clamping screw Wrench
A**-SVJC*08-D... CSTB-2L T-6F

Int. Toolholder

BN INSERT SELECTION

. Application Finishing m:g::]sr:";ﬁ ttt?ng M Application Finishing m:(ii'}ijsr?liggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Shape o ‘ shape o o
Cutting conditions B014 Cutting conditions B0O16
Application m:g}.',snr:'gﬂé?ng Application ':Ir:;;:'r?; Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA Al
Breaker Breaker -
Shape ’ shape gLy WP ——
Cutting conditions B020 Cutting conditions B022
. Application Finishing msgi':fn':";ﬂt‘fi’ng H Aoplication Zﬁ:ﬁfg Finishing
Grade AH8005 AHB8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape s . W
Cutting conditions B024 Cutting conditions B026

Reference pages: A-SVJCR/L: Insert — B152 -

Tungaloy D039




Al
K &

TURNTEC

S-TLANR/L

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

P
y/ \ = LF g i
=] | 2
< 91° ,C%—} g 8
Cutting edge style A % T o
Designation Material DMIN DCONMS WF LF LH H HF
S25T-TLANR/L12-D530 Steel 53 25 17 300 40 23 11.5
S32U-TLANR/L12-D530 Steel 53 32 22 350 45 30 15
S40V-TLANR/L12-D530 Steel 53 40 27 400 53 37 18.5
S50U-TLANR/L16-D850 Steel 85 50 37 350 63 47 23,5
Note: Use right-hand toolholders (TLANR**) with left-hand inserts (L); and left-hand toolholders (TLANL**) with right-hand inserts (R).
SPARE PARTS @ @ =3 % / o
Designation Clamping screw Shim screw Shim Spring pin Wrench 1 Wrench 2
S**-TLANR/L12-D530 CSTB-3.5L115-S  CSTF-2L055-S TSL12L/RI - KEYV-T10 T-6F-S
S50U-TLANR16-D850 CSTB-4L115-S - TSL16LI PSP-16 KEYV-T15 -
S50U-TLANL16-D850 CSTB-4L115-S = TSL16RI PSP-16 KEYV-T15 -
I INSERT
LNMX12/16/24
< INSL__RE
= RSP
) My (Eeets M
@
h ¢ o
S N
Y
Bl steel * | % [
M Stainless Y DAe
Cast iron DxdDAdhA¢
Non-ferrous
S | Superalloys ¥ : First choice
H Hard materials Y% : Second choice
Coated
Designation HAND| RE |© 1© & BW [INSL| S
- N ~
> o> L
<
LNMX120408R-TDR R 08 @ @ 4.8 12 11.6
LNMX120408L-TDR L 08 @ @ 4.8 12 11.6
LNMX120412R-TDR R 12 | @ @ 4.8 12 11.6
LNMX120412L-TDR L 12 | @ @ 4.8 12 11.6
LNMX160608R-TDR R 08 @ @ 6.4 16.2 | 135
LNMX160608L-TDR L 08 @ @ 6.4 16.2 | 135
LNMX160612R-TDR R 12 | @ @ 6.4 16.2 | 135
LNMX160612L-TDR L 12 | @ @ 6.4 16.2 | 135
LNMX160616R-TDR R 16 | @ @ 6.4 16.2 | 135
LNMX160616L-TDR L 16 | @ @ 6.4 16.2 | 135
LNMX241016R-TDR R 16 | @ @ 9.4 24 20.5
LNMX241016L-TDR L 16 | @ @ 9.4 24 20.5
LNMX241024R-TDR R 24 @ @ 9.4 24 20.5
LNMX241024L-TDR L 24 @ @ 9.4 24 20.5
LNMX160608R-MDR R 08 | @ ([ 6.4 16.2 | 135
LNMX160608L-MDR L 08 | @ ([ 6.4 16.2 | 135
LNMX160612R-MDR R 12 | @ ([ 6.4 16.2 | 135
LNMX160612L-MDR L 12 | @ () 6.4 16.2 | 135
LNMX160608R-TWR R 08 | @ 6.4 16.2 | 135
LNMX160608L-TWR L 08 @ @ 6.4 16.2 | 135
LNMX160612R-TWR R 12 | @ @ 6.4 16.2 | 135
LNMX160612L-TWR L 12 | @ @ 6.4 16.2 | 135
@: Line up

Reference pages:

Standard cutting conditions — D097

D040 tungaloy.com

Right hand (R) shown.

Insert
LNMX1204**L/R...
LNMX1204**L/R...
LNMX1204**L/R...
LNMX1606**L/R...




STREAMIETBAR

A-SSKPR

Screw-on boring bar, for positive square inserts

Cutting edge style K

Designation Material DMIN DCONMS WF
A16Q-SSKPR09-D200 Steel 20 16 11
A20R-SSKPR09-D240 Steel 24 20 13
A25S-SSKPR12-D310 Steel 31 25 17

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

DMIN

Right hand (R) shown.

GAMP GAMF RE* Insert Torque*
& -6° 0.8 SP**0903... 3
5° -2° 0.8 SP**09083... 3
5° -2° 0.8 SP**1204... 6

Int. Toolholder

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

& 4

SPARE PARTS

Designation Clamping screw Wrench
A**-SSKPR09-D2*0 CSTB-4L060 T-15F
A25S-SSKPR12-D310 CSTB-5S T-20F
I INSERT SELECTION
Aty Finishing to T Finishing to
Application 0 ium cutting M Application 0 4ium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
- Finishing to
. Application medium cutting
Grade T515
cM
Breaker
Shape
Cutting conditions B020

Reference pages: A-SSKPR: Insert — B135 -, CBN — B195 -

Tungaloy D041




S/C-CSKPR/L
Clamp-on boring bar, for positive square inserts

DMIN ; ; H
i g y K%L
e /’\ / P oy
LH J 0
> >
= GAMF LF z
Sl ] 1 O
. 1N : ' Q
Cutting edge style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
S16Q-CSKPR09 Steel 20 16 11 180 30 15 15 -4° 0.8 SP**0908...
S20R-CSKPR/L09 Steel 25 20 13 200 40 18 18.5 -2° 0.8 SP**0903...
S25S-CSKPR12 Steel 32 25 17 250 45 23 22.5 0° 0.8 SP**1203...

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

SPARE PARTS @ (

Designation Clamp set Wrench
S$16Q-CSKPR09 CSG-5S8 P-2.5
S20R-CSKPR/L09 CSG-5 P-2.5
§25S-CSKPR12 CSG-6 P-3

K G

Reference pages: S/C-CSKPR/L: Insert = B135 -, CBN — B195 -, PCD — B215

D042 tungaloy.com




STREAMIETBAR

A-PSKNR/L

Lever-lock boring bar, for negative square inserts

DMIN
fffffffff I ] I‘
:
75° j Q=i
o LH g
(]
= & LF i §
O 1a
. I ]
Cutting edge style K
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
A32S-PSKNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10°
A40T-PSKNR/L12-D500 Steel 50 40 27 300 60 37 7 -6° -10°
A50U-PSKNR/L12-D630 Steel 63 50 35 350 65 47 10 -6° -8°

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

"

&)
2
L&

SPARE PARTS

Right hand (R) shown.

RE** Insert  Torque*
0.8 SN™1204.. 48
08  SN"1204. 48 3
0.8 SN™1204.. 438 f_:;
°
£

&

. . : ; Oil suppl Screw
Designation Spring pin attachr%gr%/t* for oil hole*
A32S-PSKNR/L12-D400 LSS42BR/L LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PSKNR/L12-D500 LSS42BR/L LCS4 P-3 LSP4 LCL4 - SSHM6-6
A50U-PSKNR/L12-D630 LSS42BR/L LCS4 P-3 LSP4 LCL4 - SSHM6-6
*Optional
S-PSKNR
Lever-lock boring bar, for negative square inserts
DMIN ¢ H |
@ = g @mt
\L\le/ ""# @‘: R i 72
\ (R - ‘
LH s
LF =
GAMF y - I O
© T 8
Cutting edge style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
S32S-PSKNR12 Steel 40 32 22 250 50 30 29.5 -10° 0.8 SN**1204...
S40T-PSKNR12 Steel 50 40 27 300 55 37 375 -10° 0.8 SN**1204...
S50U-PSKNR12 Steel 63 50 35 350 65 47 47.5 -8° 0.8 SN**1204...

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

&
SPARE PARTS N %
Designation Shim Clamping screw Wrench Spring pin Lever
S**-PSKNR12 LSS42BR LCS4 P-3 LSP4 LCL4

Reference pages: A-PSKNR/L, S-PSKNR: Insert — B077 -, CBN — B180, PCD — B211

Tungaloy D043




TURNINGA

A-ASKNR/L

Double-clamp boring bar, for negative square inserts

f @
[ /

75° D o
g
LF e
Q
1O
[ O
Cuttlng edge style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-ASKNR/L12-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 SN**1204... 3
A32S-ASKNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 SN**1204... 3

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

SPARE PARTS @ (& § y @ & %’g

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A**-ASKN*12-D... ACP4S ACS-5W BP-7 SP-2.5 ASS422 CSTB-3.5 T-15F

K G
F b

Il INSERT SELECTION

Application Ff:rrﬁg::l:gn Finishing Medium cutting Medigrl?ntiggheavy M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF TSF ™ TH SF SM
Beetar ? E | Chipbreaker ':: L) 3
Shape j el | Shape & 4
== e
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting MediLérJln';:)‘gheaVy . Application Finishing Medium cutting
Grade T515 T515 T515 Grade DX140 TH10
All- All- All- T-DIA P
round round round -
Breaker Breaker -
Shape Shape
Cutting conditions B008 Cutting conditions B0O10
Application Zﬁ:ﬁfg Finishing Medium cutting
Grade BX480 AH8005 AH8005
T-CBN - HRF HRM

Breaker
Shape .

Cutting conditions

Reference pages: A-ASKNR/L: Insert — B077 -, CBN — B180, PCD — B211

D044 tungaloy.com

Medium to heavy
cutting

AH6225

SH.




STREAMIETBAR

A/E-STFCR/L

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

Y

DMIN H @.

(7))
A 2
GAMF < LH, LF z
(®)
GAMP{@ o
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-STFCR/L1103-D120 Steel 12 10 6.5 125 20 9 0.6 0° -13° 0.4 TC*1108... 1.2
A12M-STFCR/L1103-D140 Steel 14 12 7 150 24 11 0.5 0° -10° 0.4 TC*1103... 1.2 ﬁ
A16Q-STFCR/L1103-D180 Steel 18 16 9 180 32 15 0.5 0° -7° 0.4 TC**1108... 1.2 %
E10M-STFCR/L1103-D120 Carbide 12 10 6.5 150 25 9 0.7 0° -13° 0.4 TC*1103... 1.2 2
E12Q-STFCR/L1103-D140 Carbide 14 12 7 180 27 11 0.5 0° -10° 0.4 TC*1108... 1.2 E
E16R-STFCR/L1103-D180 Carbide 18 16 9 200 32 15 0.5 0° -7° 0.4 TC*1103... 1.2

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

SPARE PARTS & /é

Designation Clamping screw Wrench
A**-STFCR/L1103-D... CSTB-2.5 T-8F
E**-STFCR/L1103-D... CSTB-2.5 T-8F

BN INSERT SELECTION

o Precision e Finishing to A q — Precision — Finishing to ! q
. Application finishing Finishing medium cutting Medium cutting M Application finishing Finishing medium cutting Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PS PM JP Js PS PM
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
- Finishing to - Precision Finishing to
. Application medium cutting . Application finishing medium cutting
Grade T515 Grade DX120 KSO05F
cM DIA N with rake A
Breaker Breaker
Shape A Shape [ ; = :
-
Cutting conditions B020 Cutting conditions B022
. Application Zﬁgﬁﬁ’; Finishing . Finishing fo o Medium cutting
Grade SH725 SH725 AHG6225 AH6225
JP Js PS PM
Breaker
Shape
Cutting conditions B024

Reference pages: A/E-STFCR/L: Insert — B138 -, PCD — B216

Tungaloy D045




STREAMETBAR

A/E-STFPR/L

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

Ve

Cutting edge style F

Designation
A08H-STFPR/L09-D100
A10K-STFPR/L1102-D120
A12M-STFPR/L1102-D140
A16Q-STFPR/L13-D180
A20R-STFPR13-D220
A25S-STFPR16-D270
E08K-STFPR/L09-D100
E10M-STFPR/L1102-D120
E12Q-STFPR/L1102-D140
E16R-STFPR13-D180
E20S-STFPR13-D220

L = ]

Material

Steel
Steel
Steel
Steel
Steel
Steel
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

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

TPGH, TPGM, and TPGA inserts cannot be used.

SPARE PARTS

Designation
AO08H-STFPR/L09-D100

A10K-STFPR/L1102-D120
A12M-STFPR/L1102-D140
A16Q-STFPR/L13-D180
A20R-STFPR13-D220
A25S-STFPR16-D270
E08K-STFPR/L09-D100
E10M-STFPR/L1102-D120
E12Q-STFPR/L1102-D140
E16R-STFPR13-D180
E20S-STFPR13-D220

&

Clamping screw

CSTB-2.2S
CSTB-2.5B
CSTB-2.5
CSTB-3S
CSTB-3
CSTB-4M
CSTB-2.28
CSTB-2.5B
CSTB-2.5
CSTB-3S
CSTB-3

I INSERT SELECTION

. Application Finishing

Finishing to

Grade NS9530 T9215

Cutting conditions

B016

L Finishing to
. SEElcation medium cutting

Grade T515

CcM
Breaker
Shape

Cutting conditions B020

s Application Zﬁg;ﬁfg
Grade BX470
CBN
Breaker
Shape a
St

Cutting conditions B024

medium cutting

DMIN DCONMS
10 8
12 10
14 12
18 16
22 20
27 25
10 8
12 10
14 12
18 16
22 20

A

Wrench

T-7F
T-8F
T-8F
T-9F
T-9F

T-15F
T-7F
T-8F
T-8F
T-9F
T-9F

Medium cutting M
T9215

PSS PS PM
Breaker
Shape

DMIN

0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4

L
= Y
] y T
2 [
i ] g
GAMF SILH, LF z
: -8
L) |
WF LF LH H f2 GAMP GAMF RE*
5.5 100 16 7.5 0.7 5° -8°
6.5 125 20 9 0.7 5° -6°
7.0 150 24 11 0.6 5° -4°
9 180 32 15 0.7 5° -2°
11 200 36 18 0.8 5° -2°
135 250 45 23 0.6 5° -1°
5.5 125 22 7.5 0.7 5° -8°
6.5 150 25 9 0.7 5° -6°
7 180 27 11 0.6 5° -4°
9 200 32 15 0.7 5° -2°
1 250 3 18 08 5  -2°

Application

Grade

Breaker
Shape

Finishing
AH6225

Finishing to
medium cutting
AH6225

Medium cutting

AH6225

Cutting conditions

. Application

Grade

Breaker
Shape

Precision
finishing
DX140

DIA with rake

F Y

(o

—
Cutting conditions B022

B026

Application ':Iﬁg;ﬁ'r?;
Grade BXA10
HP
Breaker
Shape .
-
Cutting conditions

B018

Finishing
BXA20

Reference pages: A/E-STFPR/L: Insert = B142 -, CBN — B199 -, PCD — B216 -

D046 tungaloy.com

0.4

Right hand (R) shown.

Insert

TP*0902...
TP*1102...
TP*1102...
TP**1303...
TP**1308...
TP*™16T3...
TP*0902...
TP*1102...
TP*1102...
TP**1308...
TP**1308...

Torque*
0.9
1.2
1.2
1.4
1.4

3
0.9
1.2
1.2
1.4
1.4




S/C-CTFPR/L

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

DMIN H
. I
T e
-m
/ \ I
Wk ‘
= LF =
1 O
8
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
S12M-CTFPR/L11 Steel 16 12 9 150 25 11 11.5 -6° 0.4 TP**11083...
S16Q-CTFPR/L11 Steel 20 16 11 180 30 15 15 -4° 0.4 TP*1108... ﬁ
S20R-CTFPR/L16 Steel 25 20 13 200 40 18 18.5 -2° 0.8 TP**16083... §
o
S25S-CTFPR/L16 Steel 32 25 17 250 45 23 22.5 0° 0.8 TP*1603... 2
S32T-CTFPR/L16 Steel 40 32 22 300 50 30 29.5 0° 0.8 TP**16083... g
C12Q-CTFPR/L11 Carbide 16 12 9 180 - 11 - -6° 0.4 TP*1108...
C16R-CTFPR/L11 Carbide 20 16 11 200 - 15 - -4° 0.4 TP**1108...

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

SPARE PARTS @ @ ( @ &

Designation Clamp set 1 Clamp set 2 Wrench Shim Shim screw
S12M-CTFPR/L11 CSW-00 - P-2.5 - -
S16Q-CTFPR/L11 - CSG-5S P-2.5 - -
S20R-CTFPR/L16 = CSG-6S P-3 = =
S25S-CTFPR/L16 = CSG-6 P-3 = =
S32T-CTFPR/L16 - CSG-6 P-3 PAT-32 M3X0.5X6
C12Q-CTFPR/L11 CSW-00 - P-2.5 - -
C16R-CTFPR/L11 - CSG-5S8 P-2.5 - -

Reference pages: S/C-CTFPR/L: Insert — B142 -, CBN — B199 -, PCD — B217 -

Tungaloy D047




D048 tungaloy.com

BOREMEISTER

S-STFPR/L-H

91°

Designation

S$16-STFPR/L09-H
S$16-STFPR/L11-H
S20-STFPR/L11-H
S25-STFPR/L11-H
S32-STFPR/L16-H
S40-STFPR/L16-H

SPARE PARTS

Designation
S$16-STFPR/L09-H

S16-STFPR/L11-H
S20-STFPR/L11-H
S$25-STFPR/L11-H
S32-STFPR/L16-H
S40-STFPR/L16-H

. Application

Grade

Breaker
Shape

Cutting conditions

. Application

Grade

Cutting edge style F

DMIN
20
20
25
32
40
50

&

Clamping screw

CSTB-2.28
CSTB-2.5
CSTB-2.5
CSTB-2.5
CSTB-4M
CSTB-4M

B INSERT SELECTION

L Finishing to
Binishing medium cutting
NS9530 T9215

B016

Finishing to

T515

medium cutting

cM
Breaker
Shape
Cutting conditions B020
I Precision
Application finishing
Grade BX470
CBN
Breaker
Shape I at_
Cutting conditions B024

WF

DCONMS
16
16
20
25
32
40

/8

Wrench

T-7F
T-8F
T-8F
T-8F

T-15F

T-15F

Medium cutting M
T9215

&
DCONMS

LF

WF
11
11
13
17
22
27

Application
Grade

Breaker
Shape

Cutting conditions

. Application

Grade

Breaker
Shape

Cutting conditions

Application
Grade

Breaker
Shape

Cutting conditions

Finishing
AH6225

LF
20
20
20
20
32
32

medium cutting

Screw-on clamp exchangeable boring head, for positive 60° triangular inserts

Finishing to

AH6225

Shank
D16
D16
D20
D25
D32
D40, D50, D60

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

Medium cutting

AH6225

DIA

HP

Precision
finishing
DX140

F
Ty
B022
Precision
finishing
BXA10

with rake

BO18

Finishing
BXA20

HS

&)
| —

B026

| —

Shank — D090 - D092

Reference pages: S-STFPR/L-H: Insert - B142 -, CBN — B199 -, PCD — B216 -

@

Right hand (R) shown.

Insert
TP*0902...

TP*1102...
TP™1102...
TP™1102...
TP**16T3...
TP*16T3...




STREAMIETBAR

A-PTFNR/L

Lever-lock boring bar, for negative triangular inserts

MIN H
\l ‘ /

>

D
=2
91°7 ] Jﬁﬁ
B : T8y J
/] — sl 19
Al LLHST e 2
GAMF = =B
(®]
cavpt =] l a
. 1 Sl |
Cuttlng edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-PTFNR/L1104-D320 Steel 32 25 17 200 45 23 1.31 -6° -12° 0.8 TN*1104... 2
A32S-PTFNR/L1104-D400 Steel 40 32 22 250 50 30 1.25 -6° -10° 0.8 TN*™1104... 2 ﬁ
A25R-PTFNR/L16-D320 Steel 32 25 17 200 45 23 1.2 -6° -12° 0.8 TN**1604... 2.7 §
o
A32S-PTFNR/L16-D400 Steel 40 32 22 250 50 30 1.1 -6° -10° 0.8 TN*1604... 2.7 2
A40T-PTFNR/L16-D500 Steel 50 40 27 300 60 37 1.1 -6° -10° 0.8 TN**1604... 2.7 E
A50U-PTFNR/L16-D630 Steel 63 50 35 350 65 47 1.1 -6° -8° 0.8 TN**1604... 2.7

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

SPARE PARTS § \Q& ( @ & @ &

Designation Cslgp;\il)viqg Cslgp;\;l)vir;g Wrench Spring pin Lever atcigcsr?razlr\{t* forS:ilrivgle*
A25R-PTFNR/L1104-D320 - LCS23A - P-2.5 - LCL23 EA-25 SSHM4-5
A32S-PTFNR/L1104-D400 - LCS23A - P-2.5 - LCL23 EA-32 SSHM4-5

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

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

DMIN L
2 i ‘ "]
G o= FEOL
/1% \
TN .
e < J LF =
GAMF g
oy L Q
. a
Cuttlng edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert Torque*
S32S-PTFNR/L16 Steel 40 32 22 250 50 30 29.5 -10° 0.8 TN**1604... 2.7
S40T-PTFNR/L16 Steel 50 40 27 300 55 37 37.5 -10° 0.8 TN**1604... 2.7
S50U-PTFNR16 Steel 63 50 35 350 65 47 47.5 -8° 0.8 TN**1604... 2.7

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

SPARE PARTS Q‘@ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
S§32S-PTFNR16 LST317BR LCS3 P-2.5 LSP3 LCL3
S32S-PTFNL16 LST317BL LCS3 P-2.5 LSP3 LCL3
S40T-PTFNR16 LST317BR LCS3 R=25 LSP3 LCL3
S40T-PTFNL16 LST317BL LCS3 P-2.5 LSP3 LCL3
S50U-PTFNR16 LST317BR LCS3 (P25 LSP3 LCL3

Reference pages: A-PTFNR/L, S-PTFNR/L: Insert — B087 -, CBN — B182 -, PCD — B212

Tungaloy D049




SBOREMEISTER

S-PTFNR/L-H

Lever-lock clamp exchangeable boring head, for negative 60° triangular inserts

91° 4

Cutting edge style F

Designation
S32-PTFNR/L11-H
S40-PTFNR/L11-H

L
DCONMS

L
2 &
LF
DMIN DCONMS WF
40 32 22
50 40 27

LF
32
32

Shank
D32

D40, D50, D60

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

SPARE PARTS

Designation
S**-PTFNR/L11-H

s

Lever
LCL23

&

Clamping screw
LCS23A

Dt

Wrench
P-2.5

Il INSERT SELECTION

ot Precision
Application finishing
Grade NS9530
TF
Breaker
Shape
Cutting conditions
. Application Finishing
Grade T515
All-round
Breaker
Shape
Cutting conditions
Application piEcisiol
finishing
Grade BX470
T-CBN_
Breaker
Shape L=
Cutting conditions

Finishing Medium cutting cutting
GT9530 T9215 T9215
TSF A ™ TH

B004

Medium cutting Medium to heavy

cutting
T515 T515
All-round All-round
B008
Finishing Medium cutting
AH8005 AH8005
HRF HRM
B012

Medium to heavy

Application
Grade

Breaker
Shape

Cutting conditions

. Application

Grade

Breaker
Shape

Cutting conditions

Application
Grade

Breaker
Shape

Cutting conditions

Reference pages: S-PTFNR/L-H: Insert — B087 -, CBN — B184
Shank — D090 - D092

D050 tungaloy.com

Finishing Medium cutting
T6215 AH6225
SF SM
I
B006
Precision Finishin
finishing 9
DX120 DX140
DIA with rake DIA
A '\
L -
[Fe— ==
B010
Precision 2 ann
finishing AL i)
BXA10 BXA20
HP HS
1
BO14

Right hand (R) shown.

Insert
TN**1104...

TN*1104...

Medium cutting




TURNINGA

A-ATFNR/L
Double-clamp boring bar, for negative 60° triangular inserts

“p)

91771 .
(%)
LF 2
NG
| ©
) s
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A25R-ATFNR/L16-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 TN**1604... 3
A32S-ATFNR/L16-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 TN**1604... 3

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

SPARE PARTS (& @ y @ & /é

Spring pin Shim screw Wrench

Int. Toolholder

Designation Clamp screw
A*-ATFNR/L16-D... ACP3S ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F

Il INSERT SELECTION

Application Ff:rrﬁ::-ﬁﬁg Finishing Medium cutting Mediﬁrlr“tiz;eavy M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF TSF A ™ TH SF g SM
Breaker ;;'i Breaker y d
Shape o oany Shape f-
=== = B
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application iecision Finishing  Medium cuttin
PP 9 9 cutting PP finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA A with rake DA
-

Breaker Breaker ;/,‘
Shape Shape L - — \;

Cutting conditions B008 Cutting conditions B010
Application Zﬁg;ﬁﬁ’; Finishing Medium cutting H Application l:l;elg;,ﬁ':g Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN _ HRF HRM HP HS .
Breaker Breaker :

Cutting conditions B012 Cutting conditions B014

Reference pages: A-ATFNR/L: Insert — B087 -, CBN — B182 -, PCD — B212

Tungaloy D051




STREAM ETBAR

A/E-SWUBR/L

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

DMIN - .
[22) }
GAVF T LF 2
GAMPE o= — 8
Cutting edge style U b
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert
AO5F-SWUBR/L03-D060 Steel 6 5 3 80 9 4.8 0° -13° 04  WB"0301...
A06G-SWUBR/L03-D070 Steel 7 6 35 20 11 5.75 0° -12° 04  WB“0301...
A07G-SWUBR/L03-D080 Steel 8 7 4 ) 12 6.75 0° -11° 04  WB“0301...
A08H-SWUBRO03-D060 Steel 6 8 3.1 100 18 7.5 0° -12° 0.4 WB**0301...
A08H-SWUBR03-D070 Steel 7 8 3.6 100 20 75 0° -12° 04  WB"0301...
E05G-SWUBR/L03-D060 Carbide 6 5 3 20 10 48 0° -13° 04  WB“0301...
E06H-SWUBR/L03-D070 Carbide 7 6 35 100 12 5.75 0° -12° 04  WB“0301...
E07H-SWUBR/L03-D080 Carbide 8 7 4 100 14 6.75 0° -11° 0.4 WB**0301...
E08K-SWUBRO03-D060 Carbide 6 8 3.1 125 30 75 0 -12° 04  WB“0301...
E08K-SWUBR03-D070 Carbide 7 8 3.6 125 40 75 0° -12° 04  WB“0301...

Right hand (R) shown.

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

SPARE PARTS & /@

Designation Clamping screw Wrench
U & A/E*-SWUBRY/L... CSTB-2 T-6F

I INSERT SELECTION
. Application Finishing M Application Finishing . Application Finishing . Application Finishing

Grade SH725 Grade SH725 Grade SH725 Grade SH725
Js Js Js Js
Breaker Breaker Breaker Breaker
Shape Shape Shape Shape
Cutting conditions B0O16 Cutting conditions B018 Cutting conditions B020 Cutting conditions B022

Reference pages: A/E-SWUBRY/L: Insert — B156 -

D052 tungaloy.com

Torque*
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6
0.6




STREAM_ETBAR

A/E-STUPR/L

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

95°

=

Cutting edge style U

Designation
A07G-STUPR/L07-D080
A08H-STUPR/L07-D080
AO08H-STUPR/L09-D100
A10F-STUPR1102-D120
A10K-STUPR/L1102-D120
A10K-STUPR/L1103-D120
A12H-STUPR1102-D140
A12M-STUPR/L1102-D140
A12M-STUPR/L1103-D140
A12H-STUPR1102-D160
A12M-STUPR/L1102-D160
A16K-STUPR13-D180
A16Q-STUPR/L1103-D180
A16Q-STUPR/L13-D180
A16K-STUPR13-D200
A16Q-STUPR/L13-D200
A20R-STUPR/L1103-D220
A20R-STUPR/L13-D220
A25S-STUPR/L16-D270
A32T-STUPR/L16-D340
EO7H-STUPR/L07-D080
E08G-STUPRO07-D080
E08K-STUPR/L07-D080
E08G-STUPR09-D100
E08K-STUPR/L09-D100
E10F-STUPR1102-D120
E10H-STUPR1102-D120
E10M-STUPR/L1102-D120
E10M-STUPR/L1103-D120
E12G-STUPR1102-D140
E12J-STUPR1102-D140
E12Q-STUPR/L1102-D140
E12Q-STUPR/L1103-D140
E12G-STUPR1102-D160
E12J-STUPR1102-D160
E12Q-STUPR/L1102-D160
E16H-STUPR13-D180
E16R-STUPR/L1103-D180
E16L-STUPR13-D180
E16R-STUPR/L13-D180
E16H-STUPR13-D200
E16L-STUPR13-D200
E16R-STUPR/L13-D200
E20S-STUPR1103-D220
E20S-STUPR13-D220
E25T-STUPR16-D270

L == ]

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

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

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

DMIN DCONMS
8 7
8 8
10 8
12 10
12 10
12 10
14 12
14 12
14 12
16 12
16 12
18 16
18 16
18 16
20 16
20 16
22 20
22 20
27 25
34 32
8 7
8 8
8 8
10 8
10 8
12 10
12 10
12 10
12 10
14 12
14 12
14 12
14 12
16 12
16 12
16 12
18 16
18 16
18 16
18 16
20 16
20 16
20 16
22 20
22 20
27 25

DMIN n
7 >
o 2
< F J §
GAMP L] |12
L | I
WF LF LH H f2 GAMP GAMF RE*
4 90 12 6.75 0.4 5° -10°
4 100 19.5 7.5 0.5 5° -10°
5.5 100 16 7.5 0.6 5° -8°
6.5 80 20 9 1.4 5° -6°
6.5 125 20 9 0.7 5° -6°
6.5 125 20 9 0.6 5° -10°
7 100 24 11 0.8 5° -4°
7 150 24 11 0.8 5° -4°
7 150 24 11 0.6 5° -6°
9 100 24 11 0.6 5° -3°
9 150 24 11 0.6 5° -3°
9 125 32 15 0.8 5° -3°
9 180 32 15 0.8 5° -4°
9 180 32 15 0.8 5° -3°
11 125 32 15 0.6 5° -3°
1 180 32 15 0.6 5° -3°
11 200 36 18 0.7 5° -2°
11 200 36 18 0.7 5° -2°
13.5 250 45 23 0.5 5° =1¢
17 300 50 30 0.7 5° 0°
4 100 14 6.75 0.3 5° -10°
4 90 44.5 7.5 0.5 5° -10°
4 125 44.5 75 0.5 5° -10°
5.5 90 22 7 0.6 5° -8°
5.5 125 22 7 0.6 5° -8°
6.5 80 25 9 0.5 5° -6°
6.5 100 25 9 0.6 5° -6°
6.5 150 25 9 0.6 5° -6°
6.5 150 25 9 0.7 5° -10°
7 90 27 11 0.8 5° -4°
7 110 27 11 0.8 5° -4°
7 180 27 11 0.8 5° -4°
7 180 27 11 0.7 5° -6°
9 90 27 11 0.6 5° -3°
9 110 27 11 0.6 5° -3°
9 180 27 11 0.6 5° -3°
© 100 32 15 0.9 5° -3°
9 200 32 15 0.8 5° -3°
9 130 32 15 0.6 5° -3°
9 200 32 15 0.6 5° -3°
11 100 32 15 0.6 5° -3°
11 130 32 15 0.6 5° -3°
11 200 32 15 0.6 5° -3°
1 250 36 18 0.7 5° -2°
11 250 36 18 0.6 5° -2°
18.5 300 45 23 0.5 5° -1°

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

Reference pages: A/E-STUPRY/L: Insert — B142 -, CBN — B199 -, PCD — B216 -

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

Right hand (R) shown.

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

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

Tungaloy D053

Torque*
0.9
0.9
0.9
1.2
1.2
14
1.2
1.2
14
1.2
1.2
14
1.4
1.4
14
1.4
1.4
14

3
3
0.9
0.9
0.9
0.9
0.9
1.2
1.2
1.2
1.4
1.2
1.2
1.2
1.4
1.2
1.2
1.2
1.4
1.4
14
1.4
1.4
1.4
1.4
14
1.4
3

Int. Toolholder



& A

SPARE PARTS
Designation Clamping screw Wrench
A/EQ7*-STUPR/LO7-... CSTB-2.2L.038 T-7F
A/E08*-STUPR/LO7-... CSTB-2.2L.038 T-7F
A/E08*-STUPR/L09-... CSTB-2.2L.038 T-7F
A/E10*-STUPR/L1102-... CSTB-2.5S T-8F
A/E10*-STUPR/L1103-... CSTB-3L050 T-9F
A/E12*-STUPR/L1102-... CSTB-2.5B T-8F
A/E12*-STUPR/L1103-... CSTB-3L050 T-9F
A/E16*-STUPR/L1103-... CSTB-3S T-9F
A/E16*-STUPR/L13-... CSTB-3S T-9F
A/E20*-STUPR/L1103-... CSTB-3S T-9F
A/E20*-STUPR/L13-... CSTB-3 T-9F
A/E25*-STUPR/L16-... CSTB-4M T-15F
A32*-STUPR/L16-... CSTB-4M T-15F
UL
I INSERT SELECTION
. Application Finishing mziiri]:lsr:]lirt‘:gttt?ng Medium cutting M Application Finishing m:lijr;iusr:ir;ﬂttt?n g Medium cutting
Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM PSS PS PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
L Finishing to S Precision
. Application medium cutting . Application finishing
Grade T515 Grade DX140
CM DIA with rake
Breaker Breaker A
Shape Shape ﬂ
h————=n
Cutting conditions B020 Cutting conditions B022
. Application Ff:r:lg;:::); H Application Zﬁg;ﬁfg Finishing
Grade BX470 Grade BXA10 BXA20
CBN HP . HS N
Breaker Breaker
s o™ e T
Lo ——
Cutting conditions B024 Cutting conditions B026

D054 tungaloy.com




T-STUPR/L

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

Reinforced carbide ‘J:L‘

w
;r e @

—ng
L3

[%2)
2
GAM(EAMP% | -
CUtting edge Style U e Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H GAMP GAMF RE* Insert  Torque*
T12M-STUPR11-D14 Reinforced 14 = 12 7 150 24 59 11 & -4° 0.4 TP*1102... 1.2
T12M-STUPR/L11 Reinforced 16 - 12 9 150 24 58 11 5° -4° 0.4 TP**1102... 1.2 g
T16Q-STUPR13-D18 Reinforced 18 = 16 9 180 30 59 15 5° -3.5° 0.4 TP**1308... 1.4 §
T16Q-STUPR/L13 Reinforced 20 - 16 11 180 30 59 15 5° -3° 0.4 TP*1308... 1.4 §
T20R-STUPR13C-D22 Reinforced 22 Rc1/4 20 11 200 35 49 18 & -2° 0.4 TP**1308... 1.4 E
T20R-STUPR/L13 Reinforced 24 - 20 13 200 40 49 18 5° -2° 0.4 TP**1308... 1.4
T25S-STUPR16C-D27 Reinforced 27 Rc1/4 25 135 250 40 64 23 5° -1° 0.8 TP*16T3... 3
T25S-STUPR/L16 Reinforced 31 - 25 17 250 45 64 23 5° 0° 0.8 TP™16T3...

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

SPARE PARTS & 7 f

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

BN INSERT SELECTION

o ] Finishing to s B — — Finishing to : :
. Application Finishing medium cutting Medium cutting M Application Finishing medium cutting Medium cutting
Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM PSS PS PM
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
A Finishing to el Precision
. Application i’ Citting . Application finishing
Grade T515 Grade DX140
CM DIA with rake
Breaker Breaker A
Shape Shape a
h————=n
Cutting conditions B020 Cutting conditions B022
Aty Precision A Precision S
. Application finishing H Application finishing Finishing
Grade BX470 Grade BXA10 BXA20
CBN _ HP ) HS N
Breaker Breaker
Shape —Y Shape (&) (2
Cutting conditions B024 Cutting conditions B026

Reference pages: T-STUPR/L: Insert — B142 -, CBN — B199 -, PCD — B216 -

Tungaloy D055




STREAMETBAR

A/E-SDUCR/L

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

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

D056 tungaloy.com

DMIN . @
7 7
- | ‘
=1 |
SLH =
- b=
E LF JZ
o
GAMPW 12
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-SDUCR/L07-D130 Steel 13 10 7 125 20 9 2 0° -10° 0.4 DC*0702... 1.2
A12M-SDUCR/L07-D160 Steel 16 12 9.3 150 24 11 3.3 0° -6° 0.4 DC*0702... 1.2
A16Q-SDUCR/L07-D200 Steel 20 16 11.8 180 32 15 3.3 0° -5° 0.4 DC*0702... 1.2
A20R-SDUCR/L11-D270 Steel 27 20 16.1 200 36 18 6.1 0° -5° 0.8 DC*11T3... 3
A25S-SDUCR/L11-D320 Steel 32 25 18.6 250 45 23 6.1 0° -4° 0.8 DC*11T3... 3
E10H-SDUCRO07-D130 Carbide 13 10 7 100 25 9 1.9 5° -3.5° 0.4 DC**0702... 1.2
E10M-SDUCR/L07-D130 Carbide 13 10 7 150 25 9 2 0° -10° 0.4 DC**0702... 1.2
E12J-SDUCRO07-D160 Carbide 16 12 9.3 110 27 11 3.2 0° -6° 0.4 DC*0702... 1.2
E12Q-SDUCR/L07-D160 Carbide 16 12 9.3 180 27 11 818} 0° -6° 0.4 DC*0702... 1.2
E16L-SDUCRO07-D200 Carbide 20 16 11.3 130 32 15 3.2 0° -5° 0.4 DC*0702... 1.2
E16R-SDUCR/L07-D200 Carbide 20 16 11.3 200 32 15 3.3 0° -5° 0.4 DC*0702... 1.2
E20S-SDUCR11-D270 Carbide 27 20 16.1 250 36 18 6.1 0° -5° 0.8 DC*11T3... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SDUCR**) with left-hand inserts (L); and left-hand toolholders (SDUCL**) with right-hand inserts (R).
SPARE PARTS & 4 (
U [g Designation Clamping screw Wrench
A1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F
A16Q-SDUCR/L07-D200 CSTB-2.5 T-8F
A2**-SDUCR/L11-D**0 CSTB-4S T-15F
E1**-SDUCR/L07-D1*0 CSTB-2.5S T-8F
E16*-SDUCR/L07-D200 CSTB-2.5 T-8F
E20S-SDUCR11-D270 CSTB-4S T-15F
B INSERT SELECTION
e Precision ~ A Finishing to - Precision - A Finishing to
. Application finishing Finishing medium c?ming M Application finishing Finishing medium c?ming
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker Breaker
w O S S o S S
Cutting conditions B0O16 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
B/ e L, [ wovicsin T rwens HEOC
Grade T515 Grade DX120 DX140 KSO05F
Ccm DIA with rake AL
Break Break o~ e
v A e @O B B
Cutting conditions B020 Cutting conditions B022
- Precision o Finishing to — Precision 0P
. Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker - = Breaker = 2
Shape "% ? Hp! 0 0 Shape ﬁﬁ?y L 11.\5;,./
Cutting conditions B024 Cutting conditions B026




SB0OREMEISTER

S-SDUCR/L-H

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

93° /V‘ 1.

Cutting edge style U

Designation
S16-SDUCR/L0O7-H
S20-SDUCR/L11-H
S25-SDUCR/L11-H
S32-SDUCR/L11T-H
S40-SDUCR/L11T-H

DMIN
20

25
32
40
50

DCONMS
16

20
25
32
40

DCONMS

WF
11
13
17
22
27

LF
20
20
20
32
32

Shank
D/G16
D/G20

D25
D32
D40, D50, D60

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

SPARE PARTS & /é
Designation Clamping screw Wrench
S16-SDUCR/LO7-H SR14-548 T-7/5
S20-SDUCR/L11-H SR16-236P T-15/5
S$25-SDUCR/L11-H SR16-236P T-15/5
S32-SDUCR/L11T-H SR16-236P T-15/5
S40-SDUCR/L11T-H SR16-236P T-15/5
I INSERT SELECTION
. Application ':Irrﬁ:;:':; Finishing
Grade SH725 SH725 NS9530

Breaker

JP Js PSS PS
o O S S

medium cutting

&

Shim screw

SRTC-3P
SRTC-3P

Application
Grade

Breaker

Finishing

SH725

@

Right hand (R) shown.

Insert
DC*0702...
DC*11T3...
DC*11T8...
DC*11T3...
DC*11T3...

Int. Toolholder

Finishing to
medium cutting
AH6225

JP Js PSS PS

Cutting conditions B0O16 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions
A Finishing to o A
. Application it tting . Application Finishing 16 dium cutting
Grade T515 Grade DX140
Ccm DIA with rake AL
Breaker Breaker — o
Shape o Shape %)' - » @
_— -
Cutting conditions B020 Cutting conditions B022
- Precision o Finishing to — Precision 0P
. Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker & = Breaker q 2
Shape h&‘)“‘) o o Shape v L \\gf’,
Cutting conditions B024 Cutting conditions B026

Reference pages: S-SDUCR/L-H: Insert — B121 -, CBN — B193 -, PCD — B214
Shank — D090 - D092

Tungaloy D057



STREAMETBAR

A/E-SDUPR/L

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

DMIN

T

@

@1

LF

y

DCONMS j¢

Cutting edge style U

Designation Material DMIN DCONMS WF LF LH H
A12M-SDUPR07-D150-P Special alloy steel 15 12 8.3 150 24 11
A12M-SDUPL07-D150-P Special alloy steel 15 12 8.3 150 24 11
A12M-SDUPR07-D180-P Special alloy steel 18 12 10.3 150 24 11
A12M-SDUPL07-D180-P Special alloy steel 18 12 10.3 150 24 11
A16Q-SDUPR07-D220-P Special alloy steel 22 16 12.3 180 32 15
A16Q-SDUPL07-D220-P Special alloy steel 22 16 12.3 180 32 15
E12Q-SDUPRO07-D150 Carbide 15 12 8.3 180 27 11
E12Q-SDUPL07-D150 Carbide 15 12 8.3 180 27 11
E12Q-SDUPR07-D180 Carbide 18 12 10.3 180 27 11
E12Q-SDUPL07-D180 Carbide 18 12 10.3 180 27 11
E16R-SDUPR07-D220 Carbide 22 16 12.3 200 32 15
E16R-SDUPL07-D220 Carbide 22 16 12.3 200 32 15

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

f2
2.3
2.3
4.3
4.3
4.3
4.3
2.3
2.3
4.3
4.3
4.3
4.3

Right hand (R) shown.

GAMP GAMF RE* Insert Torque*
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMT0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5} 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMT0702... 1.2
5 0 0.4 DPMTO0702... 1.2
5 0 0.4 DPMTO0702... 1.2

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

& 4

UL SPARE PARTS

Designation Clamping screw Wrench
A**-SDUPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDUPR/L07-D**0 CSTB-2.58 T-8F
B INSERT SELECTION
. Application Finishing m;:jrililsnr"llgﬂttt?n c M Application Finishing m::i'}:frnlggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PS PS PS PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions BO18
. Application Finishing merjriI:nsnngtz?n . . Application Finishing m::i';bsr:'ggttt?n .
Grade NS9530 T9215 Grade AH8015 AH8015
PS PS PS PS
Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions B024

Reference pages: A/E-SDUPR/L: Insert — B126

D058 tungaloy.com




STREAMETBAR

A/E-SVUBR/L

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

DMIN @
LH ¥
n e ————
o f N ‘ 7]
- [ =
GAMF = L -5
. Ve | u
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A16Q-SVUBR/L11-D200 Steel 20 16 155 180 35 15 8 0° -8° 0.4 VB**1103... 1.2
A20R-SVUBR/L11-D250 Steel 25 20 17.5 200 40 19 8 0° -7° 0.4 VB**1103... 1.2 g
A25S-SVUBR/L16-D320 Steel 32 25 20.5 250 50 23 8.5 0° -6° 0.8 VB**1604... 3 §
E16R-SVUBR/L11-D245 Carbide 245 16 16 200 - 15 8 0° -8° 0.4 VB**1103... 1.2 §
E20S-SVUBR/L11-D285 Carbide 28.5 20 18 250 = 19 8 0° -7° 0.4 VB**1103... 1.2 =
E25T-SVUBR/L16-D340 Carbide 34 25 21 300 - 23 8.5 0° -6° 0.8 VB*1604... 3 -
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVUBR**) with left-hand inserts (L); and left-hand toolholders (SVUBL**) with right-hand inserts (R).
SPARE PARTS & Vs
Designation Clamping screw Wrench
A**-SVUBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVUBR/L16-D320 CSTB-3.5 T-15F
E**-SVUBR/L11-D2*5 CSTB-2.5 T-8F
E25T-SVUBR/L16-D340 CSTB-3.5 T-15F
B INSERT SELECTION
. Application Zﬁ:ﬁﬁ’; Finishing m:(ljr::fr:lnlgﬂt't?n g M Application zﬁgﬁfg Finishing mg&'}f,ﬂiﬂﬂft?ng
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker . Chipbreaker _
Sy i @ W e A <G
Cutting conditions B014 Cutting conditions B0O16
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Chipbreaker
Shape % shape %
Cutting conditions BO14 Cutting conditions BO16
. Application m:g;{ﬁn";ﬂé?ng Application Finishing mggj.‘ilijsn':ir;gttt?ng
Grade T515 Grade AH8005 AH8015
cM PS PS
Breaker Breaker
Shape ‘ Shape w w
Cutting conditions B020 Cutting conditions B024
H Application Zﬁgﬁ:’; Finishing
Grade BXA10 BXA20
HP HS
Breaker = a
Shape | ., TS e S
Cutting conditions B026

Reference pages: A/E-SVUBRY/L: Insert — B150 -, CBN — B207 -

Tungaloy D059




T-SVUBR

Screw-on boring bar, for positive

35° rhombic inserts (Tsuppari-lchiban)

Reinforced carbide

DCONMS

DMIN
o
&
L& LH, | o
GAMF
GAMP{—
Cutting edge style U ‘

Designation Material DMIN CNT DCONMS WF LF LH
T20R-SVUBR11C Reinforced 25 Rc1/4 20 14 200 30
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVUBR**) with left-hand inserts (L).
SPARE PARTS & /&
Designation Clamping screw Wrench
T20R-SVUBR11C CSTB-2.5 T-8F
UL
B INSERT SELECTION
L Precision A Finishing to
. Application finishing Finishing medium cutting M
Grade SH725 SH725 NS9530 T9215
JP Js PSS PS
Breaker
Shape
Cutting conditions BO14
. Application  Medium cutting M
Grade T9215
PS
Breaker
Shape
Cutting conditions BO14
L Finishing to L. L Finishing to
. Application medium cﬂt‘ting Application Finishing medium cutting
Grade T515 Grade AH8005 AH8015
cM PS PS
Breaker Breaker
Shape Shape @ @
Cutting conditions B020 Cutting conditions B024
H Application Zﬁgﬁ:’; Finishing
Grade BXA10 BXA20
HP HS
Breaker = a
Shape E;_a___"gs_ﬁ o
Cutting conditions B026

Right hand (R) shown.

L3 L4 H f2 GAMP GAMF RE* Insert Torque*
59 121 18 4 0° -8° 0.4 VB™103... 1.2
o Precision i Finishing to
Application finishing Finishing medium cutting
Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS
Chipbreaker @
shape ¢
Cutting conditions B0O16
Application  Medium cutting
Grade AH6225
PS
Chipbreaker
shape @
Cutting conditions BO16

Reference pages: T-SVUBR: Insert — B150 -, CBN — B207 -

D060 tungaloy.com




STREAMETBAR

A/E-SVUCR/L

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

Cutting edge style U

Designation Material DMIN DCONMS WF LF LH H f2
A12M-SVUCR/L08-D160 Steel 16 12 11 150 30 11 55}
A25S-SVUCR/L16-D320 Steel 32 25 19 250 45 23 6.5
E12Q-SVUCR/L08-D180 Carbide 18 12 1.5 180 - 11 5.5
E25T-SVUCR/L16-D320 Carbide 32 25 19 300 - 23 6.5

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

o
0°
0
o

-8°
-5°
-8°
-5°

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

& A

SPARE PARTS
Designation Clamping screw Wrench
A12M-SVUCR/L08-D160 CSTB-2L T-6F
A25S-SVUCR/L16-D320 CSTB-3.5 T-15F
E12Q-SVUCR/L08-D180 CSTB-2L T-6F
E25T-SVUCR/L16-D320 CSTB-3.5 T-15F

BN INSERT SELECTION

. Application Finishing m:;’}jfrzi’;ﬁtt{i’ng IV Avplication Finishing m,EL'}{f,?,";ﬂti?ng
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Cutting conditions B016 Cutting conditions B018
Application mng}:;snngtttiong Application 'f)lrr?lg'rﬁ'r?g" Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
Cl DIA with rake DJA
Breaker Breaker o
Shape ‘ Shape ‘\ﬂ L “"—c_;-.a - w
Cutting conditions B020 Cutting conditions B022
- I Finishing to At Precision ST
Application Finishing A G H Application finishing Finishing
Grade AH8005 AHB8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape s . W
Cutting conditions B024 Cutting conditions B026

Reference pages: A/E-SVUCR/L: Insert — B152 -, CBN — B209, PCD — B220

GAMP GAMF RE**

0.4
0.8
0.4
0.8

Right hand (R) shown.

Insert  Torque*
VC*0802... 0.6
vcrie04.. 3 3
VC™0802... 06 2
VC**1604... 3 S

£

Tungaloy D061




T-SVUCR

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

UL

DMIN Reinforced carbide bl @
= |
VoA = — .
i b LH | o R <} s
GAMF h LF =
GAMP |- &= i 9
Cutting edge style U Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert  Torque*
T25S-SVUCR16C Reinforced 32 Rc1/4 25 19 250 40 64 23 6.5 0° -5° 0.8 VC**1604... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SVUCR**) with left-hand inserts (L).
SPARE PARTS & A
Designation Clamping screw Wrench
T25S-SVUCR16C CSTB-3.5L T-15F
B INSERT SELECTION
. Application Finishing m::jr;jjsrzigﬁttt?ng M Application Finishing m:(ii'}ijsr?liggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PsSs PS PSS PS
Breaker Chipbreaker
Shape Y ° shape o o
Cutting conditions B016 Cutting conditions B018
Application m:i;'}.i,snr:igﬂé?ng Application 'f)lrr?lg'rﬁ'r?g" Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
C DIA with rake DJA
Breaker Breaker o
Shape ‘ Shape ‘\ﬂl‘r \x-_c__a - w
Cutting conditions B020 Cutting conditions B022
. Application Finishing msgi':fn':";ﬂt‘t‘i’"g H Aoplication Zﬁg;ﬁ"fg Finishing
Grade AH8005 AH8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape e - —1 !' el
B024 B026

Reference pages: T-SVUCR: Insert — B152 -, CBN — B209, PCD — B220

D062 tungaloy.com




BOREMEISTER

S-SVUCR/L-H
Screw-on clamp exchangeable boring head, for positive 35° rhombic inserts

@

RN
DCONMS

< WF_,

Right hand (R) shown.

Cutting edge style U

Designation DMIN DCONMS WF LF Shank Insert
S20-SVUCR/L11-H 27 20 16 20 D/G20 VC**11083...
S25-SVUCR/L11-H 31 25 17 25 D25 VC*1108...

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

SPARE PARTS & %’g

Int. Toolholder

Designation Clamping screw Wrench
S20-SVUCR/L11-H SR14-560 T-8/5
S25-SVUCR/L11-H SR14-560 T-8/5

BN INSERT SELECTION

Finishing to

. Application Finishing m:::lr::fr:"c]:ﬁ ttt?ng M Application Finishing medium cutting
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Cutting conditions B016 Cutting conditions B018
Application m:g}.',snr:'gﬂé?ng Application 'falrrﬁg;:lr?; Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA AL
Breaker Breaker e
Shape ’ shape gLy WQS» i-.ﬁ-;
Cutting conditions B020 Cutting conditions B022
. Application Finishing msgi':fn':";ﬂt‘fi’ng H Aoplication Zﬁ:ﬁfg Finishing
Grade AH8005 AH8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape = 5 W
B026

Cutting conditions B024 Cutting conditions

Reference pages: S-SVUCR/L-H: Insert — B152 -, CBN — B209, PCD — B220
Shank — D090 - D092

Tungaloy D063




Y=-rPrRO SERIES

A/E-SYUBR/L

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

DMIN LH H @
/S o | % 7
93° 60° ( iyl W =y I ‘ :
S [f/ SR 2l W
- i LF =
GAMF 8
GAMP {\fxﬁ ! =
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A16Q-SYUBR/L11-D200 Steel 20 16 15.5 180 35 15 8 0° -8° 0.4  YW™1T2... 0.6
E12Q-SYUBR/L11-D200 Carbide 20 12 13.5 180 27 11 7.5 0° -8° 0.4  YW1T2... 0.6
E16R-SYUBR/L11-D245 Carbide 24.5 16 16 200 32 15 8 0° -8° 0.4  YW=11T2.. 0.6
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
SPARE PARTS & A
Designation Clamping screw Wrench
A16Q-SYUBR/L11-D200 CSTB-2L T-6F
E**-SYUBR/L11-D... CSTB-2L T-6F
UL
B INSERT SELECTION
. Application Finishing m:iiri]ilsr:]liggttt?ng Medium cutting M Application Finishing mgjir;ijsr:ir(]:ﬂttt?ng Medium cutting
Grade GT9215 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF ZM
Breaker Breaker
Shape A - il <38 Shape R SR Sl
Cutting conditions BO16 Cutting conditions B018
. Application Finishing m:::f;";ﬂé?n 9 Medium cutting Application Finishing mzijril:xsr:iggttt?n g Medium cutting
Grade GT9530 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF ZM ZF ZF ZM
Breaker . - Breaker
Shape Ll % % Shape w w #
Cutting conditions B020 Cutting conditions B024

Reference pages: A/E-SYUBRY/L: Insert — B159

D064 tungaloy.com




ORE

TUNGEMINI

A/E-SXUOR/L

Screw-on boring bar, for XOMU rhombic inserts

DMIN  w H @
] = /
| 2 ®
f LH — Y =/
GAMF = LF = g
=z
GAMP{ | | 8
= 9
Cutting edge style U

Designation DMIN DCONMS WF LF LH H GAMP GAMF Insert
A08H-SXUOR/L05-D100 10 8 5 100 16 7.5 =7/ -0.8° XOMU05X204-PS =
A12M-SXUOR/L07-D140 14 12 7 150 24 11 -7.2° 3.2° XOMUO7H304-PS %
E08K-SXUOR/L05-D100 10 8 5) 125 22 7.5 -7° -0.8° XOMU05X204-PS %
E12Q-SXUOR/L07-D140 14 12 7 180 27 11 -7.2° 3.2° XOMUO07H304-PS I9_

k=
SPARE PARTS & /
Designation Clamping screw Wrench
A08H-SXUOR/L05-D100 CSTB-2L040 T-6F
A12M-SXUOR/L07-D140 CSPB-2.5 IP-8D
E08K-SXUOR/L05-D100 CSTB-2L040 T-6F
E12Q-SXUOR/L07-D140 CSPB-2.5 IP-8D
TBM
Maximum hole depth for LH/DC = 2.25
I E/
95;/'
®
—

Designation DMIN DCONMS LU LS LPR CNT Insert
TBM10R/LF12-2.25 10 12 22,5 415 28.45 UNF 5/16-24 XOMU05X204-PS
TBM12R/LF16-2.25 12 16 27 43.9 33.53 G1/8 XOMUO06H204-PS
TBM14R/LF16-2.25 14 16 31.5 46.4 38.57 G1/8 XOMUO07H304-PS
TBM16R/LF20-2.25 16 20 36 57.1 42.9 G1/8 XOMUO08T304-PS
SPARE PARTS @ /

Designation Clamping screw Wrench

TBM10R/LF12-2.25 CSTB-2L040 T-6D
TBM12R/LF16-2.25 CSPB-2.2 IP-7D
TBM14R/LF16-2.25 CSPB-2.5 IP-8D
TBM16R/LF20-2.25 CSTB-3 T-9D

Reference pages: Insert — D066
Standard cutting conditions — D098

Tungaloy D065




SOREMEISTER

S-SXUORO05-H

Screw-on clamp exchangeable boring head, for XOMU inserts
0
[ o | — =
93° A z
/ L;L }g
[ =—ard

Cutting edge style U

@

Right hand (R) shown.

Designation DMIN DCONMS WF LF Shank Insert
S20-SXUOR05-H 25 20 13 20 D20 XOMUO05X204-PS
S25-SXUORO05-H 32 25 17 20 D25 XOMUO05X204-PS

SPARE PARTS @ /®
Designation Clamping screw Wrench
S**-SXUORO05-H CSTB-2L040 T-6F
I INSERT
XOMU-PS
S
-
PB steel *
M Stainless *
- Cast iron *
- Non-ferrous *
S | Superalloys Y : First choice
H Hard materials 5% : Second choice
Coated
Designation RE |& S | LE
N~
I
<
XOMUO05X204-PS 0.4 { ] 2.3 | 5.56
XOMUO06H204-PS 0.4 ([ J 27 | 6.3
XOMUO7H304-PS 0.4 ([ J 33 |73
XOMUO08T304-PS 0.4 { ] 4 8.3
®: Lineup

Reference pages: Shank — D090 - D092
Standard cutting conditions — D098

D066 tungaloy.com




STREAM_ETBAR

A-PTUNR/L

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

DMIN
-t L

n
LF 13
o
| ©
| a
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A25R-PTUNR/L1104-D320 Steel 32 25 17 200 45 23 1.22 -6° -12° 0.8 TN**1104... 2
A32S-PTUNR/L1104-D400 Steel 40 32 22 250 50 30 1.16 -6° -10° 0.8 TN**1104... 2 g
A16M-PTUNR/L11-D200 Steel 20 16 11 150 32 15 1 -6° -14° 0.4 TN**1103... 1.7 §
A20Q-PTUNR/L11-D250 Steel 25 20 13 180 36 18 1 -6° -12° 0.4 TN**11083... 1.7 §
A25R-PTUNR/L16-D320 Steel 32 25 17 200 45 23 1.4 -6° -12° 0.8 TN**1604... 2.7 E
A32S-PTUNR/L16-D400 Steel 40 32 22 250 50 30 1.3 -6° -10° 0.8 TN**1604... 2.7

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

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

Toolholder length may not conform to ISO standard.

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

SPARE PARTS y ( @ & @ &

Designation 22.23,@ (gg:gwnzg Wrench 1 Wrench 2 Slelglalefelly] Lever aglalcs#n'?]glr?t* Scrivglzzr @l
A25R-PTUNR/L1104-D320 = LCS23A = = P-2.5 = LCL23 EA-25 SSHM4-5
A32S-PTUNR/L1104-D400 ° LCS23A = = P-2.5 ° LCL23 EA-32 SSHM4-5

A16M-PTUNR/L11-D200 - LCS22A - P-2F - - LCL22N - SSHM3-4

A20Q-PTUNR/L11-D250 = LCS22A = P-2F = = LCL22N EA-20 SSHM3-4

A25R-PTUNR/L16-D320 ELST317BR/L = LCS3 = P-2.5 LSP3 LCL33 EA-25 SSHM4-5

A32S-PTUNR/L16-D400 LST317BR/L = LCS3 = P-2.5 LSP3 LCL3 EA-32 SSHM4-5
*Optional

A/S-PTUNR/L

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

DMIN LzLi | H @
& % =
Ni % LH 7 o
- LF >
GAMF / ‘ 8
& = &)
; o Fa
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H B GAMF RE* Insert Torque*
S16M-PTUNR/L11 Steel 20 16 11 150 30 15 15.5 -14° 0.4 TN>1103... 1.7
S20Q-PTUNR/L11 Steel 25 20 13 180 35 18 19 -12° 0.4 TN**1103... 1.7
S25R-PTUNR/L16 Steel 32 25 17 200 40 23 24 =iz 0.8 TN™1604... 2.7
A32S-PTUNR/L16 Steel 40 32 22 250 50 30 29.5 -12° 0.8 TN™1604... 2.7

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

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

Toolholder length may not conform to ISO standard.

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

SPARE PARTS @ y ( @ & @

Designation asgwqg (23;25\}%9 Wrench 1 Wrench 2 Spring pin ag!cs#rzglri/t*
S**-PTUNR/L11 = LCS22A = P-2F = = LCL22N =
S25R-PTUNR16 ELST317BR - LCS3 - (2.5 LSP3 LCL33 -
S25R-PTUNL16 ELST317BL - LCS3 - P-2.5 LSP3 LCL33 -
A32S-PTUNR16 LST317BR = LCS3 = P-2.5 LSP3 LCL3 EA-32
A32S-PTUNL16 LST317BL = LCS3 = P25 LSP3 LCL3 EA-32

*Optional

Reference pages: A-PTUNR/L, A/S-PTUNR/L: Insert — B087 -, CBN — B182 -, PCD — B212

Tungaloy D067




T-PTUNR

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

Cutting edge style U

Reinforced carbide

DCONMS

Right hand (R) shown.

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

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

*The hole specification of applicable inserts conforms to ISO standard.
Toolholder length may not conform to ISO standard.
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS

O\

N

A 4 i

@
N4
\\

s

LCL22N
LCL33
LCL3

Medium cutting

TH10

N

—

Designation Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin
T**-PTUNRT1... - LCS22A - P-2F - -
T25S-PTUNR16C ELST317BR - LCS3 - P-2.5 LSP3
U Z T**-PTUNR16C LST317BR = LCS3 = P-2.5 LSP3
I INSERT SELECTION
Application Ff’lrrﬁ::,ﬁ':; Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF ™ TH SF g SM
Breaker Breaker 4 b
Shape Shape /-
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application Biscision Finishin
PP 9 9 cutting PP finishing 9
Grade T515 T515 T515 Grade DX120 DX140
All-round All-round All-round DIA A withrake T-DJ A P
Breaker Breaker
Shape Shape L -
[FSSS— =t
Cutting conditions B008 Cutting conditions B010
Application Zﬁg;ﬁﬁ’; Finishing Medium cutting H Application l:ﬁ:;-ﬁlr?g Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN _ HRF HRM HP HS
Breaker Breaker i
S 5 SR =
Cutting conditions B012 Cutting conditions B014

Reference pages: T-PTUNR: Insert — B087 -, CBN — B182 -, PCD — B212

D068 tungaloy.com




STREAMETBAR

A-PDUNR/L

Lever-lock boring bar, for negative 55°/45°

Cutting edge style U

Designation Material DMIN DCONMS
A20Q-PDUNR/L1104-D250 Steel 25 20
A20Q-PDUNR/L11-D250 Steel 25 20
A25R-PDUNR/L11-D320 Steel 32 25
A32S-PDUNR/L15-D400 Steel 40 32
A40T-PDUNR/L15-D500 Steel 50 40
A50U-PDUNR/L15-D630 Steel 63 50
A32S-PDUNR/L1506-D400 Steel 40 32
A40T-PDUNR/L1506-D500 Steel 50 40
A50U-PDUNR/L1506-D630 Steel 63 50

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

SPARE PARTS

Clamping

Clamping

rhombic inserts

DMIN
||

Y
-
;# Sy
i g‘
LH, | N
GAMF S LF <
r o= 10
WF LF LH H f2 GAMP GAMF RE*
13 180 36 18 3 6>  -14° 0.8
13 180 36 18 3 6 -14° 0.8
17 200 45 23 45 -6  -12° 08
22 250 50 30 6 6 -13° 0.8
27 300 60 37 7 6 -10° 0.8
35 350 65 47 10 6 -8 08
22 250 50 30 6 6 13 08
27 300 60 37 7 6 -11° 08
35 350 65 47 10 6 -10° 0.8

); and left-hand toolholders (PDUNL**) with right-hand inserts (R).

g & & P < A L &

Right hand (R) shown.

Insert Torque*
DN**/FNMG1104... 1.7
DN**/FNMG1104... 1.7 g
DN*/FNMG1104... 2.7 §
DN**/FNGA1504... 4.8 ,8
DN**/FNGA1504... 4.8 E
DN**/FNGA1504... 4.8
DN**/FNGA15086... 4.8
DN**/FNGA1506... 4.8
DN**/FNGA1506... 4.8

&

Designation — — Wrench 1 Wrench 2 Spring pin
A20Q-PDUNR/L1104-D250 = LCS22A = P-2F = = LCL33NL
A20Q-PDUNR/L11-D250 = LCS22A = P-2F = = LCL33NL
A25R-PDUNR/L11-D320 ELSD317BR/L - LCS3 - P-2.5 LSP3 LCL33L
A32S-PDUNR/L15-D400 LSD42BR/L - LCS4 = P-3 LSP4 LCL4
A40T-PDUNR/L15-D500 LSD42BR/L = LCS4 = P-3 LSP4 LCL4
A50U-PDUNR/L15-D630 LSD42BR/L = LCS4 = P-3 LSP4 LCL4
A32S-PDUNR/L1506-D400 ELSD42 - ELCS4 - P-3 LSP4S LCL44
A40T-PDUNR/L1506-D500 ELSD42 - ELCS4 - P-3 LSP4S LCL44
A50U-PDUNR/L1506-D630 ELSD42 = ELCS4 = P-3 LSP4S LCL44
*Optional
I INSERT SELECTION
Application Ff:rrﬁ:;-ﬁ:gg Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
Tl T Tl Tl SF
Breaker - Chipbreaker A
Shape @ “ @ @ shape 1 ?
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application fatecision Finishin
PP 9 9 cutting PP finishing 9
Grade T515 T515 T515 Grade DX120 DX140
All-round All-round All-round DIA with rake T_DJ A
Breaker Breaker
Cutting conditions B008 Cutting conditions B010
- Precision S q 5 At Precision 2 ann
Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CB HRF HRM HP HS
Breaker Breaker ey . Y
Shape @ @ Shape =N ’ e g
Cutting conditions B012 Cutting conditions B014

Reference pages: A-PDUNRY/L: Insert — B066

-, B075, CBN — B172 -, PCD — B211

Oil supply Screw
attachment* for oil hole*
EA-20 SSHM2.5-3
EA-20 SSHM2.5-3
EA-25 SSHM3-4
EA-32 SSHM5-6
= SSHM6-6
S SSHM6-6
EA-20 SSHM5-6
= SSHM6-6
= SSHM6-6
Medium to heavy
cutting
AH6225

<> <S>

Medium cutting

TH10

N>

Tungaloy D069




S-PDUNR/L

Lever-lock bor

Cutting edge style U

Designation
S20Q-PDUNR/L11
S25R-PDUNR/L11
S32S-PDUNR/L15
S40T-PDUNR/L15
S50U-PDUNR/L15

ing bar, for negative 55°/45° rhombic inserts

DMIN H
; I
] oM
1
S
LF . Z
(o]
1 O
0
Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
Steel 25 20 13 180 35 18 19 -14° 0.8 DN**/FNMG1104...
Steel 32 25 17 200 40 23 24 -12° 0.8 DN**/FNMG1104...
Steel 40 32 22 250 50 30 29.5 -13° 0.8 DN**/FNGA1504...
Steel 50 40 27 300 55 37 37.5 -10° 0.8 DN**/FNGA1504...
Steel 63 50 35 350 65 47 47.5 -8° 0.8 DN**/FNGA1504...

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

SPARE PARTS

Designation

ol

Wrench 1

{

Wrench 2

i

s

Clamping screw 1

Clamping screw 2

S20Q-PDUNR/L11 = LCS22A - P-2F - -
S25R-PDUNRT11 ELSD317BR = LCS3 - R=215 LSP3
S25R-PDUNL11 ELSD317BL - LCS3 - P-2.5 LSP3
S32S-PDUNR15 LSD42BR - LCS4 - P-3 LSP4
S32S-PDUNL15 LSD42BL = LCS4 = P-3 LSP4
S40T-PDUNR15 LSD42BR = LCS4 - P-3 LSP4

U [g S40T-PDUNL15 LSD42BL - LCS4 - P-3 LSP4
S50U-PDUNR15 LSD42BR - LCS4 - P-3 LSP4
S50U-PDUNL15 LSD42BL = LCS4 = P-3 LSP4

I INSERT SELECTION
Application Ff:rrﬁ::-ﬁ:gg Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting M
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF TSF ™ TH SF
Breaker . Chipbreaker e
Shape @ “ @ @ shape L ? i
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application faicclslol Finishin
PP 9 9 cutting PP finishing 9
Grade T515 T515 T515 Grade DX120 DX140
All-round All-round All-round DIA with rake DI A
Breaker Breaker
Cutting conditions B008 Cutting conditions B010
- Precision S q 5 At Precision 2 ann
Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Shape & - ] @ @ Shape
Cutting conditions B012 Cutting conditions B014

Reference pages: S-PDUNR/L: Insert = B066 -, B075, CBN — B172 -, PCD — B211

D070 tungaloy.com

Spring pin

LCL33NL
LCL33L
LCL33L

LCL4
LCL4
LCL4
LCL4
LCL4
LCL4

edium to heavy
cutting

AH6225

< <

Medium cutting

TH10

N>




T-PDUNR
Lever-lock boring bar, for negative 55°/45° rhombic inserts (Tsuppari-lchiban)

DMIN - Reinforced carbide ‘JZL‘ @
_ Y 2 _
=5 2 :Srw @
b |_LH L3 >
s [
GAMF = - o LF 1z
&’%m | -]

Cutting edge style U Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMF RE** Insert
T32U-PDUNR15C Reinforced 40 Rcl2 32 22 350 50 103 30 6 -13° 0.8 DN*"/FNGA1504...
T40V-PDUNR15C Reinforced 50 Rcl/2 40 27 400 55 88 37 7 -10° 0.8  DN*/FNGA1504...
T50W-PDUNR15C Reinforced 63 Rc1/2 50 35 450 65 63 47 10 -8° 0.8  DN*/FNGA1504...

Int. Toolholder

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

SPARE PARTS ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
T**-PDUNR15C LSD42BR LCS4 P-3 LSP4 LCL4

TUNGCAP

C-PDUNL-CHP
Lever-lock boring bar with TungCap connection, with 93° approach angle,
for negative 55°/45° rhombic inserts, with high pressure coolant capability

" ' DMIN S 2 625
il

= 1B
Cutting edge style U L#» Left hand (L) shown.

93°

l//
<
DCONMS
‘@
o
il

Designation DMIN DCONMS BD LF LB WF 2 RE** Insert
C6PDUNL17100-1104-CHP 32 63 25 100 67.5 17 4.5 0.8 DN**/FNMG1104...
Applicable for 14 MPa coolant
**RE : Standard corner radius
p (A R
SPARE PARTS ¢

Wrench Spring pin

Designation
C6PDUNL17100-1104-CHP ELSD317BL LCS43 S-CU-CHP P-2.5 LSP3 LCL33L

Il INSERT SELECTION

Application Ff’lr;::,ﬁﬁg Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting Medi‘ém&ﬁ;eaw
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker > Chipbreaker i Y
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application fatecision Finishing  Medium cuttin,
pe 9 9 cutting BE finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA withrake DA P
Breaker Breaker -
Cutting conditions B008 Cutting conditions B010
Application ﬁ';ﬁ:;:ﬁg Finishing Medium cutting H Application l:lﬁg;,ﬁfg Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker P o » Breaker - - 4 =Y
Shape SRae Shape Iy ’ e g
.
Cutting conditions B012 Cutting conditions B014

Reference pages: T-PDUNR, C-PDUNL-CHP: Insert — B066 -, B075, CBN — B172 -, PCD — B211

Tungaloy Do71




TURNINGA

A-ADUNR/L

Double-clamp boring bar, for negative 55°/45° rhombic inserts

DMIN H
= v
S
LF >
o
| ©
| O
Cutting edge style U
Designation Material DMIN DCONMS WF GAMP GAMF B° RE* Insert
A25R-ADUNR/L1104-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 20 0.8 DN*/FNMG1104...
A32S-ADUNR/L1104-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN*/FNMG1104...
A25R-ADUNR/L15-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 30 0.8 DN**/FNGA1504...
A32S-ADUNR/L15-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**/FNGA1504...
A40T-ADUNR15-D500 Steel 50 40 27 300 55) 37 7 -6° -8° 15 0.8 DN**/FNGA1504...
A50U-ADUNR15-D630 Steel 63 50 35 350 65 47 10 -6° -7° 15 0.8 DN*/FNGA1504...
A25R-ADUNR/L1506-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 15 0.8 DN**/FNGA15086...
A32S-ADUNR/L1506-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**/FNGA15086...
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
SPARE PARTS E <§@ § / V-4 & /o
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A**-ADUNR/L1104-D... ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F
A**-ADUNR/L15-D... ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F
lg A**-ADUNR/L1506-D... ACP4S ACS-5W BP-7 SP-2.5 ASD423 CSTB-3.5 T-15F
I INSERT SELECTION
Application Ff:rrﬁ::-ﬁ:gg Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting Medi‘ém&ﬁ;eaw
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker . Chipbreaker e .
Shape @ “ @ @ shape R ? i o o
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medilc"':lnn';zgh eavy . Application l?::‘s:ltﬁlr?gn Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA withrake DA P
Breaker Breaker -
i O R P
Cutting conditions B008 Cutting conditions B010
Application 2'::;3':; Finishing Medium cutting H Application Zﬁgﬁfg Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Shape % - ] @ 0 Shape h_*_:__ ./ “\._“-_‘—;--'"
.
Cutting conditions B012 Cutting conditions B014

Reference pages: A-ADUNR/L: Insert — B066 -,

B075, CBN — B172 -, PCD — B211

D072 tungaloy.com

Right hand (R) shown.

Torque*
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BOREMEISTER

S-DDUNR/L-H
Double-clamp exchangeable boring head, for negative 55°/45° rhombic inserts

()
>
T =
w O
= Oy
y
Cutting edge style U Right hand (R) shown.
Designation DMIN DCONMS WF LF Shank size Insert
S32-DDUNR/L11T-H 40 32 22 32 D32 DN*/FNMG1104...
S40-DDUNR/L15T-H®" 50 40 27 38 D40, D50, D60 DN**/FNGA1506(04)...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (DDUNL** type), and the left hand insert (L) is used for the right hand

S & A

Int. Toolholder

toolholders (DDUNR** type).
(1) DN**/FNGA1504... inserts require a separate shim (# RDT443).

[o] [o]

ooy

&

SPARE PARTS

. . F Shim 2 A . .
Designation Shim 1 (Optional) Shim screw Clamp Clamping screw Spring Wrench
S32-DDUNR/L11T-H RDT3-2 - SR40085I LCGR-3 SRRC3 KSP3 HW2.5
S40-DDUNR/L15T-H RDT433 (RDT443) SR14-506 DLM4 DLS4 DSP4 HW3.0
I INSERT SELECTION
Application Ff:rrﬁg:-ﬁl:g Finishing Medium cutting Medigmtti?‘;eavy M Application Finishing Medium cutting Medi‘ém&ﬁ;eaw
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker - Chipbreaker e g Y
Shape @ ' @ 6 shape : _"; ? i
Cutting conditions B004 Cutting conditions B006
Application Finishing  Medium cutting Medium to heavy Application fatecision Finishing  Medium cuttin,
pe 9 9 cutting BE finishing 9 9
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA withrake T_DJ A P
Breaker Breaker -
Shape - - - shape B -y @
Cutting conditions B008 Cutting conditions B010
- Precision A : s At Precision 2 ann
Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker . 4
Shape & . 2 @ o Shape g/ "“-.L_‘-,:r"'

Cutting conditions B012

Cutting conditions

BO14

Reference pages: S-DDUNR/L-H: Insert — B066 -, BO75, CBN — B172 -, PCD — B211
Shank — D090 - D092

Tungaloy D073
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STREAMJETBAR

A-PVUNR/L

Lever-lock boring bar, for negative 35°/25° rhombic inserts

DMIN

=

/ ny Ve

/
/:

99;°/

P =

5
N

@

Right hand (R) shown.

1 n
i PRI . £
v ﬁfu RS
Cutting edge style U GAMPJ( | H JE
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE* Insert
A25R-PVUNR/L1204-D320 Steel 32 25 18 200 45 23 50 -5° -15° 0.8 VN™1204..
A25R-PVUNR/L1204-D370 Steel 37 25 22 200 45 23 80 -4 -15° 08 VN™1204..
A32S-PVUNR/L1204-D400 Steel 40 32 22 250 50 30 55 -6 -12° 0.8 VN**1204...
A25R-PVUNR/L16-D370 Steel 37 25 22 200 45 23 95  -5° 14 0.8 VN"/YN™1604..
A32S-PVUNR/L16-D400 Steel 40 32 22 250 50 30 6 5 -12° 0.8 VN"/YN*™1604...
A40T-PVUNR/L16-D500 Steel 50 40 27 300 60 37 7 5> -10° 0.8  VN™/YN*1604...

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

SPARE PARTS <> Q@ ( @ & @

&

Screw

for oil hole*

Designation Cfé?gwg Wrench Spring pin Lever agg:ﬁgzm*
A25R-PVUNR/L1204-D... LSv212 LCS3V P-2.5 LSP3 LCL3V EA-25
A32S-PVUNR/L1204-D400 LSva212 LCS3V P-2.5 LSP3 LCL3V EA-32
A25R-PVUNR/L16-D370 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-25
A32S-PVUNR/L16-D400 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-32
A40T-PVUNR/L16-D500 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V -
*Optional

Il INSERT SELECTION

Application Zﬁgﬁfg Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6215 AH6225
TF TSF ™ SF SM
Breaker - Chipbreaker i ]
Shape shape
Cutting conditions B004 Cutting conditions B006
S PP q . Medium to heavy et T Precision
. Application Finishing Medium cutting cutting Application finishing
Grade T515 T515 T515 Grade DX120
All-round All-round All-round DIA with rake
Breaker Breaker ®|
I = = (= == shape Sl
Cutting conditions B008 Cutting conditions BO10
s Application Ff:ﬁgﬁfg Finishing Medium cutting H Application Zﬁgﬁfg Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker :
Shape £ i ] $ o Shape ! - | e g
Cutting conditions B012 Cutting conditions B014

SSHM4-5
SSHM4-5
SSHM4-5
SSHM4-5
SSHM5-6

Reference pages: A-PVUNR/L: Insert — B098 -, B110, CBN — B186 -, PCD — B188
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Torque*
3
3
3
2.7
2.7
2.7




TURNINGA

A-AVUNR/L
Double-clamp boring bar, for negative 35°/25° rhombic inserts

DMIN H
LY Ly @
Y | _
) |
V1 H | 2
=T F 2
- Z
3 \ 1O
GAMP \ | O
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A32S-AVUNR/L16-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 VN**/YN**1604... 3]
A40T-AVUNR/L16-D500 Steel 50 40 27 300 55 37 7 -6° -8° 0.8 VN*/YN**1604... 3

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

SPARE PARTS @ (& § y <> & %S

Int. Toolholder

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A**-AVUNR/L16-D... ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5 T-15F
S-DVUNR/L-H
Double-clamp exchangeable boring head, for negative 35° rhombic inserts
wnl @
>
i © = S
25° w
= Oy
. <« LF |
Cutting edge style U Right hand (R) shown.
Designation DMIN DCONMS WF LF Shank Insert
S40-DVUNR/L16T-H 56 40 34 38 D40, D50, D60 VN**1604...
jo) & = & & /
SPARE PARTS
Designation Shim Shim screw Clamp Clamp screw Spring Wrench
S40-DVUNR/L16T-H ASV322 SR35080I DLM3V SR10402267 KSP5 HW4.0
I INSERT SELECTION
Application ':::;':; Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6215 AH6225
TF TSF ™ SF SM
Breaker @ - - Chipbreaker S ‘
Shape T shape >
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medilé[:‘téz gheavy Application Zﬁg;ﬁ:“’g"
Grade T515 T515 T515 Grade DX120
All- d All- d All- d DIA with rake
Breaker Breaker -
e S WS SNes Shape Sl
Cutting conditions B008 Cutting conditions B010
" Precision A A q Aty Precision A
Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Cutting conditions B012 Cutting conditions B0O14

Reference pages: A-AVUNR/L, S-DVUNR/L-H: Insert — B098 -, B110, CBN — B186 -, PCD — B192
Shank — D090 - D092

Tungaloy D075




STREAMETBAR

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

DMIN H @
= FT @
A | __
8 ]
) o 2
- > =z
- LF -3
GAMPL-="| Re
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A10K-SDQCR/L07-D130 Steel 13 10 7.6 125 20 9 2.6 0° -8° 0.4 DC**0702... 1.2
A12M-SDQCR/L07-D160 Steel 16 12 8.6 150 24 11 2.6 0° -6° 0.4 DC**0702... 1.2
A16Q-SDQCR/L07-D200 Steel 20 16 10.6 180 32 15 2.6 0° -5° 0.4 DC**0702... 1.2
A20R-SDQCR/L11-D250 Steel 25 20 13.7 200 36 18 3.7 0° -7° 0.8 DC*11T83... 3
A25S-SDQCR/L11-D300 Steel 30 25] 16.2 250 45 23 3.7 0° -4° 0.8 DC*11T3... 3
E10H-SDQCR07-D130 Carbide 13 10 7.6 100 25 9 2.5 0° -8° 0.4 DC**0702... 1.2
E10M-SDQCR/L07-D130 Carbide 13 10 7.6 150 25 9 2.6 0° -8° 0.4 DC**0702... 1.2
E12J-SDQCR07-D160 Carbide 16 12 8.6 110 27 11 25 0° -6° 0.4 DC*0702... 1.2
E12Q-SDQCR/L07-D160 Carbide 16 12 8.6 180 27 11 2.6 0° -6° 0.4 DC*0702... 1.2
E16L-SDQCR07-D200 Carbide 20 16 10.6 130 32 15 2.5 0° -5° 0.4 DC**0702... 1.2
E16R-SDQCR/L07-D200 Carbide 20 16 10.6 200 32 15 2.6 0° -5° 0.4 DC**0702... 1.2
E20S-SDQCR/L11-D250 Carbide 25 20 13.7 250 36 18 3.7 0° -7° 0.8 DC*™11T83... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).
SPARE PARTS & /é
Designation Clamping screw Wrench
A1**-SDQCR/L07-D**0 CSTB-2.5S T-8F
Q @ A2**-SDQCR/L11-D**0 CSTB-4S T-15F
E1**-SDQCR/L07-D**0 CSTB-2.58 T-8F
E20S-SDQCR/L11-D250 CSTB-4S T-15F
I INSERT SELECTION
e Precision ~ A Finishing to - Precision - A Finishing to
. Application finishing Finishing medium c?ming M Application finishing Finishing medium c?ming
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape ° Shape °
Cutting conditions BO16 Cutting conditions B018
B/ e L, [ wovicsin T rwens HEOC
Grade T515 Grade DX120 DX140 KSO05F
Ccm DIA with rake AL
Breaker Breaker — e
Shape ° Shape ‘d-'ﬂrﬁ'l F e » @
Cutting conditions B020 Cutting conditions B022
- Precision o Finishing to — Precision 0P
Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker - = Breaker = 2
Shape 4 aﬂ# 0 o Shape hq%‘?;# L ""'\.ﬁ___.—"

Cutting conditions

B024 Cutting conditions

B026

Reference pages: A/E-SDQCRY/L: Insert — B121, CBN — B193 -, PCD — B214
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T-SDQCR/L

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

Reinforced carbide

)

D=

DCONMS

LF |
. |
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert  Torque*
T16Q-SDQCR/L07 Reinforced 20 = 16 11 180 27 59 15 3 0° -6° 0.4 DC**0702... 1.2
T20R-SDQCR/L11C Reinforced 25 Rc1/4 20 13 200 35 49 18 3 0° -6° 0.8 DC*11T8... 3
T25S-SDQCR/L11C Reinforced 32 Rc1/4 25 17 250 40 64 23 4.5 0° -4° 0.8 DC*11T3... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).
SPARE PARTS & 4 4
Designation Clamping screw Wrench
T16Q-SDQCR/L0O7 CSTB-2.5 T-8F
T20R-SDQCR/L11C CSTB-4M T-15F
T25S-SDQCR/L11C CSTB-4 T-15F
B INSERT SELECTION
S Precision S Finishing to B Precision S Finishing to
. Application finishing Finishing medium cutting M Application finishing Finishing medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker Breaker
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
L Finishing to Freery Precision A Finishing to
. Application medium cutting . Application finishing Finishing medium c?ming
Grade T515 Grade DX120 DX140 KSO05F
Ccm DIA with rake AL
Breaker Breaker — e
Shape o Shape -ﬂlﬁa-_]h o - » @
Cutting conditions B020 Cutting conditions B022
. Application Zﬁ:ﬁﬁ; Finishing ngluusrlr"llggt‘t?n 9 H Application Zﬁg;ﬁfg Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker Breaker
LR N, oS
Shape ‘-.Q‘_‘ Shape — ko
- o o - v~
Cutting conditions B024 Cutting conditions B026

Reference pages: T-SDQCR/L: Insert = B121, CBN — B193 -, PCD — B214

Tungaloy D077

Int. Toolholder



STREAM_ETBAR

A/E-SDQPR/L

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

DMIN
w v
= ] ‘
|
&M LF 2
- =5
GAVMP L= Be
Cutting edge style Q
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
A12M-SDQPR07-D150-P  Special alloy steel 15 12 83 150 24 11 2% 5 0
A12M-SDQPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0
A12M-SDQPR07-D180-P  Special alloy steel 18 12 96 150 24 11 36 5 0
A12M-SDQPLO7-D180-P  Special alloy steel 18 12 96 150 24 11 3.6 5 0
A16Q-SDQPR07-D220-P  Special alloy steel 22 16 116 180 32 15 36 5 0
A16Q-SDQPLO07-D220-P Special alloy steel 22 16 116 180 32 15 36 5 0
E12Q-SDQPR07-D150 Carbide 15 12 83 180 27 11 23 5 0
E12Q-SDQPLO7-D150 Carbide 15 12 83 180 27 11 2.3 5 0
E12Q-SDQPR07-D180 Carbide 18 12 96 180 27 11 36 5 0
E12Q-SDQPLO07-D180 Carbide 18 12 96 180 27 11 36 5 0
E16R-SDQPR07-D220 Carbide 22 16 116 200 32 15 3.6 5 0
E16R-SDQPL07-D220 Carbide 22 16 116 200 32 15 3.6 5 0

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

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

SPARE PARTS & 7 f

Designation Clamping screw Wrench
A**-SDQPR/L07-D**0-P CSTB-2.58 T-8F
Q @ E**-SDQPR/L07-D**0 CSTB-2.5S T-8F

B INSERT SELECTION

. Application Finishing m;:jr::lsnr"llgﬂttt?n c M Application Finishing m:(ii'}ijsr?]iggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PS PS PS PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions BO18
. Application Finishing ng:f;";gtz?n . . Application Finishing m:;’;hsr:iggttt?n .
Grade NS9530 T9215 Grade AH8015 AH8015
PS PS PS PS
Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions B024

Reference pages: A/E-SDQPRY/L: Insert — B126

D078 tungaloy.com

RE*
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40

Right hand (R) shown.

Insert

DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...
DPMTO0702...

Torque*
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2




STREAMETBAR

A/E-SVQBR/L

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

DMIN H
g ' @
A A
I |
N - 3# o N Cé) A
S
GAMF LH LF 3
. [ u
Cuttlng edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A12M-SVQBR/L11-D170 Steel 17 12 10.5 150 24 11 4.5 -5° -10° 0.4 VB**1103... 1.2
A16Q-SVQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8° 0.4 VB**1103... 1.2 ﬁ
A20R-SVQBR/L11-D255 Steel 25.5 20 15 200 36 18 5 -5° -6° 0.4 VB**1103... 1.2 §
[}
A25S-SVQBR/L16-D305 Steel 30.5 25 17.5 250 45 23 5 -5° -8° 0.8 VB**1604... 3 2
E12Q-SVQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10° 0.4 VB**1103... 1.2 E
E16R-SVQBR/L11-D215 Carbide 21.5 16 13 200 32 15 5 -5° -8° 0.4 VB**1103... 1.2
E20S-SVQBR/L11-D255 Carbide 25.5 20 15 250 36 18 5 -5° -6° 0.4 VB**1103... 1.2
E25T-SVQBR/L16-D305 Carbide 30.5 25 17.5 300 45 23 5 -5° -8° 0.8 VB**1604... 3
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVQBR**) with left-hand inserts (L); and left-hand toolholders (SVQBL**) with right-hand inserts (R).
SPARE PARTS & /&
Designation Clamping screw Wrench
A*-SVQBR/L11-D... CSTB-2.5 T-8F
A25S-SVQBR/L16-D305 CSTB-3.5 T-15F
E**-SVQBR/L11-D... CSTB-2.5 T-8F
E25T-SVQBR/L16-D305 CSTB-3.5 T-15F
B INSERT SELECTION
. Application Zﬁ:ﬁﬁ’; Finishing m:(ljr::fr:lnlgﬂt't?n g M Application ';';ﬁgﬁ':; Finishing mgjjr;Leriglgntt?ng
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker . Chipbreaker _
T e e G n <8 e D =@
Cutting conditions B014 Cutting conditions B0O16
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker v Chipbreaker =
Shape % shape %
Cutting conditions BO14 Cutting conditions BO16
. Application m:g;{ﬁn";ﬂé?ng Application Finishing mtl:;j.‘ilijsn':ir;gttt?ng
Grade T515 Grade AH8005 AH8015
CM PS PS
Breaker Breaker : -
Shape ‘ Shape w w
Cutting conditions B020 Cutting conditions B024
H Application Zﬁgﬁ:’; Finishing
Grade BXA10 BXA20
HP HS
Breaker
Shape E'?;;-
Cutting conditions
Reference pages: A/E-SVQBRY/L: Insert — B150 -, CBN — B207 -

Tungaloy D079




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

DMIN Reinforced carbide ! H

“p)

. L3

-

GAMF = LF

DCONMS

Cutting edge style Q

Right hand (R) shown.

Designation Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*
T20R-SVQBR11C Reinforced 25 Rc1/4 20 14 200 30 59 18 4 -5° -7° 0.4 VB**11083... 1.2

*Torque: Recommended clamping torque (N-m)

*RE : Standard corner radius

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

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

SPARE PARTS & /@

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

Q

I INSERT SELECTION

finishing medium cutting finishing medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225

JP Js PSS PS JP Js PSS PS
Breaker Chipbreaker @
e i wie WSy e

Cutting conditions B014 Cutting conditions B0O16

. Application Precision i Finishing to M Application Precision Finishing Finishing to

. Application  Medium cutting M Application  Medium cutting

Grade T9215 Grade AH6225
PS PS

Breaker Chipbreaker
Shape shape
Cutting conditions BO14 Cutting conditions BO16

L Finishing to L. L Finishing to
. Application eI i Application Finishing medium cutting

Grade T515 Grade AH8005 AH8015
CcM PS PS

Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions B024
H Application Zﬁgﬁ:’; Finishing

Grade BXA10 BXA20
HP HS

Breaker

Shape EQE._.E ._,,5._.!‘# L "--&-—-—"""

Cutting conditions B026

Reference pages: T-SVQBR: Insert — B150 -, CBN — B207 -

D080 tungaloy.com




STREAMETBAR

A/E-SVQCR/L

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

Duy
. |
V=Y o -
GAMF LH LF ‘%
GAMP{ =] }}8
Cutting edge style Q

Designation Material DMIN DCONMS WF LF LH H f2
A10K-SVQCR/L08-D135 Steel 13.5 10 8 125 20 9 3
A16Q-SVQCR/L11-D215 Steel 21.5 16 13 180 30 15 4.9
E10M-SVQCR/L08-D135 Carbide 13.5 10 8 150 25 9 3
E16R-SVQCR/L11-D215 Carbide 215 16 13 200 32 15 4.9

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

_5°
-5°
=I5
-5°

P
-8°
-8°
-8°

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

& B

SPARE PARTS

Designation Clamping screw Wrench
A10K-SVQCR/L08-D135 CSTB-2L T-6F
A16Q-SVQCR/L11-D215 CSTB-2.5 T-8F
E10M-SVQCR/L08-D135 CSTB-2L T-6F
E16R-SVQCR/L11-D215 CSTB-2.5 T-8F
B INSERT SELECTION
N A Finishing to N A Finishing to
. Application Finishing medium cutting M Application Finishing medium cutting
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Shape ¢ ° shape o o
Cutting conditions B016 Cutting conditions B018
Application mng}:;snngtttiong Application 'f)lrr?lg'rﬁ'r?g" Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
DIA with rake DJA
Breaker Breaker o
Shape ‘ Shape ‘\ﬂ L_r “"—c_;-.a o w
Cutting conditions B020 Cutting conditions B022
. Application Finishing msmhan";gttt?ng H Aoplication Zﬁg;ﬁ"fg Finishing
Grade AH8005 AHB8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape e e . R
Cutting conditions B024 Cutting conditions B026

Reference pages: A/E-SVQCR/L: Insert — B152 -, CBN — B209, PCD — B220

T

GAMP GAMF RE*

0.4
0.4
0.4
0.4

Right hand (R) shown.

Insert  Torque*
VC*0802... 0.6
ver110s. 12 3
VC*0802... 06 £
VCr1103. 12
=

Tungaloy D081




T-SVQCR

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

DMIN Reinforced carbide i

= W %Zq

N~ ;? N L3 [?5)

A -

GAMF  LH,] LF z

(&}

GAMP{{ F =

Cutting edge style Q i
Designation Material DMIN CNT DCOWS WF LF LH L3 H f2 GAMP GAMF RE*

T25S-SVQCR16C Reinforced 32 Rc1/4 25 17 250 40 64 23 4.5

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

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

SPARE PARTS & /é

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

Q

B INSERT SELECTION

. Application Finishing m::jr;jjsrzigﬁttt?ng M Application Finishing m:(ii'}ijsr?liggttt?n g
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Cutting conditions B016 Cutting conditions B018
Application meF:Ir}:anr:lggtttiong . Application ?rﬁg;:lr?gn Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA
Breaker Breaker o
e shape WSy WP Wil
Cutting conditions B020 Cutting conditions B022
. Application Finishing msgi':fn':lgﬂttt?ng H Aoplication Zﬁ:ﬁfg Finishing
Grade AH8005 AHB8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
Shape o o Shape s . W
Cutting conditions B024 Cutting conditions B026

Reference pages: T-SVQCR: Insert — B152 -, CBN — B209, PCD — B220

D082 tungaloy.com

0°

=l5°

0.8

Right hand (R) shown.

Insert
VC**1604...

Torque*
3




Y=-rPrRO SERIES

A/E-SYQBR/L

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

LF

DCONMS

f2 GAMP GAMF RE*

45  -5°  -10° 04
5 5 -8 04
45  -5°  -10° 04
5 5 -8° 04
AH8015 AH8015

i e Sl

BO18
Finishing to q .
medium cutting Medium cutting
AH8015 AH8015
ZF ZM

R A e~

DMIN
122.5° i\ =
30° \[f/ §¢
Al LH |«
GAMF
GAMP Kk'%[‘l
Cutting edge style Q
Designation Material DMIN DCONMS WF LF LH H
A12M-SYQBR/L11-D170 Steel 17 12 10.5 150 24 11
A16Q-SYQBR/L11-D215 Steel 21.5 16 13 180 30 15
E12Q-SYQBR/L11-D170 Carbide 17 12 10.5 180 27 11
E16R-SYQBR/L11-D215 Carbide 215 16 13 200 32 15
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
SPARE PARTS & Vs
Designation Clamping screw Wrench
A*-SYQBR/L11-D... CSTB-2L T-6F
E**-SYQBR/L11-D... CSTB-2L T-6F
I INSERT SELECTION
. Application Finishing m::ir::lsr:]llggttt?n g Medium cutting M Application Finishing
Grade GT9215 T9215 T9215 Grade AH8015
ZF ZF zM
Breaker Breaker
Shape P ’w % Shape
Cutting conditions B0O16 Cutting conditions
. Application Finishing ~ Finishing to o Medium cutting Application Finishing
Grade GT9530 T9215 T9215 Grade AH8015
ZF ZF ZM ZF
Breaker . - Breaker
Shape Ll % % Shape
Cutting conditions B020 Cutting conditions

Reference pages: A/E-SYQBRY/L: Insert — B159

B024

Right hand (R) shown.

Insert Torque*
YW=11T2... 0.6
YWe11T2.. 06 3
YW11T2... 0.6 2
YW*1T2.. 06 O

=

Tungaloy D083




STREAMETBAR

A/E-SEZPR/L
Screw-on boring bar, for positive 75° rhombic inserts

DMIN H
T y @ @
\\
[@)
=
LF s
(6]
}D
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A04F-SEZPR/L03-D055 Steel 515) 4 3.2 80 4 3.8 1.2 0° -8° 0.2 EP**03X1... 0.6
AO5F-SEZPR/L03-D065 Steel 6.5 5 3.7 80 5 4.8 1.2 0° -6° 0.2 EP**03X1... 0.6
E04G-SEZPR/L03-D055 Carbide 5.5 4 3.2 90 5 3.8 1.2 0° -8° 0.2 EP**03X1... 0.6
E05G-SEZPR/L03-D065 Carbide 6.5 5 3.7 90 6 4.8 1.2 0° -6° 0.2 EP*03X1... 0.6
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SEZPR**) with right-hand inserts (R); and left-hand toolholders (SEZPL**) with left-hand inserts (L).
SPARE PARTS & /o
Designation Clamping screw Wrench
A*-SEZPR/L03-D... CSTA-1.6 T-6F
E**-SEZPR/L03-D... CSTA-1.6 T-6F
AT
I INSERT SELECTION
Application Finishing M Application Finishing Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725 Grade SH725
Js Js Js Js
Breaker Breaker Breaker Breaker
Shape 6 Shape 6 Shape 6 Shape 6
Cutting conditions B016 Cutting conditions B018 Cutting conditions B020 Cutting conditions B024
. Application ?:Ig;:':; Finishing H Application Zﬁ:ﬁfg
Grade DX140 SH725 Grade BX310
DIA Js CBN
Breaker Breaker f )
w @@ w &
Cutting conditions B022 Cutting conditions B026

Reference pages: A/E-SEZPR/L: Insert — B128 -, CBN — B195, PCD — B214
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STREAMETBAR

A/E-SDZCR/L

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

DMIN LH H

Cutting edge style Z

Designation Material DMIN DCONMS WF  LF LH L3 H f2 GAMP GAMF RE**
A12M-SDZCR/L07-D140 Steel 14 12 10.5 150 30 12.5 11 4.5 0° =92 0.4
A16Q-SDZCR/L07-D160 Steel 16 16 125 180 35 12.5 15 4.5 0° -8° 0.4
A20R-SDZCR/L11-D200 Steel 20 20 15,5 200 40 15.0 18 5.5 0° -8° 0.8
A25S-SDZCR/L11-D250 Steel 25 25 18 250 50 15 23 5.5 0° -6° 0.8
E12Q-SDZCR/L07-D180 Carbide 18 12 10.5 180 = 12.5 11 4.5 0° -8° 0.4
E16R-SDZCR/L07-D220 Carbide 22 16 12,5 200 - 12.5 15 4.5 0° -6° 0.4

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

SPARE PARTS & %

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

I INSERT SELECTION

SLF

P Precision ~ A Finishing to - Precision N
. Application finishing Finishing TRl G M Application finishing Finishing
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725

L3
Carbide shank

Right hand (R) shown.

Insert Torque*

DC*0702.. 1.2

DCU0702.. 12 B

DC*11T3... 3 2

DC11T3... 8

DC™0702... 12 £

DC*0702.. 1.2
Finishing to

medium cutting

AH6225 AH6225

JP Js PSS PS JP Js PSS PS
Breaker Breaker
Shape Shape

Cutting conditions B0O16 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
A Finishing to S Precision ST Finishing to
. Application medium cutting . Application finishing Finishing medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake

Breaker Breaker — i
Shape o Shape “(:l.ia'_lh - e » w

Cutting conditions B020 Cutting conditions B022
- Precision o Finishing to — Precision 0P
. Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20

CBN HP

PS PS HS
Breaker Breaker
- @ - o o 3 \3,,
Shape gl Shape . 43 e

Cutting conditions B024 Cutting conditions B026

Reference pages: A/E-SDZCR/L: Insert — B121, CBN — B193 -, PCD — B214
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MINIFTURN

A/E-SDZXR/L

Screw-on boring bar, for DXG/MU inserts

DMIN LK H @
) e ae—— | ©

D
GAMF 13| ot |F =
res ‘8
GAMP. & } #o
Cutting edge style Z ¢ Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*
A12M-SDZXR/L07-D140 Steel 14 12 10.5 150 30 13 11 4.5 -10°  -14° 0.4 DXG/MUO0703**R/L... 0.9
A16Q-SDZXR/L07-D160 Steel 16 16 12.5 180 35 13 15 4.5 -10° -12.5° 0.4 DXG/MUO0703**R/L... 0.9
A20R-SDZXR/L07-D200 Steel 20 20 145 200 40 13 18 4.5 -10° -10.5° 0.4 DXG/MUO0703**R/L... 0.9
E12Q-SDZXR/L07-D180 Carbide 18 12 10.5 180 - 13 11 4.5 -11° -11° 0.4 DXG/MUO0703**R/L... 0.9
E16R-SDZXR/L07-D220 Carbide 22 16 12.5 200 = 13 15 4.5 -11° -9° 0.4 DXG/MU0703**R/L... 0.9

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

SPARE PARTS <@ %ﬁ

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

I INSERT SELECTION

—— Precision AP Finishing to At Precision A0 Finishing to
. Application finishing Linishing medium cutting M Application finishing Finishing medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH8015 AH8015
Js JTS SS TS Js JTS Ss
Breaker = Chipbreaker ‘
Shape shape
Cutting conditions D096 Cutting conditions D096
Z E . Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH8015
TS TS
Breaker - Chipbreaker
Shape shape
Cutting conditions D096 Cutting conditions D096
. Application Zﬁg;ﬁfg Finishing m::jr;:fglgﬂttt?n 9 Application Finishing mgcijri‘j.usr:iggttt?ng Medium cutting
Grade SH725 SH725 NS9530 T9215 Grade KS05F KSO05F KSO05F
Js JTS SS TS Ss TS
Breaker 3 Breaker v ., S~ e S e
Shape Shape iy &
Cutting conditions D096 Cutting conditions D096
. Application  Medium cutting
Grade T9215
TS

Breaker =
Shape

Cutting conditions D096

S  Application eecision Finishing Finishing to

finishing medium cutting
Grade SH725 SH725 AH8015 AH8015
Js JTS SS TS
Breaker @ @ ‘ ﬁ i o
Shape
Cutting conditions D096

s Application  Medium cutting

Grade AH8015
TS
Breaker
Shape
Cutting conditions D096

Reference pages: A/E-SDZXR/L: Insert — B126 -
Standard cutting conditions — D096
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A-SVZBR/L

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

DMIN

‘ I—a .
2 %
LF =z
=1©)
(®]
| 2
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF  LF LH L3 H f2 GAMP GAMF RE* Insert  Torque*
A16Q-SVZBR/L11-D200 Steel 20 16 15.5 180 35 12.5 15 8 0° -8° 0.4 VB**1108... 1.2
A20R-SVZBR/L11-D250 Steel 25 20 17.5 200 40 12.5 18 8 0° -7° 0.4 VB**1103... 1.2 ﬁ
A25S8-SVZBR/L16-D320 Steel 32 25 24 250 50 17.5 23 12 0° -6° 0.8  VB*1604... 3 §
o
A32T-SVZBR/L16-D400 Steel 40 32 275 300 72 17.5 30 12 0° -5° 0.8 VB*1604... 3 2
*Torque: Recommended clamping torque (N-m) k=
**RE : Standard corner radius
Note: Use right-hand toolholders (SVZBR**) with right-hand inserts (R); and left-hand toolholders (SVZBL**) with left-hand inserts (L).
SPARE PARTS & /®
Designation Clamping screw Wrench
A**-SVZBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVZBR/L16-D320 CSTB-3.5 T-15F
A32T-SVZBR/L16-D400 CSTB-3.5L T-15F
B INSERT SELECTION
. Application Zﬁ:ﬁﬁ’; Finishing m:(ljr:hsr:lnlgﬂttt?n g M Application zﬁgﬁfg Finishing mg&'}f,ﬂiﬂﬂﬁ?ng
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker - Chipbreaker _
Sy i @ W e A <G
Cutting conditions B014 Cutting conditions B0O16
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Chipbreaker
Shape % shape @
Cutting conditions BO14 Cutting conditions BO16
L Finishing t By AT Finishing to
. Application mecliriltlsmlgﬂtt?ng Application Finishing medium cutting
Grade T515 Grade AH8005 AH8015
cM PS PS
Breaker Breaker
Shape ‘ Shape @ @
Cutting conditions B020 Cutting conditions B024
H Application Zﬁgﬁ:’; Finishing
Grade BXA10 BXA20
HP HS
Breaker = e G =
Shape E”'i:._-m_z-ﬂﬂ S
Cutting conditions B026

Reference pages: A-SVZBR/L: Insert — B150 -, CBN — B207 -
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STREAMETBAR

A-SVZCR/L
Screw-on boring bar, for positive 35° rhombic inserts

DMIN LH H @
4—7 . 4

CUtting edge Style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert  Torque*
A12M-SVZCR/L08-D160 Steel 16 12 11 150 30 10 11 515 0° -8° 0.4 VC**0802... 0.6

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

SPARE PARTS & /é

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

I INSERT SELECTION

. Application Finishing mS:iri.LSn':ir;?ltttciJng M Application Finishing m:ciiri‘:fnr:irt]:gttt?ng Application meFilr:LsnngtE(?ng
Grade NS9530 T9215 Grade AH6225 AH6225 Grade T515
PSS PS CM
Breaker Chipbreak Breaker
sepe i W dhape | o o shere R
Cutting conditions B014 Cutting conditions B016 Cutting conditions B020
. Application  Frecison Finishing  Medium cutting . Application  Finishing (G000 [ Application  Frecisn Finishing
Grade DX120 DX140 KSO05F Grade AHB8005 AH8015 Grade BXA10 BXA20
DIA with rake DIA AL PS PS CBN CBN
Breaker - Breaker Break
Shape \ | - e 9 o w Shape o o Srﬁgpzr = .. I !' =
Cutting conditions B022 Cutting conditions B024 Cutting conditions B026
z &
A-PDZNR/L
Lever-lock boring bar, for negative 55°/45° rhombic inserts
ST - ®
=
AN Fo Dy |
Y se=
Y i D
=
ala LH
GAMF = - LF 4=
o
IS - k
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A32S-PDZNR/L15-D400 Steel 40 32 22 250 50 30 11.5 -6° -13° 0.8 DN**/FNGA1504... 4.8
A40T-PDZNR/L15-D500 Steel 50 40 27 300 60 37 14.5 -6° -10° 0.8 DN**/FNGA1504... 4.8
A50U-PDZNR/L15-D630 Steel 63 50 35 350 65 47 145 -6° -8° 0.8 DN**/FNGA1504... 4.8

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

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

SPARE PARTS Y74 @‘v ( @ & S &

Designation Shim Cfé?gwg Wrench  Spring pin ag!;:"rﬁzm* forS:ilrivgle*
A32S-PDZNR15-D400 LSZ42BR LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A32S-PDZNL15-D400  LSZ42BL LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PDZNR15-D500 LSZ42BR LCS4 P-3 LSP4 LCL4 = SSHM5-6
A40T-PDZNL15-D500  LSZ42BL LCS4 P-3 LSP4 LCL4 = SSHM5-6
A50U-PDZNR15-D630 LSZ42BR LCS4 P-3 LSP4 LCL4 - SSHM6-6
A50U-PDZNL15-D630  LSZ42BL LCS4 P-3 LSP4 LCL4 = SSHM6-6

*Optional

Reference pages: A-SVZCR/L: Insert = B152 -, CBN — B209, PCD — B220
A-PDZNRY/L,: Insert — B066 -, B075, CBN — B172 -, PCD — B211
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STREAMETBAR

S-PDZNR/L
Lever-lock boring bar, for negative 565°/45° rhombic inserts
DMIN H
| > * ||
PN
[ z N k
& s ] N
= D
25 A >
v LH | & =
GAMF P LF 8
o T 1 O
[{e] + i o
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 B GAMF RE*+ Insert
S32S-PDZNR/L15 Steel 40 32 22 250 30 30 6 29.5 -13° 0.8 DN**/FNGA1504...
S40T-PDZNR15 Steel 50 40 27 300 35 37 7 37.5 -10° 0.8 DN**/FNGA1504... g
S50U-PDZNR15 Steel 60 50 35 350 40 47 10 47.5 -8° 0.8 DN**/FNGA1504... E
**RE : Standard corner radius §
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L) s
[
&
g & (M L
SPARE PARTS ° —
Designation Shim Clamping screw Wrench Spring pin Lever
S$32S-PDZNR15 LSZ42BR LCS4 P-3 LSP4 LCL4
S32S-PDZNL15 LSz42BL LCS4 P-3 LSP4 LCL4
S*0*-PDZNR15 LSZ42BR LCS4 P-3 LSP4 LCL4
I INSERT SELECTION
. Application Zﬁgﬁfg Finishing Medium cutting Medil;mttiz;eavy M Application Finishing Medium cutting MedilérJ]ﬁtiﬁ;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker - Chipbreaker i .
Shape @ ‘ @ @ shape Siggy ? i 0 o
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting MediﬂTﬂE?‘;eaw Application 2':2?&;‘ Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA with rake DA P
Breaker Breaker .
Shape ‘ ‘ . share L - ®
Cutting conditions B008 Cutting conditions B010
. Application Zﬁ:ﬁfg Finishing Medium cutting H Application Zﬁgﬁfg Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
. @& - - W,
Shape s P 6 Shape | P
Cutting conditions B012 Cutting conditions B014

Reference pages: S-PDZNR/L: Insert — B066 -, B075, CBN — B172 -, PCD — B211
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Technical Guide

S0OREMEISTER

Anti-vibration bar

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

@

DCONMS
OHX DCONWS
%)
i ] 223
2] —— —
Q) 0 T 2y
- OAL - 50 & 60 mm Shank
Designation Material DCONWS DCONMS OAL OHX CNT
D16-L156-7D-C Steel 16 16 156.3 92 G1/8
G16-L204-10D-E Carbide 16 16 204.3 140 -
D20-L200-7D-C Steel 20 20 200.3 120 G1/4
G20-L260-10D-E Carbide 20 20 260.3 180 -
D25-L255-7D-C Steel 25 25 257.5 155 G1/4
D25-L330-10D-C Steel 25 25 332.5 230 G1/4
D32-L320-7D-C Steel 32 32 323 192 G3/8
D32-L416-10D-C Steel 32 32 419 288 G3/8
D40-L408-7D-C Steel 40 40 411 248 G1/2
D40-L528-10D-C Steel 40 40 531 368 G1/2
D50-L518-7D-C Steel 40 50 523 318 G1/2
D50-L668-10D-C Steel 40 50 673 468 G1/2
D60-L628-7D-C Steel 40 60 633 388 G3/4
D60-L808-10D-C Steel 40 60 813 568 G3/4
& S
SPARE PARTS ¢
Designation Clamping screw Wrench
D16-L..., G16-L... SRM3X10DIN912 HW2.5
D20-L..., G20-L... SR55-2M3.5X10 HW2.5
D25-L... SRM4X12DIN912 HW3.0
D32-L... SRM5X12DIN912 HW4.0
D40-L..., D50-L...
DL SRM6X16DIN912-12.9 HW5.0
C6-9D-C
PSC adapter with anti vibration, L/D = 9
) 2 ®
= = %
7 LB . 8
nh o
=
z e = 513
o M k-4 - %j}
o
)

Designation Material DCONWS DCONMS LPR LB WT (kg)
C6-D25-L230-9D-C Steel 25 63 230.5 200.1 1.65
C6-D32-L288-9D-C Steel 32 63 288.5 259.5 2.73
C6-D40-L368-9D-C Steel 40 63 368.5 339 4.45

& S

SPARE PARTS ¢
Designation Clamping screw Wrench
C6-D25... SRM4X12DIN912 HW3.0
C6-D32... SRM5X12DIN912 HW4.0
C6-DA40... SRM6X16DIN912-12.9 HW5.0
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SBOREMEISTER

C#-SH-CHP / C#-SH-E-CHP

PSC compatible adapter with steel or carbide core

. PR _ ‘é . LPR % @
B _ 8 - LB 8
g Y OL o v %) Y o
= i = I T — = iy
o} @F T o} I P — j;%g}
g i 1! u
Fig. 1 Fig. 2 g
_8
Designation Material DCONWS DCONMS LPR LB Fig 3
C4-SH-D16-2.5D-CHP Steel 16 40 40 20 1 :
C4-SH-D20-2.5D-CHP Steel 20 40 50 30 1 =
C4-SH-D25-2.5D-CHP Steel 25 40 55) 35 1
C4-SH-D32-2.5D-CHP Steel 32 40 75 55 1
C4-SH-D40-3D-CHP Steel 40 40 80 80 1
C6-SH-D20-5D-E-CHP Carbide 20 63 100 78 2
C6-SH-D25-5D-E-CHP Carbide 25 63 115 93 2
C6-SH-D32-5D-E-CHP Carbide 32 63 150 128 2
C6-SH-D40-5D-E-CHP Carbide 40 63 185 163 2
SPARE PARTS %g
Designation Clamping screw Wrench
C4**D16... SRM3X10DIN912 HW2.5
C4/C6**D20... SR55-2M3.5X10 HW2.5
C4/C6**D25... SRM4X12DIN912 HW3.0
C4/C6**D32... SRM5X12DIN912 HW4.0
C4/C6**D40... SRM6X16DIN912-12.9 HWS5.0
D#4D-SH
Steel shank for internal turning, with through coolant
= ®
A= & /
T Y
i -ac
A S
OAL DCONMS
A-A cross section
Designation Material DCONWS DCONMS OAL CNT H
D16-L105-4D-SH Steel 16 16 105 UNC-2B 3/8"-16 15
D20-L140-4D-SH Steel 20 20 140 UNFC-2B 3/8"-24 18
D25-L200-4D-SH Steel 25 25 200 UNF-2B 1/2"-20 23
D32-L218-4D-SH Steel 32 32 218 UNF-2B 1/2"-20 29
D40-L283-4D-SH Steel 40 40 283 UNF-2B 1/2"-20 36
SPARE PARTS K\\\\\@ %S
Designation Clamping screw Wrench
D16**4D-SH SRM3X10DIN912 HW2.5
D20**4D-SH SR55-2M3.5X10 HW2.5
D25**4D-SH SRM4X12DIN912 HW3.0
D32**4D-SH SRM5X12DIN912 HW4.0
D40**4D-SH SRM6X16DIN912-12.9 HWS5.0
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SBOREMEISTER

RSL sleeve

Split sleeve for anti-vibration bar

%)
=
zZ
(@]
o
a
Designation DCONWS DCONMS BD LB H
RSL-32-16-L66 16 32 42 60 Bil
RSL-32-20-L66 20 32 42 60 31
RSL-32-25-L66 25 32 42 60 31
RSL-40-16-L76 16 40 50 70 38.5
RSL-40-20-L76 20 40 50 70 38.5
RSL-40-25-L76 25 40 50 70 38.5
AVC-SET
Center height set up device
[
=
| }%
&)
ay
LPR
_ [
=
Designation DCONMS H LPR LB Applicable shank
AVC-SET 16-25 20 15 14.5 8.9 16, 20, 25
AVC-SET 32-60 29 16 17.5 11.43 32, 40, 50, 60
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STREAMIETBAR

BLM sleeve

Round shank sleeve for StreamJetBar-Mini series

Designation DCONMS
BLM159-04 15.875
BLM159-05 15.875
BLM159-06 15.875
BLM159-07 15.875
BLM16-04 16
BLM16-05 16
BLM16-06 16
BLM16-07 16
BLM19-04 19.05
BLM19-05 19.05
BLM19-06 19.05
BLM19-07 19.05
BLM20-04 20
BLM20-05 20
BLM20-06 20
BLM20-07 20
BLM22-04 22
BLM22-05 22
BLM22-06 22
BLM22-07 22
BLM25-04 25
BLM25-05 25
BLM25-06 25
BLM25-07 25
BLM254-04 25.4
BLM254-05 25.4
BLM254-06 25.4
BLM254-07 25.4

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

*Optional

Clamping screw A

T

s

|

DCONWS

&

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

()
N

N o o~ N OB NOO OO RSN OO OGO BRSNOO OGO BRSNOOOGOOBRMSNO OGBS

DCONWS 7]

S2 S3
st - 7 |
I ‘ g ﬁ
%i o0 }% w
| g

A

1o LF .

BD LF H S1
15 100 15 5
15 100 15 5
15 100 15 5
15 100 15 5
15 100 15 5
15 100 15 5
15 100 15 5
15 100 15 5
18 100 18 5
18 100 18 5
18 100 18 5]
18 100 18 5
13 100 19 5
14 100 19 5
15 100 19 5]
16 100 19 5
13 125 21 5
14 125 21 5
15 125 21 5]
16 125 21 5
13 125 24 5
14 125 24 5
15 125 24 5]
16 125 24 5
13 125 24 5
14 125 24 5
15 125 24 5]
16 125 24 5

&

SSHM4-4
SSHM4-6
SSHM4-4
SSHM4-6
SSHM4-4
SSHM4-6
SSHM4-8
SSHM4-8
SSHM4-6
SSHM4-8
SSHM4-6

Clamping screw B, C

{

Wrench

P-2
pP-2
P-2
P-2
P-2
P-2
P-2
P-2
P-2

P-2

&

Seal cap*

(inner screw)

CA-16(M6)
CA-16(M6
CA-16(M6
CA-16(M8)
CA-16(M6
CA-16(M6
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)

)
)

)
)

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

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

Int. Toolholder
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STREAMIETBAR

BLS sleeve
Square shank sleeve for boring bars (regular length)
I P
S| 4-M6 (3-M6) %)
e 45 = -] '
S| === ‘ o co¢
Q Nl _ala S O =
ITL ,,,,,,,,,,,,,, a
)
Designation DCONWS LF
BLS16-08 8 125 28
BLS16-10 10 125 28
BLS16-12 12 125 28
SPARE PARTS (
BLS16-... P-3
BLS-C sleeve

Square shank sleeve for boring bars (short type)

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

BLS16-**C P-3
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BLM sleeve

Round shank sleeve for boring bars

DCONWS 3-M5X0.8

DCONMS

0 -
] e S _
ﬁ
o
Designation DCONWS DCONMS LF H B =
BLM19-08 8 19.05 100 18 18 =
BLM20-08 8 20 100 18 19 E
BLM22-08 8 22 125 21 21
BLM254-08 8 25.4 125 24 24
BLM25-08C 8 25 55 23 24
BLM25-10C 10 25 55 23 24
BLM25-12C 12 25 55| 23 24
SPARE PARTS (
BLM... P-2.5

BLC sleeve
Round shank sleeve for boring bars
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Designation DCONWS LB LF DCONMS
BLC40-8 8 73 13 40
BLC40-10 10 73 13 40
BLC40-12 12 73 13 40
BLC40-16 16 73 13 40
BLC32-8C 8 45 20 32
BLC32-10C 10 45 20 32
BLC32-12C 12 45 20 32
BLC40-8C 8 55 13 40
BLC40-10C 10 55] 13 40
BLC40-12C 12 55 13 40
BLC40-16C 16 55) 13 40
SPARE PARTS (
BLC40-8 P-3
BLC40-1... P-4
BLC32-8C P-3
BLC32-1"C P-4
BLC40-8C P-3
BLC40-1*C P-4

Tungaloy D095




Technical Guide

MINIFFURN

I STANDARD CUTTING CONDITIONS

FOR INTERNAL TURNING

ISO Workpiece material

Low carbon steel / Low alloy steel

Carbon steel / Alloy steel

Stainless steel (Austenitic)
M Stainless steel (Martensitic and ferritic)

Stainless steel (Precipitation hardening)

Grey cast iron

Ductile cast iron

. Aluminum alloys
Copper alloys

Titanium alloys

«

Nickel-based alloys

Hardened steel

Grade
First choice  Second choice
T9215 -
T9225 -
AHB8015 -
- AH725
- NS9530
- GT9530
T9215 -
T9225 -
AHB8015 -
- AH725
- NS9530
- GT9530
AH8015 -
- AH725
- T9215
AHB8015 -
- AH725
- T9215
AH8015 -
- AH725
- T9215
T9215 -
T9225 =
- AH8015
- AH725
- NS9530
- GT9530
T9215 -
T9225 -
- AH8015
- AH725
- NS9530
- GT9530
KSO05F -
KSO05F -
AHB8015 -
AHB8015 @
BXA20 -
- BXA10

Reference pages: A/E-SCLXR/L — D021, S-SCLXR/L-H — D022
A/E-SWLXR/L — D023, S-SWLXR/L-H — D024

A/E-SDXXR/L — D036

D096 tungaloy.com

Cutting speed
Ve (m/min)
120 - 350
100 - 300
50 - 200
50 - 180
80 - 250
80 - 300
80 - 350
80 - 300
50 - 200
50 - 180
80 - 250
80 - 300
50 - 150
50 - 150
50 - 200
50 - 150
50 - 150
50 - 200
50 - 150
50 - 150
50 - 200
100 - 350
100 - 350
50 - 200
50 - 180
80 - 250
80 - 300
100 - 350
100 - 350
50 - 200
50 - 180
80 - 250
80 - 300
100 - 300
100 - 300
20 - 80
20-80
50 - 220
50 - 220

Depth of cut
ap (mm)
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
03-2
0.12-0.8
0.12-0.8

Feed
f (mm/rev)

0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08-0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08-0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08-0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08-0.3
0.1-0.3
0.1-0.3




TURNTEC

Il STANDARD CUTTING CONDITIONS

LNMX1204
ISO  Workpiece material Chip Grade Cutting speed
breaker Ve (m/min)
TDR T9115 120 - 250
Steels
. S45C, SCM415, etc.
(S BT G, TDR T9125 80 - 180
Stainless steels TDR T9115 100 - 180
M SUS304, SUS316, etc.
X5CrNi18-9,
X5CrNiMo17-12-2, etc. TDR T9125 80 -180
LNMX1606
ISO Workpiece material Chip Grade Cutting sp_eed
breaker Vc (m/min)
TDR T9115 120 - 250
Steels TDR T9125 80 - 180
S45C, SCM415, etc.
C45, 18CrMo4, etc.
TWR T9115 120 - 250
TWR T9125 80 - 180
TDR T9115 100 - 180
TDR T9125 80 -180
Stainless steels MDR T9115 100 - 150
SUS304, SUS316, etc.
M X5CrNi18-9,
X5CrNiMo17-12-2, etc. MDR AH725 50 - 150
TWR T9115 100 - 180
TWR T9125 80 - 180
LNMX2410
ISO  Workpiece material  ChiP Grade Cutting speed
breaker Vc (m/min)
TDR T9115 120 - 250
Steels
. S45C, SCM415, etc.
C45, 18CrMo4, etc. TDR To125 80 - 150
Stainless steels TDR T9115 100 - 180
SUS304, SUS316, etc.
M X5CrNi18-9,
X5CrNiMo17-12-2, etc. TDR T9125 80 - 150

Reference pages: S-TLANR/L — D040

*Values in red are for facing.

Depth of cut: ap (mm)

Feed: f (mm/rev)

RE:0.8 RE:1.2
0.5-5 0.8-5
05-22 0.8-22
05-5 0.8-5
0.5-2.2 0.8-22
0.5-5 0.8-5
OB =22 0L -2.2
0.5-5 0.8-5
05-22 0.8-22

Depth of cut: ap (mm)

RE: 0.8 RE: 1.2
0.15-0.6 0.25-0.8
0.15-0.6 0.25-0.8
0.15-0.6 0.25-0.8
0.15-0.6 0.25-0.8

Feed: f (mm/rev)

RE:0.8 RE:1.2 RE:1.6
05-5  08-6 1-8
05-32 08-32 1-32
05-5  08-6 1-8
05-32 08-32 1-32
1-8 0.8-6 i
1-32  08-32
1-8 0.8-6 i
1-32  08-32
05-5  08-6 1-8
05-32 08-32 1-32
05-5  08-6 1-8
05-32 08-32 1-32
15-6  15-7 i
05-32 08-3.2
15-6  15-7 i
05-32 08-32
05-5  08-6 i
05-32 08-32
05-5  08-6 i
05-32 0.8-3.2

Depth of cut: ap (mm)

RE:0.8 RE:1.2 RE:1.6

015-0.6 0.25-0.8 0.3-1

0.15-0.6 0.25-0.8 0.3-1

015-0.6 0.25-0.8 =

015-0.6 0.25-0.8 =

015-0.6 0.25-0.8 0.3-1

015-0.6 0.25-0.8 0.3-1

01-05 0.15-0.7 o
01-05 0.15-07 =
0.15-0.6 0.25-0.8 -

015-0.6 0.25-0.8 o

Feed: f (mm/rev)

RE: 1.6 RE: 24
4-15 5-15
1-45 1-45
4-15 5-15
1-45 1-45
4-15 5-15
1-45 1-45
4-15 5-15
1-45 1-45

RE: 1.6 RE: 2.4
0.3-1 0.3-11
0.3-1 0.3-1.1
0.3-1 0.3-11
0.3-1 0.3-11
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Technical Guide

TUNGEBMINI
I STANDARD CUTTING CONDITIONS

BMIN Description Depth of cut Feed Cutting speed: Vc (m/min)
Insert ap (mm) f (mm/rev) Carbon steel, Alloy steel Stainless steel
010 XOMUO05X204-PS 05-3
012 XOMUO06H204-PS 0.5-35 .
0.05-0.2 50 - 180 m/min 50 - 160 m/min
o014 XOMUO7H304-PS 05-45
016 XOMUO08T304-PS 05-5
6
5 - | |
XOMUO08
€
£ 41 XOMUO07
o
© XOMUO06
3 3]
© XOMUO05
ey
a 2
oy
a
1 -
0 0.05 0.1 0.15 0.2 0.25

Feed: f (mm/rev)

Reference pages: A/E-SXUOR/L — D065

D098 tungaloy.com
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