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Parting, Grooving - Content structure

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

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

How to use the page

Method D

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

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

Machining Overview
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Fo12 page
Max. groove depth: 6.4 mm Max. groove depth: 50 mm
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Precision

ng tools with uniquely shaped insert for swiss type machine and general lathes
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External grooving and threading toolholder, high pressure coolant
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Method ®

Select the tool series or the tool specification from
Quick Guide on F006 - FO07 and see the details on

each page.

Quick Guide

External grooving
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TETRAMCEUT ‘ = INSERTS
STCR/L-18 TCS18R/L (3D chipbreaker, honed edge)
TTecISI0n Gro0VINg 1008 WIth uniquely shaped insert for swiss type machine and general lathes
ER
6 Righ-hand () shown,
Gl
| EX *
W Suness | %
Designation insert JToraue®  Fig. OseSxo M
SToRL 101018 ore. | 12 1 Nor oo
STCRLIZ12F18 TCe 12 ' pupersleys B[k
sTeRLIZIZKIB ot 12 1 i Hord netris ok Frstetorce
STCRLIBISX1B Tcr18. 12 ' Coated
STCRA2020H18 e 12 1 Designati RE obx
sTcRz020K18 12 2
sTRA525218 12 2
o e e T T e oot o o o mand o TCST8R100.010 Bl o 2
Toraue nded clamping foraue: Nm TCST8L100-010 L[ Ton 2
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(4) © 6 e :
STCR/—18-CHP TCS18A125-010 ERERKE B
External grooving and threading toolholder, high pressure coolant compatible TOS18L125-010 L[z o1 2
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TCS18R145-010 " s [ o 35
Designation HBH  Insert  Torque® TCST8L145-010 T e o0 35
STORILIOIZH1B-CHP W02t A wa 0 ome 4 e 12 TSRS T =
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Torque: Recommanded torse N for Gamping TCST8RT50.020 e oz 35
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TOS18L195-020 T e [0z 35 O
TCS16R200-010 Rl 2 [or 35
T0S18200-020 Rl 2 o2 35
TCS18L200-020 T2 [z 35
TCS18R225-020 " e 02 35
TOS18L225-020 T ez [0z s
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TCS18L230-020 L 25 [0z 35
T0S18250-010 " 25 [ o1 35
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T
Reference pages: Inserts — F051 - F057, Standard cutting conditions — F058
Parts for coolant hose — F266 Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
1S
‘ F044 tungaloy.com F052 tungaloy.com

: Application
: Tool series name

I STANDARD CUTTING CONDITIONS

TCS18RIL, TCL18R/L (3D chipbreaker), TCG18R/L (honed edge), TCG18R/L (Full R)

OO0dQ

iy e TR s e o : Dimension table
| el e Avizo2s 80-180 0%3-012  004-016 004014 * Toolholder designation
R nvirozs o0- 180 0%-012  004-01  004-014 )
M oo s oSS oo w0, MRS 0@ omow  ooiats  ooi-ore e.g. right-hand, 12x12 mm square shank
Castion AHT7025 50- 180 0.03-0.12 0.04-0.16 0.04-0.14

Grey
. FC250, FC300, te., 250, 300, etc., GG25, GG30, etc.

v Ductile cast ron
T D icascist AHT025 50- 180 003-042  004-0.16  004-0.14
um

Thanium aloys s 0-60 0m-012  004-016  004-014
s Mcuosesoel 7025 20-40 003-012  004-016  004-014
TCP18RI/L (lightly honed edge), TCP18R/L-F (sharp edge) ( g )
Cutting speed Feed . 1 H
1so Workpiece materials Priority Grades o) £ (mmirev) . p p |caple INser
o s oy T wio oo : Spare parts
v : Insert
ranose s @ omor : Standard cutting conditions
roi, S o0, e : Reference pages
. Ti-6A1-4V, etc. Toughness. AHT25 30-80 0.03-01
Brzaig First choice AHT725 20-40 0.03-01

Inconel71, etc.

When ordering
- Please specify the designation and quantity for toolholders.
e.g. CTER2020-4T25 ... 1
- Please specify the designation and quantity for shank and adapter set when ordering both.
e.g. CHSR2020-CHP ... 1, CAER-3T20-CHP... 1 (one shank per package, one adapter per package)
* Clamp screw for adapter is included.
- Please specify the designation, grade, and quantity for inserts.
e.g. DGS3-020 AH7025 ... 10 (10 inserts per package)
*You will find a note if the number per package is not 10.
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Machining Overview

External grooving

FO12 page
Max. groove depth: 6.4 mm Max. groove depth: 50 mm
TETRAMCEUT Fosspage TUNGCUT Fo14 page
TETRAFEUT  rosopage ADDFCUT FO12 page
GBR/L F098 page DUOJEUT FO71 page
TUNGHEROOVE  Fosspage
MY-T SERIES FO77 page

Internal grooving F120 page

General internal grooving and turning
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SNG / CNG& F159 page
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Face grooving

F168 page
TUNGCUT F172 page
EASYMCEUT F168 page

TETRAMCEUT  F199page
MY‘T SERIES F214 page

Grooving

Parting

F224 page

General parting

ADDFEGT F224 page
TUNGCUT F229 page

TETRAFEUT F059 page
TETRAMCEUT  rosspage

UusT

DUoJEUT F247 page
MY-T SEXRIES  r252pa0
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Quick Guide

External grooving

Parting

Ccw

i
CUTDIA

Series Insert shape (nC”nvrx) (Cr:n I?nX) Priority Page (rivn\:) Cg}l’rg)lA Priority Page
ORCE
ﬁﬁDFCUT ' 2-5 33 O F012| 2-5 120 m F224
©
NTERNAL
ADDICUT
TUNGCUT ’ 1.2-8 35 m FO14| 1.2-8 120 © F229
@)
‘I'E‘I'RAFC’CRGT ﬁ 05-4 10 M F059| 0.5-4 20 M F059
@) ©
TETRAMIEUT ﬁ 0.33-3 35 M F044| 0.33-3 7 M F044
© ©
sUoJEUT & 06-25 105 © FO71| 0.6-2 20 O F247
GBR/L ' 0.33-45 5 O  F099
MY-T SERIES 4.,) 25 25 O For7| 2-5 120 O F252

EASYMCEUT
TUNEH&EROOVE 10-25 50 © F095
SNG / CN& e
- 1-45
XG/XN j XGRL) © O F105
1-3
' Flocy 407 O Foot
1-2.25
Other A (GTGN) 1.8 O  F093
— 1.15-4.2
v GLRIL) O F103

FO06 tungaloy.com




© : First choice

(O : Usable
Face grooving Internal grooving T;EI:I_';? Turning
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CW  CDX DAXN 5. . CW CDX DMIN 2 CW  CDX e CW CDX .-
mm)  (mm) (mm) Priority Page (mm) (mm)  (mm) Priority Page (mm)  (mm) Priority Page (mm)  (mm) Priority Page
2-4 32 55 © F122
0.5-3 3 10.5 EFWO
@)
Fo14
2-6 25 25 EFWZ 2-8 10 25 © F126| 2-8 35 EFZSZ 2-8 35 EFOM
(©) (©) ©)
o
£
1.57-3 6.4 MF%Q (>3
@ o
O]
E E
0.33-3 3 F199 1-3.18 35 F044
@) @
2-25
FO71
(JXDX) 6 © 0
0.33-45 25 35 O F156| 1-4 5 O  F099
3-5 22 30 O F214| 3-5 6 25 O F146| 3-5 25 O F077| 3-5 25 O  Fo77
4-6 65 30 © F168
1-3.5 3 8 O  F159
1-45 1-45
(XNR/L) 6 55 O  F222 (XGR/L) 6 55 O  F166
193 407 349 O Fi52
(FLG-CB) ’
1-2.25
(GTGN) 1.8 24 O  F154
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ORCE

ADDFCUT

Highly rigid self-clamping system improves productivity
for deep grooving and parting-off operations

@ The stopper supporting the insert bottom ensures secure edge position for
excellent repeatability

@ The pocket is designed to securely spring-clamp the insert with three contact
faces for stability

@ Smooth uninterrupted chip flow is possible thanks to two variations of effective
3D chipbreakers

o Main cutting force

Stopper

Reference pages: F012, F122, F224

FO08 tungaloy.com




QGS

TUNeFSLADE QGM

I Strong holder design ensures tool stability and productivity gains
during demanding cutting conditions

The blade provides reduced tooling cost
with three insert pockets, while its strong
backing beneath the insert withstands
heavy cutting loads during machining.

Grooving

Economical blade with three insert
pockets.

Specially designed tool block has two
contact faces to provide enhanced tool
rigidity.

With much thicker support than existing grooving blades, tool deflection and chatter are
minimized even at higher feed rates.

Conventional TUNGFéi.ADE

X

QSG blade + CHTBR/L tool block

Reference pages: F226, F234, F235

Tungaloy Fo09




Unique insert clamping system ensures
high indexing repeatability and clamping rigidity

The insert is supported at three optimized positions for rigid clamping and
superior repeatability

Workpiece Protective pocket design for un-used
cutting edges

Cutting force

Received
cutting force

Through coolant

Positioning

The same insert can be assembled on
either left- or right-handed holder

A

Left hand thread (Black) Right hand thread (Silver)
Prevents the screw from loosening while machining

" Right hand
holder

Left hand
holder

Reference pages: F120

FO10 tungaloy.com




TUNGCUT

Multi-functional grooving tool series
with excellent versatility

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

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

B High clamping rigidity

For stable tool life and accuracy

Clamping system

High repeatability
and durability due
to long pocket!

Grooving

’ Stable and safe
contact areas

Minimizes cutting edge displacement

Direction of
- Competitor /o load

| - Conventional grade
<+ TUNGCUT /

0.03

Displacement (mm)

0.02
0.01 %5
0 500 1000 1500 | Measuring point

Load (N)

B Excellent chip control at low feed rates

Bearing steel Lo | &t r“:“ i, ,_
5 T S . LY .
(B1/52100/SUJ2) _ = b | B3 LK | T
, _ , , £ 100 ”f:\_:; v/ 7 g W & X
First choice chipbreaker for bearing steel. £ “crt </ o » - 5° e ¢
Excellent chip control at low feed rates. o C R Iy T g
.>. C o WS C_\“' L
3
(0]
Workpiece material : SUJ2 Q e ¥ aye ® s =
Toolholder : CTER2525-3T09 o U o st i e 2
Insert : DGL3-025 £ t"':* 5.* " '.*,'.,", il . e -
Cutting speed : Ve = 50, 100 m/min £| 50 st na? Y set 5% 0 " * % %
Groove width :3mm O bagy T sq o 7" wa * ke
Latse ¢ w2 " FEE T ried ap
s R | I ") a * s *
DGL
0.08 0.05 0.07 0.1
Feed: f (mm/rev)

Reference pages: F014, F126, F172, F229, F262

Tungaloy F011




ADDFCUT

QSER/L

External toolholders for grooving and parting

o ol

e o
[\ LF -
LH
£ T
J Right hand (R) shown.

Designation Ccw CDX Seat size H B LF LH HF WF
QSER/L2020-2T26 2 20 20 125 36 20 20.1
QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2525-2T26 2 2% 2 25 25 150 36 25 25.1
QSER/L2525-2T33 2 33 2 25 25 150 42 25 25.1
QSER/L2020-3T26 3 28 3 20 20 125 36 20 20.3
QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2525-3T26 3 2% 3 25 25 150 36 25 25.3
QSER/L2525-3T33 3 33 3 25 25 150 42 25 25.3
QSER/L2020-4T33 4 3 4 20 20 125 42 20 20.4
QSER/L2525-4T33 4 33 4 25 25 150 42 25 25.4
QSER/L2525-5T33 _ 5 25 25 150 42 25 255

SPARE PARTS {
QSER/L... QL-39
I CHIPBREAKER GUIDE
. . . ¥
QGM First choice for grooving M Standard feed % UH’
and parting 0.5
0.4

high strength
CW=2-5mm

Smooth chip evacuation
Well-designed edge with

0.3

Feed: f (mm/rev)

0

0.2 I I
0.1 I SO
2 3 4 5

Groove width: CW (mm)

. +
QGS Lower cutting force and M Standard feed % U%ﬁ
superior sharpness 05
. . = 04
Uniquely designed edge E
and chipbreaker é 03
CW=2-5mm ; 0.2
8 o1 l I I
0% 3 7 5
Groove width: CW (mm)

FO12 tungaloy.com




Il INSERTS
QGM

External deep grooving and parting

cw B

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
: ; Seat &
Designation ~- |cw=005| RE | INSL| h
size 2
=
<
QGM2-020 2 2 02 | @ 11 5.3
QGMS3-020 3 3 02 | @ 11 5.3
QGM4-030 4 4 03 | @ 13 7.3
QGM5-030 5 5 03 @ 13 7.3
@: Line up 8’
>
QGS 8
External deep grooving and parting (B
RE

™

- Steel Y
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation i?:: CW:005| RE g INSL| h
I
<
QGS2-020 2 2 02 @ 11 53
QGS3-020 3 3 02 | @ 11 5.3
QGS4-030 4 4 03 | @ 13 7.3
QGS5-030 5 5 03 | @ 13 7.3
@: Line up

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material Hardness
Steels
. C45, 34CrMod, etc. SEUDIIE
Stainless steel
M X10CrNiS18-9, etc. SEWIE
Gray cast iron B
. GG25, 250, etc.
Ductile cast irons _
GGG45, 450-10S, etc.
Superalloys
. Inconel718, etc. <HRC 40
Titanium alloys
Ti-6AI-4V, etc. SLIRE A

Please see page F012 for feed: f (mm/rev).

Grade

AH7025

AH7025

AH7025

AH7025

AH7025

AH7025

Cutting speed
Vc (m/min)

50 - 180
50-120
50 - 180
50 -120
20-60

20-80

Tungaloy Fo13




TUNGCUT

CTER/L

External grooving, parting and turning toolholder

i 4 i
b |

f 2
] v
HBHA Right hand (R) shown.
Designation cw Seatsize  CDX H B LF LH HF WF ™) HBH  Torque*

CTER/L1616-2T08 - 2 8 16 16 110 33 16 16.1 4 5
CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 - 5
CTER/L2525-2T08 [N 2 8 25 25 150 33 25 25.1 = 5
CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4 5
CTER/L2020-2T12 _ 2 12 20 20 125 32 20 20.1 = 5
CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 - 5
CTER/L1616-2T17  [N2 2 17 16 16 110 37 16 16.1 4 5
CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 - 5
CTER/L2525-2T17 _ 2 17 25 25 150 37 25 25.1 = 5
CTER/L2525-2T20 2 2 20 25 25 150 38.5 25 25.1 - 5
CTER/L1616-3T09 [N 3 9 16 16 110 32 16 16.3 4 5
CTER/L2020-3T09 3 3 9 20 20 125 32 20 20.3 - 5
CTER/L2525-3T09 _ 3 9 25 25 150 32 25 253 = 5
CTER/L1616-3T12 3 3 12 16 16 110 32 16 16.3 4 5
CTER/L2020-3T12 [N 3 12 20 20 125 32 20 20.3 = 5
CTER/L2525-3T12 3 3 12 25 25 150 32 25 253 - 5
CTER/L1616-3T20 _ 3 20 16 16 110 385 16 16.3 4 5
CTER/L2020-3T20 3 3 20 20 20 125 38.5 20 20.3 - 5
CTER/L2525-3T20 [N 3 20 25 25 150 385 25 253 = 5
CTER/L2525-3T25 3 3 25 25 25 150 445 25 253 - 5
CTER/L1616-4T10 _ 4 10 16 16 110 32 16 16.5 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/L2525-4T10 [N 4 10 25 25 150 32 25 255 = 85
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 - 8.5
CTER/L2525-4T15 _ 4 15 25 25 150 33 25 255 = 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25 _ 4 25 20 20 125 45 20 205 = 85
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 8.5
CTER/L3232-4T25 _ 4 25 32 32 170 45 32 325 = 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2525-5T12 _ 5 12 25 25 150 37 25 25.6 = 85
CTER/L2525-5T17 5 5 17 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T20 _ 5 20 25 25 150 37 25 25.6 = 8.5
CTER/L2525-5T32 5 5 32 25 25 150 56 25 25.6 - 8.5
CTER/L3232-5T32 [N 5 32 32 32 170 56 32 326 = 8.5
CTER/L2020-6T12 6 6 12 20 20 125 37 20 20.6 - 12
CTER/L2525-6T12 _ 6 12 25 25 150 37 25 25.6 7 12
CTER/L2525-6T16 6 6 16 25 25 150 39 25 25.6 7 12
CTER/L2525-6T20  [06 6 20 25 25 150 41 25 25.6 7 12
CTER/L2525-6T25 6 6 25 25 25 150 47 25 25.6 7 12
CTER/L2525-6T32 _ 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6T32 6 6 32 32 32 170 56 32 32.6 - 12
CTER/L2525-8T16  [IT8 8 16 25 25 150 47 25 26.1 7 12
CTER/L2525-8T25 8 8 25 25 25 150 47 25 26.1 7 12
CTER/L3232-8T25 _ 8 25 32 32 170 47 32 33.1 = 12
CTER/L3232-8T32 8 8 32 32 32 170 56 32 33.1 - 12
CTER/L2525-8T36 [ 08 1 8 36 25 25 150 60 25 26.1 7 12
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 - 12

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

FO14 tungaloy.com




SPARE PARTS

Designation
CTER/L1616-2T08

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

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM6X1X16-A
CM6X1X20-A
CMBX1X25-A
CM6X1X20-A
CM6X1X25-A
CM6X1X16-A
CMB6X1X20-A
CM6BX1X25-A
CM6X1X25-A
CMBX1X20-A
CMBX1X25-A
CMBX1X25-A
CMBX1X25-A
CM6X1X25-A
CMBX1X25-A
CM8X1.25X20-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CMB8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CMB8X1.25X25-A
CMB8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CMB8X1.25X25-A
CMB8X1.25X25-A

{

Wrench
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4

P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6
P-6

P-6
P-6
P-6
P-6
P-6
P-6
P-6

Reference pages: Inserts — F028 - F042, Standard cutting conditions — F043

Grooving
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TUNGCUT |
CTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

G1/8" BSPP %
=)

‘HL
@

Y
—
L]

5 =}

[
]

1 1
G1/8" BSPPA  A4BH Right hand (R) shown.
Designation (&)/A Seat size CDX H B LF LH HF WF ™) HBH  Torque*
CTER/L2020-2T17-CHP - 2 17 20 20 125 45 20 20.1 4 55
CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 25.1 - 55
CTER/L2020-3T20-CHP - 3 20 20 20 125 48 20 20.3 4 55
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 25.3 - 5.5
CTER/L2525-3T25-CHP [ 3 25 25 25 150 51 25 253 5 55
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 255 - 8
CTER/L2525-5T20-CHP - 5 20 25 25 150 49 25 25.58 =
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2525-2T17-CHP CM5x0.8x25-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4
CTER/L2525-3T20-CHP CM5x0.8x25-A P-4
CTER/L2525-3T25-CHP CM5x0.8x25-A P-4
CTER/L2525-4T25-CHP CM6x1x16-A P-5
CTER/L2525-5T20-CHP CM6x1x16-A =5
CTER/L2525-6T20-CHP CM8x1.25x20-A P-6

Reference pages: Inserts = F028 - F042, Standard cutting conditions — F043
Parts for coolant hose — F266

FO16 tungaloy.com




CTEFR/L

External face grooving and turning toolholder

«

CW

G i
- L LH

DAXMIN
WF

N

HF
‘<—>‘
H
1

Right hand (R) shown.

Designation Seatsize  CDX H B LF LH HF WF®  Torque*
CTEFR/L2020-4T04 2,3,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,3,4 4.8 25 25 150 33 25 25.5 8.5
CTEFR/2020-6T04 [E 56 438 20 20 125 37 20 20.6 8.5
CTEFR/L2525-6T04 6 5,6 4.8 25 25 150 37 25 25.6 8.5

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CMB6X1X20-A P-5
CTEFR/L2525-4T04 CMBX1X25-A P-5
CTEFR/L2020-6T04 CM6X1X20-A B85 (@)
CTEFR/L2525-6T04 CMBX1X25-A P-5 %
o
o
Groove width Face grooving Groove width Face grooving S
Insert Min. machining dia,| Insert Min. machining dia.
O DAXMIN cw DAXMIN
DGM /DGS / SGN / DGL 2 295 DTR 3 44
DGM /DGS /SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM /DGS / SGN / DGL 5 60 DTR 6 48
DGM /DGS /DGL 6 57 DTX 3 22
DTX/DTM/DTR 2 295 DTX 4 20
DTE/DGG /DTM 3 62 DTX 5] 20
DTE/DGG/DTM 4 42 DTX 6 23
DTE/DGG /DTM 5 64 DTF 3 20
DTE/DGG /DTM 6 61 DTF 4 20

Reference pages: Inserts — F028 - F042, Standard cutting conditions — F043
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TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

I — |

Right hand (R) shown.

Designation Seatsize CUTDIA H B LF LH HF  WF20  HBH Torque*
JCTER/L1010X1.4T10 | 14 1 20 10 10 120 18 10 0.2/10.2 - 3
JCTER/L1212F1.4T12 1.4 1 24 12 12 85 19.5 12 0.2/12.2 - 3
JCTER/L1212X1.4T12 _ 1 24 12 12 120 19.5 12 0.2/12.2 = 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 0.2/14.2 - 3
JCTER/L1616X1.4T16 [ 44 1 32 16 16 120 24 16 0.2/16.2 5 3
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 0.1/10.1 2 3
JCTER/L1212F2T12 _ 2 24 12 12 85 19 12 0.1/12.1 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 0.1/12.1 2 3
JCTER/L1414-2T12 [ ] 2 24 14 14 125 19 14 0.1/14.1 . 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 0.1/16.1 - 3
JCTER/L1212F3T12 _ 3 24 12 12 85 19 12 0.3/12.3 2 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 0.3/12.3 2 3
JCTER/L1616X3T16 [ ] 3 32 16 16 120 24 16 0.3/16.3 . 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 0.3/20.3 - 3

(1) "WF2" value is calculated with groove width "CW" shown in the table.
Torque*: Recommended clamping torque (N-m)

JCTER/L2012
External grooving and parting toolholder, for Swiss lathes, with 20 mm shank height

3 8 . Ny
(1N

WF2

II
Right hand (R) shown.
Designation CwW Seat size CUTDIA H B LF LH HF WF2() Torque*
JCTER/L2012H2T18 2 36 20 12 100 25 20 0.1/12.1 3
JCTER/L2012H3T21 3 3 42 20 12 100 28 20 0.3/12.3 3

(1) "WF2" value is calculated with groove width "CW" shown in the table.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & /@

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

Reference pages: Inserts — F028 - F042, Standard cutting conditions — F043

FO18 tungaloy.com




JCTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

Right-hand LF = ELJiL”Er

=T = '
T m¢ Left-hand @

D i[O
@
=
& o e It
1
HBH

Designation Seatsize CUTDIA H B LF LH HF  WF20 HBH  HBL Torque*

JCTER/L1212X2T12-CHP |2 = 2 25 12 12 120 24.7 12 0/12 5 24.7 3

JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3

JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3

JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & /é @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
(@]
£
>
8
JTTER/L 5

External grooving and parting toolholder, for Swiss lathes

Right-hand gl %LQ mt %%U%‘f
' Y LF

Left-hand
CUTDIA LH et-han

HBH
Designation Seatsize CUTDIA H B LF LH HF  WF2® HBH Torque*
JTTER/L1010H1.2D12 0.9 12 10 10 100 17 10 0/10 - 15
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 012 - 15
JTTER/L1212X1.2D16 a2 o9 16 12 12 120 19 12 0/12 = 15
JTTER/L1212X1.2D20 1.2 0.9 20 12 12 120 21 12 012 2 15
JTTER/L1616X1.2D20 _ 0.9 20 16 16 120 21 16 0/16 = 2

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS @ B y

Designation Clamping screw Clamping pin Wrench
JTTER/L1010... SSM3.5x0.35 PIN-SL-TC P-2F
JTTER/L1212... SSM3.5x0.35 PIN-SL-TC P-2F
JTTER/L1616... SRM5-24145-RL PIN-32121 P-2.5F

Reference pages: Inserts = F028 - F042, Standard cutting conditions — F043
Parts for coolant hose — F266
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TUNGCUT

JTTER/L-S

External grooving and parting toolholder, for Swiss lathes (for sub spindle)

Right-hand gi %' L mi HL‘HLH%'?

' ] LF
CUTDIA

= g Left-hand

Designation Seatsize CUTDIA  H B LF LH HF  WF20 HBH Torque*
JTTER/L1010H1.2D12-8 [ 42— 09 12 10 10 100 22.8 10 0/7.7 - 15
JTTER1212F1.2D16-S @ 1.2 0.9 16 12 12 85 22.8 12 0 - 1.5
JTTER/L1212X1.2D16-S _ 0.9 16 12 12 120 26.8 12 0/7.7 = 1.5
JTTER/L1212X1.2D20-S 12 0.9 20 12 12 120 26.8 12 0/7.7 2 15
JTTER/L1616X1.2D20-S |42 09 20 16 16 120 26.8 16 0/7.7 . 15

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.

(2) No clamping screw from the insert side.

Torque*: Recommended clamping torque (N-m

Q 5 P4
SPARE PARTS &&Q
Designation Clamping screw Clamping pin Wrench
JTTER/L™-S SSM3.5x0.35 PIN-SL-TC P-2F
CGER/L

External deep grooving and parting toolholder, for Swiss lathes

Nl .l 1<CDX ATH
i E] B0
LF -
CUTDIA
T
/ m
( T
[T
5N | E
- A Right hand (R) shown.
Designation  [JJISTH Seat size CUTDIA®  CDX H B LF LH HF  WF2@  HBH
CGER/L2020-1.4T14 | 14 1 29/29 9.7 20 20 125 31 20 0.2/20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 0.1/12.1 6
CGER/L1616-2T17 - 2 35/35 11.8 16 16 150 31 16 0.1/16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 0.1/20.1 -
CGER/L1212-3T19 B : 38/40 12 12 12 150 31 12 0.3/12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 0.3/16.3 2
CGER/L2020-3T19 - 3 38/45 13.2 20 20 125 31 20 0.3/20.3 =
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 0.4/20.4 -

Wrench (CRW**) is not included. Please order it separately. Insert is clamped by the elastic deformation of the upper jaw.
(1) DG*/SG* maximum parting diameter will depend on the insert.
(2) "WF2" value is calculated with groove width "CW" shown in the table.

SPARE PARTS 9
Designation Wrench (Option)
CGER/L2020-1.4T14 CRw23
CGER/L***-2T17 - 4T19 CRW33

Reference pages: Inserts — F028 - F042, Standard cutting conditions — F043

F020 tungaloy.com




CAER/L-CHP

External grooving and parting adapter, with high pressure coolant capability

'
1

Right hand (R) shown.

Designation Seat size CDX H B LF WF (1)
CAER/L-2T16-CHP _ 2 16 33 7.2 415 7.3
CAER/L-2T20-CHP 2 2 20 33 7.2 455 7.3
CAER/L-3T16-CHP _ 3 16 33 7.2 4.5 7.4
CAER/L-3T20-CHP 3 3 20 33 7.2 455 7.5
CAER/L-4T16-CHP _ 4 16 33 7.2 415 7.7
CAER/L-4T20-CHP 4 4 20 33 7.2 455 7.7
CAER/L-5T20-CHP _ 5 20 33 7.2 463 7.8
CAER/L-6T20-CHP 6 6 20 33 7.2 463 7.8
CAER/L-8T25-CHP _ 8 25 33 7.2 51.1 8.3

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) WF is calculated with the groove width (CW) in the above table.

CAER/L-MD

External grooving and parting adapter

Grooving

i
* R

. LF
=l 2 CDX_
H— 1 ﬁk
Right hand (R) shown.
Designation Ccw Seat size CDX H B LF WF
CAER/L-2T16-MD - 2 16 33 7.2 415 7.3
CAER/L-3T16-MD 3 3 16 33 7.2 415 7.4
CAER/L-4T16-MD _ 4 16 33 7.2 41.5 7.7
CAER/L-5T20-MD 5 5 20 33 7.2 463 7.8
CAER/L-6T20-MD _ 6 20 33 7.2 463 7.8
CAER/L-8T25-MD 8 8 25 33 7.2 51.1 8.3

(1) WF is calculated with the groove width (CW) in the above table.

CAEFR/L-CHP

Face and external grooving adapter, with high pressure coolant capability

7
IIE

Right hand (R) shown.

Designation cw Seat size CDX H B LF WF )
CAEFR/L-4T04-CHP 2,34 4.8 33 7.2 41.5 7.7
CAEFR/L-6T04-CHP 6 5,6 4.8 33 7.2 46.3 7.8

Use the right-hand insert for the right-hand holder with DTF insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.

Reference pages: Inserts — F028 - F042, Shanks and toolholders — F022 - F024
Standard cutting conditions — F043, Technical Reference — L053
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TUNGCUT |
CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

(LFASSY*™)

‘ (LPOS) @
T
OAL
ar gt mewt| o @ o
| & el o < .
Ly = : © Right hand (R)
= ’ with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CAE*R/L**-CHP, -MD 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAE*R/L**-CHP, -MD 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

(LFASSY™*)
= __(%)_, @
ip— m
g [
. HBHY oA
Sia
QO
e %t @. Sl T Right hand (R)
= = with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque*
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 CAE*R/L**-CHP, -MD 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 CAE*R/L**-CHP, -MD 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/81SO1179
CHSR/L*™*-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N -
Recommended clamping torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Combination of adapter and shank

External grooving adapter Face grooving adapter External and face grooving adapter
CAER**-CHP, -MD CAEL**-CHP, -MD CAFR**-CHP CAFL**-CHP CAEFR**-CHP CAEFL**-CHP
CHSR**-CHP (-MC) [ ] [ ] [ J
CHSL**-CHP (-MC) ® (J (

@ : Corresponding

Reference pages: Inserts — F028 - FO042, Adapters — F021, Standard cutting conditions — F043
Parts for coolant hose — F266, Technical Reference — L053
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CHFVR/L-CHP

Tube connection

Shank for perpendicularly-mounted adapter, with high pressure coolant capability

Designation
CHFVR/L2020-CHP
CHFVR/L2525-CHP

@

Right hand (R)
with left-hand adapter shown.

HBH Adapter (Option) Torque*
10 CAE*L/R**-CHP, -MD 6.5

=
3
_ £ Ii
2 P
Q| G128 8 AL
2 G1/8"-2
E Ly
T A HBKW m¢
LPOS
(LFASSY**)
H B OAL LH LPOS WPOS HBKW HFASSY
20 20 140 28 135.1 0.5 5| 20
25 25 140 28 135.1 0.5 0 25

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

Depend on the adapter type,

the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)
Applicable for 30 MPa coolant
Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS

& A & d

5 CAE*L/R**-CHP, -MD 6.5

Designation
CHFVR/L...

Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
HWS5.0 OR 5X1N PLUGG1/8ISO1179

SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT

Recommended clamping torque (N-m)

Clamping screw
SR M5-04451

SR M6X12DIN6912
SR M6X20-XT

Torque (N-m)
2.5
6.5
6.5

Combination of adapter and shank

External grooving adapter Face grooving adapter

CAER**-CHP, -MD CAEL**-CHP, -MD CAFR**-CHP CAFL*-CHP

Grooving

External and face grooving adapter

CAEFR**-CHP

CAEFL**-CHP

CHFVR*-CHP
CHFVL*-CHP

@ : Corresponding

Reference pages: Inserts — F028 - FO042, Adapters — F021, Standard cutting conditions — F043

Parts for coolant hose — F266, Technical Reference — L053
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TUNGCUT

C*CHSN-CHP
Toolholder with TungCap connection, for adapter, with high pressure coolant capability

(LPOS) @

(LFASSY*™)

i
==t
£ (/)77 E :‘%Z i %
218 8
g (]]) Oy
=V ©
LPR Right-hand (R) adapter shown.
Designation DCONMS LPR LPOS WPOS Adapter (Option) Torque*
C3CHSN19045-CHP 32 45 17.5 18.5 CAE*R/L**-CHP, -MD 6.5
C4CHSN21047-CHP 40 46.5 21.5 21 CAE*R/L**-CHP, -MD 6.5
C5CHSN26047-CHP 50 47 22.5 26 CAE*R/L**-CHP, -MD 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 CAE*R/L**-CHP, -MD 6.5

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,
with high pressure coolant capability

)
: =T @
m L =
g = :\ - & zZ
H J | f o
=l @ o
4 [a)]
Z Y
| |LPOS
- (LFASSY*)
Left-hand (L) adapter shown.
Designation DCONMS LPOS WB WPOS Adapter (Option) Torque*
C3CHFVN26040-CHP 32 40 26 1.5 CAE*R/L*-CHP, -MD 6.5
C4CHFVN26046-CHP 40 46 26 1.5 CAE*R/L*-CHP, -MD 6.5
C5CHFVN26046-CHP 50 46 26 1.5 CAE*R/L**-CHP, -MD 6.5
C6CHFVN33046-CHP 63 46 33 8.5 CAE*R/L*-CHP, -MD 6.5

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS & /é @ ( S

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N
Recommended clamping torque (N-m)
SR M5-04451 25
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Reference pages: Inserts — F028 - F042, Adapters — F021, Standard cutting conditions — F043
Technical Reference — L053

F024 tungaloy.com




CAER/L

External grooving, parting and turning adapter

Right hand (R) shown.

Designation CwW Seat size CDX H B LF WF Torque*
CAER/L-3T16 3 16 32.7 10 45 10.4 5

CAER/L-4T16 4 4 16 32.7 10 45 10.5 5
CAER/L-5T20 R 5 20 32.7 10 49 10.5 5
CAER/L-6T20 6 6 20 32.7 10 49 10.5 5

Torque*: Recommended clamping torque (N-m)
Not compatible with TungModularSystem
When groove depth is larger than insert length - 1.5 mm, please use 1-cornered insert.

SPARE PARTS & (

Designation Clamping screw Wrench
CAER/L... BHM®6-20-A P-4

Grooving

Reference pages: Inserts — F028 - F042, Shanks and toolholders — F026, F027
Standard cutting conditions — F043
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TUNGCUT

CHSR/L

Shank for adapter

= VLOS OAL
> [
2} )
= (LFASSY*)
T = = LPOS
19} O
- S &
< I Right hand (R)
ﬁ with right-hand adapter shown.
Designation H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L...
CHSR/L3232 32 32 153 125 = 22 32 = CAER/L...
WFASSY* : Shank (WPOS) + adapter (WF)
LFASSY** : Shank (LPOS) + adapter (LF)
Depend on the adapter type, the value of LFASSY or WFASSY may change.
Not compatible with TungModularSystem
CHFVR/L
Shank for adapter, perpendicularly mounted
I 5 OAL
g 7 | tHBKw )
= ﬁ | LPOS
i (LFASSY*)
LH,_,
Bt
€N
§¢ i ! ﬂ?i Right hand (R)
- L HBH with left-hand adapter shown.
Designation H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAEL/R...

WFASSY* : Shank (WPOS) + adapter (LF)
LFASSY** : Shank (LPOS) + adapter (WF)
Depend on the adapter type, the value of LFASSY or WFASSY may change.
Not compatible with TungModularSystem

SPARE PARTS & (

Designation Clamping screw Wrench
CH*R/L... CSHB-6-A P-4

Combination of adapter and shank

External grooving adapter Face grooving adapter
CAER... CAEL... CAFR...
CHSR... [ ] [ )
CHSL... [ ([ J
CHFVR... o ([ J
CHFVL... [ ] [ ]

@ : Corresponding

Reference pages: Inserts — F028 - F042, Adapters — F025, Standard cutting conditions — F043
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C-CHSR/L

Toolholder with TungCap connection for adapter

— - ®
213 — 13
9] 8 &)
< V [a)
g\ = =&
< PR
_ (LFASSY*™) | "~ Righthand (R)
with right-hand adapter shown.
Designation DCONMS LPR LPOS L2 WPOS Adapter (Option)
C3CHSR/L22050N 32 50 221 35 11.5 CAER/L...
C4CHSR/L27050N 40 50 221 36 16.5 CAER/L...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAER/L...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAER/L...

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change. If needed, the coolant direction can be adjusted by the nozzle.
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

C-CHFVR/L

Toolholder with TungCap connection for adapter, perpendicularly mounted

3 ®
ok Q /o
/ | — - = £
u 5 : 3
£l m — 13 ’ o
n 7= =
2 ; © | @ o (O]
[y
Sy lLtpos. |
—[ (LFASSY i Right hand (R)
with left-hand adapter shown.
Designation DCONMS LPOS L2 wB WPOS Adapter (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R...
C5CHFVR/L35060N 50 49.5 36 85 71 CAEL/R...
C6CHFVR/L45065N 63 54.5 41 45 171 CAEL/R...

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change. If needed, the coolant direction can be adjusted by the nozzle.
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS ﬁ & (

Designation Coolant parts Clamping screw Wrench
C3CH**R/L... SATZ-M8X1-M3 CSHB-6-A P-4
C4CH**R/L... SATZ-M8X1-M3 CSHB-6-A P-4
C5CH**RI/L... SATZ-M10X1-M5 CSHB-6-A P-4
C6CH*RI/L... SATZ-M10X1-M5 CSHB-6-A P-4

Combination of adapter and toolholder

External grooving adapter Face grooving adapter
Toolholder -
CAER... CAEL...
C*CHSR... o [ ]
C*CHSL... o ([ J
C*CHFVR... [ ] [ ]
C*CHFVL... [ ] o

@ : Corresponding

Reference pages: Inserts — F028 - F042, Adapters — F025, Standard cutting conditions — F043
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Il CHIPBREAKER GUIDE

External grooving and parting

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

1st choice for grooving and M Standard feed

parting

T J

0.5
. . = 04 . s
Smooth chip evacuation e
Well-designed edge with high A i N B
strength 5 O I O
Handed insert available 8 oa I ------------- g
CW=2-8mm %34 5 6 8
F032, FO33 Groove width: CW (mm)
DGS type (2 CornerS) Lower cutting force and [l Standard feed <HL Ugr j/
SGS type (1 corner) superior sharpness 05
Unique-designed edge and E 04
chipbreaker g 03
Handed insert available 5 02
CW=12-8mm 2 ool I I
1. 14 4
F034, FO35 Groove W|dth cw (mm
¥
DGL type (2 corners) | 454 choice for mild steel M Standard feed H Ugr i )
0.4
Chipbreaker with excellent chip g 03
control at low feed E '
Suitable for mild steel that often = 02 II
gives difficulties in chip control E 01 .. """" VN
CW=2-6mm "% 3 4 5 &
Groove width: CW (mm)
F035
. '
DGG type (2 corners) | For non-ferrous materials H Standard feed ﬁL UHﬁ &
and titanium 04 ' /
>
[0
Chipbreaker with low cutting force £ 08
i E 02
Sharp cutting edge that prevents =
vibration and delivers fine surface E 0.1 l lI Il
finish 0 %3735 6
CW=2-6mm Groove width: CW (mm)
F036
. ¥
DGE type (2 corners) | For high accurate and shallow B Standard feed %
groove __ 04
>
[0}
Excellent chip control E 03
CW=1-215mm < 0.2
[
079 13 16 185 215
Groove width: CW (mm)
F036

Please see page F*** for the product details.
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External and face grooving, and turning

DTM type
(2 corners)

FO37

General purpose

1st choice for grooving and turning
Suitable for light to medium cutting
Excellent chip control in machining
steel, alloy steel, stainless steel,
and heat-resistant alloy
CW=2-8mm

[l Standard feed and DoC (for turning)

Depth of cut: ap (mm)

5

o

- N W N

1

01 02 03 0.4 05 06
Feed: f (mm/rev)

Groove width: CW (mm)
H2 EH3 4 m5 m6 m8

¥ wdd

W Standard feed
0.4

03— =1 B B

02— B N

0.1 I -5
2 3 4 5 6 8

Feed: f (mm/rev)

0
Groove width: CW (mm)

DTE type
(2 corners)

F037, FO38

General purpose

Unique chipbreaker makes
chips shorter

Molded and ground insert
available

CW =2.65-8mm

Depth of cut: ap (mm)

5

[l Standard feed and DoC (for turning)

4
3
2

o =

T

01 0.2 03 0.4 05 06
Feed: f (mm/rev)

Groove width: CW (mm)
H3 M4 m5 M6 W8

H’ ﬁj j
A 4

W Standard feed
0.4

0.3
0.2
01|~

Feed: f (mm/rev)

0

3 4 5 6 8
Groove width: CW (mm)

External, internal and face grooving, and turning

DTX type
(2 corners)

F038

Multi-functional type

Well balanced sharpness
and strength
Multi-functional insert
CW=2-8mm

| B

£

E gl

So

=

. 20

]

e T

R

8 0 H H ;
0.1 0.2 03 04
Feed: f (mm/rev)

Groove width: CW (mm)
M2 H3 H4 m5 m6 m8

LA Ry
tandard feed and DoC (for turning) U%'i JH#E j ) i
5 [

Il Standard feed
0.4

3
£
S~
3 01 I rrrrr - - ..
&
0

2 3 4 5 6 8
Groove width: CW (mm)

Please see page F*** for the product details.

Tungaloy F029
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Profiling and undercutting

DTR type (2 corners)

Full radius type

[l Standard feed and DoC (for turning)

T

[ 1]+ |
Il
External

(2 corners)

F040

Excellent chip control for undercutting

CW=3-6mm

0.4

0.3 g B
o2 -4 M N
(RN N .- .

0

Feed: f (mm/rev)

3 4 5 6
Groove width: CW (mm)

STR type (1 corner) £ 5
. £
Excellent chip control 2 4
© N
Molded Molded and ground inserts available g 8 ol / /
DTR, STR CW=2-8mm 5 2
£ 1| (RIS
o . i
, S 0010203 04050607
Ground ; Feed: f (mm/rev)
DTR <’ Groove width: CW (mm)
N2 H3 W4 W5 W6 m8
F039, F040
¥
DTIU type Full radius type B Standard feed and DoC ‘Hﬁ#

-

Aluminium wheel machining

DTA type
(2 corners)

FO41

Full radius type

Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

[l Standard feed and DoC (for turning)

Depth of cut: ap (mm)
o

0;1 0;2 0.3 04 0506

Feed: f (mm/rev)
Groove width: CW (mm)
H6 m8

For high feed external and face turning of hardened steel parts

STH type External and face turning of B Standard feed and DoC (for turning) Jﬁ; j
0.2 :

(1 corner) hardened steel parts £ /

High efficiency machining using light § 0.9 L

D.O.C. and increased feeds 2 005

CW =3,5mm G

g 0 05 1 15 2
8 Feed: f (mm/rev)
Groove width: CW (mm)
F041 W3 =5
External grooving of hardened steel
- . M Standard feed ¥

SGN-CBN type For hardened steel cutting 04 JiL j
(1 corner) : /

Optimum cutting edge shape for % 008 |y pu g

grooving of hardened steels o068 W W

High tolerance width for finishing £ oos |- .. " N |

CW=2-5mm § '

(CW = +0.025 mm) w 002

0

F042

2 3 4 5
Groove width: CW (mm)

Please see page F*** for the product details.
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Il GRADE SELECTION

AHB800S5

. . - Continuous cutting, First choice
.— ! - External and Internal, Turning
~ AH7025
— AHS8O005 et -
Turning ight interrupted cutting,
= First choice
® ' - A mix of continuous and
a AHZ7025 interrupted cuts
Grooving AHG235
‘® 1 / - Heavy interrupted cutting,
= AHG235 First choice
- J - Facing, Parting
Parting-off
& - Qo - &

Continuous

I GRADES

Dl eves ELEAeves ELZEHeve

- First choice for external, internal, and
side-turning, continuous cuts

_AH725 | I

- General purpose PVD grade for high
fracture resistance

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

__KSO5F [

- Recommended for non-ferrous
materials and titanium

__BXA10_ [

- Coated CBN grade designed for
turning hardened steel parts

Light Interrupted

- First choice for light interrupted cuts
or a mix of continuous and interrupted
cuts

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

- Improved wear and chipping resistance

7515 |

- First recommended grade for cast
iron

- Exellent wear resistance in
high speed machining

- Recommended for
interrupted machining

- TICNO PVD coating layer with
high wear resistance

- High hardness wear resistance

__TH10 ]

- Recommended for
non-ferrous materials

__BX360 [

- Developed for grooving applications
of hardened steel parts

Heavy Interrupted

Grooving

- First choice for heavy interrupted
cuts, as well as parting and facing
applications

_T9225 |

- Suitable for steel machining at
high speeds

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

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear
resistance

Tungaloy F031




Il INSERTS
DGM

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand

7 INSL Ref. - 7 INSL Ref. _ 7w INSL Ref. -

I8l stee * |2 k| || k| |k |
M Stainless ¥* | Y% % ) ¢ *‘ ‘
Cast iron * ) dhidbAdh ¢ DA PAG
l Non-ferrous ‘
S Superalloys |* Adh db ¢ * % : First choice
H Hard materials ‘ ‘ ‘ ¢ : Second choice
Coated Cermet Uncoated
. . Seat Q 8 o Q
Designation ise |HAND[CW:005 RE 0 S 8 S 88 & |8 w INSL| h |PSIRL|PSIRR
HHEHHABR %
i S S S-S - ¢ P4 X
DGM2-020 2 N 2 02 © @0 O [ BN ] ® ([ 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 o0 ([ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 o0 ([ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ N J ([ J 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ N} ([ J 20 5 8° 0°
DGM2-020-15R 2 R 2 0.2 [ N} ([ J 20 5 0° 15°
DGM2-020-15L 2 L 2 0.2 o0 ([ J 20 5 15° 0°
DGM2-002-15R 2 R 2 0.02 [ ] { ] 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ] ([ J 19.35 5 15° 0°
DGM2.39-020 2 N 2.39 0.2 [ ] [ ] ([ J 20 5 0° 0°
DGM3-020 3 N 3 02 ©© 00606 060 [ ] [ 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 [ N J [ J 20 5 0° 6°
DGM3-020-6L 3 L 3 0.2 [ N J ([ J 20 5 6° 0°
DGM3-002-6R 3 R 3 0.02 o ([ J 19.45 5 0° 6°
DGMS3-002-6L 3 L 3 0.02 [ ] ([ J 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 [ N J ([ J 20 5 0° 15°
DGM3-020-15L 3 L 3 0.2 [ N J ([ J 20 5 15° 0°
DGMS3.18-020 3 N 3.18 0.2 [ ] [ ] ([ J 20 5 0° 0°
DGM4-030 4 N 4 03 ©© 00606 00 [ ] [ 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 [ N J ([ J 20 5 0° 40
DGM4-030-4L 4 L 4 0.3 [ BN ] ([ J 20 5 40 0°
DGM4-030-15R 4 R 4 0.3 o0 ([ J 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 o0 ([ J 20 5 15° 0°
DGM4.76-040 5 N 4.76 0.4 [ [ J ([ J 25 5.5 0° 0°
DGM5-030 5 N 5 (<EN BN BN BN BN BN BN ) [ J (] 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ N} ([ J 25 5.5 0° 4°
DGM®6-030 6 N 6 03 © 00060 0 o0 ([ J 25 5.5 0° 0°
DGM®6.35-040 6 N 6.35 0.4 [ ] [ J ([ J 25 5.5 0° 0°
DGM8-040 8 N 8 04 © © 00 (BN ] [ J 30 6.7 0° 0°
@ : Lineup

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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SGM

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
R
E—= = | W=
RE4 PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
- - e -
BBl steel K[| e | ¥
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥ Y %
Non-ferrous
Superalloys ) dhAdh ¢ Y : First choice
H Hard materials Y¢ : Second choice
Coated Uncoated
Designation | Seat 22838 |u
esignation size HAND|CW:005| RE |8 &8 & ® & 3 INSL| h |PSIRL|PSIRR
NN OO &= © o
I ITIIXIZI (%)
A< O I X
SGM2-020 2 N 2 02 ®© © @ 060 [ ) 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGM3-020 3 N 3 02 © © ®© 0 [ J 20 5 0° 0°
SGM3-020-6R 3 R 3 02 @ @ [ ] 20 5 0° 6°
SGM3-020-6L 3 L 3 02 @ @ [ ] 20 5 6° 0°
SGM3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGM3-020-15L 3 L 3 02 @ @ [ ] 20 5 15° 0°
SGM4-030 4 N 4 03 © © ®© @ O [ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ [ ] 20 5 0° 40
SGM4-030-4L 4 L 4 03 @ @ [ ] 20 5 4° 0°
SGM5-030 5 N 5 03 ®© ®© ®© 06 0 o 25 5.5 0° 0°
SGM6-030 6 N 6 03 ®© ®© ®© 06 O [ J 25 5.5 0° 0°
SGM8-040 8 N 8 04 | @ [ ] [ J ([ 30 6.7 0° 0°
@ : Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043

Grooving

Tungaloy F033




DGS

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand
; ———— I v
5) F————a RE ————— PSIRR l
Ve INSL Ref. - 7 e INSL Ref. - INSL Ref.
B R f@ﬁ
I8l stee [ | Yo [ K|k
M Stainless ) dbAdh 9 4b 9
Cast iron * *  Y¢ % S DA
l Non-ferrous S
S | Superalloys * | PAD ¢ * % : First choice
H Hard materials | v : Second choice
Coated Cermet Uncoated
Desianati Seat b H H E N
esignation size |HAND|CW:005 RE |0 S & & ® & 3 = INSL| h |PSIRLPSIRR
SFEZTEZ D %
F <O I P4 X
DGS1.2-003 0.9 N 1.2 0.03 [ ] 16 4.7 0° 0°
DGS1.4-005 1 N 1.4 0.05 [ ] 16 4.3 0° 0°
DGS1.4-010 1 N 1.4 0.1 [ ] 16 4.3 0° 0°
DGS1.4-016 1 N 1.4 0.16 [ N ] o 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 [ ] 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ] 20 5 0° 0°
DGS2-020 2 N 2 02 © © © 0O [ J [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 o0 ([ J 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 o0 ([ 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ ] (] 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ ] (] 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 [ N ] (] 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ BN ) ( 20 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ ) (] 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ ] ([ J 19.5 5 15° 0°
DGS2.39-020 2 N 2.39 0.2 [ ) { ] [ J 20 5 0° 0°
DGS3-020 3 N 3 02 © © © 0O [ J [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ N J ([ J 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 o0 ([ J 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ ] (] 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ ) o 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 [ N ] ([ J 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 [ N ) ([ J 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ ) (] 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ ) o 19.45 5 15° 0°
DGS3.18-020 3 N 3.18 0.2 [ J ([ J [ J 20 5 0° 0°
DGS4-030 4 N 4 03 @ @ ® 00 [ J [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ ) (] 20 5 0° 4°
DGS4-030-4L 4 L 4 0.3 [ J ([ J 20 5 40 0°
DGS4.76-040 5 N 4.76 0.4 [} ([ J [ J 25 5.5 0° 0°
DGS5-030 5 N 5 03 © © 060600 [ J [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 © © 0600 [ J 25 5.5 0° 0°
DGS6.35-040 6 N 6.35 0.4 [ ] ([} [ J 25 5.5 0° 0°
DGS8-040 8 N 8 0.4 [ J ([ J [ J [ J 30 6.7 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— < N | \
Designation oDmax (mm) Designation oDmax (mm) &‘ \'\
DGM2-002-15R/L 28 DGS2-002-15R/L 28 ° :
DGMS3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103 P
SGMS3-020-15R/L 103 SGS3-002-15R/L 34 -

7/

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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SGS

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
e — W m——
7 INSL Ref. ‘ T INSL Ref. = 7o INSL Ref. -
'EH  “ENE ' E ‘
BBl steel * |3 | |3 |k
M Stainless b dhidh db db ¢
Cast iron Y * Y % S
Non-ferrous DAY
Superalloys ) dbAdh ¢ *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Designation Seat |\ \plowsoos| RE & 2 S 2 8 |i INSL| h |PSIRLPSIRR
sNg2d =
I T II I (2]
IO I X
SGS2-020 2 N 2 02 @ ®© ®© @ @ [ ] 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ o 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ [ J 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ [ ] 20 5 15° 0°
SGS3-020 3 N 3 |02 oo eee® |@ 20 | 5 | o0 | o° I
SGS3-020-6R 3 R 3 02 @ @ ® 20 5 0° 6° 3
SGS3-020-6L 3 L 3 02 @ @ O 20 5 6° 0° o
SGS3-002-6R 3 |R| 3 (02| © e 198 5 | 0° | & e
SGS3-002-6L 3 L 3 0.02 [ ] [ ] 19.8 5 6° Q0°
SGS3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ [ J 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 { ] [ ] 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 [ ] [ ] 19.8 5 15° Q0°
SGS4-030 4 N 4 03 ©® © ®© 0 O ([} 20 5 0° 0°
SGS5-030 5 N 5 03 © @0 O [ ] 25 5.5 0° 0°
SGS6-030 6 N 6 03 © ®© @ 00 [ ] 25 5.5 0° 0°
SGS8-040 8 N 8 04 | @ (] [ ] 30 6.7 0° 0°
@ : Line up
DGL
External grooving and parting
RE
%?E
7 INSL Ret.
<& 9
Bl stee! * [ % | A&
M Stainless % % %
Cast iron ¥ [ %
Non-ferrous
Superalloys % % % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation Seat |oyo0s Re (N S 8 INSL| h
size S k48
I T T
e - S
DGL2-020 2 2 02 ©® @ @ 20 5
DGL3-025 3 3 025 @@ @ @ 20
DGL4-030 4 4 03 @ @ @ 20 5
DGL5-030 5 5 03 @ @ @ 25 5.5
DGL6-080 6 6 08 @ @ @ 25 55
@ : Lineup

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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DGG

External grooving (for high precision)

RE

INSL Ref.

|
EMT ™

B stee! * *
M Stainless *
Cast iron * Y DA
l Non-ferrous *
S  Superalloys * DA % : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
Designation Seat | .00 RE g 2 = INSL| h
size g 8 8
I %) 7]
< P4 X
DGG200-020 2 2 02 |@ [ J [ J 20 5
DGG300-020 3 3 02 |@ [ J [ J 20
DGG400-040 4 4 04 | @ [ J ([ 20
DGG500-040 5 5 04 |@ [ J [ J 25 5.5
DGG600-040 6 6 04 |@ [ J [ J 25 5.5
@: Line up
DGE
External grooving (for high precision)
RE . CDX(
7 INSL Ref.
Bl steel * | Y| *
M Stainless * Y %
Cast iron D ¢ DA S
l Non-ferrous
S Superalloys * | Y% Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation ifza; CW:0.02| RE g é’ § § CDX |INSL| h
I T I n
<< O P
DGE100-000 2 1 0 [ BN J [ J 25 20 5
DGE130-000 2 1.3 0 [ BN ] [ J 2.5 20 5
DGE160-010 2 1.6 0l | @ @ @ [ J 2.5 20 5
DGE185-010 2 1.85 0l | @ @ @ [ J 3.5 20 5
DGE215-015 2 215 |015 | @ @ @ [ J 3.5 20 5
@: Line up
Caution
oDmax is limited as shown in the picture to the right according to oDmax
the groove depth, G.D. Please refer to the following table. G.D = Groove depth —/\W\ G.D.
Designation ' groove gDmax (mm) W*L
depth(mm) G.D.=1 [GD.=15| GD.=2 |GD.=25 G.D.=3 P,
DGE100-000 al
DGE130-000 2 - - /
DGE160-010 oo 18.6 11.5 Relevant area
DGE185-010 3 8.8 7 (Interference)
DGE215-015 ’

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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DTM

External face grooving and turning

6 INSL Ref.
E
Bl steel * |9 [ K
M Stainless * % %
Cast iron * % %
l Non-ferrous
S Superalloys b db ¢ % : First choice
H Hard materials ¢ : Second choice
Coated
; ; Seat el S B
Designation size |CW2005| RE |S 8 & INSL| h
N © ©
I I I
<< <
DTM2-020 2 2 02 © @ e 20 5
DTM3-030 3 3 03 © e 20 5
DTM4-040 4 4 04 © @ @ 20 5
DTM4-080 4 4 08 © @ @ 20 5
DTM5-080 5 5 08 © @ 0 25 5.5
DTM6-080 6 6 | 08 @@ ® 2% | 55 2
DTM8-080 8 8 [ 08 @@ @ 30 | 67 3
. (@)
@ : Line up 6

DTE

External face grooving and turning (for high precision)

RE
A

SEE——H
7° INSL Ref.
e 4

e S

B stee * || Y| x| |
M Stainless *|i§7 *
Cast iron * DA
l Non-ferrous
S Superalloys ) dPAd % : First choice
Bl Hard materials | Y : Second choice
Coated Cermet
Designation Seat |ow.002| RE |10 § © 8 § INSL| h
size & RN = S
o> LT X (7]
<O p
DTE265-015 3 265 (015 | @ @ @ @ [ 20 5
DTE300-020 3 3 (BN BN BN BN J [ J 20 5
DTE300-040 3 3 04 | © @ @0 [ J 20 5
DTE315-015 3 315 (015 | @ @ @ @ [ J 20 5
DTE400-040 4 4 04 | © @ @O [ J 20 5
DTE400-080 4 4 (RN BN BN BN J [ J 20 5
DTE415-015 4 415 |015 | @ @ @ © [ J 20 5
DTE478-055 5 478 |05 @ @ @ @ [ J 25 5.5
DTE500-040 5 5 04 | © @ @O [ J 25 5.5
DTE500-080 5 5 (RN BN BN BN J [ J 25 5.5
DTE515-015 5 515 (015 | @ @ @ @ 25 5.5
DTE600-080 6 6 DX INN BN BN BN J 25 5.5
DTE600-120 6 6 12 @ @ @ @ 25 5.5
DTE800-080 8 8 X:INN BN BN BN J 30 6.7
DTE800-120 8 8 12 @ @ @ @ 30 6.7
@: Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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DTE

External face grooving and turning

RE
= =
S ==
7 INSL Ref.

o

I stee! K| e[|k ||| [k
M Stainless ) dbidh 'dh db ¢
Cast iron %* % * | Y|k
Non-ferrous
S Superalloys *  Y¢ % v : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Te} Yo} Yo} (=}
Designation Seat lowwos RE 0 N9 S 38 |8 INSL| h
size qw PN -8 &
A
oo I IIII [0
il e i - OB § P4
DTES3-020 3 3 0.2 o o ([ J 20 5
DTES3-040 3 3 04  © ©®© 00 00 [ J 20 5
DTE4-040 4 4 04 © © © 00 0O [ J 20 5
DTE4-080 4 4 0.8 [ J [ ] ([ J 20 5
DTE5-040 5 5 0.4 [ BN J o ([ J 25 5.5
DTE5-080 5 5 0.8 [ ] [ ] ([ J 25 55
DTE6-080 6 6 0.8 o0 [ J [ ] 25 5.5
@ : Line up
DTX
External, internal and face grooving, and turning
RE
= =
O _/,—.='
7 INSL Ref.
CE
] <
Bl stee e[ ¥ [ [ k| [k |
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥* Y % DA DA
Non-ferrous D¢
S  Superalloys ¥* | ¥ % * | Y% : First choice
. Y : Second choice
H Hard materials |
Coated Cermet Uncoated
. . Seat w b w Q
Designation size |CW:005 RE 0 S Q88X B w INSL| h
NN O e © (22} o
S IIIZICX 1) n
F << CO < =2 N4
DTX2-020 2 2 0.2 [ ] ([ J [ J [ J 20
DTX3-030 3 3 03  © © ®© 06 00O [ ] [ J 20
DTX4-040 4 4 04  © © © @ 0 O [ ] o 20
DTX5-040 5 5 04  © © ®© © 0O [ ] [ J 25 5.5
DTX6-080 6 6 0.8 0000 [ J 25 5.5
DTX8-080 8 8 0.8 [ ] ([ J [ J [ J 30 6.7
@ : Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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DTR

Profiling and undercutting (for high precision)

RE

Bl steel > %[ ¥ *
M Stainless * Y %
Cast iron * S DA
l Non-ferrous
S  Superalloys * | Y Y : First choice
H Hard materials Y : Second choice
Coated Cermet
0 [=]
Designation zfz‘zt CW:002 RE § § E 5‘?2 § INSL| h
o LI I (]
<O 4
DTR300-150 3 3 15 @ @ @ @ [ ] 20 5
DTR400-200 4 4 2 o000 [ ] 20 5
DTR478-239 5 478 239 | @ @ @ © [ ] 25 5.5
DTR500-250 5 5 25 @ © @ @ [ ] 25 5.5
DTR600-300 6 3 000 25 5.5
@: Line up 8
>
g
DTR (O]
Profiling and undercutting
RE
T INSL Ref
-
Bl steel %k Yo k| k| Pk
M Stainless ) dbidh ¢ 9% | %
Cast iron * ) dbAdbAdl ¢ DA DA
Non-ferrous Y
S Superalloys * Yy % % * % : First choice.
H Hard materials ¥ : Second choice
Coated Cermet Uncoated
Desi i Seat Qwdwod R L
gnation size |CW:005 RE |l S & & © ® & 3 s INSL| h
aNNDN OO - © (*2] o
o LI IIII n (2]
i - - S-S O ¢ = X
DTR2-100 2 2 1 [ ] [ J ([} [ J 20 5
DTR3-150 3 3 15 | © © © © © @ @ ([ ([ 20 5
DTR4-200 4 4 2 000 0 0 o [ J [ J 20 5
DTR5-250 5 5 25 | © © © © @ 0O [ J [ J 25 5.5
DTR6-300 6 6 3 0 00 [ N ) [ J 25 5.5
DTR8-400 8 8 4 © 000 [ BN ) [ 30 6.7
@ : Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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STR

Profiling and undercutting

RE

i

7. INSL Ref. ‘

e s

- Steel % | %
M Stainless * %
Cast iron * % S
Non-ferrous big
Superalloys % | % * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat ol 8
Designation size |CW=005 RE S % INSL| h
I 3
<< X
STR2-100 2 2 1 1@ @ [ J 20 5
STR3-150 3 3 15 | @ @ [ J 20
STR4-200 4 4 2 @@ [ J 20 5
STR5-250 5 5 25 | @ @ [ J 25 55
STR6-300 6 6 3 @@ [ J 25 5.5
STR8-400 8 8 4 @ @ [ J 30 6.7
@: Line up
DTIU
Profiling and undercutting (for high precision)
RE
B
O
Z’VA INSL Ref. o
v _ s
Bl steel * | ¥ [ ¥
M Stainless ) dhAdh ¢
Cast iron * DA
Non-ferrous
Superalloys ¥* | Y % : First choice
H | Hard materials 5% : Second choice
Coated
Designation Seat |ow.002| RE § 98 INSL| h
size = R
I T I
<O
DTIU300-150 3 3 15 | @ @ @ 20 5
DTIU400-200 4 4 2 o0 e 20
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 00 25 5.5
@: Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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DTA

Aluminium wheel machining (for high precision)

RE

B ="
O

AN INSL Ref.
B

Bl steel

M Stainless
Cast iron
Non-ferrous *

Superalloys % : First choice
5% : Second choice

H Hard materials

Uncoated
. . Seat
Designation size |CW:0.02| RE o INSL| h | AN
E=
-
DTA600-300 6 6 [ J 25 5.5 7
DTA800-400 8 8 4 | @ 30 6.7 10°
@: Line up
STH o
External and face turning 'g
o
O]
4 INSL Ref.
-Steel
M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials |+ % : First choice
CBN
Designation i?z‘:t CW:0.025) RE %’ INSL| h
o
STH300-SR 3 3 03 | @ 20 5
STH500-SR 5 5 03 | @ 25 55
@: Line up

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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SGN

External grooving

RE

T

INSL Ref.

.

- Steel
M

Stainless
Cast iron
Non-ferrous
Superalloys

% : First choice

H Hard materials |y ¥¢ : Second choice
CBN Condition
: . Seat = 2| 3.3
Designation ) CW:0025 RE |Q INSL| h S |£5/23
size o) £ 52|82
x S |"sTs
om o £l £
SGN200-020 2 2 02 | @ 20 5 (e
SGN200-020-S 2 2 02 | @ 20 5 e
SGN200-020-H 2 2 02 | @ 20 5 O
SGN300-020 3 3 02 | @ 20 5 @)
SGN300-020-S 3 3 02 | @ 20 5 e}
SGN300-020-H 3 3 02 | @ 20 5 o)
SGN400-020 4 4 02 | @ 20 5 e
SGN400-020-S 4 4 02 | @ 20 5 (@)
SGN400-020-H 4 4 02 | @ 20 5 O
SGN500-020-S 5 5 02 | @ 25 55 (e
SGN500-020-H 5 5 02 | @ 25 55 O
@: Line up
H Edge preparations
\ No symbol | ] -S -H
0.13 mm 0.13 mm
<+ [+
Rehoning / Qw e
R-honing P
R-honing
150
=
g 120  SGN***-020
Y BX360
> wf SGN***-020-S
8 BX360 SGN***-020-H
g 60r BX360
2
£ 30-
o
0
& < NS > &
Continuous Light Interrupted Heavy Interrupted

Reference pages: Toolholders — F014 - F027, Standard cutting conditions — F043
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Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Steel
S45C, SCM435, etc.
C45, 34CrMod4, etc.

Stainless steel
SUS303, SUS304, etc.
X10CrNiS18-9, X5CrNi18-9, etc.

Grey cast iron
FC250, etc.
250, etc.

Ductile cast iron
FCD450, etc.
450-108S, etc.

Aluminium alloys
Si<12%

Superalloys
Inconel718, etc.

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

Hardness

< 300 HB
<300 HB
<300 HB
<300 HB
<200 HB
<200 HB
<200 HB

< HRC 40
< HRC 40
< HRC 40
< HRC 40

Please see page F028 - FO30 for feed: f (mm/rev).

STH

ISO Grade
ﬂ -
SGN

ISO Grade

E o

cw

Edge preparation

No symbol

-S

-H

Priority
First choice
Wear resistance
Impact resistance
Surface quality
First choice
Wear resistance
Impact resistance
First choice
Impact resistance
First choice
Impact resistance
First choice
First choice
First choice
Impact resistance
First choice

Impact resistance

Application

Cutting speed

Grade

AH7025, AH725
T9225, AH8005
AH6235, GH130
NS9530
AH7025, AH725
AH8005
AH6235, GH130
1515
AHB005, AH7025, AH6235, GH130
1515
AH8005, AH7025, AH6235, GH130
TH10
KS05F
AHB8005
AHT7025, AH725, AH6235
KS05F
AH7025, AH725

Depth of cut

External turning
Face turning
External turning

Face turning

Vc (m/min) ap (mm)
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12

Workpiece condition

Continuous

Light interrupted

Heavy interrupted

Cutting speed
Ve (m/min)

80 - 150
50 - 120

40 - 100

Cutting speed
Ve (m/min)

50 - 180
80 - 300
50 -120
80 - 220
50 -120
50 -120
50-120
150 - 700
50 - 180
150 - 300
50 - 120
100 - 500
100 - 600
20 - 60
20-40
20 - 100
20-80

Grooving

Feed
f (mm/rev)

0.4-1
0.4-038
05-15
0.5-0.8

Feed
f (mm/rev)

0.03 - 0.08
0.03 - 0.08

0.03 - 0.06

Tungaloy F043



TETRAMCUT

STCR/L-18

Precision grooving tools with uniquely shaped insert for swiss type machine and general lathes

wl 5 uh= [ ' [
= g' m = %‘ m‘ Hfﬂf
LF [ LF . %
LH ©
I ©
t 5 % &
Fig. 1 A HBH Fig. 2 Right-hand (R) shown.
Designation CWN CWX H B LF LH HF WF HBH Insert Torque* Fig.
STCR/L1010X18 - 10 10 120 18.5 10 10 4.5 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1212X18 033 318 12 12 120 18.5 12 12 2.5 TC*18... .2 1
STCR/L1616X18 0.33 3.18 16 16 120 18.5 16 16 - TC*18... 1.2 1
STCR/L2020H18 _ 20 20 100 18.5 20 20 = TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18... 1.2 2
STCR/L2525718 [fossEie T o5 25 135 23 25 30 5 TC*18... 1.2 2

The right hand insert (TC*18R...) is used for the right hand toolholders (STCR...), and the left hand insert is used for the left hand toolholders
*Torque: Recommended clamping torque: N-m

STCR/L-18-CHP

External grooving and threading toolholder, high pressure coolant compatible

o _ Ri B LF
ight- | 3| [* Left-hand
| = f =
hand gl % b&
- * 4
] S
%{ e
STCR/L1012H18-CHP
STCR/L1212*18B-CHP
Designation CWN CWX H B LF LH HBL HF WF2 HBH Insert Torque*
STCR/L1012H18-CHP 10 12 100 171 171 10 0/12 4 TC*18... 1.2
STCR/L1212X18B-CHP 0.33 3.18 12 12 120 18.5 17.5 12 0/12 4 TC*18... 1.2

STCR/L1616X18-CHP _ 16 16 120 18.5 = 16 0/16 0 TC*18... 1.2

The right hand insert (TC*18R...) is used for the right hand toolholders (STCR...), and the left hand insert (TC*18L...) is used for the left hand toolholders (STCL...).
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS & % @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench DirectJet plug Wrench
STCR**18 CSTC-4L100DL T-1008/5 = o - -
STCL*18 CSTC-4L100DR T-1008/5 = o - -

STCL*18-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
STCR**18-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F051 - F057, Standard cutting conditions — F058
Parts for coolant hose — F266

FO44 tungaloy.com




STCR/L-18-CHP

External grooving and threading toolholder. High pressure coolant capability.
| Zx LF HL%LT @
Right-hand §l%§h

|
i e o = S
bV o L7 5/16-24UNF  Left-hand Ny .

+ QoSO -G H =
{HBL &
— T
Designation CWN CWX H B LF LH HBL HF  WF20 HBH Insert Torque*

STCR/L1212F18B-CHP _ 12 12 85 18.5 175 12 0/12 4 TC*18... 1.2

The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***), and the left hand insert (TC*18L***) is used for the left hand toolholders (STCL™*).
(1) "0/12" for the WF2 dimension indicates WF2 = 0 for the right handed tool, WF2 = 12 for the left handed tool.
*Torque: Recommended torque (N-m) for clamping

STCR/L-18-CHP
Threading tool - for external theading with high pressure coolant capability
I . A= / IiL ¥
{ oM
58, /(5 LN
A -
LF R

WE

Im.

o
£
i S
L
I T 8
-
Right-hand (R) shown. O
Designation CWN CWX H B LF LH HBL HF WF HBH Insert Torque*
STCR/L2020X18-CHP _ 20 20 120 23 - 20 25 - TC*18... 1.2
STCR/L2525718-CHP 0.33 3.18 25 25 135 23 - 25 30 - TC*18... 1.2

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

SPARE PARTS & % @ (

Designation Clamping screw Wrench Coolant plug Wrench
STCL**F18B-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4
STCR*F18B-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4

STCL**18-CHP CSTC-4L100DR T-1008/5 = =
STCR**18-CHP CSTC-4L100DL T-1008/5 - -

Reference pages: Inserts — F051 - F057, Standard cutting conditions — F058
Parts for coolant hose — F266
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TETRAMCUT

JS-STCL18

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

Sl el hLJiL
LH,_ DCONMS W
A

WF
v
|

L
| =

WB
<
<M

94°

Left-hand (L) shown.

Designation CWN CwX DCONMS LF LH H wB WF Insert Torque*
JS14H-STCL18 - 14 100 20 13 14 6 TC*18R... 1.2
JS159F-STCL18 0.33 3.18 15.875 85 20 15 14 6 TC*18R... 1.2
JS16F-STCL18 033 318 16 85 20 15 14 6 TC*18R... 1.2
JS19G-STCL18 0.33 3.18 19.05 90 20 18 14 6 TC*18R... 1.2
JS19X-STCL18 _ 19.05 120 20 18 14 6 TC*18R... 1.2
JS20G-STCL18 0.33 3.18 20 90 20 19 14 6 TC*18R... 1.2
JS20X-STCL18 033 318 20 120 20 19 14 6 TC*18R... 1.2
JS22X-STCL18 0.33 3.18 22 120 20 21 12.25 10 TC*18R... 1.2
JS25H-STCL18 _ 25 100 20 24 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3.18 25.4 120 20 24 12.25 10 TC*18R... 1.2

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

STCAR/L18-CHP

External grooving and threading adapter, with high pressure coolant capability

i
X
5 i@
o
Z
| =
O
(UL,
=R
Right-hand (R) shown.
Designation CWN CWX WF H LF B Insert Torque*
STCAR/L18-CHP 7.5 33 38 7.2 TC*18... 1.2

Use the right hand insert (TC*18R...) with the right hand adapter (STCAR...). Use the left hand insert (TC*18L...) with the left hand adapter (STCAL...).
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS & /g

Designation Clamping screw Wrench
JS**STCL18 CSTC-4L100DL T-1008/5
STCAL18-CHP CSTC-4L100DR T-1008/5
STCAR18-CHP CSTC-4L100DL T-1008/5

Reference pages: JS-STCL18: Inserts — F051 - F057, Standard cutting conditions — F058
STCAR/L18-CHP: Inserts — F051 - F057, Shanks and toolholders — F047 - F049
Standard cutting conditions — F058, Technical Reference — L053
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CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

(LFASSY*)
s @
,
G 1/8"-28 ‘ OAL
~ G1/8"28 1V
7] — a=
2 =
£, £ S d LalBil) Il mi Right hand (R)
= S with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L18-CHP 6.5

WFASSY* : Shank (WPQOS) + adapter (WF)

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

‘ (LFASSY*) 2
(LPOS) @ >
® [ 8
' S —— m =
1 S
LT
_ | HBHY oar
5 y
3 ?HBKW I
e T Right hand (R)
=) with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque*
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L18-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS & /® ( (@)

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8I1SO1179
CHSR/L*™*-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1IN -
Recommended clamping torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Combination of adapter and shank
Adapter
STCAR18-CHP  STCAL18-CHP
CHSR**-CHP (-MC) )
CHSL**-CHP (-MC)
CHFVR**-CHP
CHFVL**-CHP )

Shank
[ J
[ J

@ : Corresponding

Reference pages: Inserts — F051 - F057, Adapters — F046, Standard cutting conditions — F058
Parts for coolant hose — F266, Technical Reference — L053

Tungaloy F047




I N0
TETRAMCUT |
CHFVR/L-CHP

Shank for perpendicularly-mounted adapter, with high pressure coolant capability

&2
2 T
[V
=
§ G 1/8"-28
=| G1/8"-28
% (.
0 2 o
w Right hand (R)
= with left-hand adapter shown.
Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 STCAL/R18-CHP 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 STCAL/R18-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ @

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

Recommended clamping torque (N-m)

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

Combination of adapter and shank

Adapter
STCAR18-CHP STCAL18-CHP
CHSR**-CHP (-MC) [ ]
CHSL**-CHP (-MC) [ J
CHFVR**-CHP [ J
CHFVL**-CHP [ ]

@ : Corresponding

Reference pages: Inserts — F051 - FO57, Adapters — F046, Standard cutting conditions — F058
Parts for coolant hose — F266, Technical Reference — L053

F048 tungaloy.com




C*CHSN-CHP

Toolholder with TungCap connection, for adapter, with high pressure coolant capability

(LFASSY**)
LPO!
%)
0 s
zZ
o
(&)
(]]) a
LPR
Designation DCONMS LPR LPOS WPOS Adapter (Option)
C3CHSN19045-CHP 32 45 17.5 18.5 STCAR/L18-CHP
C4CHSN21047-CHP 40 46.5 21.5 21 STCAR/L18-CHP
C5CHSN26047-CHP 50 47 22.5 26 STCAR/L18-CHP
CB6CHSN33050-CHP 63 50 24.5 32,5 STCAR/L18-CHP

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

@

Right-hand (R) adapter shown.

Torque*
6.5
6.5
6.5
6.5

Toolholder with TungCap connection, for perpendicularly-mounted adapter,
with high pressure coolant capability

)
o
a (%)
= >
- Z
o
@)
a
Designation DCONMS LPOS wB WPOS Adapter (Option)
C3CHFVN26040-CHP 32 40 26 1.5 STCAR/L18-CHP
C4CHFVN26046-CHP 40 46 26 15 STCAR/L18-CHP
C5CHFVN26046-CHP 50 46 26 1.5 STCAR/L18-CHP
C6CHFVN33046-CHP 63 46 33 8.5 STCAR/L18-CHP

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS & /@ @ § (

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SR M5-04451 25
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

(@

O-ring
OR 5X1N

@

Grooving

Left-hand (L) adapter shown.

Torque*
6.5
6.5
6.5
6.5

Reference pages: Inserts — F051 - F057, Adapters — F046, Standard cutting conditions — F058

Technical Reference — L053
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TETRAMCUT

C-STCR/L-18-CHP

External grooving and threading toolholder, with high pressure coolant capability

[
% H H
= ﬂ %]} -
(@) L =
SIES= e T AO
EIN e A Q
w3l w L= @)
= “y |l Oy
le LF |
Right hand (R) shown.
Designation CWN (011) @88 DCONMS LF L2 WF Dmax Insert Torque*
C3STCR/L22040-18-CHP 32 40 20 22 32 TC*18... 1.2
C4STCR/L27050-18-CHP 0.33 3.18 40 50 25 27 750 TC*18... 1.2

Applicable for 14 MPa coolant

Use the right hand insert (TC*18R...) with the right hand holder (STCR...). Use the left hand insert (TC*18L...) with the left hand holder (STCL...).
(1) The value for 3.5 mm groove depth. Dmax varies according to the grooving depth required.
*Torque: Recommended clamping torque (N-m)

C-STCFL-18-CHP

External grooving and threading toolholder, with high pressure coolant capability

Dmax — %%
. D
N -
T\ © — gn
\\ il =
= 18
a
Left hand (L) shown.
Designation CWN (01) @ DCONMS LF LH L2 WF Dmax Insert Torque*
C3STCFL18040-18-CHP 32 40 215 20 18 32 TC*18R... 1.2
C3STCFL18065-18-CHP 0.33 3.18 32 65 46.5 20 18 32 TC*18R... 1.2

Applicable for 14 MPa coolant

Use the right hand insert (TC*18R...) with the left hand holder (STCFL...).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & %

Designation Clamping screw Wrench
C*STCL**-18-CHP CSTC-4L100DR T-1008/5
C*STCR**-18-CHP CSTC-4L100DL T-1008/5
C3STCFL**-18-CHP CSTC-4L100DL T-1008/5

Reference pages: Inserts — F051 - F057, Standard cutting conditions — F058
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I CHIPBREAKER GUIDE

External grooving

TCS18 (4 corners)

F052, FO53

First choice for O.D.
grooving

General-purpose
pressed-in 3D
chipbreaker for smooth
chip control
CW=1-3mm

CDX =3.5mm

%

TCL18 (4 corners)

F053

For lighter cutting
action

Features pressed-in 3D
chipbreaker with sharp
cutting edge for light
cutting action. Provides
excellent chip control at

low feed rates.
v

CW=15-3mm
CDX =3.5 mm

TCG18 (4 corners)

F054, FO55

For better chipping
resistance

Features an optimum
rake angle and edge
preparation for a good
balance of light cutting

action and fracture
i

resistance.

CW=1-318 mm
CDX = 3.5 mm

TCP18 (4 corners)

F056, FO57

For higher surface
quality

Featuring a large rake
angle, providing light
cutting action and better
surface finish. TCP-F style
insert is also available for
sharp cutting edge.
CW=0.33-3mm i
CDX =3.5mm %

Please see page F*** for the product details.

Grooving

Tungaloy Fo51




Il INSERTS
TCS18R/L (3D chipbreaker, honed edge)

Right-hand (R) shown.

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Y
H Hard materials ¥ : First choice
Coated

Designation HAND|CW:0.02| RE CDX

TCS18R100-010
TCS18L100-010

1o}
S
T
<
R o 2
L @ 2
TCS18R120-010 R 1.2 01 |@ 2
TCS18L120-010 L 1.2 01 | @ 2
TCS18R125-010 R 1.25 01 | @ 2
TCS18L125-010 L 1.25 01 | @ 2
TCS18R125-020 R 1.25 02 | @ 2
TCS18L125-020 L 1.25 02 | @ 2
TCS18R130-020 R 1.3 02 | @ 35
TCS18L130-020 L 1.3 02 | @ 3.5
TCS18R140-010 R 1.4 01 |@ 35
TCS18L140-010 L 1.4 01 | @ 35
TCS18R140-020 R 1.4 02 | @ 3.5
TCS18L140-020 L 1.4 02 |@ 3.5
TCS18R145-010 R 1.45 01 | @ 35
TCS18L145-010 L 1.45 01 | @ 35
TCS18R150-010 R 1.5 01 | @ 3.5
TCS18L150-010 L 15 01 | @ 35
TCS18R150-020 R 1.5 02 | @ 3.5
TCS18L150-020 L 15 02 | @ 35
TCS18R160-020 R 1.6 02 | @ 3.5
TCS18L160-020 L 1.6 02 | @ 35
TCS18R170-020 R 1.7 02 |@ 35
TCS18L170-020 L 1.7 02 | @ 35
TCS18R175-010 R 1.75 01 |@ 3.5
TCS18L175-010 L 1.75 01 | @ 3.5
TCS18R175-020 R 1.75 02 | @ 35
TCS18L175-020 L 1.75 02 | @ 35
TCS18R185-020 R 1.85 02 | @ 35
TCS18L185-020 L 1.85 02 | @ 3.5
TCS18R195-020 R 1.95 02 | @ 35
TCS18L195-020 L 1.95 02 | @ 35
TCS18R200-010 R 2 01 | @ 35
TCS18L200-010 L 2 01 | @ 35
TCS18R200-020 R 2 02 | @ 3.5
TCS18L200-020 L 2 02 | @ 35
TCS18R225-020 R 2.25 02 | @ 35
TCS18L225-020 L 2.25 02 | @ 35
TCS18R230-020 R 2.3 02 | @ 3.5
TCS18L230-020 L 2.3 02 | @ 35
TCS18R250-010 R 2.5 01 | @ 35
TCS18L250-010 L 2.5 01 | @ 35

5 pieces per package
@ : Line up

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058

F052 tungaloy.com




Bl steel *

M Stainless Y

Cast iron Y

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Yo}
Designation HAND|CW:0.02| RE |§ CDX

i

<
TCS18R250-020 R 2.5 02 @ 3.5
TCS18L250-020 L 2.5 02 @ 3.5
TCS18R250-030 R 2.5 03 @ 3.5
TCS18L250-030 L 2.5 03 @ 3.5
TCS18R265-030 R 2.65 03 @ 3.5
TCS18L265-030 L 2.65 03 @ 3.5
TCS18R280-030 R 2.8 03 @ 3.5
TCS18L280-030 L 2.8 03 @ 3.5
TCS18R300-010 R 3 0.1 @ 3.5
TCS18L300-010 L 3 0.1 @ 3.5
TCS18R300-020 R 3 02 @ 3.5
TCS18L300-020 L 3 02 @ 3.5
TCS18R300-030 R 3 03 @ 3.5
TCS18L300-030 L 3 03 @ 3.5

5 pieces per package

@ : Line up o
£
>
TCL18R/L (3D chipbreaker, honed edge) 5
O
Right-hand (R) shown.
- Steel Y
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Y
H Hard materials % : First choice
Coated
Yo}
Designation HAND|CW:002| RE |& CDX
T
<
TCL18R150-010 R 1.5 0.1 | @ 3.5
TCL18L150-010 L 1.5 0.1 @ 3.5
TCL18R150-020 R 1.5 02 @ 3.5
TCL18L150-020 L 1.5 02 @ 3.5
TCL18R175-020 R 1.75 02 @ 3.5
TCL18L175-020 L 1.75 02 @ 3.5
TCL18R200-010 R 2 0.1 @ 3.5
TCL18L200-010 L 2 0.1 | @ 3.5
TCL18R200-020 R 2 02 @ 3.5
TCL18L200-020 L 2 02 @ 3.5
TCL18R250-030 R 25 03 @ 3.5
TCL18L250-030 L 25 03 @ 3.5
TCL18R300-010 R 3 0.1 @ 3.5
TCL18L300-010 L 3 0.1 @ 3.5
TCL18R300-020 R 3 02 @ 3.5
TCL18L300-020 L 3 02 @ 3.5
TCL18R300-030 R 3 03 @ 3.5
TCL18L300-030 L 3 03 @ 3.5

5 pieces per package
@ : Line up

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
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TCG18R/L (honed edge)

Right-hand (R) shown.

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

Designation HAND|CW:0.02| RE CDX

TCG18R100-010
TCG18L100-010

Yo}
S
i
<
R @ 2
L ® 2
TCG18R120-010 R 1.2 01 | @ 2
TCG18L120-010 L 1.2 01 | @ 2
TCG18R125-010 R 125 | 01 | @ 2
TCG18L125-010 L 125 | 01 | @ 2
TCG18R125-020 R 125 | 02 | @ 2
TCG18L125-020 L 125 | 02 | @ 2
TCG18R130-020 R 1.3 02 | @ 2
TCG18L130-020 L 1.3 02 | @ 2
TCG18R140-010 R 1.4 01 | @ 35
TCG18L140-010 L 1.4 01 | @ 35
TCG18R140-020 R 1.4 02 | @ 35
TCG18L140-020 L 1.4 02 | @ 35
TCG18R145-010 R 145 | 01 | @ 35
TCG18L145-010 L 145 | 01 | @ 35
TCG18R145-020 R 145 | 02 | @ 35
TCG18L145-020 L 145 | 02 | @ 35
TCG18R150-010 R 1.5 01 | @ 35
TCG18L150-010 L 1.5 01 | @ 35
TCG18R150-020 R 1.5 02 | @ 35
TCG18L150-020 L 1.5 02 | @ 35
TCG18R160-020 R 1.6 02 | @ 35
TCG18L160-020 L 1.6 02 | @ 35
TCG18R170-020 R 1.7 02 | @ 35
TCG18L170-020 L 1.7 02 | @ 35
TCG18R175-010 R 175 | 01 | @ 35
TCG18L175-010 L 175 | 01 | @ 35
TCG18R175-020 R 175 | 02 | @ 35
TCG18L175-020 L 175 | 02 | @ 35
TCG18R185-020 R 185 | 02 | @ 35
TCG18L185-020 L 185 | 02 | @ 35
TCG18R195-020 R 195 | 02 | @ 35
TCG18L195-020 L 195 | 02 | @ 35
TCG18R200-010 R 2 01 | @ 35
TCG18L200-010 L 2 01 | @ 35
TCG18R200-020 R 2 02 | @ 35
TCG18L200-020 L 2 02 | @ 35
TCG18R225-020 R 225 | 02 | @ 35
TCG18L225-020 L 225 | 02 | @ 35
TCG18R230-020 R 2.3 02 | @ 35
TCG18L230-020 L 2.3 02 | @ 35
TCG18R250-010 R 2.5 01 | @ 35
TCG18L250-010 L 2.5 01 | @ 35

5 pieces per package
@ : Line up

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
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Bl steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
0
Designation HAND|CW:0.02| RE |& CDX

B

<
TCG18R250-020 R 25 02 | @ 3.5
TCG18L250-020 L 25 02 | @ 35
TCG18R250-030 R 2.5 03 | @ 3.5
TCG18L250-030 L 25 03 | @ 3.5
TCG18R265-030 R 265 | 03 | @ 3.5
TCG18L265-030 L 265 | 03 | @ 3.5
TCG18R280-030 R 2.8 03 | @ 3.5
TCG18L280-030 L 2.8 03 | @ 3.5
TCG18R300-010 R 3 01 | @ 3.5
TCG18L300-010 L 3 01 | @ 35
TCG18R300-020 R 3 02 | @ 3.5
TCG18L300-020 L 3 02 | @ 3.5
TCG18R300-030 R 3 03 | @ 3.5
TCG18L300-030 L 3 03 | @ 35

5 pieces per package

@ : Line up (o))
£
B
TCG18R/L (Full R, honed edge) e}
O
Right-hand (R) shown.
Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
(o]
Designation HAND|CW:0.02| RE |& CDX
T
<
TCG18R100-050 R 1 05 | @ 2
TCG18L100-050 L 1 05 | @ 2
TCG18R158-079 R 158 | 0.79 | @ 3.5
TCG18L158-079 L 158 | 0.79 | @ 3.5
TCG18R200-100 R 2 1@ 3.5
TCG18L200-100 L 2 1@ 3.5
TCG18R239-120 R 2.39 12 | @ 3.5
TCG18L239-120 L 2.39 12 | @ 3.5
TCG18R300-150 R 3 15 | @ 3.5
TCG18L300-150 L 3 15 | @ 3.5
TCG18R318-159 R 3.18 | 159 | @ 3.5
TCG18L318-159 L 318 | 159 | @ 3.5

5 pieces per package
@ : Line up

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
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TCP18R/L (lightly honed edge)

-
x
o
Right-hand (R) shown.
*|
M Stainless ) ¢
Cast iron *
l Non-ferrous
S | Superalloys > |
H Hard materials | % : First choice
¥ Coated
Designation HAND|CW:0.02| RE | CcDX
T
<
TCP18R033-005 R 0.33 | 0.05 @ 0.8
TCP18L033-005 L 0.33 | 0.05 @ 0.8
TCP18R043-005 R 043 | 005 @ 1.2
TCP18L043-005 L 043 | 005 @ 1.2
TCP18R050-005 R 0.5 005 | @ 1.2
TCP18L050-005 L 0.5 005 | @ 1.2
TCP18R075-005 R 0.75 | 0.05 | @ 2
TCP18L075-005 L 0.75 | 0.05 @ 2
TCP18R095-005 R 095 | 0.05 @ 2
TCP18L095-005 L 095 | 0.05 @ 2
TCP18R100-010 R 1 0.1 | @ 2
TCP18L100-010 L 1 0.1 @ 2
TCP18R120-010 R 1.2 0.1 @ 2
TCP18L120-010 L 1.2 0.1 @ 2
TCP18R125-010 R 1.25 0.1 @ 2
TCP18L125-010 L 1.25 0.1 @ 2
TCP18R140-010-35 R 1.4 0.1 @ 3.5
TCP18L140-010-35 L 1.4 0.1 | @ 3.5
TCP18R145-010 R 1.45 0.1 | @ 2
TCP18L145-010 L 1.45 0.1 @ 2
TCP18R145-010-35 R 1.45 0.1 @ 3.5
TCP18L145-010-35 L 1.45 0.1 @ 3.5
TCP18R150-010 R 1.5 0.1 @
TCP18L150-010 L 1.5 0.1 @ 2
TCP18R150-010-35 R 1.5 0.1 @ 3.5
TCP18L150-010-35 L 1.5 0.1 @ 3.5
TCP18R175-010 R 1.75 0.1 @
TCP18L175-010 L 1.75 0.1 | @ 2
TCP18R175-010-35 R 1.75 0.1 @ 3.5
TCP18L175-010-35 L 1.75 01 | @ 3.5
TCP18R200-010 R 2 0.1 | @ 2.5
TCP18L200-010 L 2 0.1 @ 2.5
TCP18R200-010-35 R 2 0.1 @ 3.5
TCP18L200-010-35 L 2 0.1 @ 3.5
TCP18R250-010 R 2.5 0.1 | @ 2.5
TCP18L250-010 L 2.5 0.1 @ 2.5
TCP18R250-010-35 R 2.5 0.1 @ 3.5
TCP18L250-010-35 L 2.5 0.1 @ 3.5
TCP18R300-010 R 3 0.1 | @ 2.5
TCP18L300-010 L 3 0.1 @ 2.5
TCP18R300-010-35 R 3 0.1 @ 3.5
TCP18L300-010-35 L 3 0.1 @ 3.5

5 pieces per package
@ : Lineup

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
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TCP18R/L-F (sharp edge)

‘Vg ?

Right-hand (R) shown.

M Stainless ) ¢
Cast iron *
l Non-ferrous
S | Superalloys > |
H Hard materials | % : First choice
Coated
Designation HAND|CW=0.02| RE |& CDX
ke
%)

TCP18R033F-005 R 033 | 0.05 @ 0.8
TCP18L033F-005 L 0.33 | 0.05 | @ 0.8
TCP18R043F-005 R 043 | 0.05 | @ 1.2
TCP18L043F-005 L 043 | 0.05 | @ 1.2
TCP18R050F-005 R 0.5 005 @ 1.2
TCP18L050F-005 L 0.5 005 @ 1.2
TCP18R075F-005 R 0.75 | 0.05 | @ 2
TCP18L075F-005 L 0.75 | 0.05 | @ 2 87
TCP18R095F-005 R 095 | 0.05 @ 2 =
TCP18L095F-005 L | 095 | 005 |@ 2 S
TCP18R100F-005 R 1 005 | @ 2 (B
TCP18R100F-010 R 1 01 | @ 2
TCP18L100F-010 L 1 01 | @ 2
TCP18R120F-005 R 1.2 005 @ 2
TCP18R120F-010 R 12 | 01 [@ 2
TCP18L120F-010 L 1.2 01 | @ 2
TCP18R125F-005 R 125 | 0.05 | @ 2
TCP18R125F-010 R 1.25 01 | @ 2
TCP18L125F-010 L 1.25 01 | @ 2
TCP18R140F-010-35 R 1.4 01 | @ 3.5
TCP18R145F-005-35 R 145 | 0.05 (@ 3.5
TCP18R145F-010 R 1.45 01 | @ 2
TCP18L145F-010 L 1.45 01 | @ 2
TCP18R145F-010-35 R 1.45 01 | @ 3.5
TCP18L145F-010-35 L 1.45 01 | @ 3.5
TCP18R150F-005-35 R 1.5 0.05 @ 3.5
TCP18R150F-010 R 1.5 01 | @ 2
TCP18L150F-010 L 1.5 01 | @ 2
TCP18R150F-010-35 R 1.5 01 | @ 3.5
TCP18L150F-010-35 L 1.5 01 | @ 3.5
TCP18R175F-005-35 R 175 | 0.05 | @ 3.5
TCP18R175F-010 R 1.75 01 | @ 2
TCP18L175F-010 L [175 ] 01 |@ 2
TCP18R175F-010-35 R 1.75 01 | @ 3.5
TCP18L175F-010-35 L 1.75 01 | @ 3.5
TCP18R200F-005-35 R 2 005 | @ 3.5
TCP18R200F-010 R 01 | @ 25
TCP18L200F-010 L 2 01 | @ 2.5
TCP18R200F-010-35 R 2 01 | @ 3.5
TCP18L200F-010-35 L 2 01 | @ 3.5
TCP18R250F-010 R 2.5 01 | @ 2.5
TCP18L250F-010 L 2.5 01 | @ 2.5
TCP18R250F-010-35 R 2.5 01 | @ 3.5
TCP18L250F-010-35 L 2.5 01 | @ 3.5
TCP18R300F-010 R 3 01 | @ 2.5
TCP18L300F-010 L 3 01 | @ 2.5
TCP18R300F-010-35 R 3 01 | @ 3.5 )
TCP18L300F-010-35 L] s |01 |@ 35 | @ Ling e package

Reference pages: Toolholders — F044 - FO50, Standard cutting conditions — F058
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Il STANDARD CUTTING CONDITIONS

TCS18R/L, TCL18R/L (3D chipbreaker), TCG18R/L (honed edge), TCG18R/L (Full R)

. . Cutting speed Feed: f (mm/rev)
1ISO Workpiece materials Grade .
Ve (m/min) TCL18 TCS18 TCG18
150, 55400 earBon I8l oA et AH7025 80 - 180 0.03-0.12 0.04-0.16 0.04 - 0.14
. S55G ng’fg e Y e 104, oto AH7025 80 - 180 0.03-0.12 0.04-0.16 0.04 - 0.14
Flehardened steel AH7025 80 - 180 0.03-0.12 0.04-0.16 0.04 - 0.14
Stainless steel
Ml sus304, SUS316, etc., XSCrNIT8-9, X5CrNiIMo17-12-3, et 02y U120 OO =0l A=K
Grey cast iron
. FC250, FC300, etc., 250, 300, etc., GG25, GG30, etc. AHIES e Ll L s L = 0L
[ [[+ | FODA00. sto aop eastiron - - 540 et AH7025 50 - 180 0.03-0.12 0.04-0.16 0.04-0.14
Titarium alloys AH7025 30- 60 0.03-0.12 0.04-0.16 0.04 - 0.14
Incsgrﬁ’;ﬁ'?y(;c AH7025 20 - 40 0.03-0.12 0.04-0.16 0.04-0.14
TCP18R/L (lightly honed edge), TCP18R/L-F (sharp edge)
. . L Cutting speed Feed
ISO Workpiece materials Priority Grades Ve (m/min) f (mm/rev)
Low carbon steel First choice SH725 80 - 180 0.03 - 0.1
S15C, SS400, etc., C15E4, E275A, etc. Toughness AH725 80 - 180 0.03-0.1
Carbon steel, Alloy steel First choice SH725 80 - 180 0.03-0.1
S55C, SCM440, etc., C55, 42CrMo4, etc. Toughness AH725 80 - 180 0.03-0.1
Prehardened steel First choice SH725 80 - 180 0.03 - 0.1
NAK80, PX5, etc. Toughness AH725 80 - 180 0.03-0.1
Stainless steel First choice SH725 50 - 120 0.03 - 0.1
M SUS304, SUS316, etc., X5CrNi18-9, X5CrNiMo17-12-3, etc. Toughness AH725 50 - 120 0.03-0.1
Grey cast iron First choice AHT725 50 - 180 0.03 - 0.1
. FC250, FC300, etc., 250, 300, etc., GG25, GG30, etc. Sharpness SH725 50 - 180 0.03-0.1
Ductile cast iron First choice AH725 50 - 180 0.03 - 0.1
FCD400, etc., 400-15S, etc., GGGA4O0, etc. Sharpness SH725 50 - 180 0.03-0.1
Titanium alloys First choice SH725 30- 80 0.03 - 0.1
s Ti-6AI-4V, etc. Toughness AH725 30-80 0.03-0.1
nooperaloye First choice AH725 20- 40 0.03- 0.
Il Precautions of processing
oo ~
650 T L ]
E 600 ‘
"5 550 \
E_ 500 \ CUTDIA
SE 450
3§’ 400 \
85 %0 \
BE 300
5Q 250
E T
X 150
= 100 ~® ; T
50 Max workpiece diameter
o CUTDIA (mm)

31 32 33 34 35
Groove depth
T (mm)
*Groove depth and
max workpiece diameter (Dmax)
Maximum workpiece diameter is limited relative

to depth of cut in order to avoid collision between
insert and workpiece.

7
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TETRAFCUT

STCR/L-27

External toolholders for grooving, parting

ACWN-CWX LE

|

L ™

1 LH ™~y
L
5E { I#
% oeL| tHBH
Right-hand (R) shown.
Designation CWN CWX H B LF LH HBL HF WF HBH Insert Torque*
STCR/L1010-27 10 10 120 23 24 10 8.5 9.5 TC B o 25
STCR/L1212-27 0.5 3.18 12 12 120 23 24 12 10.5 8 TC*27... 25
STCR/L1616-27 o5 Eas 16 16 120 23 24 16 145 6 TC*27... 25
STCR/L2020-27 0.5 3.18 20 20 120 23 24 20 18.5 2 TC*27... 25
STCR/L2525-27 osEie o5 25 135 23 = 25 235 = TC*27... 2.5
*Torque: Recommended clamping torque: N-m
STCR/L-27-CHP
Grooving and parting-off toolholder. High pressure coolant capability.
N [}
Right-hand & Left-hand %qu o)
=y i c
>
W 3
o
-
O
; —
] _—5/16"-24UNF
HBL, | &
I
Designation CWN CWX H B LF LH HF WF2(W  HBH HBL Insert Torque*
STCR/L1212-27-CHP 12 12 120 23 12 1.5/10.5 8 24 TC*27... 2.5

- Make sure to avoid tool interferences when used on Swiss machines
(1) The above WF2 value is valid when an insert width of CW=3 is mounted.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS (& % @ (

&

{

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

STCR1212-27-CHP SR16-212-01397L T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
STCL1212-27-CHP SR16-212-01397 T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F065 - FO69, Standard cutting conditions — F070
Parts for coolant hose — F266

Tungaloy F059




ORCE
TETRAFCUT |
STCR/L-27-CHP

External grooving and parting toolholder, with high pressure coolant capability

- - STCR/L2525-27-CHP STCR/L2020-27-CHP ' -
T Ll W,
1] oz 4wz ZR ml ™
LF “
= ul :

t :
't ! T}
G1/8 4
Right-hand (R) shown.
Designation CWN CWX H B LF LH HF WF Insert Torque*
STCR/L2020-27-CHP 20 20 120 23 20 18.5 TC*27... 2.5
STCR/L2525-27-CHP 0.5 3.18 25 25 125 23 25 23.5 TC*27... 2.5

*Torque: Recommended torque (N-m) for clamping

STCAR/L27-CHP

External grooving and parting adapter, with high pressure coolant capability

- W
LHT < .
B = <+
: e
u £
=)
) Right-hand (R) shown.
Designation CWN CWX WF H LF B Insert Torque*
STCAR/L27-CHP 6 33 46 7.2 TC*27... 2.5
*Torque: Recommended torque (N-m) for clamping
SPARE PARTS (& /&
Designation Screw Wrench
STCR**-27-CHP SR16-212-01397L T-2010/5
STCL*-27-CHP SR16-212-01397 T-2010/5
STCAR27-CHP SR16-212-01397L T-2010/5
STCAL27-CHP SR16-212-01397 T-2010/5

Reference pages: STCR/L-27-CHP: Inserts — F065 - F069, Standard cutting conditions — F070
Parts for coolant hose — F266
STCAR/L27-CHP: Inserts — F065 - F069, Shanks and toolholders — F061 - FO63
Standard cutting conditions — F070, Technical Reference — L053

FO60 tungaloy.com




CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

. (LFASSY*)
—_— e @
< y )

G1/8"-28 — 1 0AL
_ G1/8"-28

L HBKW ﬂ cn¢ Right hand (R)
with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 STCAR/L27-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L27-CHP 6.5

WFASSY* : Shank (WPQOS) + adapter (WF)

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

(LFASSY*)
< (LPOS @

R o0
(S

Grooving

—— OAL

e
ol o
Frgl = :H 5 II Right hand (R)
SL—== with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque*
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L27-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L27-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

W
%
N
0

SPARE PARTS & ﬁ

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHSR/L**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8I1SO1179
CHSR/L**-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N =

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SR M5-04451 5]
SR M6X12DIN6912 8.5
SR M6X20-XT 8.5

Combination of adapter and shank
Adapter
AR27-CHP

CHSR**-CHP (-MC)

CHSL**-CHP (-MC)

CHFVR*-CHP

CHFVL**-CHP o

@ : Corresponding

Reference pages: Inserts — F065 - FO69, Adapters — F060, Standard cutting conditions — F070
Parts for coolant hose — F266, Technical Reference — L053
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ORCE
TETRAFCUT |
CHFVR/L-CHP

Shank for perpendicularly-mounted adapter, with high pressure coolant capability

= [

in @
= I

E=h

G 1/8"-28

OAL

G 1/8"-28

oy

Right hand (R)

" (LFASSY™) with left-hand adapter shown.

Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
II CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 STCAL/R27-CHP 6.5
Il. CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 STCAL/R27-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

External

SPARE PARTS @ ﬁ @ § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHFVR/L... SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Combination of adapter and shank

Adapter
STCAR27-CHP STCAL27-CHP
CHSR**-CHP (-MC) [ ]
CHSL**-CHP (-MC) [ J
CHFVR**-CHP [ J
CHFVL**-CHP [ ]

@ : Corresponding

Reference pages: Inserts — F065 - F069, Adapters — F060, Standard cutting conditions — F070
Parts for coolant hose — F266, Technical Reference — L053

F062 tungaloy.com




C*CHSN-CHP

Toolholder with TungCap connection, for adapter, with high pressure coolant capability

(LFASSY*™)

(LPOS)

0
1l

. LPR
Designation DCONMS LPR LPOS WPOS
C3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 21.5 21
C5CHSN26047-CHP 50 47 22.5 26
C6CHSN33050-CHP 63 50 24.5 32.5

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

@

= =

DCONMS

L]

(WFASSY*)

Adapter (Option)
STCAR/L27-CHP
STCAR/L27-CHP
STCAR/L27-CHP
STCAR/L27-CHP

Right-hand (R) adapter shown.

Torque*
6.5
6.5
6.5
6.5

Toolholder with TungCap connection, for perpendicularly-mounted adapter,

with high pressure coolant capability

[ =B
;—J
Lol E
2
=

Designation DCONMS LPOS wB
C3CHFVN26040-CHP 32 40 26
C4CHFVN26046-CHP 40 46 26
C5CHFVN26046-CHP 50 46 26
C6CHFVN33046-CHP 63 46 33

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

& B &

SPARE PARTS

Designation Clamping screw 1 Wrench 1 Clamping screw 2
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

WB

@ﬂl\w‘

WPOS
1.5
1.5
1.5
8.5

&

Clamping screw 3

SR M6X20-XT

LPOS ,

DCONMS

L]

]
)

l

(LFASSY*)
L —_

Adapter (Option)

STCAR/L27-CHP
STCAR/L27-CHP
STCAR/L27-CHP
STCAR/L27-CHP

-

{

Wrench 2
HWS5.0

O-ring
OR 5X1N

@

Grooving

Left-hand (L) adapter shown.

Torque*
6.5
6.5
6.5
6.5

Reference pages: Inserts — F065 - FO69, Adapters — F060, Standard cutting conditions — F070

Technical Reference — L053

Tungaloy F063




TETRAFCUT

C-STCR/L-27-CHP
External grooving toolholder, with high pressure coolant capability

¥
< i@
[42]
N =T
Dmax <&y i P =& 5
el al=d S gl B
— / ; Il
' :' 4 |
TN
Right hand (R) shown.
Designation CWN (011) @88 DCONMS LF L2 WF Dmax Insert Torque*
C4STCR/L27050-27-CHP 40 50 25 25.5 68" TC*27R/L... 2.5

Applicable for 14 MPa coolant
(1) The value for 6.4 mm groove depth. Dmax varies according to the grooving depth required.
*Torque: Recommended clamping torque (N-m)

STCR/L-38
External grooving and parting toolholder

_ _ [ ' T
sh (7 £ P RLE™]
cwn-cwx 4 LF _
1 36, 2y
oS =}
ol HBH
HBIL - Right hand (R) shown.
Designation CWN CWX H B LF HF WF HBH HBL Insert Torque*
STCR/L2020-38 20 20 120 20 18.1 5 35 TCL3S8... 25
STCR/L2525-38 1.5 4 25 25 135 25 23.1 - - TCL38... 25

STCR/L3232-38 Esmas a2 32 135 32 30.1 = = TCL3S... 2.5

*Torque: Recommended clamping torque (N-m)

STCR/L-38-CHP

External grooving and parting toolholder, with high pressure coolant capability

[ L™
@

3

[o). & ¢
=3 -
He X G1/8 Right hand (R) shown.
Designation CWN CwWX H B LF HF WF Insert Torque*
STCR/L2525-38-CHP 25 25 135 25 23.1 TCL38... 225)

*Torque: Recommended clamping torque (N-m)

SPARE PARTS (& /@

Designation Screw Wrench
C4STCR27050-27-CHP ~ SR16-212-01397L T-2010/5
C4STCL27050-27-CHP SR16-212-01397 T-2010/5

STCR... SR16-212-01397L T-2010/5
STCL... SR16-212-01397 T-2010/5

Reference pages: Inserts — F065 - FO69, Standard cutting conditions — F070
Parts for coolant hose — F266

F064 tungaloy.com




Il CHIPBREAKER GUIDE

External grooving and parting

TCS27 (4 corners)

F066, FO67

First choice for
grooving
For general machining

Lower cutting force and
superior sharpness

CW =0.5-3.18 mm
CDX =6.4 mm

ol 0

TCM27 (4 corners)

F068, FO69

For higher efficiency

For high feed machining

Well-designed edge with
high strength and fracture
resistance
CW=15-3.18mm

CDX =6.4 mm

-0

TCL27 (4 corners)

F065

For lighter cutting
action

Extremely sharp cutting

edge

A large dimple geometry
eliminates chip jamming

CW=15-3mm

CDX =6.4 mm
Ll

TCL38 (4 corners)

F069

For lighter cutting
action

Sharp edge for light
cutting action

Excellent chip control at
low feeds

CW=15-4mm

Please see page F*** for the product details.

I INSERTS

TCL27 (for grooving and parting off)

Grooving

- Steel ¥ % % %
M Stainless * [ % % Kk
Cast iron % % %k
Non-ferrous
Superalloys * % %
H Hard materials % : First choice
Coated Relation of groove depth (T) and
Designation ows002| RE |9 & S 8| cbx | cuTDIA Max. diameter (oD max)
':E T % £ T<3 [T<35| T<4 |T<45| T<5 |T<55|T<5.7| T<6 |T<6.2|T<6.4
AL
TCL27-150-015 15 015 A @ ®@ @ 57 11.4 o0 600 | 280 | 180 | 130 | 50 35 - - -
TCL27-200-020 2 02 A @ ®@ @ 64 12.8 o0 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCL27-250-020 2.5 02 A @ ®@ @ 64 12.8 ) 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCL27-300-020 3 02 A @ @ @ 64 12.8 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@®: Line up
A : To be discontinued

Reference pages: Toolholders — F059 - FO64, Standard cutting conditions — F070

Tungaloy F065




TCS27 (for grooving and parting off)

CUTDIA

M Stainless
Cast iron

l Non-ferrous

S Superalloys

H Hard materials % : First choice

Coated Relation of groove depth (T) and
Designation CW:002 RE | § g ﬁ cDX |cUTDIA Max. diameter (6D max)
EE ':E % % T<3 |T<35| T<4 |T<4.5| T<5 |T<55|T<57| T<6 [T<6.2|T<6.4
= e - - S

TCS27-050-000 0.5 0 |A % % %| 1 2 oo - - - - - - - - -
TCS27-050-004 05 | 004 | A % % K| 25 5 o - - - - - - - - -
TCS27-075-010 075 | 01 A @ @ @ 25 5 o - - - - - - - B R
TCS27-080-000 0.8 0 |A % % %| 16 3.2 oo - - - - - - - - R
TCS27-100-006 1 006 A @ @ @ 35 7 o | 600 | - - - - - - - N
TCS27-100-010 1 01 | A @ @ @ 35 7 o | 600 | - - - - - - - R
TCS27-104-000 1.04 A % Kk %k| 2 4 o - - - - - - - B R
TCS27-120-000 1.2 0 |A % % k| 2 4 oo - - - - - - - - R
TCS27-125-010 125 | 01 |A @ @ @| 35 7 ~ | 600 | - - - - - - - N
TCS27-125-020 125 | 02 A @ @ @ 35 7 o | 600 | - - - - - - - R
TCS27-140-000 1.4 A % % k| 2 4 o - - - - - - - B R
TCS27-147-000 1.47 0 |A % % %| 25 5 oo - - - - - - - - R
TCS27-150-010 15 01 | A @ ®@ @ 57 11.4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-150-020 15 02 A @ ®@ @ 57 11.4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-157-015 157 |015 | A @ @ @ 3 6 o - - - - - - - B R
TCS27-170-010 1.7 0.1 | A @ @O 3 6 oo - - - - - - - - -
TCS27-175-010 175 | 01 A @ @ @ 3 6 oo - - - - - - - - -
TCS27-175-020 175 | 02 A @ @ @ 3 6 oo - - - - - - - - R
TCS27-178-018 178 | 018 | A @ @ @ 3 6 o - - - - - - - B R
TCS27-185-020 185 | 02 A @ @ @ 3 6 oo - - - - - - - - -
TCS27-196-015 19 (015 | A @ @ @ 3 6 oo - - - - - - - - -
TCS27-200-010 2 01 | A @ @ @ 64 12.8 ) 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCS27-200-020 2 02 A ®@ ® @ 64 12.8 ) 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCS27-222-015 222 |015 | A @ @ @ 35 7 s | 600 | - - - - - - - R
TCS27-230-020 2.3 02 A @ ®@ @ 35 7 ~ | 600 | - - - - - - - _
TCS27-239-015 239 (015 | A @ @ @ 57 11.4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-247-020 2.47 02 A ®@ @ @ 57 11.4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-250-010 2.5 01 | A @ @ @ 57 11.4 o0 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-250-030 25 03 A ®@ @ @ 57 11.4 ~ | 600 | 280 | 180 | 130 | 50 | 35 - - -
TCS27-270-010 2.7 01 | A @ @ @ 62 12.4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCS27-287-020 2.87 02 A @ @ @ 62 12.4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCS27-300-000 3 0 A % K& %| 64 12.8 o0 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-020 3 02 A @ ®@ @ 64 12.8 ~ | 600 | 280 | 180 | 135 | 105 | 95 | 85 | 78 | 55
TCS27-300-030 3 03 | A @ @ @ 64 12.8 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-040 3 04 A @ ®@ @ 64 12.8 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-315-015 315 |015 | A @ @ @ 64 12.8 o0 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCS27-318-020 3.18 02 A @ ®@ @ 64 12.8 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package

Y : Will be released in January 2025
@®: Line up

A : To be discontinued

Reference pages: Toolholders — F059 - FO64, Standard cutting conditions — F070
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TCS27-R/L (for parting off)

RE:VE ~y CUTDIA CUTDIA
PSIRR 4 /
Sok™ y

Right hand (R) shown.

- Steel ¥ [ %
M Stainless * [ %
Cast iron * [ K
l Non-ferrous
S  Superalloys ¥* [ %
H Hard materials % : First choice
?gat;d 5 Max. parting off
Designation Hanp|cw:o2| RE [ & S & | cox |psiRLpsirr_ 2 CUTPIA
EE ':E % g Sl;’"d Tube
<< < ar
TCS27-100-15R R 1 006 A @ ®@ @ 35 0° 15° 7 600
TCS27-100-15L L 1 006 A @ @ @ 35 15° 0° 7 600
TCS27-150-6R R 1.5 006 A @ @ @ 57 0° 6° 11.4 35
TCS27-150-6L L 1.5 006 A @ ®@ @ 57 6° 0° 11.4 35
TCS27-150-15R R 1.5 006 A @ ®@ @ 57 0° 15° 11.4 35
TCS27-150-15L L 1.5 006 A @ @ @ 57 15° 0° 11.4 35 87
TCS27-200-6R R 2 01 | A @ @ @ 64 0° 6° 12.8 30 g
TCS27-200-6L L 2 01 | A @ @ @ 64 6° 0° 12.8 30 o
TCS27-200-15R R 2 01 | A @ @ @ 64 0° 15° 12.8 30 O]
TCS27-200-15L L 2 01 | A @ @ @ 64 15° 0° 12.8 30

5 pieces per package
®: Line up
A : To be discontinued

TCS27 (for grooving and profiling, full R)

M Stainless
Cast iron
l Non-ferrous
S Superalloys
H Hard materials % : First choice
Coated Relation of groove depth (T) and
Designation CW:002| RE ﬁ § § § CDX Max. diameter (D max)
':E EE % g T<3 |T<35| T<4 |T<4.5| T<5 |[T<55|T<5.7| T<6 |T<6.2|T<6.4
e S - - S
TCS27-157-079 157 |079 | A @ @ @ 3 =3 - - - - - - - B B
TCS27-200-100 2 1 A OGO OO 3 ) - - - - - - - B _
TCS27-239-120 2.39 12 | A @ @ @ 5.7 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-300-150 3 15 | A @ @ @ 6.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@: Line up
A : To be discontinued

Reference pages: Toolholders — F059 - FO64, Standard cutting conditions — F070
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TCM27 (for grooving and parting off)

CUTDIA

- Steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys
H Hard materials % : First choice
Coated Relation of groove depth (T) and
Designation cwsoo2 RE | 8 S & cox [cuTpiA Max. diameter (oD max)
TP T<3 |T<35| T<4 |T=45| T<5 |T<55|T<57| T<6 |T<6.2(T<6.4
e - .

TCM27-150-010 1.5 01 |A @ @ @ 57 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-150-020 1.5 02 A ®@ @ O 57 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-157-015 157 (015 A ©@ @ @ 3 6 ) - - - - - - - - -
TCM27-170-010 1.7 01 A @ @O 3 6 ) - - - - - - - - -
TCM27-175-010 1.75 01 | A @ @O 3 6 o0 - - - - - - - - -
TCM27-175-020 1.75 02 A @ 0O 3 6 ) - - - - - - - - -
TCM27-178-018 178 (018 | A ©®@ @ O 3 6 ) - - - - - - - - -
TCM27-185-020 1.85 02 A @O0 O 3 6 ) - - - - - - - - -
TCM27-196-015 196 (015 A ©@ @ O 3 6 o0 - - - - - - - - -
TCM27-200-010 2 01 A @ @ @ 64 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-200-020 2 02 A @ @ O 64 12.8 oo 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-222-015 222 |015|A @ ®@ @ 35 7 o | 600 - - - - - - - -
TCM27-230-020 2.3 02 | A @ @ @ 35 7 o | 600 - - - - - - - -
TCM27-239-015 2.39 015 A @ ®@ @ 57 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-247-020 2.47 02 A ®@ ®@ O 57 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-010 2.5 01 A @ @ @ 57 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-030 2.5 03 | A @ @ @ 57 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-270-010 2.7 01 A @ @ @ 62 12.4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-287-020 2.87 02 A @ ®@ @ 62 12.4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-300-000 3 0 A % K K| 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-020 3 02 | A @ @ @ 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-030 3 03 A @ @ @ 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-040 3 04 @ @ ®@ @ 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-315-015 3.15 015 @ @ ®@ @ 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCM27-318-020 3.18 02 | @ @ @ @ 64 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package

Y Will be released in January 2025
@®: Line up

A : To be discontinued

Reference pages: Toolholders — F059 - FO64, Standard cutting conditions — F070
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TCM27 (for grooving and profiling, full R)

e
Bl steel * |9 [ %
M Stainless * % %
Cast iron * % %
Non-ferrous
Superalloys %* | %
H Hard materials % : First choice
Coated Relation of groove depth (T) and
. . 0w Max. diameter (6D ma
Designation cw:002| RE | S @ |CDX|CUTDIA - a r X)
':E % % T<3 |T<3.5| T<4 |T<4.5| T<5 |T<55|T<57| T<6 |T<6.2|T<6.4
= T §
TCM27-157-079 157 |079 @ @ @ 3 6 oo - - - - - - - - -
TCM27-200-100 2 11 ® e @ 3 6 ) - - - - - - - R -
TCM27-239-120 2.39 12 | @ @ @ 57 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-300-150 3 15 | @ @ @ 64 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
5 pieces per package
@: Line up
o
£
>
o
o
O
TCL38 (for grooving and parting off)
RE CUTDIA

- Steel
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials * : First choice
Coated
B Relation of groove depth (T) and Max. diameter (D max)
Designation CW:002| RE (& CDX |CUTDIA
':l;: T=<5 T=<6 T=7 T=<8 T=9 T=<10
TCL38-150-020 15 02 | @ 9 18 3 950 315 190 45 -
TCL38-200-020 2 02 @ 9 18 o0 950 315 190 45 -
TCL38-300-020 3 02 | @ 10 20 oo 950 315 190 130 50
TCL38-400-030 4 03 | @ 10 20 oo 950 315 190 130 50

5 pieces per package
@ : Line up

Reference pages: Toolholders — F059 - FO64, Standard cutting conditions — F070
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Il STANDARD CUTTING CONDITIONS

TCL27, TCS27, TCM27
Cutting Feed: f(mm/rev) Depth of cut
. . speed Grooving, Parting-off Profiling for profiling
ISO Workpiece materials Grades ™y Parting-off (with hand) (with full radius insert)  (with full
(m/min) “yc127  Tcs27 TCM27  TCs27  TCs27  Tomzy  'adius insert)
Carbon steel 003-  005-  005-  004-  005-  0.05-
. (S45C / C45, etc) AH725  100-200 45 0.15 0.25 0.12 0.1 0.15 e
Alloy steel 0.03-  005-  005-  004-  005-  0.05-
(SCM435 / 34CrMo4, etc.) AH725 - 50-180 45 0.15 0.25 0.12 0.1 0.15 0.5
Stainless steel 003-  005-  005-  004-  005-  0.05-
M (SUS304 / X5CINi18-9, etc) 1725 100-150 545 0.15 0.2 0.12 0.1 0.15 0.5
Grey cast iron 0.08 - 0.05 - 0.05 - 0.04 - 0.05 - 0.05 -
(FC250 / 250 / GG25, etc.) S 0.15 0.25 0.12 0.1 0.15 s
Ductile cast iron 003-  005-  005-  004-  005-  0.05-
(FCD400 / 400-15 / GGG400, etc) 11725 50-120 545 0.15 0.2 0.12 0.1 0.15 b
Titanium alloys 0.03-  005-  005-  004-  005-  0.05-
s (Ti-6AI-4V, etc.) ARrEy NG o 0.15 0.15 0.12 0.1 0.1 b
003-  005-  005-  004-  005-  0.05-
Superalloys (Inconel718, etc.) AH725 20 - 50 0.12 0.15 0.15 012 01 0.1 0.5
TCL38
. Feed: f (mm/rev)
Cutting speed G .
ISO Workpiece materials Grades Ve rooving,
. Parting-off
(m/min)
TCL38
Carbon steel
AH7025 80 - 180 0.03-0.18
. (S45C / C45, etc.)
Alloy steel
AH7025 50 - 180 0.03-0.18
(SCM435 / 34CrMo4, etc.)
M Stainless steel AH7025 50 - 150 0.03-0.14

(SUS304 / X5CrNi18-9, etc.)

Grey cast iron
AH7025 50 - 180 0.03-0.14
. (FC250 / 250 / GG25, etc.)

Ductile cast iron

AH702 -12 .03-0.14
(FCD400 / 400-15 / GGG400, etc.) 025 %0 0 0.03-0
Titanium alloys
AH7025 30 - 60 0.03-0.14
s (Ti-6AI-4V, etc.)
Superalloys (Inconel718, etc.) AH7025 20 - 50 0.03-0.14

FO70 tungaloy.com




DUOJEUT

JSXXR/L

Parting-off and grooving toolholders

e '
o Right-hand | & D/I(QL ‘m¢ o Lﬂm m; %HHﬁ
H ' “j“ Left-hand o B -
Z X LF ert-nan 1 _ LF - %
53| [n o - AN g HIE
' Y = 0o ﬂ
Al A e
£ N8 =} =Dl =}
: HBL| &} ,
Fig. 1 - 0 Fig. 2
9 ‘ T 9 Right-hand (R) shown.
Designation  [//\Na\)q H B LF®  LH®  HF WF2@ HBLM HBH Insert Torque*  Fig.
JSXXR/L1010X09 10 10 120 1965 10 0.2/98 19 3 JX"06.,12.,16.,20.. 1.2 1
JSXXR/L1212F09 06 25 12 12 85 1965 12 02/11.8 19 15 JX™06.,12.,16.,20.. 1.2 1
Jsxxr/L1zi2xo0  [0lT28T 12 12 120 1965 12 02/11.8 19 15 JX*06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09 06 25 16 16 120 1965 16 0.2/158 - - UX™06.,12..,16.,20.. 1.2 1
JSXXR/L2020H09 106251 20 20 100 225 20 02/19.8 - - JX*06.,12..,16.,20.. 12 1
JSXXR/L2525Z09 06 25 25 25 135 34 25 30 - - UX™06..12..16.,20.. 1.2 2

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 2 mm
shorter than the above values with JX**12... and JX**20...inserts, and 4 mm shorter for JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

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

o
JSXXR/L-F/H/X-CHP %
Parting-off toolholders with high pressure coolant capability, for swiss lathes 8
P
<
Right-hand Right-hand ' =
B | o~ LF o LF U
'-gl- — | L 1 ¥
%ﬂ:::::::‘%&:@:::;[jm# ngg;:::::: H o
zxh A " Zx "
t L 1_8/16-24UnF S5 i oy S/16™24UNE |
LAN /@ TNA---- Y e -- - - - = [a\)
8IS —se s LB, e T
HBL 1 HBH HBL HBH
Fig. 1 Fig. 2
Designation CWN CWX H B LF®  LH® HF WF2@ HBLM HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® |06 25 10 12 102 192 10 0.2/118 187 3 JX706..,12.,16.,20.. 1.2 1
JSXXR/L1212F09-CHP 06 25 12 12 85  19.4 12 02/11.8 188 2 JX"06.,12.,16.,20.. 1.2 2
JSXXR/L1212X00-CHP®  [T0)6 125 12 12 120 194 12 02/11.8 188 2 JX™06.,12.,16.,20.. 1.2 1
JSXXR1616X09-CHP®-) 06 25 16 16 120 19.4 16 0.2 18.7 25  JX*06..,12..,16.., 20.. 1.2 1
JSXXR/L1616X00B-CHP® [0 1251 16 16 120 194 16 0.2/158 187 - JUX"06.,12.,16.,20.. 1.2 1

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16...
shorter than the above values with JX**12... and JX**20... inserts, and 4 mm shorter for JX**06... insert.

The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.
Compatible to the direct internal coolant supply system without the use of external coolant hose.

To be replaced with the new design

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

insert. LF, LH, and HBL will all be 2 mm

@
@)
S

&

Clamping screw

SPARE PARTS

A

Wrench 1 DirectJet plug Wrench 3

Designation

JSXXR**09 CSTC-4L100DL T-1008/5 = = = =
JSXXL*09 CSTC-4L100DR T-1008/5 = = = =
JSXXR**F**-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 = =
JSXXL**F**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 = =
JSXXR**H/X*-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**H/X**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F074, FO75, Standard cutting conditions — FO076
Parts for coolant hose — F266
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JSXXR/L-S

Parting-off toolholders, for swiss lathes (for sub spindle)

~
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Right-hand = Left-hand T THE
S
Designation CWN CWX H B LF™ LH® HF WF2@ HBH Insert Torque*
JSXXR/L1010X09-S 10 10 120 26 10 0.2/5.5 3 JX*06...,12...,16...9) 1.2
JSXXR/L1212F09-S 06 25 12 12 85 26 12 0.2/5.5 15 JX*06...,12...,16...0) 1.2
JSXxR/L1212x00-s 106 125T 12 12 120 30 12 0.2/5.5 15 JX*06...,12...,16..9) 1.2
JSXXR/L1616X09-S 06 25 16 16 120 30 16 0.2/5.5 - JX*06...,12...,16..., 20... 1.2

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 2 mm shorter than the above value with JX**12...
and JX**20... inserts; 4 mm shorter with JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

(8) JX**20... insert will not fit.

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

JSXXR/L-F/X-S-CHP

Parting-off toolholders with high pressure coolant capability, for swiss lathes (for sub spindle)

Direct connection Tube connection
e Right-hand Right-hand ¥ =
o~ LF o LF U ;
[V | LH [N

i LH
Pt Ty ol | P T

. . : Left-hand
I £ o 3t Looneoane 2510 o B oneowne 2z

LJOIN  @e it Oy & &z ¥ ey
— T \ ~
Fig. 1 HHBH Fig. 2 L HEH °
Designation CWN cwx il B LF LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® - 12 12 & 26 12 02 4 JUX"06.,12.,16.,20.. 12 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 8 30 12 02/55 2  JX06.,12.,16.,20. 12 2
JSXXR/L1212X09-S-CHPO@ [0l 25| 12 12 120 30 12 02/55 4 JX06.,12.,16.,20.. 1.2 1
JSXXR/L1212X09B-S-CHP® 06 25 12 12 120 30 12 02/55 2  JX¥06.,12.,16.,20.. 12 1
JSXXR1616X09-S-CHP®®  [Hole 128 16 16 120 30 16 02 15  JX¥06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09B-S-CHP® 06 25 16 16 120 30 16 0.2/55 -  JX"06.,12.,16.,20.. 12 1

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 2 mm shorter than the above value with JX**12...
and JX**20... inserts; 4 mm shorter with JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

(3) Compatible to the direct internal coolant supply system without the use of external coolant hose.

(4) To be replaced with the new design

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

SPARE PARTS & % @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3

JSXXR**-S CSTC-4L055DL T-1008/5 = = = -

JSXXL™*-8 CSTC-4L055DR T-1008/5 - - - -
JSXXR**F**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXL**F**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 - =
JSXXR**X**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB 2
JSXXL**X**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB (P2

Reference pages: Inserts — F074, FO75, Standard cutting conditions — FO076
Parts for coolant hose — F266

FO72 tungaloy.com




JS-SXXL09

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

< T

H_ DCONMS
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—gg ﬁ?ﬁ %gm 77777777777777 |

y T
5] §
=
Designation DCONMS H B LF LH wB WF® f20) Insert Torque*
JS19G-SXXL09 19.05 18 18 90 21 15.43 10 6 JX*06,12'R 1.2
JS19X-SXXL09 19.05 18 18 120 21 15.43 10 6 JX*06,12'R 1.2
JS20G-SXXL09 20 19 19 90 21 15.4 10 6 JX*06,12*R 1.2
JS20X-SXXL09 20 19 19 120 21 15.4 10 6 JX06,12'R 1.2
JS22X-SXXL09 22 21 21 120 21 15.4 10 6 JX06,12'R 1.2
JS25H-SXXL09 25 24 24 100 21 15.4 10 6 JX*06,12'R 1.2
JS254X-SXXL09 25.4 24 24 120 21 15.4 10 6 JX*06,12*R 1.2

*Torque: Recommended clamping torque (N-m)
(1) When using JX..06... insert, both WF and f2 sizes will be 2 mm shorter than the values provided above.

SPARE PARTS (& /&

Designation Clamping screw Wrench
JS***-SXXL09 CSTC-4L100DL T-1008/5

Grooving

Reference pages: Inserts — F074, FO75, Standard cutting conditions — F076
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I INSERTS
JXPS**R/L-F (with 3D chipbreaker, sharp edge)

RE 0
- CDX o
=
6]
INSL Ref. Right-hand (R) shown.
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cw=0.025| RE | & CUTDIA| CDX* | INSL
N~
a0
2]
JXPS06R06F R 0.6 0.05 | @ 6 35 21
JXPS06L06F L 0.6 0.05 | @ 6 3.5 21
JXPS12R08F R 0.8 0.05 | @ 12 6.5 25
JXPS12L08F L 0.8 0.05 @ 12 6.5 25
JXPS12R10F R 1 0.05 | @ 12 6.5 25
JXPS12L10F L 1 0.05 | @ 12 6.5 25
JXPS12R15F R 1.5 0.05 | @ 12 6.5 25
JXPS12L15F L 1.5 0.05 @ 12 6.5 25
JXPS16R15F R 1.5 0.05 | @ 16 8.5 29
JXPS16L15F L 15 0.05 | @ 16 8.5 29
JXPS20R20F R 2 0.05 | @ 20 10.5 33
JXPS20L20F L 0.05 @ 20 10.5 33
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Lineup
JXDX**R-F (PCD insert)
RE CDX
=
(@]
B steel
M Stainless
Cast iron
Non-ferrous *
Superalloys
H Hard materials % : First choice
PCD
Designation HAND |cw=0.05| RE |2 CDX | INSL
A\l
X
[a)]
JXDX12R20F R 2 <0.1|@ 6 25
JXDX12R25F R 25 <01|@® 6.5 25
JXDX16R25F R 2.5 <0.1|@ 7 29
@ : Line up

Reference pages: Toolholders — F071 - FO73, Standard cutting conditions — F076
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JXPG**R/L-F (Sharp edge)

RE  cDX «
= PSIRR
(@)
INSL Ref. Right-hand (R) shown.
-Steel * |
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cw=0.025| RE | & CUTDIA| CDX* | INSL | PSIRR
%
JXPGO6R10F R 1 0.05 | @ 6 35 21 0°
JXPGO6L10F L 1 0.05 @ 6 35 21 0°
JXPGO6R15F R 1.5 0.05 | @ 6 3.5 21 0°
JXPGO6L15F L 1.5 0.05 @ 6 3.5 21 0°
JXPGO6R10F-15 R 1 0.05 @ 6 35 21 15°
JXPGO6L10F-15 L 1 0.05 @ 6 35 21 15°
JXPGO6R15F-15 R 1.5 0.05 | @ 6 3.5 21 15° o
JXPGOBL15F-15 L 15 |005|@ 6 35 21 15° £
JXPG12R15F R 15 0.05 @ 12 6.5 25 0° 8
JXPG12L15F L 15 0.05 @ 12 6.5 25 0° 5
JXPG12R20F R 2 0.05 | @ 12 6.5 25 0°
JXPG12L20F L 2 0.05 | @ 12 6.5 25 0°
JXPG12R15F-15 R 15 0.05 @ 12 6.5 25 15°
JXPG12L15F-15 L 1.5 0.05 | @ 12 6.5 25 15°
JXPG12R20F-15 R 2 0.05 | @ 12 6.5 25 15°
JXPG12L20F-15 L 2 0.05 | @ 12 6.5 25 15°
JXPG16R15F R 15 0.05 @ 16 8.5 29 0°
JXPG16L15F L 15 0.05 @ 16 8.5 29 0°
JXPG16R20F R 2 0.05 @ 16 8.5 29 0°
JXPG16L20F L 2 0.05 | @ 16 8.5 29 0°
JXPG16R15F-15 R 1.5 0.05 @ 16 8.5 29 15°
JXPG16L15F-15 L 1.5 0.05 | @ 16 8.5 29 15°
JXPG16R20F-15 R 2 0.05 | @ 16 8.5 29 15°
JXPG16L20F-15 L 2 0.05 | @ 16 8.5 29 15°
JXPG20R15F R 1.5 0.05 @ 20 10.5 33 0°
JXPG20L15F L 15 0.05 @ 20 10.5 33 0°
JXPG20R20F R 2 0.05 @ 20 10.5 33 0°
JXPG20L20F L 2 0.05 | @ 20 10.5 33 0°
JXPG20R15F-15 R 1.5 0.05 | @ 20 10.5 33 15°
JXPG20L15F-15 L 1.5 0.05 | @ 20 10.5 33 15°
JXPG20R20F-15 R 2 0.05 | @ 20 10.5 33 15°
JXPG20L20F-15 L 2 0.05 | @ 20 10.5 33 15°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line up

Reference pages: Toolholders — F071 - FO73, Standard cutting conditions — F076
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Il STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
ISO Workpiece materials Grades Ve (m/min) f (mm/rev)
Low carbon steels
S15C, SS400, etc. C15E4, E275A, etc. e S~ il - 0
Carbon steels, Alloy steels
. $55C, SCM440, etc. C55, 42CrMod, etc. SH725 50-200 0.01-0.05
Free cutting steels
SUH22, SUH23, etc. SH725 50 - 200 0.01 - 0.05
Stainless steels
1l SUS304, X5CrNi18-9, etc. SH725 50-200 0.01-0.0
Aluminium alloys
A5056, ABOB1, etc. SH725 150 - 200 0.01 - 0.05
Copper alloy
©2600, C280C, etc. SH725 100 - 200 0.01 - 0.05
Titanium alloys SH725 30- 80 0.01-0.05
s Ti-6Al-4V, etc. . ’
Superalloys B B
Inconel718. etc. SH725 30-80 0.01 - 0.05
For aluminium and non-ferrous metal PCD insert
. . . Cutting speed Feed Depth of cut
1ISO Workpiece materials Grades Operation Ve (m/min) f (mm/rev) ap (mm)
DX110 Grooving 100 - 300 0.03 - 0.15 -
Aluminium alloys
A5056, AB061, etc.
DX110 Turning 100 - 300 0.03-0.15 <6

Il Maximum grooving depths (T) in relation to workpiece diameters
(gD max) without interference oD max
Maximum grooving depth (T) is limited relative to

workpiece diameter (@D max) to avoid interference ©
between workpiece and insert.

Grooving depths (T) and workpiece diameters (D max) for each insert

Designation T=1.0 Ts2.0 Ts2.5 Ts<3.0 T=3.5 T=40 Ts<50 Ts<5.5 T=<6.0 T=65 T<7.0 Ts7.5 T=<8.0 Ts85 Ts<9.0 T=9.5 T=10.0 T<10.5

JXP*06... o0 ~ 200 60 30 s - - . - - - - - - ; ; :
JXP*12... o o0 o o0 o o0 o0 100 60 35 - - . - - B _ _
JXP*16... o 0 oo oo £ 0 e o oo o 200 90 50 25 - - - =
JXP*20... oo oo o0 I I oo oo o o0 I o0 oo oo o 200 80 50 25

FO76 tungaloy.com




MY=T SERIES

CGWSR/L-W

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

P = ]
= i 47

!
g2 Lo ”

= T
Right hand (R) shown.

|

WF

Designation CcDX H B LF LH HF WE Insert Torque*
CGWSR/L1616-W30 12 16 16 125 34 16 16.4  WG30, WGE3OR/L 5
CGWSR/L2020-W30 3 12 20 20 150 34 20 20.4  WG*30, WGE3OR/L 5
CGWSR/L2525-W30 B - 25 25 150 34 25 254  WG*30, WGE3OR/L 5
CGWSR/L2020-W40 4 13 20 20 150 39 20 20.4  WG"40, WGE4OR/L 5
CGWSR/L2525-W40 - 13 25 25 150 39 25 254  WG*40, WGE40R/L 5
CGWSR/L2020-W50 5 13 20 20 150 39 20 204  WG*50, WGE50R/L 5
CGWSR/L2525-W50 Bl : 25 25 150 39 25 254  WG*50, WGE50R/L 5

*Torque: Recommended clamping torque (N-m,

CGWSR/L-W-L

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

2
i g
) [ o
T Tl
B LF _ '
%Liﬂ
e =
Y ¥ Right hand (R) shown.
Designation CcDX H B LF LH HF WF Insert Torque*
CGWSR/L1616-W20-L 15 16 16 125 37 16 16.2  WGE20, WGE20R/L 5
CGWSR/L2020-W20-L 15 20 20 150 37 20 202  WGE20, WGE20R/L 5
CGWSR/L2525-W20-L 15 25 25 150 37 25 252  WGE20, WGE20R/L 5
CGWSR/L1616-W30-L 16.5, 17.5M 16 16 125 37 16 16.4  WG*30, WGE3OR/L 5
CGWSR/L2020-W30-L 16.5, 17.5(M 20 20 150 37 20 20.4  WG*30, WGE3OR/L 5
CGWSR/L2525-W30-L 16.5, 17.5M 25 25 150 37 25 254  WG*30, WGE3OR/L 5
CGWSR/L2020-W40-L 21, 21.50 20 20 150 42 20 204  WG*40, WGE4OR/L 5
CGWSR/L2525-W40-L 21, 21.50 25 25 150 42 25 254  WG*40, WGE4O0R/L 5
CGWSR/L2020-W50-L - 21 20 20 150 42 20 20.4  WG*50, WGE50R/L 5
CGWSR/L2525-W50-L 5 21 25 25 150 42 25 254  WG*50, WGE50R/L 5

*Torque: Recommended clamping torque (N-m
(1) The value is true when using the WGR insert.

SPARE PARTS @ (

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

Reference pages: Inserts — F082 - F084, Standard cutting conditions — F084
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MY=T SERIES

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

= e
lin

w
IW]( —————————————————— L Right hand (R) shown.

Dashed line: 20mm square shank.

Designation CDX H B LF LH HF WF Insert Shank Adapter Torque*
CGWSR/L2020-W30GR/L 12 20 20 1505 435 20 269 WG0, WGE30R/L CGWSR/L2020  WS30GR/L 5
CGWSR/L2525-W30GR/L 3 12 25 25 1505 435 25 31.9 WG"30, WGE30R/L CGWSR/L2525 WS30GR/L 5
CGWSR/L2020-W40GR/L [N 13 20 20 1515 445 20 269 WG*40, WGE40R/L CGWSR/L2020  WA40GR/L 5
CGWSR/L2525-W40GR/L 4 13 25 25 1515 445 25 319 WG"40, WGE4OR/L CGWSR/L2525  W40GR/L 5
CGWsR/L2020-ws0GR/L BN 13 20 20 1515 445 20 269 WG'50, WGES0R/L CGWSR/L2020  W50GR/L 5
CGWSR/L2525-W50GR/L 5 13 25 25 1515 445 25 319 WG'"50, WGE50R/L CGWSR/L2525  W50GR/L 5

Note: Use right-hand adapters (R) with right-hand shanks (R); and left-hand adapters (L) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)

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

= l ]

LF .
i
,,,,,,,,,,,,,,,,,, T Right hand (R) shown.
Dashed line: 20mm square shank.
Designation CDX H B LF LH HF WF Insert Shank Adapter Torque*
CGWSR/L2020-W20GR/L-L |2 15 20 20 1535 465 20 26.7 WGE20, WGE20R/L CGWSR/L2020 W20GR/L-L 5
CGWSR/L2525-W20GR/L-L 2 15 25 25 1535 465 25 31.7 WGE20, WGE20R/L CGWSR/L2525 W20GR/L-L 5
CGWSR/L2020-W30GR/L-L-16.5,17.5‘1) 20 20 1575 505 20 269 WG"30, WGESOR/L CGWSR/L2020 W30GR/L-L 5
CGWSR/L2525-W30GR/L-L 3 1651750 25 25 1575 505 25 31.9 WG*30, WGE3OR/L CGWSR/L2525 W30GR/L-L 5
CGWSR/L2020-W40GR/L-L [ 21,2150 20 20 1625 555 20 269 WG'40, WGE4OR/L CGWSR/L2020 WA40GR/L-L 5
CGWSR/L2525-W40GR/L-L 4 21,2150 25 25 1625 555 25 31.9 WG'40, WGE4OR/L CGWSR/L2525 W40GR/L-L 5
CGWSR/L2020-W50GR/L—L- 21 20 20 1625 555 20 269 WG*50, WGE50R/L CGWSR/L2020 W50GR/L-L 5
CGWSR/L2525-W50GR/L-L 5 21 25 25 1625 555 25 319 WG*50, WGE50R/L CGWSR/L2525 W50GR/L-L 5

Note: Use right-hand adapters (R) with right-hand shanks (R); and left-hand adapters (L) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)
(1) The value is true when using the WGR insert.

SPARE PARTS § & (

Designation Clamping screw  Adapter screw Wrench
CGWSR/L™*-W*G... CHHM5-18 CSHB-6 P-4

Combination of adapter and shank

Adapter
Shank “GR, *GR-L ~GL, “GL-L
CGWSR... °
CGWSL... °
CGWTR... [
CGWTL... °

@ : Corresponding

Reference pages: Inserts — F082 - F084, Shanks — F081, Standard cutting conditions — F084
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CGWSR/L-G

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

~  <CDX HL ' -+
| E i
= m
-+
B ane T
LH
;T - > LF -
(©)
I-:l:l_ t © J‘ ‘ I¢ Right hand (R) shown.
—————— — The dashed line shows
46.65_| 20 mm-square shank tools.

Designation CDX H B LF LH HF WF Insert Shank Adapter Torque*
CGWSR/L2020-20GR/L 2 12 20 20 1502 4315 20 268 GE20, GE20-AL CGWSR/L2020 20GR/L 5
CGWSR/L2525-20GR/L 2 12 25 25 1502 4315 25 318 GE20, GE20-AL CGWSR/L2525 20GR/L 5
CGWSR/L2020-30GR/L - 12 20 20 1502 4315 20 27  G*30,GE30R/L,GE30-AL CGWSR/L2020 30GR/L 5
CGWSR/L2525-30GR/L 3 12 25 25 1502 43.15 25 32  G*30,GE30R/L,GE30-AL CGWSR/L2525 30GR/L 5
CGWSR/L2020-40GR/L - 12 20 20 1502 4315 20 27.1 G*40,GE40R/L,GE40-AL CGWSR/L2020 40GR/L 5
CGWSR/L2525-40GR/L 4 12 25 25 1502 4315 25 321 G*40,GE40R/L,GE40-AL CGWSR/L2525 40GR/L 5

s 5

CGWSR/L2020-50GR/L 12 20 20 1502 43.15 20 27.2 G*50,GE50R CGWSR/L2020  50GR

Note: For diameter compensation values in traversing, see page F115.

Use right-hand adapters (R) with right-hand shanks (R); and left-hand adapters (L) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)

CGWTR/L-G

External grooving, parting and turning toolholder, for 1 corner inserts
‘LH % } ﬁw’{
v ) )
] £ Gh
1 ' x
cw | O LF

- Right hand (R) shown.

|-I-¢4f‘]:I H ‘ I: The dashed line shows
Ty 20 mm-square shank tools.

Grooving

WF

Designation &/A CDX H B LF LH HF WF Insert Shank Adapter Torque*
CGWTR/L2020-30GL/R - 12 20 20 150 12.9 20 49.9 G*30,GE30R/L,GE30-AL CGWTR/L2020 30GL/R 5
CGWTR/L2525-30GL/R 3 12 25 25 150 12.9 25 49.9 G*30,GE30R/L,GE30-AL CGWTR/L2525 30GL/R 5
CGWTR/L2020-40GL/R - 12 20 20 150.1 129 20 49.9 G*40,GE40R/L,GE40-AL CGWTR/L2020 40GL/R 5
CGWTR/L2525-40GL/R 4 12 25 25 150.1  12.9 25 49.9 G*40,GE40R/L,GE40-AL CGWTR/L2525 40GL/R 5
CGWTR/L2020-50GL/R - 12 20 20 150.2 12.9 20 49.9 G*50,GE50R/L CGWTR/L2020 50GL/R 5
CGWTR/L2525-50GL/R 5 12 25 25 150.2 12.9 25 49.9 G*50,GE50R/L CGWTR/L2525 50GL/R 5

Note: For diameter compensation values in traversing, see page F115.
Use left-hand adapters (L) with right-hand shanks (R); and right-hand adapters (R) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)

> (
SPARE PARTS &

Designation Clamping screw  Adapter screw Wrench
CGW*R/L***-**G... CHHM5-18 CSHB-6 P-4

Combination of adapter and shank

Adapter
Shank “GR, *GR-L ~GL, *GL-L
CGWSR... °
CGWSL... °
CGWTR... °
CGWTL... °

@ : Corresponding

Reference pages: Inserts — F085 - F090, Shanks — F081, Standard cutting conditions — F090
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MY=T SERIES
CGSSR/L
External grooving, parting and turning toolholder, for 1 corner inserts

el E i
%T LF %U%r

£} O =

Right hand (R) shown.

Designation CDX H B LF LH HF WF Insert Torque*
CGSSR/L1616-20 2 16 16 16 125 27 16 16.2 GE20, GE20-AL 5
CGSSR/L2020-20 2 16 20 20 150 27 20 20.2 GE20, GE20-AL 5
CGSSR/2525-20 |2 16 25 25 150 27 25 25.2 GE20, GE20-AL 5
CGSSR/L1616-30 3 12 16 16 125 27 16 165  G*30,GE30R/L,GE30-AL 5
CGSSR/2020-30 |8 12 20 20 150 27 20 205 G*30,GE30R/L,GE30-AL 5
CGSSR/L2525-30 3 12 25 25 150 27 25 255  G"30,GE30R/L,GE30-AL 5
CGSSR/2020-40 |4 12 20 20 150 27 20 206  G*40,GE40R/L,GE40-AL 5
CGSSR/L2525-40 4 12 25 25 150 27 25 256  G"40,GE40R/L,GE40-AL 5
CGSSR/2020-50 | 6 12 20 20 150 27 20 20.7 G*50,GE50R/L 5
CGSSR/L2525-50 5 12 25 25 150 27 25 25.7 G*50,GE50R/L 5

*Torque: Recommended clamping torque (N-m)

CGSSR/L-D

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

- v
- T 17

T
Right hand (R) shown.
Designation H B LF LH HF WF Insert Torque*
CGSSR/L1616-30D 16 16 125 36.2 16 16.5 G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30D 20 20 150 36.2 20 20.5 G*30,GE30R/L,GE30-AL 5
CGSSR/L2525-30D 25 25 150 36.2 25 25.5 G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-40D 20 20 150 39.5 20 20.6 G*40,GE40R/L,GE40-AL 5
CGSSR/L2525-40D 25 25 150 39.5 25 25.6 G*40,GE40R/L,GE40-AL 5
CGSSR/L2020-50D 20 20 150 39.5 20 20.7 G*50,GE50R/L 5
CGSSR/L2525-50D 25 25 150 39.5 25 25.7 G*50,GE50R/L 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw Wrench
CGSSR/L... CHHM5-18 P-4

Reference pages: Inserts — F085 - F090, Standard cutting conditions — F090
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JCGSSR/L
External grooving and parting toolholder, for Swiss lathes

¥ 12
(T
sl ] A il
3
CUTDA 3| LF -
AT LH
\// :
s [ =)
i Right hand (R) shown.
Designation CwW CUTDIA H B LF LH HF WF Insert Torque*
JCGSSR/L1010-20 20 10 10 125 15 10 102 GE20, GE20-AL 2.3
JCGSSR/L1212-20 2 25 12 12 125 19 12 122 GE20, GE20-AL 2.3
JCGSSR/L1616-20 - 16 16 125 225 16 16.2  GE20, GE20-AL 28

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /<§

Designation Clamping screw Wrench
JCGSSRIL... CSTB-3 T-9F
CGWSR/L o
Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders 3
o
(O]
o)
LF J
6 1 =
2-M6
ﬂ»‘ ﬁ Right hand (R) shown.
Designation H B LF LH HBH
CGWSR/L2020 20 20 137 325 5
CGWSR/L2525 25 25 137 - -
CGWTR/L
Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders,
for tangentially clamped adapter
ach= |
M‘
LF
SuIF =
—
‘HJ [HBH Right hand (R) shown.
Designation H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5
CGWTR/L2525 25 25 150 - 37 -
SPARE PARTS &
CGW*R/L... CSHB-6

Reference pages: Inserts — F085 - F090, Standard cutting conditions — F090
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Il CHIPBREAKER GUIDE (for 2 corner inserts)

External grooving and parting

¥
WGE 1st choice for external grooving 0.30 H UH,
. S
and parting . . 8 025
Excellent chip control for grooving E 0.20
_o_ « 0.15
CW=2-5mm g 010 M External
o Internal
R M Face
Parting
2 3 4 5
Groove width : CW (mm)
I! F083
External
WGE R/L Handed insert

FO83

Minimize burr generation when
workpiece is cut off

CW=2-5mm

0.30
0.25
0.20

0.15
0.10
0.05
2 3 4 5

Groove width : CW (mm)

Feed: f (mm/rev)

LN

External grooving and turning

¥
WGT 1st choice for turning Ugr % Jﬁ
Low cutting force and good 5 20
chip control for traversing %’g il
oE
CW=3-5mm 8g WGTS0
Q 10
0.05 010 015 0.20 0.25 0.30
Feed: f (mm/rev)
F084
Profiling
. ¥ o)
WGR Low cutting force and good % J“
chip control for profiling 3_20
CW=3-5mm EE WGR40
aQ WGR30
8 10
0.05 010 015 0.20 0.25 0.30
Feed: f (mm/rev)
F084

Please see page F*** for the product details.
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Il INSERTS (2 corners)
WGE

For external grooving and parting
INSL Ref.

- Steel % % % *
M Stainless * | %
Cast iron * | Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation CW+'| RE 10 & & ,_,8, INSL| h
ST E ?
= <O P4
WGE20 2 02 @ @ @ [ ] 20 4.7
WGE30 3 02 ®© @ @ [ ] 20 5.5
WGE40 4 02 @ @ @ [ ] 25 5.7
WGES50 5 02 @ @ @ [ ] 25 5.9
@ : Line up 8’
>
S
WGE(R/L) 15}
For parting off (handed inserts)
INSL Ref.
RE |«
=
(@]
&
-
Right hand (R) shown.
- Steel * %
M Stainless * %
Cast iron * |5
Non-ferrous
Superalloys DA % : First choice
H Hard materials v« : Second choice
Coated
Designation HAND|CW+31| RE | & INSL| h
I
< O
WGE20R R 2 0.2 o 20 4.7
WGE20L L 2 0.2 o 20 4.7
WGES3O0R R 3 0.2 | @ @ 20 5.5
WGE30L L 3 0.2 [ ] 20 55
WGE40R R 4 0.2 o 25 5.7
WGE40L L 4 0.2 [ ] 25 5.7
WGES50R R 5 0.2 [ ] 25 5.9
WGE50L L 5 0.2 [ ] 25 5.9
@ : Line up

Reference pages: Toolholders — F077, FO78, Standard cutting conditions — F084
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WGT
For external grooving, parting, and turning

g
O

- -

RE = INSL Ref.

- Steel ¥ [ [ *
M Stainless % %
Cast iron * Y% DA
Non-ferrous
Superalloys DA % : First choice
Hard materials 5% : Second choice
Coated Cermet
. . o Q
Designation cw+e1| RE 9 LS 2 INSL h
- I~ N
ST I @
PO Z
WGT30 3 04 | @ o [ J 20 | 5.5
WGT40 4 04 | @ [ ] [ J 25 | 5.7
WGT50 5 04 @ @ O [ J 25 | 5.9
@ : Lineup
WGR
For profiling (full radius)
INSL Ref.
Bl steel * | ¥ | % *
M Stainless % %
Cast iron * Y PAq
Non-ferrous
Superalloys DA “ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw+'| RE 10 § & = INSL h
- I~ o))
ST 7]
= <O Z
WGR30 3 15 | @ @ @ [ ] 20 | 55
WGR40 4 2 00 [ ] 25 | 5.7
WGR50 5 2.5 [ N ] [ ] 25 | 5.9
@ : Line up
Il STANDARD CUTTING CONDITIONS (for 2 corner inserts)
1ISO Workpi_e(ie Recomrr(\jended Cutting speed Feed: f (mm/rev)
materia ngraz ; s Vg O(mg"érg Operation Groove width: CW (mm)
Low carbon steels - ) 3 4 5
Alloy steels NS9530 100 - 200
(~HB150) {730, AH120 50 - 180 Groovin
) g _ _ _ ~
Medium carbon T9225 80 - 220 (WGEDD) 0.06 ~ 0.20 0.06 ~ 0.25 0.07 ~ 0.27 0.07 ~ 0.30
el NS9530 80 - 180
s 550 GHT30,AH120  50- 150 i
(HB150 - 250) o995 SR Parting 0.04-010 | 004-~014 | 004~014 | 0.04-~0.14
High carbon steels - (WGEDJUR/L)
Alloy steels NS9530 80 - 150
(HB250 ~)  GH730,AH120 50 - 150 Turning ap=05-~15 | ap=05~20 | ap=05~25
GTOd f=0.06 ~ 0.2 f=0.06 ~0.25 | f=0.06 ~0.27
M Stainless steels GH730, 50 -120 W )
AH120
Profiling ap=05~14 | ap=05~15 | ap=05~1.6
GH730, -
. G 50 - 180 (WGROD) f=0.05~025 | f=0.05~026 | f=0.05~03

Note: For diameter compensation values in traversing, see page F115.
Reference pages: Toolholders — F077, FO78
F084 tungaloy.com




I CHIPBREAKER GUIDE (for 1 corner inserts)

External grooving and parting

¥
GE 1st choice for external grooving 030 % UL:‘*
and parting g 0.25
Excellent chip control E 020 # %
w 015
% CW=2-5mm g 010 M External
o [ Internal
“ooos = SF TR BR mFace
Parting
2 3 4 5
F087 Groove width : CW (mm)
. , ¥
GF 1st choice for face grooving < 030 H*
Low cutting force and good chip % 025
control for face grooving g 020 #j/
« 015
CW=3-5mm 8 010
% 005
M External
3 4 5
FO88 Groove width : CW (mm)
(@]
C
. . . \ >
GN 1st choice for internal grooving < 080 H, 8
Low cutting force and good chip % 025 ———— (0]
control for internal grooving £ 020 #j/
w 015
CW=3-5mm 8 010
% 0.05
M External
3 4 5
F089 Groove width : CW (mm)
GE R/L Handed insert 050 HHﬁ
L . = v ¥
Minimize burr generation when E 0.25
workpiece is cut off £ 020
« 015
CW=3-5mm 5
8 010
% 0.05
L HExternal
2 3 4 5
FO89 Groove width : CW (mm)

External grooving and turning

¥

GT 1st choice for turning Ugr ‘hL ﬁ

Low cutting force and good = 20

; ; °E GT40
chip control for traversing Eg — # Ej/
CW=3-5mm g %1_0 j
/
0.05 010 015 0.20 0.25 0.30
Fos7 Feed: f (mm/rev)

Please see page F*** for the product details.
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Profiling

GR

2

F088

Full radius type

Low cutting force and good £
chip control for profiling EE
CW=3-5mm ;%%

N
o

-
o

e
\ < #j/ j/

GRT\‘

0.05 0.10 0.15 0.20 0.25 0.30

Feed: f (mm/rev)

[T+ | For aluminium and non-ferrous metal
[

External

GE-AL

F090

Reduce cutting force and welding
due to sharp chipbreaker

CW=2-4mm

Feed: f (mm/rev)

=0

030 F————— 1
02— ——
020 ———— #j

/
05—
0.10

2 3 4

Groove width : CW (mm)

M External

Please see page F*** for the product details.
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I INSERTS (1 corner)
GE

For external grooving and parting

=
O

RE

Bl steel * [ | & *
M Stainless * | %
Cast iron * |y DA
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
o
Designation cw+¢'| RE |10 8§ 2 INSL| h
STz &
= <O P4
GE20 2 0.2 [ N ] [ ] 10 3.5
GE30 3 02 @ @ @ [ ] 10 3.5
GE40 4 02 @ @ @ [ ] 10 4
GE50 5 02  ®©@ @ @ [ ] 12 4.5
@ : Line up 8
8
9
GT (0]
For external grooving and turning
=
. .
Bl steel * 9% [ A *
M Stainless % %
Cast iron * | Y% Pig
Non-ferrous
Superalloys DA Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
o
Designation cw+'| RE |© 8§ = INSL| h
ST ]
<O P4
GT30 3 0.4 [ BN ] [ J 10 3.5
GT40 4 0.4 o0 ([ 10 4
GT50 5 04 | @ @ @ [ J 12 4.5
@® : Lineup

Reference pages: Toolholders — F079 - F081, Standard cutting conditions — F090
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GR
For profiling (full radius)

=
O

A
RE / INSL Ref.

-C_

- Steel * % & *
M Stainless * %
Cast iron ¥* | v Y
Non-ferrous
Superalloys Y % : First choice
H Hard materials Y% : Second choice
Coated Cermet
Designation cwsi| RE o Q 8 3 INSL| h
ST &
= <O =2
GR30 3 1.5 [ BN ] [ J 10 3.5
GR40 4 2 00 [ 10 4
GR50 5 25 | @ @ @ (] 12 | 45
@ : Lineup
GF
For face grooving
31
()
o NSLre
-
- Steel * *
M Stainless D ¢
Cast iron S DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw«1| RE | 3 INSL| h
i &
() =2
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 | @ [ ] 10 4
GF50 5 02 | @ [ ] 12 4.5
@ : Line up

Reference pages: Toolholders — F079 - F081, Standard cutting conditions — F090
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GN

For internal grooving

Bl stee! *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated
Designation cw+1| RE | INSL| h
N
I
O
GN30 3 02 | @ 10 3.5
GN40 4 02 @ 10 4
GN50 5 02 | @ 12 4.5
@ : Line up
(®)]
GE-R/L §
For parting off (handed inserts) 8
RE _  INSL Ret. o
=
(@]

h

=~

'oo
)

Right hand (R) shown.

- Steel * %
M Stainless * %
Cast iron * |5
Non-ferrous
Superalloys PAd Y : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW+¢'| RE |Q & INSL| h
T
< O
GE30R R 3 02 @ @ 10 3.5
GE30L L 3 0.2 [ ] 10 3.5
GE40R R 4 02 @ @ 10 4
GE40L L 4 0.2 (] 10 4
GE50R R 5 0.2 [ ] 12 4.5
GE50L L 5 02 @ @ 12 4.5
@ : Line up

Reference pages: Toolholders — F079 - F081, Standard cutting conditions — F090
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GE-AL

For aluminium and non-ferrous metal

Bl steel
M Stainless
Cast iron
l Non-ferrous ) ¢
S Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
Uncoated
Designation cw+1| RE |5 INSL| h
g
GE20-AL 2 02 | @ 10 3.5
GE30-AL 02 | @ 10 3.5
GE40-AL 02 | @ 10 4
@ : Line up

I STANDARD CUTTING CONDITIONS (for 1 corner inserts)

Cutting speed

| . .
SO Workpiece material Grades Ve (m/min)
T9225 80 - 300
Low carbon steel, Alloy steel _
(~ HB150) NS9530 100 - 200
GH730, AH120 50 - 180
T9225 80 - 220
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 80 - 180
GH730, AH120 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel _
(HB250 - ) NS9530 80 - 150
GH730, AH120 50-120
M Stainless steel GH730, AH120 50 - 120
. Grey iron, Ductile cast iron GH730, AH120 50-180
Aluminium alloy, KSO5F 200 - 300
Non-ferrous metal
For External
Feed: f (mm/rev)
Operation Groove width: CW (mm)
2 3 4 5
G{g‘é‘ﬂ;‘g 0.06-0.2 0.06 - 0.25 0.07 - 0.27 0.07-0.3
Parting off
(GE*R/L) 0.04 - 041 0.04 -0.14 0.04-0.14 0.04-0.14
Traversing _ ap=05-1.5 ap=05-2 ap=05- 25
(GT*) f=0.06-0.2 f=0.06-0.25 f=0.06 - 0.27
Profiling B ap=05-14 ap=05-15 ap=05-1.6
(GR™) f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Grooving for Aluminium alloys _ _ _ _
(GE™-AL) 0.03 - 01 0.03-041 0.03-01

For diameter compensation values in traversing, see page F115.

Reference pages: Toolholders — F079 - FO81

FO90 tungaloy.com




TUNGT-CLAMP

FLASR/L

External grooving and threading toolholder, for Swiss lathes

: 5.31

=

[T
©0y = @ ?

- LF

T E!
Designation CWN CWX HF H B LF WF
FLASR/L-1616M3 16 16 16 125 16

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

b

Right hand (R) shown.

Insert Torque*
FL*-3**R/L... B

FLSR/L
External grooving and threading toolholder, for Swiss lathes
2o et
== .1
[G]&) = m
] . LF N
o T E!
Designation CWN CWX HF H B LF WF
FLSR/L-2020M3 20 20 20 125 32
FLSR/L-2525M3 1 3 25 25 25 150 32

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

= & (

SPARE PARTS

Designation Clamp Clamping screw Wrench
FLASR-1616M3 TF-184 S-412 5/32HEX
FLASL-1616M3 TF-185 S-412 5/32HEX

FLSR-****M3 TF-72 S-412 5/32HEX

FLSL-"***M3 TF-73 S-412 5/32HEX

Reference pages: Inserts, Standard cutting conditions — F092

b

o

=

S

o

Right hand (F) shown.

(O]

Insert Torque*

FL*-3"R/L... 3
FL*-3"R/L... 3

Tungaloy Fo91




B INSERT
FLG-CB (For grooving)

M [IC
< / \
".I | )
[e0] \
\;/
- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys D¢  : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW=0.025| RE |2 CDX| IC M
I
<
FLG-3M100R-CB R 1 0.19| @ 14 |9.525| 10.3
FLG-3M100L-CB L 1 019 @ 14 |9.525| 10.3
FLG-3M150R-CB R 1.5 0.19 | @ 2.55 | 9.525 | 10.3
FLG-3M150L-CB L 1.5 0.19 | @ 2.55 | 9.525 | 10.3
FLG-3M200R-CB R 2 0.19| @ 255 | 9.525 | 10.3
FLG-3M200L-CB L 2 019 @ 255 | 9.525 | 10.3
FLG-3M250R-CB R 2.5 0.19 | @ 4.07 | 9.525 | 10.3
FLG-3M250L-CB L 2.5 0.19 | @ 4.07 | 9.525 | 10.3
FLG-3M300R-CB R 3 0.19 | @ 4.07 | 9.525 | 10.3
FLG-3M300L-CB L 3 0.19 | @ 4.07 | 9.525 | 10.3
@ : Line up
I STANDARD CUTTING CONDITIONS
1ISO Workpiece material Grade Application Cutting speed Feed
Vc (m/min) f (mm/rev)
High carbon steel
S45C, etc. AH110 Grooving 100 - 200 0.12 - 0.35
C45, etc.
Alloy steel
SCM435, etc. AH110 Grooving 50 - 80 012-0.3

34CrMod4, etc.

Stainless steel
M SUS304, etc. AH110 Grooving 50 - 150 0.1-0.2
X5CrNi18-9, etc.

Gray cast iron

FC250, etc. AH110 Grooving 50 - 180 0.1-0.25
250, etc.
Ductile cast iron
FCDA400, etc. AH110 Grooving 50 - 120 01-0.25
40-15, etc.

Reference pages: Toolholders — F091

F092 tungaloy.com




CER/L
External grooving and threading toolholder (The -DT holders can be used either with the insert screw or

top-clamp)
- LF . T %
LH
w o
+ EI @‘ t
L
J ¢ &
Right hand (R) shown.
Designation CWN CWX H B LF LH HF WF Insert Torque*
CER/L1212H16DT 12 12 100 24 12 16 GTGN-16... 35
CER/L1616H16DT 1 225 16 16 100 24 16 20 GTGN-16... 35
CER/L2020k16DT  [HB26 0 20 20 125 24 20 25 GTGN-16... 3.5
CER/L2525M16DT 1 2.25 25 25 150 28 25 32 GTGN-16... 35

CER3232P16T _ 32 32 170 32 32 40 GTGN-16... 35

Note: A clamp set consists of a clamp and a clamping screw. A shim set consists of a shim and a shim screw to secure the shim to the toolholder.
Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.
When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.
Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ & @ ) ( /<§

Designation Clamp set Clamp screw Shim screw OpsiHeElr . Wrench 2 8’
CER****16DT CSP16 CSTB-3.5S8T DTS5-3.5 G16ER/IL-DT P-3.5 T-15F g
CEL™****16DT CSP16 CSTB-3.55T DTS5-3.5 G16EL/IR-DT P-3.5 T-15F o
CER3232P16T CSP16 - - G16ER/IR-S - T-15F O

B-CER/L

External threading and grooving toolholder, for Swiss lathes

'
o} Lgl-t
LH
! LF
- aE ﬁ
Right hand (R) shown.
Designation CWN (01).¢ H B LF LH HF WF Insert Torque*
B-CER/L16M16 32 16 150 24 16 22 GTGN-16... 3.5

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

SPARE PARTS E%D & ﬁ

Designation Clamp set Clamp screw Wrench Shin'wofg:igroacl;ving
B-CER16M16 CSP16 - T-15F G16ER/IL-S
B-CEL16M16 CSP16 - T-15F G16EL/IR-S

Reference pages: Inserts, Standard cutting conditions — F094
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B INSERT
GTGN16

ER/IL shown.

- Steel *‘
M Stainless ) ¢
Cast iron
l Non-ferrous
S Superalloys *‘ % : First choice
H Hard materials ‘ ¥« : Second choice
Coated Shim
Designation HAND |0y 003 RE 8 Insert! opx | 1Ic | © [t)élcﬁlr;gllgr:r? Clamp-on
(External) ~ size screw-on and| toolholder
I
7] clamp-on
GTGN-16ER/IL100 R 1 01 | @ 16 1.25 | 9.525 | 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 L 1 01 | @ 16 1.25 | 9.525 | 4.22 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL120 R 1.2 01 | @ 16 1.3 9.525 | 4.12 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 L 1.2 01 | @ 16 1.3 9.525 | 412 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL140 R 1.4 01 | @ 16 1.5 9.525 | 4.02 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR140 L 1.4 01 | @ 16 15 9.525 | 4.02 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL170 R 1.7 01 | @ 16 1.7 9.525 | 3.67 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR170 L 1.7 01 | @ 16 1.7 9.525 | 3.67 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL195 R 1.95 01 | @ 16 1.7 9.525 | 3.75 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR195 L 1.95 01 | @ 16 1.7 9.525 | 8.75 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 R 2.25 01 | @ 16 1.8 9.525 3.6 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR225 L 2.25 01 | @ 16 1.8 9.525 3.6 G16EL/IR-DT G16EL/IR-S

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

Il STANDARD CUTTING CONDITIONS

. . Cutting speed Feed
1ISO Workpiece material Grade Ve (m/min) f (mm/rev)
Steels
. S45C, SCM440 etc. SH730 50 - 150 0.05-041
C45, 42CrMo4, etc.
Stainless steels
M SUS304, SUS316 etc. SH730 30- 120 0.05- 0.1
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Heat-resistant alloys, Titanium alloys etc.
SH730 30 - 40 0.05-0.1
s Ti-6AI-4V, etc.

Reference pages: Toolholders — F093
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TUNGHEROOVE

FPGR

External grooving toolholder

i
- o o
/
1 ﬁ ‘
SE
Designation cDX H B LF HF WF HBH 2 Insert® Torque*
FPGR2525M-10T20 20 25 25 150 25 25.5 = 0.5 PSG*10... 2.2
FPGR3232P-10T36 10 36 32 32 170 32 32,5 - 0.5 PSG*10... 2.2
FPGR2525M-15T20 W46 20 25 25 150 25 255 . 0.5 PSG*15... 2E
FPGR3232P-15T40 15 40 32 32 170 32 32,5 - 0.4 PSG*15... 2.2
FPGR3232P-20T40 - 40 32 32 170 32 325 8 0.4 PSG*20... 8.5
FPGRA4040R-20T50 20 50 40 40 200 40 40.5 8 0.4 PSG*20... 8.5
FPGR3232P-25T40 P 4w 32 32 170 32 325 8 0.4 PSG*25... 8.5
FPGRA4040R-25T50 25 50 40 40 200 40 405 8 0.4 PSG*25... 8.5

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

FPGN

External profile grooving toolholder

Grooving

i b

LLA;
o %3i[®0] <
®
I L LF
L
= T
f2
Designation CDX H B LF HF WF 2 Insert®  Torque*
FPGN1212X-10T20 10 25 12 12 125 12 11 5.5 PSG*0... 2.2
FPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSG*10... 2.2
FPGN2020K-10T20 - 25 20 20 130 20 15 5.5 PSG*10... 2.2
FPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSG*15... 2.2
FPGN2020K-15T25 s a0 20 20 130 20 17.5 55 PSG*15... 2.2
FPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSG*20... 8.5
FPGN2525M-20T32 - 37 25 25 155 25 225 5.5 PSG*20... 85
FPGN2525M-25T36 25 41 25 25 155 25 25 55 PSG*25... 8.5

*PSGB insert blank is available for tailored inserts.

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

*Torque: Recommended clamping torque (N-m)

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

SPARE PARTS % @ @ (

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

Reference pages: Inserts — F096, F097, Standard cutting conditions — F098
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TUNGHE=200VE

SPGN

External profile grooving toolholder

CDX ;iﬁ
W | %
BRI m
I LF -
]
uF .
Y Y
L2
Designation CcDX H B LF HF WF f2 Insert®™  Torque*
SPGN1212X-10T20 _ 25 12 12 125 12 11 55 PSGB10 1.3
SPGN1616X-10T20 10 25 16 16 125 16 13 55 PSGB10 1.3
SPGN2020K-10T20 _ 25 20 20 130 20 15 55 PSGB10 1.3
SPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15 3.5
~ SPGN2020K-15T25 s 0 20 20 130 20 17.5 55 PSGB15 35
- SPGN2020K-20T32 20 37 20 20 130 20 20 55 PSGB20 5
SPGN2525M-20T32 _ 37 25 25 155 25 225 55 PSGB20 5
SPGN2525M-25T36 25 41 25 25 155 25 25 55 PSGB25 5

*PSGB insert blank is available for tailored inserts.
*Torque: Recommended clamping torque (N-m)

L+ SPARE PARTS & /é

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

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

I CHIPBREAKER GUIDE

PSGM For wide grooving 05 HT
Improved productivity with excellent E 04
chip control and the chipbreaker E 0'3
designed for high feed .
8 02
CW = 10 - 25 mm £
10 15 20 25
Groove width : CW (mm)
Blank for wide profile grooving inserts Specially tailored inserts JM
i i (example) t
Can be prepared for various insert p

shapes Shortened cutting
time and improved productivity with
one-pass operations

CW=10-25mm

Reference pages: Standard cutting conditions — F098
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I INSERTS
PSGM

INSL Ref.

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys ¥ : First choice
H Hard materials % : Second choice
Coated
Designation cw*| RE |& INSL| S
B
<
PSGM10-08 10 08 | @ 11
PSGM15-15 15 15 | @ 15 5
PSGM20-20 20 2 @ 22 | 65
PSGM25-20 25 2 @ 22 | 65
*Tolerance: CW + 0.08 (CW = 10 mm), + 0.1 (CW = 15 mm) @ : Line up

Grooving

PSGB

i

- Steel Adh ¢
M Stainless *
Cast iron *
Non-ferrous *
Superalloys Pig % : First choice
H Hard materials Y% : Second choice
Uncoated
Designation CW:0025 o o INSL S
- M
E 3
PSGB10 102 @ @ 18
PSGB15 152 @ @ 20
PSGB20 202 (@ @ 27 | 6.5
PSGB25 252 @ @ 27 | 6.5
@ : Line up

Reference pages: Toolholders — F095, F096, Standard cutting conditions — F098
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Il STANDARD CUTTING CONDITIONS

4 Wide grooving (PSGM insert)

Connector

Commercial items

Hardness
ISO Workpiece material Grade
(HB)
Alloy steel
. SCM440, etc. <300 AH725
42CrMod4, etc.
Groove width: CW (mm)
10 15 20
Feed: f (mm/rev) 0.2-04 0.2-04 0.3-0.5
) Wide profile grooving (PSGB insert)
Hardness
ISO Workpiece material Grade
(HB)
Carbon steel
S45C, etc. <200 UX30
C45, etc.
Alloy steel
SCM440, etc. <300 UX30
42CrMod4, etc.
Stainless steel
M SUS303, etc. <200 UX30
X10CrNiS18-9, etc.
Grey cast iron
FC250, etc. - TH10
250, etc.
Ductile cast irons
FCD450, etc. - TH10
450-10S, etc.
Aluminium alloy
. Si < 12%, etc - Rt
B Spare parts for internal coolant supply attachment (Order separately)
No. Parts name Designation Note
® Body FPGR... _
@ Insert PSGM... - @ _ad
(8) | Coolant supply attachment SGCU-341

can be used

NPT 1/8 thread

—g
G 1/8 thread ﬁ,
“

FO98 tungaloy.com

Cutting Speed
Vc (m/min)

50 - 180

25
0.3-0.5

Cutting Speed
Ve (m/min)

50 - 150

50 -120

50 -120

50 - 150

50 - 120

100 - 500




TGTSR/L
External grooving toolholder, for 3 corner insert

- ‘]

I % LF N
E
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Torque*
TGTSR/L2020K16 2.5 20 20 125 25 20 25 3
TGTSR/L2525M16 0.33 2.5 2.5 25 25 150 25 25 30 3
TGTSR/L2020k22-1 [N a6 2 20 20 125 25 20 25 3
TGTSR/L2020K22-2 15 23 3.5 20 20 125 25 20 25 3
TGTSR/L2020K22-3 _ 5 20 20 125 25 20 25 3
TGTSR/L2525M22-1 1 1.45 2 25 25 150 25 25 30 3
TGTSR/L2525M22-2  [HBR8 T 35 25 25 150 25 25 30 3
TGTSR/L2525M22-3 25 45 5 25 25 150 25 25 30 3

Use right-hand toolholders (TGTSR) with right-hand inserts (GBR); and left-hand toolholders (TGTSL) with left-hand inserts (GBL).
*Torque: Recommended clamping torque (N-m)

Designation Insert _,4“ & (
TGTSR/L2020K16 GBR/L32... SPARE PARTS =
TGTSR/L2525M16 GBR/L32... Designation Clamp Clamping screw Wrench
TGTSR/L2020K22-1 GBR/L43125 ~ 145 GBR/L43050R TGTSR/LT16 CPo00 MCS520-2.5 P28

TGTSR/L2020K22-2 GBR/L43150 ~ 230 GBR/L43075R ~ 100R TETSR/LT22... CPo10 MCS520-2.5 P-2.5

TGTSR/L2020K22-3 GBR/L43250 ~ 450 GBR/L43125R ~ 200R
TGTSR/L2525M22-1 GBR/L43125 ~ 145 GBR/L43050R

TGTSR/L2525M22-2 GBR/L43150 ~ 230 GBR/L43075R ~ 100R
TGTSR/L2525M22-3 GBR/L43250 ~ 450 GBR/L43125R ~ 200R

Grooving

TGTTR/L
External grooving with tangential pocket, for 3 corner insert
¥ 12 T
w m
@ EI @ ! i H H fi
‘ CWN-CWX|| | 5
ale a
3\ LH
E@ I HEN O == © LF
=
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Torque*
TGTTR/L2020K16 2.5 20 20 125 20 20 27 3
TGTTR/L2525M16 0.33 25 2.5 25 25 150 20 25 32 3
TGTTR/L2020K22-1 _ 2 20 20 125 20 20 27 3
TGTTR/L2020K22-2 15 28 35 20 20 125 20 20 27 3
TGTTRA2020Kk22-3 (N2 as 5 20 20 125 20 20 27 3
TGTTR/L2525M22-1 1 2% 2 25 25 150 20 25 32 3
TGTTR/L2525M22-2 _ 35 25 25 150 20 25 32 3
TGTTR/L2525M22-3 25 45 5 25 25 150 20 25 32 3

Use right-hand toolholders (TGTTR) with left-hand inserts (GBL); and left-hand toolholders (TGTTL) with right-hand inserts (GBR).
*Torque: Recommended clamping torque (N-m)

Designation Insert ;4“ & (
TGTTR/L2020K16 GBL/R32... SPARE PARTS 5
TGTTR/L2525M16 GBL/R32... Designation Clamp Clamping screw Wrench
TGTTR/L2020K22-1 GBL/R43125 ~ 145 GBL/R43050R TGTTR/L™16 CPo00 MG P-2E

TGTTR/L2020K22-2 GBL/R43150 ~ 230 GBL/R43075R ~ 100R TETTR/L™22... CPo10 MCS520-2.5 p-2.5

TGTTR/L2020K22-3 GBL/R43250 ~ 450 GBL/R43125R ~ 200R
TGTTR/L2525M22-1 GBL/R43125 ~ 145 GBL/R43050R

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

Reference pages: Inserts — F100 - F102, Standard cutting conditions — F102
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I INSERTS
GBR/L32

3.18

2-Re SPX T .

T

11

\Q Right hand (R) shown.
Bl steel * *
M Stainless *
Cast iron * ¢
l Non-ferrous *
S Superalloys DA DA ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCW:0.025 RE |2 § 5 CDX| IC
N~ <] [=}
T n ()]
< 4 X
GBR32033 R 0.33 003 | @ [ ] [ ] 0.8 9.53
GBL32033 L 0.33 0.03 | @ 0.8 9.53
GBR32050 R 0.5 0.05 | @ o [ ] 1.2 9.53
GBL32050 L 0.5 005 @ 1.2 9.53
GBR32075 R 0.75 005 | @ [ J [ ] 2 9.53
GBL32075 L 0.75 0.05 | @ [ ] 2 9.53
GBR32095 R 0.95 0.05 |@ [ J [ ] 2 9.53
GBL32095 L 0.95 005 @ [ ] 2 9.53
GBR32100 R 1 005 | @ [ J [ ] 2 9.53
GBL32100 L 1 0.05 | @ [ ] 2 9.53
GBR32125 R 1.25 0.2 o o [ ] 2 9.53
GBL32125 L 1.25 0.2 [ ] [ ] 2 9.53
GBR32145 R 1.45 02 |@ [ J [ ] 2 9.53
GBL32145 L 1.45 0.2 [ ] 2 9.53
GBR32150 R 15 0.2 [ ] [ J o 2 9.53
GBL32150 L 1.5 02 | @ 2 9.53
GBR32200 R 2 02 | @ [ J [ ] 2.5 9.53
GBL32200 L 2 0.2 [ ] 2.5 9.53
GBR32250 R 2.5 0.2 [ [ J [ ] 2.5 9.53
GBL32250 L 2.5 02 | @ 2.5 9.53
@ : Line up

Reference pages: Toolholders — F099, Standard cutting conditions — F102

F100 tungaloy.com




GBR/L43

2-Re | SP%, ’ﬁ‘ﬂ ]
&
©
Right hand (R) shown.
- Steel * ) ¢
M Stainless Y
Cast iron * S
l Non-ferrous *
S  Superalloys DA DA ¥ : First choice
H Hard materials | ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND|CW=0025| RE |2 § 5 CDX| IC
N~ o o
2T n (7]
< P4 X
GBR43125 R 1.25 02 | @ (] [ ] 2 12.7
GBL43125 L 1.25 02 @ 2 12.7
GBR43145 R 1.45 02 | @ [ ] [ ] 2 12.7
GBL43145 L 1.45 02 | @ 2 12.7
GBR43150 R 1.50 02 | @ [ ] [ ] 3.5 12.7
GBL43150 L 1.50 02 | @ [ ] 3.5 12.7
GBR43175 R 1.75 02 | @ [ ] [ ] 3.5 12.7
GBL43175 L | 175 |02 |@ o 35 | 127 =
GBR43185 R 185 | 02 |@ o ® 35 | 12.7 'g
GBL43185 L 1.85 02 | @ [ ] 3.5 12.7 9
GBR43200 R 2 02 |@ ° ° 35 | 127 V)
GBL43200 L 2 02 | @ o 35 | 127
GBR43230 R 2.3 02 | @ [ ] [ ] 3.5 12.7
GBL43230 L 2.3 02 | @ [ ] 3.5 12.7
GBR43250 R 2.5 03 @ [ J o 5 12.7
GBL43250 L 2.5 03 @ 5 12.7
GBR43265 R 2.65 03 | @ [ ] [ ] 5 12.7
GBL43265 L 2.65 03 | @ 5 12.7
GBR43280 R 2.8 03 @ [ J o 5 12.7
GBL43280 L 2.8 03 @ 5 12.7
GBR43300 R 3 03 @ o () 5 12.7
GBL43300 L 3 03 @ 5 12.7
GBR43330 R 3.3 03 @ () [ 5 12.7
GBL43330 L 3.3 03 @ 5 12.7
GBR43350 R 3.5 03 | @ [ ] [ ] 5 12.7
GBL43350 L 3.5 03 | @ 5 12.7
GBR43400 R 4 04 @ () [ 5 12.7
GBL43400 L 4 04 | @ 5 12.7
GBR43430 R 4.3 04 | @ [ ] [ ] 5 12.7
GBL43430 L 4.3 04 @ 5 12.7
GBR43450 R 45 04 @ () ([ 5 12.7
GBL43450 L 4.5 04 | @ 5 12.7
@ : Line up

Reference pages: Toolholders — F099, Standard cutting conditions — F102
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GBR/L43-R(full radius)

CDX_ 4.76
= e _
O
RE
Right hand (R) shown.
- Steel * ) ¢
M Stainless *
Cast iron * S
l Non-ferrous *
S Superalloys DA Y ¥ : First choice
H Hard materials ¢ : Second choice
¥ Coated Cermet | Uncoated
Designation HANDCW:0.025 RE |2 § 5 CDX| IC
i 7] 3
< z X
GBR43050R R 1 05 | @ o [ ) 2 12.7
GBL43050R L 1 05 | @ [ ] 2 12.7
GBR43075R R 1.5 075 | @ [ ) [ ] 3.5 12.7
GBL43075R L 15 | 075 | @ [ ] 35 | 12.7
GBR43100R R 2 1 | @ o [} 35 | 12.7
GBL43100R L 2 1 |@ [ ] 35 | 127
GBR43125R R 2.5 125 | @ [ ) [ ] 5 12.7
GBL43125R L 25 | 125 | @ o 5 12.7
GBR43150R R 3 15 | @ o [} 5 12.7
GBL43150R L 3 15 | @ [ ] 5 12.7
GBR43200R R 4 [ ] [ J [ ] 5 12.7
GBL43200R L 4 o o 5 12.7
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade Cl"/t:'?ng /ﬁ:)ii‘)"‘d f (r:;e/(:ev)
Gerian s s, Aoy sk 150 - 240HB NS9530 100 - 200 0.02-0.25
. S45C, SCM415, etc.
€45, 18CrMo4, etc. 150 - 240HB AH710 60 - 150 0.05-0.25
Stainless steel
M SUS304, etc. < 240HB AH710 60 - 150 0.05-0.15
X5CrNi18-9, etc.
. Cast irons Tensile strength
FC250, etc. > AH710 60 - 150 0.05-0.15
250, etc. < 350 N/mm
. o e et - KSO5F 200 - 300 0.05-0.15

Reference pages: Toolholders — F099
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SGTR/L

External grooving toolholder, for 3 corner inserts

- LF %
LH

=
WE
, CWN-CWX
Ej\
8,

A, [« CDX
‘ <
= 5E
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Insert Torque*
SGTR1616-3 15-3 16 16 100 20 16 20 GLR/L3.. 3.5
SGTR/L2020-3 1.15 2.7 15-3 20 20 125 20 20 25 GLR/L3... 3.5
SGTR/L2525-3 [EET 15-3 25 25 150 20 25 32 GLR/LS.. 35
SGTR/L2020-4 1.15 4.2 15-4 20 20 125 30 20 25 GLR/L4..,GOR/L4... 5

SGTR/L2525-4 _ 15-4 25 25 150 30 25 32 GLR/L4..,GOR/L4... 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & %:g

Designation Clamping screw Wrench
SGTR/L™***-3 CSTB-4 T-15F
SGTR/L***-4 CSTB-5 T-20F
(®)]
£
>
o
[e)
-
O
Il INSERTS
GOR/L (For O-ring)
;i CDX
O v
|
A ,“2‘
2-RE <
\C
\ Right hand (R) shown.
Bl steel * *
M Stainless *
Cast iron Pig
Non-ferrous
Superalloys Y : First choice
H Hard materials Y% : Second choice
Cermet | Uncoated
. . o
Designation HAND| cw:¢1,| RE | o CDX| IC
(2] (¥]
n x
=2 =]
GOR4190 R 2.5 0.4 o [ J 15 [12.7
GOR4240 R 3.2 0.4 (] [ J 2 (127
GOR4310 R 41 0.7 o [ ] 25 | 12.7
@ : Line up

Reference pages: Inserts — F103, F104, Standard cutting conditions — F104
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GLR/L (For lock ring)

;i CDX w
[®]
=

2-RE

\&

Right hand (R) shown.

B steel * *
M Stainless *
Cast iron PAe
l Non-ferrous
S Superalloys % : First choice
H Hard materials ¢ : Second choice
¥ Cermet | Uncoated
Designation HAND| cw+2i.| RE ug, o CDX| IC S
& 2
P4 =]
GLR3115 R 1.15 01 | @ [ ] 1.5 9.53 3.18
GLL3115 L 1.15 01 | @ [ ] 15 9.53 | 3.18
GLR3135 R 1.35 01 | @ [ J 15 9.53 | 3.18
GLL3135 L 1.35 01 | @ 15 9.53 | 3.18
GLR3165 R 1.65 0.1 @ [ J 2 9.53 | 3.18
GLR3175 R 1.75 01 | @ [ ] 2 9.53 | 3.18
GLL3175 L 1.75 01 | @ o 2 9.53 | 3.18
GLR3195 R 1.95 01 | @ [ ] 2.5 9.53 | 3.18
GLL3195 L 1.95 0.1 @ [ J 2.5 9.53 | 3.18
GLR3220 R 2.2 01 | @ [ ] 3 9.53 | 3.18
GLL3220 L 2.2 0.1 [ ] 3 9.53 | 3.18
GLR3270 R 2.7 01 | @ [ ] 3 9.53 | 3.18
GLL3270 L 2.7 0.1 [ ] 3 9.53 3.18
GLR4115 R 1.15 01 | @ [ ] 15 12.7 | 4.76
GLR4135 R 1.35 01 | @ [ J 15 12.7 | 4.76
GLR4165 R 1.65 01 | @ [ ] 2 12.7 | 4.76
GLR4175 R 1.75 01 | @ [ ] 2 12.7 4.76
GLR4190 R 1.9 01 | @ 2.5 12.7 | 4.76
GLR4195 R 1.95 01 | @ o 2.5 12.7 | 4.76
GLR4220 R 2.2 01 | @ [ ] 3.5 12.7 | 4.76
GLL4220 L 2.2 0.1 [ ] 3.5 12.7 | 4.76
GLR4270 R 2.7 01 | @ [ ] 3.5 12.7 | 4.76
GLR4320 R 3.2 01 | @ [ ] 4 12.7 | 4.76
GLL4320 L 3.2 0.1 [ ] 4 12.7 | 4.76
GLR4420 R 4.2 01 | @ [ ] 4 12.7 | 4.76
GLL4420 L 4.2 0.1 [ ] 4 12.7 4.76
@ : Line up
Il STANDARD CUTTING CONDITIONS
I1ISO Workpiece material Grade CI:;tmg Sp.eed Feed: f (mm/rev)
'c (m/min)
CW<2mm CW=2~4mm CW>4mm
NS9530 80 - 200 0.05- 0.1 0.08-0.2 0.08 - 0.25
. Carbon steel
UX30 60 - 150 0.05-0.1 0.08 -0.2 0.08 - 0.25

Reference pages: Toolholders — F103
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GX-R/LE

External grooving toolholder, for 2 corner inserts

b

1
Designation CWN CWX CDX
GX-2020R/LE 15-6
GX-2525R/LE 1 45 15-6

Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...); and left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).

*Torque: Recommended clamping torque (N-m)

H
20
25

LF

‘HL

CDX
ULy
= !
=ZxA| LH
%%T
o1
B LH
20 125 40
25 150 38

Right hand (R) shown.

WF Insert  Torque*
25 XGR/L63... 5
32 XGR/L63... 5

(K
SPARE PARTS & 0.9 ﬁ (
Designation Clamp set Clamp screw  Shim Shim screw  Wrench
GX-2020RE CP81A RT-1 SL-6R BHM4-8 P-4
GX-2020LE CP81A RT-1 SL-6L BHM4-8 P-4
GX-2525RE CP81A RT-1 SL-1R BHM4-8 P-4
GX-2525LE CP81A RT-1 SL-1L BHM4-8 P-4
Note: Max. groove width and max. groove depth will depend on the insert type.
2
Bl INSERTS §
XGR/L 15
8 20
Ey
< O |/CDX
<J‘:
\ﬁ Right hand (R) shown.
Bl steel * Db ¢
M Stainless *
Cast iron S *
l Non-ferrous *
S Superalloys DA  : First choice
H Hard materials ¥ : Second choice
Cermet Uncoated
Designation HAND|CW=0.05| RE § o o CDX
3 =%
=2 =2
XGR6310-02 R 1 02 |@ [ 2N ) 1.5
XGL6310-02 L 1 02 |@ [ N J 1.5
XGR6315-02 R 1.5 02 | @ [ I J 2.3
XGL6315-02 L 1.5 02 | @ [ N J 2.3
XGR6320-02 R 2 02 |@ o0 3
XGL6320-02 L 2 02 |@ [ BN 3
XGR6325-02 R 2.5 02 | @ [ N J 3.8
XGL6325-02 L 25 02 | @ [ N J 3.8
XGR6330-02 R 3 02 |@ o0 4.5
XGL6330-02 L 3 02 | @ [ N J 4.5
XGR6335-02 R 3.5 02 | @ [ N J 5.3
XGL6335-02 L 3.5 02 | @ [ N} 5.3
XGR6340-02 R 4 02 | @ [ BN ) 6
XGL6340-02 L 4 02 |@ [ N J 6
XGR6345-02 R 4.5 02 | @ [ I J 6
XGL6345-02 L 4.5 02 | @ [ N J 6
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @ : Lineup

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

Reference pages: Inserts — F105, F106, Standard cutting conditions — F106
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XGR/L-QBN

8 20
m::. % CDX
f"f
&= N\
2-RE :
Right hand (R) shown.
Bl steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys Y : First choice
H Hard materials |y ¢ : Second choice
CBN
Designation HAND|CW=005| RE |3 CDX
3
XGL6310S-QBN L 1 02 @ 1.5
XGR6315S-QBN R 15 02 | @ 2.3
XGL6315S-QBN L 15 02 | @ 23
XGR6320S-QBN R 02 | @ 3
XGL6320S-QBN L 02 @ 3
XGR6325S-QBN R 2.5 02 | @ 3.8
XGL6325S-QBN L 25 02 | @ 3.8
XGR6330S-QBN R 3 02 | @ 4.5
XGL6330S-QBN L 3 02 | @ 4.5
XGR6335S-QBN R 3.5 02 | @ 5.3
XGL6335S-QBN L 3.5 02 | @ 5.3
XGR6340S-QBN R 4 02 | @ 6
XGL6340S-QBN L 4 02 | @ 6
XGR6345S-QBN R 45 02 | @ 6
XGL6345S-QBN L 45 02 | @ 6
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) ®:Line up
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).
Il STANDARD CUTTING CONDITIONS
Cutting Speed Feed: f (mm/rev)

ISO Workpiece material Grade

Vc (m/min
( ) CW<2mm CW=2~4mm CW>4mm

NS9530 80 - 200 0.05-0.1 0.08 - 0.2 0.08 - 0.25
Carbon steel
UX30 60 - 150 0.05-0.1 0.08 -0.2 0.08 - 0.25

. Cast irons , Light alloys TH10 60 - 150 0.05 - 0.1 0.08 -0.2 0.08 - 0.25

Hardened steels BX360 50 - 180 0.05-0.15 0.05-0.15 0.05-0.15

Reference pages: Toolholders — F105
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J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

s

WF
VW‘CWN—CWX
Y F\

‘?t Without offset
I LF 4 Q’
LH 350
w 1010, 1212 Shank
LI |}
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
JSVGR/L1010K-C 0.7-55 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 0.7-55 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K [ 0.7-55 16 16 125 23 16 16 JVGRI/L... 2.3
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & S /
Designation Clamping screw Wrench 1 Wrench 2
(Optional)
JSVGR/L... CSTB-3S T-9F (T-9L)
B INSERT o
. C
JVG (with hand, sharp edge) -(;3
jﬁ O
\C = -
3.18 Right hand (R) shown.
- Steel * % * S
M Stainless % | %
Cast iron DA DA
Non-ferrous *
Superalloys * % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
o
Designation HAND|CW-¢os| RE | & ° e o CDX | IC
N~ < o -
I n I
s 5 z =
JVGRO33F R 0.33 0o @ @ o 0.7 7.94
JVGLO33F L 0.33 0 [ ] 0.7 7.94
JVGRO50F R 0.5 0 [ N} [ ] 1.1 7.94
JVGLO50F L 0.5 0 @ 1.1 7.94
JVGRO75F R 0.75 0o @ e [ J 1.9 7.94
JVGLO75F L 0.75 0 [ ] 1.9 7.94
JVGRO95F R 0.95 0 ® 0 [ 1.9 7.94
JVGLO95F L 0.95 0 @ 1.9 7.94
JVGR100F R 1 0o @ e [ ] [ J 55 7.94
JVGL100F L 1 0 | @ [ ] [ J 5.5 7.94
JVGR125F R 1.25 [N BN J [ ] 7.94
JVGL125F L 1.25 0 @ 5 7.94
JVGR150F R 1.5 0o @ e [ [ J 55 7.94
JVGL150F L 1.5 0 [ ] [ ] [ J 5.5 7.94
JVGR200F R 2 0o @ e [ ] [ J 5.5 7.94
JVGL200F L 2 0 @ 5.5 7.94
@ : Line up

Reference pages: Standard cutting conditions — F114
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J-SERIES

JSXGR/L

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

.. DX %% UEr
" - ¥
;I :t(:,ﬂ ‘ﬁ Without offset
=X LF
I %(% “ LH " ‘QI
T O 1010, 1212 Shank
£ oy =
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
JSXGR/L1010K8-C 45-6 10 10 125 29 10 9.9 JXG... 1.3
JSXGR/L1212K8-C 0.7 2 45-6 12 12 125 29 12 11.9 JXG... 1.3
JSXGR/L1616K8 o7Ea 45-6 16 16 125 29 16 15.9 JXG... 1.3
JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG... 1.3
JSXGR/L2525K8 e7a 4s5-6 25 25 125 29 25 24.9 JXG.. 13
Can be wrenched also from the back with a double-head screw.
This toolholder can be used for JXF front-turning insert, JXR reverse-turning insert, and JXG parting and grooving insert.
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & ﬁ /
Designation Clamping screw Wrench 1 Xgr;?;:aﬁ
JSXGRI/L... CSTB-4SD T-8F (T-8L)
I INSERT
JXG (with hand, sharp edge)
YRy
PSIRR
x|
g o i 8
*‘-—Lﬂ - Steel * Yo
Right hand (R) shown. M Stainless *
Cast iron DA
Non-ferrous *
Superalloys * v : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation HANDCW:0025 RE | | o CDX | IC |PSIRR
q- o
l E
JXGR8070FA R 0.7 0 @ [ J 45 8 15°
JXGL8070FA L 0.7 0 | @ [ J 4.5 8 15°
JXGR8070FA-005 R 0.7 0.05 | @ 45 8 15°
JXGR8100FA R 1 0 | @ [ J 6 8 15°
JXGL8100FA L 1 0 | @ [ J 6 8 15°
JXGR8100FA-005 R 1 0.05 | @ 6 8 15°
JXGR8100FA45 R 1 0 | @ [ J 45 8 15°
JXGR8100FA45-005 R 1 0.05 | @ 45 8 15°
JXGR8150FA R 1.5 0 @ o 6 8 15°
JXGL8150FA L 1.5 0 | @ [ J 6 8 15°
JXGR8150FA-005 R 1.5 0.05 | @ 6 8 15°
JXGR8150FA50 R 1.5 0 @ o 5 8 15°
JXGR8150FA50-005 R 1.5 0.05 | @ 5 8 15°
JXGR8180FA R 1.8 0 | @ [ J 6 8 15°
JXGR8180FA-005 R 1.8 0.05 | @ 6 8 15°
JXGR8200FA R 2 0 | @ [ J 6 8 15°
JXGL8200FA L 2 0 @ o 6 8 15°
JXGR8200FA-005 R 2 0.05 | @ 6 8 15°
JXGR8200FN R 2 0 | @ [ J 6 8 0°
JXGL8200FN L 2 0 @ [ J 6 8 0°
JXGR8200FN-005 R 2 0.05 | @ 6 8 0°
@ : Line up

Reference pages: Standard cutting conditions — F114
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JCCWSR/L
External grooving and parting toolholder, for Swiss lathes

- LF . [
SER g T
ClH

CUTDIA
S =
Right hand (R) shown.

Designation cw CUTDIA H B LF LH HF WF Insert Torque*
JCCWSR/L1010K2 20 10 10 125 19 10 10 JCC*200... 3.5
2
2

JCCWSR/L1212K2 20 12 12 125 19 12 12 JCC*200... 3.5
JCCWSR/L1616K2 20 16 16 125 19 16 16 JCC*200... 3.5
JCCWSR/L2020K2 20 20 20 125 19 20 20 JCC*200... 3.5
JCCWSR/L2525K2 20 25 25 125 19 25 25 JCC*200... 3.5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /é /

Designation Clamping screw Wrench 1 (%t;tri];:alz)
JCCWSRI/L... CSTB-4S T-15F (T-15L)
2
Il INSERT 3
JCC (Sharp edge) (%
Neutral Right hand Left hand
RE (JCCN200F) RE (JCCR200F) (JCCL200F) RE
5 5
“~le"PSIRR
INSL et INSL Ref.
<y - piliey il -
Bl steel * Y
M Stainless *
Cast iron S
Non-ferrous *
Superalloys * Y : First choice
H Hard materials ¥ : Second choice
Coated | Uncoated
Designation HAND(CW:0025 RE | o INSL| h |PSIRLPSIRR
N T
) [
JCCN200F N 2 0 | @ [ J 15 4.8 0° 0°
JCCN200F-005 N 2 0.05 | @ 15 4.8 0° 0°
JCCR200F R 2 0 | @ [ J 15 4.8 0° 15°
JCCL200F L 2 0 @ [ J 15 4.8 15° 0°
JCCR200F-005 R 2 0.05 | @ 15 4.8 0° 15°
JCCL200F-005 L 2 0.05 | @ 15 4.8 15° 0°

@ : Line up

Reference pages: Standard cutting conditions — F114
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J-SERIES

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

= 3 ‘el

?‘ 44

-
L;LL%:JM
=
cutDIA® _LH

2]

Right hand (R) shown.

Designation CUTDIA H B LF LH HF WF Insert  Torque*
JCGWSR/L1010K2 20 10 10 125 20 10 10 JCGN20OF.. 35
JCGWSR/L1212K2 2 20 12 12 125 20 12 12 JCGN20OF.. 35
Joegwsr/Ltetek2 ISR 20 16 16 125 20 16 16 JCGN200OF... 3.5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & %é /

Designation Clamping screw Wrench 1 (%;i?;:alz)
JCGWSRI/L... CSTB-4S T-15F (T-15L)
Il INSERT
JCGN (Sharp edge)
RE Neutral Right hand Left hand
;17\ RE RE
o}i_ ) B—_ VS |
[ [ | |
- INSLRer S, \h{ s
U< Y PSIRR PSIRL ©
Bl steel * I
M Stainless *
Cast iron PG
Non-ferrous *
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation HAND|CW=0.025¢ RE o o INSL| h |PSIRLPSIRR
N I
o) [
JCGN200F N 2 0.05 @ [ J 20 3 0° 0°
JCGN200FR R 2 0.05 | @ [ J 20 3 0° 8°
JCGN200FL L 2 0.05 @ [ J 20 3 8° 0°
@ : Lineup

Reference pages: Standard cutting conditions — F114
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JSTGR/L

External grooving toolholder, for Swiss lathes

CDX_ = LF . % }

JSTGL1616K3 _ 0.7-26 16 16 125 185 16 16 = JTGR/L3... 1.2

*Torque: Recommended clamping torque (N-m

Can be wrenched =
I also from the back % LH |
with a double-head
£ \O | =}
screw T v
] -y
é Right hand (R) shown.
Designation CWN CWX CcDX H B LF LH HF WF HBH Insert Torque*
JSTGR/L1010X3 0.7-2.6 10 10 120 18.5 10 10 2 JTGRA3.. 1.2
JSTGR/L1212F3 0.33 3 0.7-2.6 12 12 85 18.5 12 12 - JTGR/L3... 1.2
JSTGR/L1212x3  [[H088E 07-26 12 12 120 18.5 12 12 5 JTGR/L3... 1.2
JSTGR/L1616X3 0.33 3 0.7-2.6 16 16 120 18.5 16 16 - JTGR/L3... 1.2
(N-m)

JS-TGL3

External grooving toolholder, for Swiss lathes

LF _ %%
CWN-

o
20 C
w [CWX H =
= yCDXy y ‘ L 8
g —l | =
’ g " ©
S w v
] o 21
Hl = &
8 Left hand (L) shown.
Designation CWN CwX CDX DCONMS H B LF WF wB Insert  Torque*
JS19K-TGL3 0.7-2.6 19.05 18 18 125 6 1.5 JTGRS... 3
JS20K-TGL3 0.33 3 0.7-26 20 19 19 125 6 11.5 JTGR3... 3
JS22K-TGL3 _ 0.7-26 22 21 21 125 6 11.5 JTGR3... 3
JS25K-TGL3 0.33 3 0.7-26 25.4 24 24 125 10 12.7 JTGR3... 3

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

SPARE PARTS & /@ /

Designation Clamping screw Wrench 1 zgrpet?ocr?alz)
JSTGR/L... CSTB-4SD T-8F (T-8L)
JS*-TGL3 CSTB-48 T-15F )

Reference pages: Inserts — F112, F113, Standard cutting conditions — F114
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Bl INSERTS
JTG (Sharp edge)

’\_J 3.18 Right hand (R) shown.

Bl steel * % * id
M Stainless ) ¢ ‘ > |
Cast iron DA *
l Non-ferrous ‘ *
S  Superalloys * ¥ : First choice
H Hard materials | | Y¢ : Second choice
Coated Cermet | Uncoated
Designation HAND|CW+3% RE é’ ° § o CDX| IC
q -—
55 2 =
JTGR3033F R 0.33 003 @ @ [ ] 0.7 9.53
JTGL3033F L 0.33 0.03 [ ] [ J 0.7 9.53
JTGR3033F-005 R 0.33 005 | @ 0.7 9.53
JTGR3043F R 0.43 | 0.03 o 1.1 9.53
JTGR3050F R 05 (003 @ @ () [ 1.1 9.53
JTGL3050F L 0.5 003 @ @ [ J 1.1 9.53
JTGR3050F-005 R 05 | 005 @ 1.1 9.53
JTGL3050F-005 L 05 | 005 @ 1.1 9.53
JTGR3065F R 0.65 003 @ @ 1.9 9.53
JTGR3065F-010 R 065 | 0.1 |@ 19 | 9.53
JTGR3075F R 0.75 003 | @ @ (] [ ] 1.9 9.53
JTGL3075F L 075 | 003 | @ @ () [ J 1.9 | 953
JTGR3075F-010 R 075 | 01 | @ 1.9 | 953
JTGL3075F-010 L 075 | 01 | @ 19 | 9.53
JTGR3080F R 0.8 003 @ @ 1.9 9.53
JTGR3080F-010 R 0.8 01 |@ 1.9 | 953
JTGR3085F R 0.85 003 @ @ 1.9 9.53
JTGR3095F R 0.95 003 | @ @ o o 1.9 9.53
JTGL3095F L 095 | 003 | @ @ [ J 19 | 9.53
JTGR3095F-010 R 095 | 01 |@ 1.9 | 9.53
JTGL3095F-010 L 095 | 01 |@ 19 | 953
JTGR3100F R 1 005 | @ @ ([} [ J 2.1 9.53
JTGL3100F L 1 005 @ @ [ ] 2.1 9.53
JTGR3100F-010 R 1 01 |@ 2.1 9.53
JTGL3100F-010 L 1 01 |@ 2.1 9.53
JTGR3110F R 11 005 | @ @ 2.1 9.53
JTGR3120F R 1.2 005 | @ @ 2.1 9.53
JTGR3120F-010 R 1.2 01 |@ 2.1 9.53
JTGR3125F R 125 [ 005 | @ @ () o 2.1 9.53
JTGL3125F L 1.25 005 @ @ [ ] 2.1 9.53
JTGR3125F-010 R 125 | 01 | @ 2.1 9.53
JTGL3125F-010 L 125 | 01 | @ 2.1 9.53
JTGR3130F R 13 | 005 | @ @ 2.1 9.53
JTGR3140F R 14 005 | @ @ 2.1 9.53
JTGR3140F-010 R 1.4 01 |@ 2.1 9.53
JTGR3145F R 145 (005 | @ @ ([ J [ ] 21 9.53
JTGL3145F L 1.45 | 0.05 () [ J 2.1 9.53
JTGR3145F-010 R 145 | 01 | @ 2.1 9.53
JTGR3150F R 1.5 005 @ @ o [ 2.1 9.53
JTGL3150F L 15 [ 005 | @ @ o 2.1 9.53
JTGR3150F-010 R 1.5 01 |@ 2.1 9.53
JTGL3150F-010 L 1.5 01 |@ 2.1 9.53
@ : Line up

Reference pages: Toolholders — F111, Standard cutting conditions — F114
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JTG (Sharp edge)

CW RE
LA |

>
[m)
(@)

’\_J 3.18 Right hand (R) shown.

.,

- Steel * % * DA
M Stainless * %
Cast iron DA *
l Non-ferrous *
S Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CW+¢%s| RE |&§ § o CDX| IC
=X B T
(2 ) = =
JTGR3175F R 175 | 005 @ @ [ ] (] 2.1 9.53
JTGL3175F L 1.75 | 0.05 [ ] [ J [ J 2.1 9.53
JTGR3175F-010 R 1.75 | 01 | @ 2.1 9.53
JTGR3180F R 18 | 005 @ @ 2.1 9.53
JTGR3200F R 2 005 @ @ [ ] (] 2.6 9.53
JTGL3200F L 2 005 @ @ ([ J 2.6 9.53
JTGR3200F-010 R 2 01 | @ 2.6 9.53 o
JTGL3200F-010 L 2 0.1 | @ 2.6 9.53 %
JTGR3225F R | 225 |005 |@ @ 26 | 9.53 8
JTGR3250F R | 25 [005|/@ @ [ ° 26 | 953 15}
JTGL3250F L 2.5 005 @ @ { ] 2.6 9.53
JTGR3250F-010 R 2.5 0.1 | @ 2.6 9.53
JTGL3250F-010 L 2.5 0.1 | @ 2.6 9.53
JTGR3275F R 2.75 | 0.05 [ ] 2.6 9.53
JTGR3300F R 3 005 | @ @ 2.6 9.53
JTGR3300F-010 R 3 0.1 | @ 2.6 9.53
@ : Lineup
JTG (honed edge)
cw
T,
7><i
3]
F 3.18 Right hand (R) shown.
Bl steel *
M Stainless
Cast iron S
l Non-ferrous
S Superalloys ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
cermet
Designation HAND|CW-3¢| RE |9 CDX| IC
Yo}
3
JTGR3100 R 1 0.05 | @ 2.1 9.53
JTGR3125 R 125 | 0.05 | @ 2.1 9.53
JTGR3150 R 15 0.05 | @ 2.1 9.53
JTGR3200 R 2 0.05 | @ 2.6 9.53
@ : Line up

Reference pages: Toolholders — F111, Standard cutting conditions — F114
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I STANDARD CUTTING CONDITIONS (J-Series grooving tool)

ISO Workpiece material Grade Cutting Speed Feed
Vc (m/min) f (mm/rev)
J740 10 - 100 0.01 - 0.1
SH725 50 - 150 0.01 - 0.1
General steels,
. TESREEEEEE O, NS9530 50 - 150 0.01-0.1
J9530 50 - 150 0.01 - 0.1
J740 10 - 100 0.01 - 0.1
Stainless steels, etc.

SH725 50 - 150 0.01 - 0.1
Aluminium alloys, copper alloys, etc. TH10 10 - 200 0.01 - 0.1
S Difficult-to-cut materials, titanium alloys, etc. TH10 10 - 30 0.01 - 0.1

F114 tungaloy.com




MY=T SERIES

CGWSR/L-FLR/L#GP

External grooving and turning toolholder

Designation
CGWSR/L2020-FLR/L3GP
CGWSR/L2525-FLR/L3GP
CGWSR/L2020-FLR/L4GP
CGWSR/L2525-FLR/L4GP
CGWSR/L2020-FLR/L5GP
CGWSR/L2525-FLR/L5GP

W

CDX

10
10
12
12
14
14

2020 shank Jipﬁ

% | 485

Y o)
gw L o
;T 45 |
=l LF i
L
o o) =
H B LF HF
20 20 152 20
25 25 152 25
20 20 152 20
25 25 152 25
20 20 152 20
25 25 152 25

Right hand (R) shown.

WF Insert Shank Adapter Torque*
27 FLEX30R/L CGWSR/L2020 FLR/L3GP 5}
32 FLEX30R/L CGWSR/L2525 FLR/L3GP
27 FLEX40R/L CGWSR/L2020 FLR/L4GP
32 FLEX40R/L CGWSR/L2525 FLR/L4GP
27 FLEX50R/L CGWSR/L2020 FLR/L5GP
32 FLEX50R/L CGWSR/L2525 FLR/L5GP

(S, BENG, B¢, BN e) |

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

A

SPARE PARTS
Designation
CGWSR/L***-FLR/L"GP

Il Caution

Toolholders with FLEX insert have mechanism in which the end cutting edge

Clamping screw
CHHM5-18

Adapter screw
CSHB-6

{

Wrench

P-4

angle is formed by accepting a cutting force. In external grooving, there is a

possibility that if the cutting conditions (feed and depth of cut) are set too high,
the programmed diameter will not be achieved. To prevent this problem, it is

necessary to perform a compensation in the program by an amount that is

equal to the amount A'-A that is shown in the drawing on the right. The values

of compensation corresponding to the feeds are also shown in the graph.

Reference pages: Inserts, Standard cutting conditions — F116

Feed direction Front cutting edge

Grooving

=
o
@

=
o
¥

o
o
=

diameter (mm)

Correction value for outer

0.1 0.2 0.3
Feed: f (mm/rev)

Correction value for outer diameter
(Reference)

Tungaloy F115




Il INSERT
FLEX(R/L)

R
% E’M ecess

e p— o
VI
™~ To distinguish the insert hands, the V-shape

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

Right hand (R) shown. recess. (not of a right-hand insert)
Bl steel * * *
M Stainless b ¢ *
Cast iron PAg DAe
Non-ferrous
S | Superalloys % : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
o
Designation HAND|cw:005 RE |1 B o BW
2 & <
=4 z 3
FLEX30R R 3 0.4 [ ) 2.2
FLEX30L L 3 0.4 [ ) 2.2
FLEX40R R 4 0.4 [ ) 3.1
FLEX40L L 4 0.4 [ ] 3.1
FLEX50R R 5 04 | @ [ ] [ ] 4
FLEX50L L 5 04 | @ [ J [ J 4
@ : Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting Speed Feed: f (nm/rev)
Ve (m/min) Grooving Turning
T9225 80 - 300 0.05-0.25 0.1-0.3
. Carbon steel NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05 - 0.25 0.1-0.3

Reference pages: Toolholders — F115
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CTWR/L

External grooving and parting toolholder, for 2 corner inserts

LH - 4iL Uw

Right hand (R) shown.

Designation cw CUTDIA CDX H B LF LH HF WF Insert  Torque*
CTWR/L2020-3 32 14 20 20 150 41 20 20.25 CTD3 5
CTWR/L2525-3 3 32 14 25 25 150 41 25 25.25 CTD3 5
CTWR/2020-4 AN 32 14 20 20 150 41 20 20.25 CTD4 5
CTWR/L2525-4 4 32 14 25 25 150 4 25 25.25 CTD4 5
CTWR/L2525-5 [ 42 20 25 25 150 46 25 25.25 CTD5 5

*Torque: Recommended clamping torque (N-m)
4 & © {
SPARE PARTS 78 V4 ®
Designation Clamp Pin Clamping screw Washer Wrench
CTWR2020-3 CTC-3R BP-360 CTS-M6 CDW6 P-4
CTWL2020-3 CTC-3L BP-360 CTS-M6 CDW6 P-4
CTWR2525-3 CTC-3R BP-360 CTS-M6 CDW6 P-4
CTWL2525-3 CTC-3L BP-360 CTS-M6 CDW6 P-4 8’
CTWR2020-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 'g
CTWL2020-4 CTC-4L BP-360 CTS-M6 CDW6 P-4 o
CTWR2525-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 U)
CTWL2525-4 CTC-4L BP-360 CTS-M6 CDW6 P-4
CTWR2525-5 CTC-5R BP-360 CTS-M6 CDW6 P-4
CTWL2525-5 CTC-5L BP-360 CTS-M6 CDW6 P-4
Il INSERT
CTD
RE INSL Ref.
BN |
5 s
S |
—
_c‘ %
Bl steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated
Designation cw:01| RE | INSL| h h2
N~
T
<
CTD3 3 02 @ 20 4.3 4
CTD4 4 02 | @ 20 5.3 5
CTD5 5 02 | @ 25 6.3 6
@ : Line up
I STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cutting SQeed !:eed: f (mm/rev)_

Vc (m/min) Grooving Parting off
. Carbon steel AH725 80 - 180 0.08-0.3 0.08 - 0.15
M Stainless steel AHT725 50 - 120 0.08 - 0.25 0.08 - 0.1

Tungaloy F117




MY=T SERIES

CGWSR/L-CGD

External grooving and parting toolholder

CDX [ [
_— ‘i
; CUTDIA ; i m¢
yap; T g ;
G ST
©- ()
%Lﬁ‘éﬁ T
HBL Right hand (R) shown.
Designation (ei/A8 CUTDIA CDX H B LF LH HBL HF WF Insert Shank Adapter Torque*
CGWSR/L2020-CGDR/L2 - 35 16 20 20 152 45 485 20 26.45 CGD200 CGWSR/L2020 CGDR/L2 5
CGWSR/L2525-CGDR/L2 2 35 16 25 25 152 45 - 25  31.45 CGD200 CGWSR/L2525 CGDR/L2 5
CGWSR/2020-CGDRAL3 N8I 46 216 20 20 1576 50.6 541 20  26.45 CGD300 CGWSR/L2020 CGDR/L3 5
CGWSR/L2525-CGDR/L3 3 46 216 25 25 1576 50.6 - 25  31.45 CGD300 CGWSR/L2525 CGDR/L3 5
CGWSR/L2020-CGDR/L4 - 46 216 20 20 1576 506 541 20 26.65 CGD400 CGWSR/L2020 CGDR/L4 5
CGWSR/L2525-CGDR/L4 4 46 216 25 25 1576 50.6 - 25  31.65 CGD400 CGWSR/L2525 CGDR/L4 5
CGWSR/2020-CGDR/L5 W6 46 216 20 20 1576 50.6 541 20  26.95 CGD500 CGWSR/L2020 CGDR/L5 5
CGWSR/L2525-CGDR/L5 5 46 216 25 25 1576 50.6 - 25  31.95 CGD500 CGWSR/L2525 CGDR/L5 5
CGWSR/L2020-CGDR/L6 - 46 216 20 20 1576 506 541 20 271 CGD600 CGWSR/L2020 CGDR/L6 5
CGWSR/L2525-CGDR/L6 6 46 216 25 25 1576 50.6 - 25 321 CGD600 CGWSR/L2525 CGDR/L6 5
CGWSR2525-8 778 s0 216 25 25 150 - - 25  26.35 SGorO0. - - 8.5
CGWSR3232-8 7/8 50 216 32 32 170 - - 32 3335 89700 - - 8.5

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

SPARE PARTS oA & & 4 & {

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

CGWSR****-8 = CCR/L-8 CHHM®6-20 = 5X14AW BP-9 B85
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Il INSERT
CGD

Bl steel ¥ e *
M Stainless * *
Cast iron Pig
Non-ferrous
Superalloys ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
o
Designation cw:0025 RE |8 1 s INSL| h
T & 2
(O] =2 =)
CGD200 2 02 | @ [ ] [ ] 20 3.25
CGD300 3 02 @ [ J [ ] 28.6 6.3
CGD400 4 02 @ [ J [ 28.6 6.3
CGD500 5 02 | @ [ ] [ ] 28.6 6.3
CGD600 6 02 | @ [ J [ ] 28.6 8.5
CGD700 7 02 @ [ ] 28.6 8.5 87
CGD800 8 02 |@ ® 286 | 85 =S
@ : Line up 8
O

Il STANDARD CUTTING CONDITIONS

ISO Workpiece material

Carbon steel

Grade

GH330

NS9530

UX30

Cutting Speed
Vc (m/min)

70 - 180

80 - 200

60 - 150

Feed: f (mm/rev)

Grooving Parting off
0.08 -0.3 0.08 - 0.15
0.08-0.3 0.08 - 0.15
0.08-0.3 0.08 - 0.15
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NTERNAL

ADDICUT

A/E-STCIR/L

Internal grooving toolholder

Designation
A12H-STCIR/L10-D105

A12H-STCIR/L10-D120
E12K-STCIR/L10-D150
A16J-STCIR/L12-D130
A16J-STCIR/L12-D160
E16M-STCIR/L12-D200

Material

ﬁ Lgl-
DMIN 7 5

CWN

CwWX

Steel

0.5

Steel

1

Carbide

Torque*: Recommended clamping torque (N-m)

SPARE PARTS

&

1

A/E-STCIR10-... CSTB-2.2L053DR
A/E-STCIL10-... CSTB-2.2L.053DL
A/E-STCIR12-... CSTB-2.5L054DR
A/E-STCIL12-... CSTB-2.5L054DL

F120 tungaloy.com

LH =
Y —
e

8
CWN-C P LF
O
W I‘
ﬂ=&=’
DMIN DCONMS LH LF
12 25 100
8 12 12 31 100
12 - 125
3 13 16 33 110
16 41 110
3 20 16 - 150

WF
8.3
8.3
8.3

11.3

11.3

11.3

=@
ﬁ@ﬂ

L
;iL /‘—‘1m
5 Ef
(=)
OlLF 8
Right hand (R) shown.
H Insert  Torque*
11 TCIG10... 1
11 TCIG10... 1
11 TCIG10... 1
15 TCIG12... 1.3
15 TCIG12... 1.3
15 TCIG12... 1.3




Il INSERT

TCIG
x
3
35
* |
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation CW=0025 RE | CDX | PDX
T
<
TCIG10-050-005 05 | 005 | @ 1 1.5
TCIG10-122-008 122 | 0.08 | @ 2 1.14
TCIG10-142-008 142 | 0.08 | @ 2 1.04
TCIG10-150-010 1.5 01 | @ 2 1
TCIG10-172-008 1.72 | 0.08 | @ 2 0.89 8’
TCIG10-200-010 2 01 | @ 2 0.75 (SD
TCIG10-250-020 25 02 | @ 2 0.5 o
TCIG10-300-020 3 02 |@ 2 | o025 O
TCIG12-100-010 1 01 | @ 25 1.25
TCIG12-150-010 1.5 01 | @ 3 1
TCIG12-197-008 197 | 0.08 | @ 3 0.77
TCIG12-200-020 2 02 | @ 3 0.75
TCIG12-224-008 224 | 008 | @ 3 0.63
TCIG12-250-020 2.5 02 | @ 3 0.5
TCIG12-277-015 277 | 015 | @ 3 0.37
TCIG12-300-020 3 02 | @ 3 0.25
@ : Line up

Shallower groove depths (T max) for smaller bores

Maximum groove depths (T max) for TCIG10 inserts are smaller than the CDX value
shown above when the grooving bore diameter is < 12 mm; and for TCIG12, when
the bore diameter is < 16 mm.

See the chart below for T max values in relation to the given bore diameter.

3l Application range
<
o
% ’E‘ 2.5
°E >
8% 15 wm " Max. groove depth
oF TCIG12 T max (mm)
gT 1T TCIG10
= s
1 | | 1 1 (]I’ -
10.5 11 12 13 14 15 16
Hole dia.: @ (mm)
I STANDARD CUTTING CONDITIONS
. . . Cutting speed Feed
ISO Workpiece material Hardness Priority Ve (m/min) f (mm/rev)
Steel
. S45C, C45, < 300 HB First choice 30 -80 0.01-0.05
SCM435, 34CrMod4, etc.
Stainless steel ; )
B <Ussos, X100rNiS18-9, etc. <200 HB First choice 30- 50 0.01-0.05
S Titanium alloys <HRC 40 First choice 10 - 50 0.01-0.05
Ti-6Al-4V, etc. ' ’
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ADDFCUT

S-QSIR/L-H

Internal grooving head

Designation
S25-QSIR/L2T26D550-H
S25-QSIR/L3T26D550-H
S32-QSIR/L3T32D700-H
S32-QSIR/L4T32D700-H

DCONMS*: Mounting part diameter on the shank

SPARE PARTS

{

Designation Wrench
S**-QSIR/L... QL-39

Straight Shank

DCONMS

- WF |
DMIN DCONMS*  Seat size
55) 25 2
55 25 3
70 32 8
70 32 4

8.5

11
11.5

WF
40.1
401
49.6
49.6

=@

Left hand

(L) shown.

Shank

D25
D25
D32
D32

Anti-vibration bars with through coolant for interchangeable turning heads, for S-QSIR/L modular heads

Designation
D25-L255-7D-C
D25-L.330-10D-C
D32-L320-7D-C
D32-L416-10D-C

- OHX ,\
[92]

A o] 227§
% D::::::::::::::::::::::::::Et: Eg %
8‘ s QIO §

- OAL .

Material DCONWS* DCONMS OAL OHX
Steel 25 25 2575 155
Steel 25 25 332.5 230
Steel 32 32 323 192
Steel 32 32 419 288

DCONWS*: Mounting part diameter on the head

SPARE PARTS

Designation
D25-L...

D32-L...

&

Clamping screw
SRM4X12DIN912

SRM5X12DIN912

A

Wrench
HW3.0
HW4.0

Reference pages: Inserts — F124, F125, Standard cutting conditions — F125
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CNT
G1/4
G1/4
G3/8
G3/8

@




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

Tool adapter with PSC connection (made of steel or carbide), for S-QSIR/L modular heads

_ PR Z g LPR g @
3 | LB 5 /
- LB > (&) | i &)
g Y D' g A o
Z ,,;Qp—;—,:, z N ”f;f:i:,%ﬂ}
Q LT Q e EEx
O Y Q A
ay Oy
Fig. 1 Fig. 2
Designation Material DCONWS* DCONMS LPR LB Fig
C4-SH-D25-2.5D-CHP Steel 25 40 55 35 1
C4-SH-D32-2.5D-CHP Steel 32 40 75 55 1
C6-SH-D25-5D-E-CHP Carbide 25 63 115 93 2
C6-SH-D32-5D-E-CHP Carbide 32 63 150 128 2

DCONWS*: Mounting part diameter on the head

D#4D-SH

Steel shank for internal turning, with through coolant, for S-QSIR/L modular heads

>

v

CNT
“p)

0w o
Sh - I <
% ‘17:*4\ i - T 8
o H—== - 3
/= h— A N 6
L OAL DCONMS
A-A cross section
Designation Material DCONWS* DCONMS OAL CNT H
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

DCONWS*: Mounting part diameter on the head

C6-9D-C
Vibration-dampening toolholder with PSC connection, 9xD, for S-QSIR/L modular heads

LPR 2
LB o
o
cé) Oy
77777777777777777777777777777777777 ﬂ
o M kkE.-d—_ %j}
o
e A
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

DCONWS*: Mounting part diameter on the head

SPARE PARTS @ /‘Q’§

Designation Clamping screw Wrench
C4/C6**D25...

D25-L... SRM4X12DIN912 HW3.0
C4/C6**D32...

D32-L... SRM5X12DIN912 HWA4.0

Reference pages: Inserts — F124, F125, Standard cutting conditions — F125
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Il CHIPBREAKER GUIDE

QGM First choice for grooving M Standard feed #4% Ua»

and parting 05
Smooth chip evacuation li: 04
Well-designed edge with E L
high strength T 02
CW=2-4mm 8 o1l

0

2 3 4
Groove width: CW (mm)

QGS Lower cutting force and M Standard feed #4% Ua»

superior sharpness 05
. . > 04
Uniquely designed edge §
] and chipbreaker E 03
e CW=2-4mm 5 02
Internal § 011 l — I I
0% 3 g

Groove width: CW (mm)

Il INSERTS
QGM

External/internal deep grooving and parting

cw @

:

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials  : First choice
Coated
Designation i?zaet CW:005| RE g INSL| h
I
<
QGM2-020 2 2 02 @ 11 5.3
QGM3-020 3 3 02 | @ 11 5.3
QGM4-030 4 4 03 | @ 13 7.3
@ : Line up

Reference pages: Toolholders — F122, F123
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QGS

External/internal deep grooving and parting
RE

2 B

o

- Steel *
M Stainless >
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
; ; Seat |, &
Designation cize | CW=005 RE S INSL| h
I
<
QGS2-020 2 2 02 @ 11 5.3
QGS3-020 3 3 02 @ 11 5.3
QGS4-030 4 4 03 | @ 13 7.3
@ : Line up
o
£
I STANDARD CUTTING CONDITIONS §
. . Cutting speed O
ISO Workpiece material Hardness Grade .
Vc (m/min)
Steels
. C45, 34CrMo4, etc. <300HB AH7025 50 - 180
Stainless steel
M X10CrNiS18-9, etc. <200 HB AH7025 50 - 120
Gray cast iron
. GG25, 250, etc. - AH7025 50 - 180
Ductile cast irons
GGG45, 450-108, etc. . AH7025 50-120
Superalloys <HRC 40 AH7025 20- 40
. Inconel718, etc.
Titanium alloys
Ti-6AI-4V, etc. <HRC 40 AH7025 20 - 60

Please see page F124 for feed: f (mm/rev).

Reference pages: Toolholders — F122, F123
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TUNGCUT

CTIR/L
Internal grooving and turning toolholder

[=ni=ifr

L
o , = %: x O = @
DMIN . cw 8 LF a | E @
= ) I A
&, 5
¥ Seal cap Right hand (R) shown.
Designation cw DMIN Seat size CDX DCONMS H LF®™ LH WF Insert Torque*
CTIR/L16-2T08-D250 - 2 8 16 14 125 s 165 DGIM..,DGIS..,DTX.. 5
CTIR/L20-2T06-D250 2 25 2 6 20 18 160 40 15.8 DGIM.., DGIS..,DTX.. 5
CTIR/L20-3T06-D250  [Gg6 3 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-3T05-D250 3 25 3 5.1 25 23 200 40 17.5 DTI..., DTX... 5
--_ CTIR/25-3To8-D320  [NGGa 3 25 23 200 40 215 DTl..., DTX... 5
[ &' | CTIR/L32-3T10-D400 3 40 3 10 32 30 250 60 27 DTl..., DTX... 5
MlEl  CTIR/L20-4T06-D250 4 25 4 6 20 18 160 40 15.8 DTI... DTX... 5
CTIR/L25-4T08-D320 4 32 4 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-4T04-D310  [INNAG 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 40 4 10 32 30 250 60 27 DTL..., DTX... 5
CTIR/A25-5T05-D310 GG 5 5 25 23 200 60 17.3 DTI..., DTX... 85
CTIR/L32-5T10-D400 5 40 5 10 32 30 250 60 27 DTI..., DTX... 8.5
CTIR/L32-6T04-D310  [NEa 6 4 32 30 250 60 20.8 DTI..., DTX... 85
CTIR/L32-6T10-D400 6 40 6 10 32 30 250 60 27 DTI..., DTX... 8.5
CTIR/L32-8T05-D370  [N8a7 8 5 32 30 250 60 213 DTI..., DTX... 85
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTI..., DTX... 8.5
(1) LF is calculated with the groove width CW in the above table.
Torque*: Recommended clamping torque (N-m)
When using the inserts that are not in the above
SPARE PARTS @ ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal capf;hggig;gﬁgn INSERT cw DMIN
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4  CA-16 M6 DGM /DGS / SGN / DGL / DTM 2 50
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS/SGN/DGL/DTM 3 50
CTIR/L20-3T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 IDIELY]/IDIEES / STEt) /1D / BretL 4 20
CTIR/L25-3T05-D250 ~ CMS5X0.8X16-A P-4  CA-25  Ri1/8" DGM/DGS /DTM /DGL ° €0
DGM / DGS / DTM / DGL 6 60
CTIR/L25-3T08-D320  CMS5X0.8X16-A P-4  CA-25  R1/8" DGM / DGS / DTM 8 70
CTIR/L32-3T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" BTE/ GG Z i
CTIR/L20-4T06-D250  CM5X0.8X12-A P-4  CA-20 M6 DTE / DGG 4 40
CTIR/L25-4T08-D320  CM5X0.8X16-A P-4  CA-25  Ri1/8" DTE / DGG 5 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4  CA-32  R1/8" DTE/DGG 6 50
CTIR/L32-4T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" RIEARGS 3 G2
CTIR/L25-5T05-D310 CM6X1X16-A  P-5 CA-25  R1/8" 512 z gz
CTIR/L32-5T10-D400 CM6X1X20-A  P-5 CA-32  R1/8" OTR 4 a8
CTIR/L32-6T04-D310 CM6X1X20-A  P-5 CA-32  R1/8" DTR 5 4
CTIR/L32-6T10-D400 CM6X1X20-A  P-5 CA-32  R1/8" DTR 6 46
CTIR/L32-8T05-D370 CM6X1X20-A  P-5 CA-32  R1/8" DTR 8 56
CTIR/L40-8T05-D420 CMBX1X25-A  P-5  CA-40  R1/8"

Reference pages: Inserts — F127 - F144, Standard cutting conditions — F145
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Il CHIPBREAKER GUIDE

Internal grooving and turning

LR e
DTX type Multi-functional type Il Standard feed and DoC (for turning UW%%#E} j
(2 corners) Well balanced s £
ell balanced sharpness E 4 }
First
and strength 5, W Standard feed
Multi-functional insert 3, | .
CW=2-8mm ° il . = % 0.3 [
§ N E 0. [
0"""01 02 03 04 %
Feed: f (mm/rev) § 041 I
Groove width: CW (mm) S oo
F132 N2 W3 m4 W5 W6 W8 GrooveW|dth. CW (mm)
DTI type (2 corners) For general purpose Il Standard feed and DoC (for turning) ##
I.D. grooving E S :
E 4 4
. \ a Il Standard feed
Unique chipbreaker S 3 04
£ o
makes chips shorter 2 2 y — . .
Molded and ground £ 1 : El-B B R B
inserts available S 0 %s Foizd 05 04 05 05 % I .. o
CW=3'8mm eeda: 71 (mm/rev, o
Groove width: CW (mm) * 0 - * " ’ %
F133, F134 M3 m4im5m6mS8 Groove width cw mm) 8
O

DTM type General purpose Il Standard feed and DoC (for turning) UE"%# j j
(2 corners) : i ing T 5 3 /™

1st choice for grooving and turning
Suitable for light to medium cutting
Excellent chip control in machining

Il Standard feed

Depth of cut: ap (mm
o =< N W b

. 0.4
steel, alloy steel, stainless steel, | =
[
and heat-resistant alloy ‘\é USE B B § |
CW=2-8mm — Eo2l—-H B !
01 02 03 04 05 06
Feed: f (mm/rev) g o4 I - - -
(6]
w

Groove width: CW (mm) 0
N2 H3 W4 W5 m6 m8

Groove width: CW (mm)

F134

DTE type General purpose Il Standard feed and DoC (for turning) %’ ﬁf j j
(2 corners) ° /o St

€
Unique chipbreaker makes % 4
chips shorter S 3 Ml Standard feed
) =
Molded and ground insert ol - 0.4
available £ 1 1 % o3[ N NN NN
CW=2.65-8mm 8o i £ o2/ . - -, |
01 02 03 04 05 06 =
Feed: f (mm/rev) g 01| | - = -
(0]
Groove width: CW (mm) )
m3 m4m5m6 W8 3 4 5 6 8
F139 Groove width: CW (mm)

Please see page F*** for the product details.
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Internal grooving

DGIM type
(2 corners)

F132

2 mm insert width only
(For general purpose)

Unique chipbreaker for excellent chip
control

Excellent fracture resistance due to
optimum land on the cutting edge
For general applications on steels &
stainless steels

CW =2mm

Hl Standard feed
0.4

0.3

0.2

0.1 I

0

Feed: f (mm/rev)

2
Groove width: CW (mm)

DGIS type
(2 corners)

2 mm insert width only

(Lower cutting force)

Lower cutting force

Excellent fracture resistance due to
optimum land on the cutting edge

Applicable for low carbon steels &

stainless steels

l Standard feed
0.4

0.3

0.2
0.1 l
0 2
Groove width: CW (mm)

Feed: f (mm/rev)

F137, F138

Groove width: CW (mm)

Fi33 | CW=2mm
. . +

DGM type (2 corners) | 1st choice for grooving and M Standard feed Jib UH* j
SGM type (1 corner) | parting 05 U /

Smooth chip evacuation E 04 N

Well-designed edge with high £ R R

strength 3 %% m- I

Handed insert available g o1 I

CW=2-8mm T

F135, F136 Groove width: CW (mm)

DGS type (2 corners) Lower cutting force and H Standard feed <HL UHij
SGS type (1 corner) | superior sharpness 05 ¢ /

Unique-designed edge and E 04

chipbreaker £ 08

Handed insert available 5 Q2

CW=2-8mm 3 o1IIID

i

Please see page F*** for the product details.
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Internal grooving

¥
DGL type (2 corners) 1st choice for mild steel B Standard feed #ﬁb H%r j )
0.4
Chipbreaker with excellent chip 3 03
control at low feed g '

Suitable for mild steel that often < 02 II """" I

gives difficulties in chip control ot |-l -

CW=2-6mm 0O 53235 &
Groove width: CW (mm)

Feed

F139
. ¥
DGG type (2 corners) | For non-ferrous materials W Standard feed #% HH’ 9
and titanium 04 ! /
>
[0}
Chipbreaker with low cutting force E 03
Sharp cutting edge that prevents < 02
v.ilc?ration and delivers fine surface § 0-1 ll """" II """" I
finish 0O 371 "35 5
CW=2-6mm Groove width: CW (mm)
F140
(®)]
£
Profiling and undercutting §
5]
DTR type (2 corners) Full radius type W Standard feed and DoC (for turning) ##
STR type (1 corner) £ 5
; £ ¥ )
Excellent chip control - 4 - %#
Molded Molded and ground inserts available f; 3 —
DTR, STR CW=2-8mm S 2 ; j
o
. = a
o ‘ ;
S 0010203 04050607
Ground Feed: f (mm/rev)
DTR Groove width: CW (mm)
N2 H3 N4 W5 W6 m8
F141, F142
¥
DTIU type Full radius type M Standard feed and DoC %#
(2 corners) 04
Excellent chip control for undercutting 3
CW =3-6mm rERel i o W |
E o2 - - |-B-
RSN == e S
(0]
- 0
3 4 5 6
Groove width: CW (mm)
F142

Please see page F*** for the product details.
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Aluminium wheel machining

DTA type
(2 corners)

F143

Full radius type

Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

[l Standard feed and DoC (for turning)

o = N W ~ O

Depth of cut: ap (mm)

Feed: f (mm/rev)

Groove width: CW (mm)
W6 W8

01 0.2 03 04 05 0.6

™

For high feed external/internal/face turning of hardened steel parts

— | STH type
= | (1 corner)
[

Internal

F143

External and face turning of

hardened steel parts

High efficiency machining using light

D.O.C. and increased feeds
CW =3,5mm

[l Standard feed and DoC (for turning)

02 :

€

£ 015 ; o
TR

3 0.05

©

£ 0 05 1 15 2
8 Feed: f (mm/rev)

Groove width: CW (mm)
W3 W5

Tud

External/internal grooving of hardened steel

SGN-CBN type
(1 corner)

F144

For hardened steel cutting

Optimum cutting edge shape for

grooving of hardened steels

High tolerance width for finishing

CW=2-5mm
( CW = +0.025 mm)

W Standard feed
0.1

Iy E—
006 L - ... ... k-
004 8 - W -

0.02

Feed: f (mm/rev)

0

2 3 4 5
Groove width: CW (mm)

e=q J

Please see page F*** for the product details.
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Il GRADE SELECTION

AHB800S5

. . - Continuous cutting, First choice
.— ! - External and Internal, Turning
~ AH7025
S AHS8O005 et -
Turning ight interrupted cutting,
= First choice
® ' - A mix of continuous and
a AHZ7025 interrupted cuts
Grooving AHG235
‘® 1 / - Heavy interrupted cutting,
= AHG235 First choice
- J - Facing, Parting
Parting-off
& - Qo - &

Continuous

I GRADES

Dl eves ELEAeves ELZEHeve

- First choice for external, internal, and
side-turning, continuous cuts

_AH725 | I

- General purpose PVD grade for high
fracture resistance

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

__KSO5F [

- Recommended for non-ferrous
materials and titanium

__BXA10_ [

- Coated CBN grade designed for
turning hardened steel parts

Light Interrupted

- First choice for light interrupted cuts
or a mix of continuous and interrupted
cuts

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

- Improved wear and chipping resistance

7515 |

- First recommended grade for cast
iron

- Exellent wear resistance in
high speed machining

- Recommended for
interrupted machining

- TICNO PVD coating layer with
high wear resistance

- High hardness wear resistance

__TH10 ]

- Recommended for
non-ferrous materials

__BX360 [

- Developed for grooving applications
of hardened steel parts

Heavy Interrupted

Grooving

- First choice for heavy interrupted
cuts, as well as parting and facing
applications

_T9225 |

- Suitable for steel machining at
high speeds

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

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear
resistance

Tungaloy F131




I INSERTS

DTX
External/internal/face grooving and turning
RE
| ——
Sl r—c
/7;‘ INSL Ref. .
Bl steel * | d [ Yo K| k| K| |
M Stainless *‘i\K % % %
Cast iron * * |k PAe PA¢
Non-ferrous Pig
S  Superalloys *‘i} * | * *Egirst choice
H Hard materials ‘ ‘ ¥ : Second choice
Coated Cermet Uncoated
. . Seat - Bl B Q
Designation size |CW=005 RE 10 S & 8 8 & 3 e INSL| h
NN O = o o o
SIIIICT 7)) 17}
F <O I P4 X
DTX2-020 2 2 0.2 o [ J [ J ([ J 20 5
DTX3-030 3 3 03 | © © © ®© 0O [ J ([ J 20 5
DTX4-040 4 4 04 @ © © © 00O [ J o 20 5
DTX5-040 5 5 04 | ©© © 0 0O [ J [ 25 5.5
DTX6-080 6 6 0.8 0 000 [ J 25 5.5
DTX8-080 8 8 0.8 [ ] [ ] [ ] (] 30 6.7
@: Line up
DGIM
Internal grooving
3
ﬁ—r ————— =
14° INSL Ref. ‘
'
ey
L Y
Bl steel > o | e | o *
M Stainless * | Y% %
Cast iron * Y PAG
Non-ferrous
S Superalloys * |y ¥ : First choice
H Hard materials Y : Second choice
Coated Cermet
- - Seat w o Q
Designation size |CW:005| RE 9 g '-é’ S R INSL| h
N r o2
o LI I n
<O P
DGIM2-020 2 2 02 ®© ®© @ @ ([ 20 5
@: Line up
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DGIS

Internal grooving

%iRE
RN
4 7
14°, INSL Ref. )
A
e
L A,
- Steel % % iﬁ(|i§7 *
M Stainless ) dhidh’ ¢
Cast iron * |i\( DA
Non-ferrous |
S Superalloys * |y ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet
: : Seat ’ Qoo Q
Designation aize | CW=005 RE © Sq8 5 INSL| h
N
»> L T I n
<O P4
DGIS2-020 2 2 (-anN BN BN BN J [ J 20 5
@: Line up
DTI
Internal grooving and turning (for high precision) g
3
RE S
= B
3 —— 5]
14 INSL Ref. ,
T by
ey
Bl steel *|k|velse| || ||
M Stainless ‘* Adb ¢
Cast iron * PAG DA¢
Non-ferrous
S Superalloys ) dbAd v : First choice
H Hard materials ‘ ¥ : Second choice
Coated Cermet
Yo} o
Designation Seat |ewso02| RE (10 & 9 8 2 INSL| h
size qa RN Z 8
N
> LT I (%]
<O 4
DTI300-040 3 3 04  © © @ O [ J 20 5
DTI400-040 4 4 04 @ © 00 [ J 20 5
DT1400-080 4 4 08  © © @ O [ J 20 5
DTI500-040 5 5 04  © © @ O [ J 25 5.5
DTI500-080 5 5 08 @ © @ O [ J 25 5.5
DTI600-080 6 6 08 ©® ®© @O 25 5.5
DTI1600-120 6 6 12 @ © © @ 25 5.5
DTI800-080 8 8 08  © ®© @ @ 30 6.7
DTI800-120 8 8 12 @ © @ @ 30 6.7
@: Line up
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DTI
Internal grooving and turning
RE

=
O
14 INSL Ref.

Bl "1
ol b

Bl steel * | [ o | o *
M Stainless ) dbAdh ¢
Cast iron * PAe DA
Non-ferrous
Superalloys ¥* | ¢ v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
Designation Seat | ow.005) RE |10 § 8 S § INSL| h
size IRR - Y
o> LT X n
EF<<O p
DTI3-040 3 3 04 @ © @ @ [ J 20 5
DTI4-040 4 4 04 | © @ ®@ O [ ] 20 5
@: Line up
DTM
External/internal/face grooving and turning
RE
e
O
6 INSL Ref.
O =
-Steel % % %
M Stainless * % %
Cast iron * % %
Non-ferrous
Superalloys %* [ % ¥ : First choice
H Hard materials ¢  Second choice
Coated
besignation | Seat 8-
gnation aize |CW:005| RE S S8 INSL| h
I I I
e S S
DTM2-020 2 2 02 © @ e 20 5
DTM3-030 3 3 03 © @@ e 20 5
DTM4-040 4 4 04 @ @ @ 20 5
DTM4-080 4 4 08 @ ®@ @ 20 5
DTM5-080 5 5 08 @ @ @ 25 5.5
DTM6-080 6 6 08 © @ @ 25 5.5
DTM8-080 8 8 08 © @ @ 30 6.7
@: Line up
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DGM

External/internal grooving and parting

RE Neutral PSIRL Left hand RE Right hand

INSL Ref. - INSL Ref.

R R

UES *| %[t k| ||| % |
M Stainless * | Y5 % ) ¢ *‘ ‘
Cast iron * ) dhidbAdh ¢ DA PAG
l Non-ferrous ’
S | Superalloys Y ShAdb 4b ¢ * ¥ : First choice
H Hard materials ‘ ‘ ¢ : Second choice
Coated Cermet Uncoated
. . Seat o B o 1S
Designation ise |HAND|CW:005 RE 0 S 8 S 88 & |8 w INSL| h |PSIRL|PSIRR
SEEEEXIE B A
i - S S-S - ¢ zZ N4
DGM2-020 2 N 2 02 © ®© 0 o 0 [ J [ ] 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 [ N} ([ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 [ I} ([ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ N} ([ J 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ N} ([ J 20 5 8° 0°
DGM2-020-15R 2 R 2 0.2 [ N} ([ J 20 5 0° 15° g
DGM2-020-15L 2 L 2 | o2 o0 ° 20 [ 5 [15] 0 3
DGM2-002-15R 2 R 2 | 002 ° ° 1935| 5 0 | 15° o
DGM2-002-15L 2 L 2 | 002 ° ° 1935 | 5 | 15° | 0° o
DGM2.39-020 2 N 2.39 0.2 [ ] [ ) (] 20 5 0° Q°
DGMS3-020 3 N 3 (- BN BN BN BN BN BN ) [ J o 20 5 0° 0°
DGMS3-020-6R 3 R 3 0.2 [ AN} ([ J 20 5 0° 6°
DGMS3-020-6L 3 L 3 0.2 [ N} ([ J 20 5 6° 0°
DGMS3-002-6R 3 R 3 0.02 [ ) { ] 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 o { ] 19.45 5 6° Q°
DGMS3-020-15R 3 R 3 0.2 [ AN} ([ J 20 5 0° 15°
DGMS3-020-15L 3 L 3 0.2 [ N} { ] 20 5 15° 0°
DGMS3.18-020 3 N 3.18 0.2 [ ] [ ) (] 20 5 0° Q°
DGM4-030 4 N 4 03 © 00060 0 o0 o [ ] 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 o 0 ([ J 20 5 0° 4°
DGM4-030-4L 4 L 4 0.3 [ N J { ] 20 5 4° 0°
DGM4-030-15R 4 R 4 0.3 [ 3N} ([ J 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 [ N} ([ J 20 5 15° 0°
DGM4.76-040 5 N 4.76 04 [ } [ ) (] 25 55 0° 0°
DGM5-030 5 N 5 03 © ®© 0606 00 [ J [ ] 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ A} { ] 25 55 0° 4°
DGM6-030 6 N 6 03 © 00060 0 o0 (] 25 5.5 0° 0°
DGM®6.35-040 6 N 6.35 0.4 [ ) [ J [ ] 25 5.5 0° 0°
DGM8-040 8 N 8 04 © ®© 00 o 0 (] 30 6.7 0° 0°
@: Line up
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SGM

External/internal deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
R
S EEee——rm = o B
(@] RE PSIRR

INSL Ref. 7 INSL Ref.

3 INSL Ref. °
alaiiing o g o i

BBl steel K[| e | ¥
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥ Y %
Non-ferrous
Superalloys ) dhAdh ¢ Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Desianali Seat Awdo® |u
esignation size |HAND|CW:005 RE |S & S ® & 7] INSL| h |PSIRLPSIRR
NN OO = © o
I ITIIXIZI (7]
A< O I X
SGM2-020 2 N 2 02 © © ®© 06 0O [ ) 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGM3-020 3 N 3 02 © © ®© 0 [ J 20 5 0° 0°
SGM3-020-6R 3 R 3 02 @ @ [ ] 20 5 0° 6°
SGMS3-020-6L 3 L 3 02 @ @ [ ] 20 5 6° 0°
SGM3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGM3-020-15L 3 L 3 02 @ @ [ ] 20 5 15° 0°
SGM4-030 4 N 4 03 © © ®© @ O [ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ [ ] 20 5 0° 40
SGM4-030-4L 4 L 4 03 @ @ [ ] 20 5 4° 0°
SGM5-030 5 N 5 (BN AN BN BN BN J o 25 5.5 0° 0°
SGM6-030 6 N 6 03 ®© ®© ®© 06 O [ J 25 5.5 0° 0°
SGM8-040 8 N 8 04 | @ [ ] [ ] ([ 30 6.7 0° 0°
@: Line up
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DGS

External/internal grooving and parting

<y ow

Neutral

INSL Ref.

PSIRL

_N

RE
7o

INSL Ref.

Left hand

T

N il R

RE Right hand

V

PSIRR l
INSL Ref.

f@ﬁ

Bl steel * [ [ e[ e [ K| [k
M Stainless ) dbAdh 9 4b 9
Cast iron * *  Y¢ % S DA
l Non-ferrous PAe
S | Superalloys *|i\3 * * % : First choice
H Hard materials v : Second choice
Coated Cermet Uncoated
gnation | SRt Se838 18 |s
Designation size |HAND/CW:005 RE |0 S & 8 ® & 3 = INSL| h |PSIRLPSIRR
SFETE I D ®
F <A< CO P X
DGS2-005 2 N 2 0.05 [ ] 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ] 20 5 0° 0°
DGS2-020 2 N 2 02 ©® ®© © 0O [ J [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 [ N ) ( 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 [ N ] (] 20 5 6° 0°
DGS2-002-6R 2 | R | 2 |oo o o 195 5 | 00 | 6 I
DGS2-002-6L 2 L 2 | 002 ) 195 | 5 6 | 0° 3
DGS2-020-15R 2 R 2 0.2 o0 o 20 5 oo | 15° o
DGS2-020-15L 2 | L | 2 | 02 oo o 20 | 5 | 157 | o o
DGS2-002-15R 2 R 2 0.02 o ([} 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ ] (] 19.5 5 15° 0°
DGS2.39-020 2 N 2.39 0.2 [} [ J [ J 20 5 0° 0°
DGS3-020 3 N 3 02 © © @ 00O [ J [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ I ) ([ J 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 [ N ] (] 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ ] [ ) 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ ] (] 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 [ I ) o 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 [ 3N ] (] 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 o ([} 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ ] ([ J 19.45 5 15° 0°
DGS3.18-020 3 N 3.18 0.2 [ J ([} [ J 20 5 0° 0°
DGS4-030 4 N 4 03 @ @ 00 [ J o 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ BN ) ( 20 5 0° 40
DGS4-030-4L 4 L 4 0.3 [ ) (] 20 5 4° 0°
DGS4.76-040 5 N 4.76 0.4 [ ) { ] [ ] 25 55 0° 0°
DGS5-030 5 N 5 03 © © ®© @ 00O [ J o 25 5.5 0° 0°
DGS6-030 6 N 6 kBN BN BN BN BN BN J o 25 5.5 0° 0°
DGS6.35-040 6 N 6.35 0.4 [} ([} [ J 25 5.5 0° 0°
DGS8-040 8 N 8 0.4 [ ] { ] [ ] [ ] 30 6.7 0° 0°
@: Line up
Caution

The tool will interfere with the workpiece when grooving larger diameters than gDmax.

Designation oDmax (mm) Designation oDmax (mm)
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34

Reference pages:
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SGS

External/internal deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
RE : PSIRR
INSL Ref. 7o INSL Ref. = 7o INSL Ref. 71
i e - e
BBl steel * |3 | |3 |k
M Stainless b dhidh db db ¢
Cast iron Y * Y% [ % S
Non-ferrous DAY
Superalloys ¥* [ Y % *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat o o o
Designation eize |HANDCW:005 RE |§ & 8 8 & |5 INSL| h |PSIRL|PSIRR
HHE
IO I =<
SGS2-020 2 N 2 02 @ ®© ®© @ @ [ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ [ J 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ [ ] 20 5 15° 0°
SGS3-020 3 N 3 02 © ®© ®© 06 O [ ) 20 5 0° 0°
SGS3-020-6R 3 R 3 02 @ @ [ ] 20 5 0° 6°
SGS3-020-6L 3 L 3 02 @ @ [ J 20 5 6° 0°
SGS3-002-6R 3 R 3 0.02 { ] [ ] 19.8 5 0° 6°
SGS3-002-6L 3 L 3 0.02 [ ] [ ] 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ [ J 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 { ] [ ] 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 [ ] [ ] 19.8 5 15° Q0°
SGS4-030 4 N 4 03 © ®© ®© 0 O [ ] 20 5 0° 0°
SGS5-030 5 N 5 03 @ ®© ®© 00 [ 25 5.5 0° 0°
SGS6-030 6 N 6 03 © © @ 0 [ ] 25 5.5 0° 0°
SGS8-040 8 N 8 04 | @ (] [ ] 30 6.7 0° 0°
@: Line up
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DGL

External/internal grooving and parting

RE
24 P10
- 1 INSL Ref.

0

Bl stee! * | % [ K
M Stainless ¥ [ [ %
Cast iron ¥ [ % [ %
Non-ferrous
S Superalloys * %  : First choice
H Hard materials Y¢ : Second choice
Coated
Designation Seat |oy.o05 RE (N S 8 INSL| h
size ) = S
I T T
e - S
DGL2-020 2 2 02 @ @ @ 20 5
DGL3-025 3 3 025 @ @ @ 20
DGL4-030 4 4 03 @ @ @ 20 5
DGL5-030 5 5 03 @ @ @ 25 5.5
DGL6-080 6 6 08 ©® @ @ 25 55
@: Line up 8
>
o
o
DTE 0]

External/internal/face grooving and turning (for high precision)

= |
F———

7 INSL Ref.

5 iling

RE
G-
=
O

BBl stee! * | | Y| *
M Stainless * Y %
Cast iron * DA
l Non-ferrous
S | Superalloys * | DA % : First choice
Bl Hard materials | % : Second choice
Coated Cermet
Designation Seat ool RE |0 8 9 9 8 INSL| h
size ARKN 8
o> L T I »n
F <O p
DTE265-015 3 265 (015 | @ @ ® ©® [ J 20 5
DTE300-020 3 3 02 @ @ @ @ [ J 20 5
DTE300-040 3 3 04 @ © @ O [ J 20 5
DTE315-015 3 315 |015 | @ @ @ @ [ J 20 5
DTE400-040 4 4 04 @ @ @O [ J 20 5
DTE400-080 4 4 08 @ ®© @ © [ J 20 5
DTE415-015 4 415 |015 | @ @ @ @ [ J 20 5
DTE478-055 5 478 |05 @ @ @ © [ J 25 55
DTES500-040 5 5 04 | @ © @ O [ J 25 55
DTES500-080 5 5 08 @ @ @ ©® [ J 25 5.5
DTE515-015 5 515 (015 | @ @ @ @ 25 5.5
DTE600-080 6 6 08 | © @ @ O 25 5.5
DTE600-120 6 6 12 @ @ @ @ 25 55
DTE800-080 8 8 08 @ ®© @ ©® 30 6.7
DTE800-120 8 8 12 | @ @ @ @ 30 6.7
@: Line up
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DTE

External/internal/face grooving and turning

RE
RE_ |
BE——=

© INSL Ref.

T

BBl stee *| e[| ¥ K| |
M Stainless ) dbidh 'dh db ¢
Cast iron * % * | Y5 | %
Non-ferrous
Superalloys * * * % : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat |ow.005) RE |0 § 9 § =4 § % INSL| h
sSize YSLREKND - © o
oo I IIII [0
il e i - OB § P4
DTE3-020 3 3 0.2 o [ ] ([ J 20 5
DTES3-040 3 3 04  © ©®© 00 00 [ 20 5
DTE4-040 4 4 04 © © © 00 0O [ J 20 5
DTE4-080 4 4 0.8 [ J [ ] ([ J 20 5
DTE5-040 5 5 0.4 [ BN J [ ] ([ J 25 55
DTE5-080 5 5 0.8 o [ ] ( 25 5.5
DTE6-080 6 6 0.8 e 0 [ [ ] 25 5.5
@: Line up
DGG
External/internal grooving (for high precision)
-Steel * *
M Stainless *
Cast iron * DA DA
Non-ferrous *
Superalloys * D¢ % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation Seat | o000 RE & 2 = INSL| h
size ﬁ’ g 8
I n (2]
< =2 X
DGG200-020 2 2 02 |@ [ J [ J 20 5
DGG300-020 3 3 02 | @ [ J ([ 20
DGG400-040 4 4 04 |@ [ J [ J 20
DGG500-040 5 5 04 |@ [ J [ J 25 55
DGG600-040 6 6 04 | @ [ J [ J 25 5.5
@: Line up
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DTR

Profiling and undercutting (for high precision)

RE

7° INSL Ref.

"
o A
: p/

Grooving

Bl steel > %[ ¥ *
M Stainless * Y %
Cast iron * S DA
Non-ferrous
Superalloys * | Y Y : First choice
H Hard materials Y : Second choice
Coated Cermet
0 o
Designation zfzf CW:002 RE § § E 5‘?2 § INSL| h
o LI I n
<O P4
DTR300-150 3 3 15 @ @ @ @ [ ] 20 5
DTR400-200 4 4 2 o000 [ ] 20 5
DTR478-239 5 478 239 | @ @ @ © [ ] 25 5.5
DTR500-250 5 5 25 @ © @ @ [ ] 25 5.5
DTR600-300 6 3 000 25 5.5
@: Line up
DTR
Profiling and undercutting
RE
e ===
7. INSL Ref. ‘
Bl
Bl steel %k Yo k| k| Pk
M Stainless ) dbidh ¢ 9% | %
Cast iron * ) dbAdbAdl ¢ DA DA
Non-ferrous Y
Superalloys ¥ | Y [ | * ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet Uncoated
Desi i Seat Qwdwod R L
gnation size |CW:005 RE |l S & & © ® & 3 s INSL| h
aNNDN OO - © (*2] o
o LI IIII (7] )]
i - - S-S O ¢ P4 X
DTR2-100 2 2 1 [ ] [ J ([} [ J 20 5
DTR3-150 3 3 15 | © © © © © @ @ ([ ([ 20 5
DTR4-200 4 4 2 000 0 0 o [ J [ J 20 5
DTR5-250 5 5 25 | © © © © @ 0O [ J [ J 25 5.5
DTR6-300 6 6 3 0 00 [ N ) [ J 25 5.5
DTR8-400 8 8 4 © 000 [ BN ) [ 30 6.7
@: Line up
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STR

Profiling and undercutting

RE

i

7. INSL Ref. ‘

e s

- Steel % | %
M Stainless * %
Cast iron * % S
Non-ferrous big
Superalloys % | % * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat ol 8
Designation size |CW=005 RE S % INSL| h
I 3
<< X
STR2-100 2 2 1 1@ @ [ J 20 5
STR3-150 3 3 15 | @ @ [ J 20
STR4-200 4 4 2 @@ [ J 20 5
STR5-250 5 5 25 | @ @ [ J 25 55
STR6-300 6 6 3 @@ [ J 25 5.5
STR8-400 8 8 4 @ @ [ J 30 6.7
@: Line up
DTIU
Profiling and undercutting (for high precision)
RE
B
O
Z’VA INSL Ref. o
v _ s
Bl steel * | ¥ [ ¥
M Stainless ) dhAdh ¢
Cast iron * DA
Non-ferrous
Superalloys * | Y¥ % : First choice
H | Hard materials 5% : Second choice
Coated
Designation Seat |ow.002| RE § 98 INSL| h
size = R
I T I
<O
DTIU300-150 3 3 15 | @ @ @ 20 5
DTIU400-200 4 4 2 o0 e 20
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 00 25 5.5
@: Line up
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DTA

Aluminium wheel machining (for high precision)

RE

B ="
O

AN INSL Ref.
B

Bl steel

M Stainless
Cast iron
Non-ferrous *

Superalloys % : First choice
5% : Second choice

H Hard materials

Uncoated
. . Seat
Designation size |CW:0.02| RE o INSL| h | AN
E=
-
DTA600-300 6 6 [ J 25 5.5 7
DTA800-400 8 8 4 | @ 30 6.7 10°
@: Line up
STH o
External/internal/face turning 'g
o
O]
4 INSL Ref.
-Steel
M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials |+ % : First choice
CBN
Designation i?z‘:t CW:0.025) RE %’ INSL| h
o
STH300-SR 3 3 03 | @ 20 5
STH500-SR 5 5 03 | @ 25 55
@: Line up
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SGN

External/internal grooving

RE

T

INSL Ref.

.

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y ¥¢ : Second choice
CBN Condition
. . Seat = 3| 8.3
Designation ) CW:0025 RE |Q INSL| h S |£5/23
size %) £ [@2|82
x S |“sTs
m o £l £
SGN200-020 2 2 02 | @ 20 5 e}
SGN200-020-S 2 2 02 | @ 20 5 (@)
SGN200-020-H 2 2 02 | @ 20 5
SGN300-020 3 3 02 | @ 20 5 @)
SGN300-020-S 3 3 02 | @ 20 5
SGN300-020-H 3 3 02 @ 20 5
SGN400-020 4 4 02 | @ 20 5 (e}
SGN400-020-S 4 4 02 | @ 20 5
SGN400-020-H 4 4 02 | @ 20 5
SGN500-020-S 5 5 02 @ 25 5.5
SGN500-020-H 5 5 02 @ 25 5.5
@: Line up
H Edge preparations
\ No symbol | ] -S | ] -H
0.13 mm 0.13 mm
<~ [+
R-honing/ P \225° ‘ 35°
R-honing P
R-honing
150 -
<
g 120  SGN***-020
Y BX360
S el SGN***-020-S
3 BX360 SGN***-020-H
g 60r BX360
2
£ 30
>
&)
0
& < Q - Q
Continuous Light Interrupted Heavy Interrupted

Reference pages: Toolholders — F126, Standard cutting conditions — F145
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Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Steel
S45C, SCM435, etc.
C45, 34CrMod4, etc.

Stainless steel
SUS303, SUS304, etc.
X10CrNiS18-9, X5CrNi18-9, etc.

Grey cast iron
FC250, etc.
250, etc.

Ductile cast iron
FCD450, etc.
450-108S, etc.

Aluminium alloys
Si<12%

Superalloys
Inconel718, etc.

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

Hardness

< 300 HB
<300 HB
<300 HB
<300 HB
<200 HB
<200 HB
<200 HB

< HRC 40
< HRC 40
< HRC 40
< HRC 40

Please see page F127 - F130 for feed: f (mm/rev).

STH

ISO Grade
ﬂ -
SGN

ISO Grade

E o

cw

Edge preparation

No symbol

-S

-H

Priority
First choice
Wear resistance
Impact resistance
Surface quality
First choice
Wear resistance
Impact resistance
First choice
Impact resistance
First choice
Impact resistance
First choice
First choice
First choice
Impact resistance
First choice

Impact resistance

Application

Cutting speed

Grade

AH7025, AH725
T9225, AH8005
AH6235, GH130
NS9530
AH7025, AH725
AH8005
AH6235, GH130
1515
AHB005, AH7025, AH6235, GH130
1515
AH8005, AH7025, AH6235, GH130
TH10
KS05F
AHB8005
AHT7025, AH725, AH6235
KS05F
AH7025, AH725

Depth of cut

External turning
Face turning
External turning

Face turning

Vc (m/min) ap (mm)
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12
100 - 230 0.08 - 0.12

Workpiece condition

Continuous

Light interrupted

Heavy interrupted

Cutting speed
Ve (m/min)

80 - 150
50 - 120

40 - 100

Cutting speed
Ve (m/min)

50 - 180
80 - 300
50 -120
80 - 220
50 -120
50 -120
50-120
150 - 700
50 - 180
150 - 300
50 - 120
100 - 500
100 - 600
20 - 60
20-40
20 - 100
20-80

Grooving

Feed
f (mm/rev)

0.4-1
0.4-038
05-15
0.5-0.8

Feed
f (mm/rev)

0.03 - 0.08
0.03 - 0.08

0.03 - 0.06

Tungaloy F145



MY=T SERIES

CGTR/L

Internal grooving and turning toolholder

Designation
S20Q-CGTR/L30
S25R-CGTR/L30

CDX
3.5

S32S-CGTR/L40

| o |
2] snooriso  SINEIN

| | S32S-CGTR/L50

Internal

*Torque: Recommended clamping torque (N-m)

SPARE PARTS
Designation
S**-CGTRI/L...

&

Clamping screw
BHM5-14

{

Wrench
P-3

5
5
6
5
6

DCONMS
20

25
25
32
25
32

LF

DCONMS

LF
180
200
200
250
200
250

WF
14.5
18.5
18.5
23
18.5
23

Reference pages: Inserts — F147 - F150, Standard cutting conditions — F151

F146 tungaloy.com

Insert
G*30, GE30-AL
G*30, GE30-AL
G*40, GE40-AL
G*40, GE40-AL

G*50
G*50

==
=

= €0

Right hand (R) shown.

Torque*
3

W W W w w




Il CHIPBREAKER GUIDE

Internal grooving

'
GN 1st choice for internal grooving 030 Ua»
>
Low cutting force and good chip L o025
control for internal grooving E 0.20 # j )
< 015
CW=3-5mm g
¢ 0.10
% 005
- I Internal
3 4 5
F150 Groove width : CW (mm)
. . *
GE 1st choice for external grooving 0.30 U‘
and parting E 0.95
Excellent chip control E 0.20 # )
_a._ < 015
% CW=3-5mm 'g 010 M External
Ko ) I Internal
0.05 M Face
Parting
3 4 5
F148 Groove width : CW (mm)
. . *
GF 1st choice for face grooving < 080 U*
Low cutting force and good chip 2025
- E 0.20 #
control for face grooving £ )
< 015
CW=3-5mm 8 o0
% 0.0
- [ Internal
3 4 5
F149 Groove width : CW (mm)
Grooving and turning
. . H ' <T>
GT 1st choice for turning z U*r ﬁL JH
Low cutting force and good chip £ 5
control for traversing el G40 # E j/
CW=3-5mm 3 Gr0
& 2 J
2 )
[oR
a
0.05 010 0.5 0.20 0.25 0.30
F148 Feed: f (mm/rev)
Profiling
. ¥ hs
GR Full radius type e H Jw#
Low cutting force and good % 2.0
chip control for profiling S GR40 E j/ j/
_ 3 GR30
@ CW=3-5mm E 10
a
A
0.05 010 015 0.20 0.25 0.30
Feed: f (mm/rev)
F149

Please see page F*** for the product details.

Grooving

Tungaloy F147




For aluminium and non-ferrius metal

¥
GE-AL Reduce cutting force and welding X 1) A H UHﬁ

>
due to sharp chipbreaker Los——"—"-——

E o20f— #
CW=3-4mm E™ )

= 05—

8 010

[ Internal
3 4
Groove width : CW (mm)
F150

Please see page F*** for the product details.

Il INSERTS
GE
| = | For external grooving and parting

e AL INSLee

i

- Steel ¥ % [ *
M Stainless * %
Cast iron * Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
(=}
Designation cw-3'| RE |© 8§ & INSL| h
STz ]
<O P4
GE30 3 02 @ @ @ o 10 3.5
GE40 4 02 @ ®@ @ [ 10 4
GE50 5 02 | @ @ @ [ J 12 4.5
@ : Line up
GT
For external grooving and turning
=
O
RE INSL Ref.
| .
Bl steel * |9 [ A *
M Stainless % %
Cast iron * | Y% Pig
Non-ferrous
Superalloys DA Y : First choice
H Hard materials % : Second choice
Coated Cermet
(=}
Designation cw+'| RE |© 8§ & INSL| h
ST ]
<O P4
GT30 3 0.4 o0 [ J 10 3.5
GT40 4 0.4 o o [ 10 4
GT50 5 04 | @ @ @ [ J 12 4.5
@ : Line up

Reference pages: Toolholders — F146, Standard cutting conditions — F151
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GR
For profiling (full radius)

=

O
RE al INSL Ref.

-

Bl steel 3 [ [k *
M Stainless * %
Cast iron ¥* | Y Y
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw+¢1| RE |18 § § ] INSL| h
ST &
= <O P4
GR30 3 1.5 [ BN ] [ J 10 3.5
GR40 4 2 00 [ J 10 4
GR50 5 25 | @ @ @ [ J 12 4.5
@ : Lineup
GF £
- >
For face grooving 8
G
3
(&)
e 7 L
-
- Steel * *
M Stainless *
Cast iron PAe DA
Non-ferrous
Superalloys Y : First choice
H Hard materials 5% : Second choice
Coated Cermet
o
Designation cw+¢'| RE | Q INSL| h
~ [+)]
I n
) P4
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 @ [ ] 10 4
GF50 5 02 @ [ ] 12 4.5
@ : Line up

Reference pages: Toolholders — F146, Standard cutting conditions — F151
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GN

For internal grooving

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated
Designation cw+1| RE | INSL| h
N
I
O
GN30 3 02 | @ 10 3.5
GN40 4 02 | @ 10 4
GN50 5 02 | @ 12 4.5
@ : Line up
GE-AL
For aluminium and non-ferrous metal
gf
(@]
RE 7. INSLrei
-C_
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials ¥« : Second choice
Uncoated
Designation cw+1| RE |l INSL| h
o
0
X
GE30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@ : Line up

Reference pages: Toolholders — F146, Standard cutting conditions — F151
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cutting speed

Ve (m/min)
T9225 80 - 300
Low carbon steel, Alloy steel _
(- HB150) NS9530 100 - 200
GH730, AH120 50 - 180
T9225 80 - 220
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 80 - 180
GH730, AH120 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel _
(HB250 ) NS9530 80 - 150
GH730, AH120 50 -120
M Stainless steel GH730, AH120 50 - 120
. Grey iron, Ductile cast iron GH730, AH120 50-180
. Aluminium alloy, Non-ferrous metal KS05F 200 - 300
Internal
Feed: f (mm/rev)
Operation Groove width: CW (mm) o)
c
3 4 o) >
o
Internal grooving (GE**) 0.04-0.14 0.05-0.15 0.05-0.16 (%
Internal grooving (GN**) 0.04 - 0.16 0.05-0.18 0.05-0.2
Internal traversing ap=05-15 ap=0.5-2 ap=0.5-25
(GT™) f=0.06-0.2 f=0.06 - 0.25 f=0.06 - 0.27
Internal traversing ap=05-14 ap=05-15 ap=05-16
(GR™) f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Aluminium alloys
(GE**-AL) 0.03-041 0.03-0.1 -

For diameter compensation values in traversing, see page F115.
When vibration occurs in turning, please use the lower limit value in the above table

Tungaloy F151




TUNGT-CLAMP

A_M-FLER/L

Internal grooving and threading toolholder

=
(%)
1=
S =z
2 o
O
LF e
Right hand (R) shown.
Designation CWN CWX DMIN DCONMS LF WF Insert Torque*
A25M-FLER/L3 25 300 17.7 FL*-3*L/R... 8]
A32M-FLER/L3 1 3 44.45 32 350 221 FL*-3*L/R... 3

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

HS-FLER/L

Internal grooving and threading head, for S-570 shank

=

E ®
@ \/ / - % y;
= Ly 12
== LF
CWN-CWX [T~
Right hand (R) shown.
Designation CWN CWX DMIN DCONWS LF WF Insert Torque*
HS40-FLER3W 40 40.1 28 FL*-3**L... 3
HS50-FLER3W 1 8 701 50 41.9 35 FL*-3**L... 3

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

SPARE PARTS (== & (

Designation Clamp Clamping screw Wrench

A/HS**-FLER... TF-73 S-412 5/32HEX

A*M-FLEL3 TF-72 S-412 5/32HEX
S-570

Steel shank for head exchangeable tools

LF2
Designation DCONMS LF2 CNT
S-570-40M-40 40 273 1/2-14NPT
S-570-50M-50 50 366 1/2-14NPT
SPARE PARTS & (
Designation Clamping screw Wrench
S-570-40M-40 S8100 5/32HEX
S$-570-50M-50 SS94 1/4HEX

F152 tungaloy.com




B INSERT
FLG-CB (For grooving)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys D¢  : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW=0.025| RE |2 CDX | IC M
I
<
FLG-3M100R-CB R 1 019 | @ 1.4 |9.525 | 10.29
FLG-3M100L-CB L 1 019 | @ 1.4 | 9.525 | 10.29
FLG-3M150R-CB R 15 0.19 | @ 2.55 | 9.525 | 10.29
FLG-3M150L-CB L 15 0.19| @ 2.55 | 9.525 | 10.29
FLG-3M200R-CB R 2 019 | @ 2.55 | 9.525 | 10.29 >
FLG-3M200L-CB L 2 019 | @ 2.55 | 9.525 | 10.29 <
FLG-3M250R-CB R 2.5 0.19| @ 4.07 | 9.525 | 10.29 8
FLG-3M250L-CB L 2.5 0.19 | @ 4.07 | 9.525 | 10.29 o
FLG-3M300R-CB R 3 0.19| @ 4.07 | 9.525 | 10.29 O
FLG-3M300L-CB L 3 0.19| @ 4.07 | 9.525 | 10.29
@ : Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Application Cuvtél?ng /Smpiz)e d f (n"n:z'ne/?ev)
High carbon steel
45C, etc. AH110 Grooving 100 - 200 0.12 - 0.35
C45, etc
. Alloy steel
SCM435, etc. AH110 Grooving 50 - 80 0.12-0.3

34CrMod4, etc.

Stainless steel
M SUS304, etc. AH110 Grooving 50 - 150 01-02
X5CrNi18-9, etc.

Grey cast iron

FC250, etc. AH110 Grooving 50 - 180 0.1-0.25
. 250, etc.
Ductile cast iron
FCD400, etc. AH110 Grooving 50 - 120 0.1-0.25
40-15, etc.

Tungaloy F153




CNR/L

Internal threading and grooving toolholder (The -DT holders can be used either with the insert screw or
top-clamp)

Relntaced  (TCNR™) twm '
_ / DCONMS9”

Right hand (R) shown.

Designation Material Je'[Be") @GWo]'[[\WDCONMS H B LF LH WF L3 GAMF Insert Torque*
TCNRO0020R16DT Reinforced 20 18 = 200 30 14 49 15°  GTGN-16... 3.5

TCNR0025S16DT Reinforced 1 225 29 25 23 - 250 38 165 64 15°  GTGN-16.. 3.5
CNR/L0O020P16 steel [H225 24 20 18 19 170 30 14 = 15°  GTGN-16.. 3.5
CNR/L0025R16 Steel 1 225 29 25 23 24 200 38 16.5 - 15°  GTGN-16.. 3.5

CNR/L0032S16 Steel _ 32 30 31 250 48 20.1 = 15° GTGN-16.. 3.5

Note: A clamp set consists of a clamp and a clamping screw.
A shim set consists of a shim and a shim screw to secure the shim to the toolholder.
Use right-hand toolholders (T/CNR...) with right-hand inserts (**IR...); and left-hand toolholders (T/CNL...) with left-hand inserts (**IL...).
Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.
When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ & @ ( ﬁ

Shim

Designation Clamp set Clamping screw Shim screw (Optional) Wrenchi Wrench2
TCNR002**16DT CSP16 CSTB-3.58T DTS5-3.5 G16EL/IR-DT P-3.5 T-15F

CNRO00***16 CSP16 - - G16EL/IR-S - T-15F

CNLO0***16 CSP16 - - G16ER/IL-S - T-15F

F154 tungaloy.com




B INSERT
GTGN16

ER/IL shown.

Bl steel *
M Stainless *
Cast iron
l Non-ferrous ‘
S Superalloys *‘ Y : First choice
H Hard materials ‘ < : Second choice
Coated Shim
Designation HAND |ow.003) RE | Insert| cpx | 1Ic | € ?é‘éhi'ﬁll" Clamp-on
(Internal) ~ size screw-on and| toolholder
I
73] clamp-on
GTGN-16ER/IL100 L 1 01 | @ 16 1.25 | 9.525 | 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 R 1 01 | @ 16 1.25 | 9.525 | 4.22 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL120 L 1.2 01 | @ 16 1.3 9.525 | 4.12 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 R 1.2 01 | @ 16 1.3 9.525 | 412 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL140 L 1.4 01 | @ 16 1.5 9.525 | 4.02 G16ER/IL-DT G16ER/IL-S 87
GTGN-16EL/IR140 R 14 01 | @ 16 1.5 9.525 | 4.02 | G16EL/IR-DT | G16EL/IR-S =
GTGN-16ER/IL170 L 1.7 01 | @ 16 1.7 9.525 | 3.67 G16ER/IL-DT G16ER/IL-S 8
GTGN-16EL/IR170 R 1.7 01 | @ 16 1.7 9.525 | 3.67 G16EL/IR-DT G16EL/IR-S O)
GTGN-16ER/IL195 L 1.95 01 | @ 16 1.7 9.525 | 8.75 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR195 R 1.95 01 | @ 16 1.7 9.525 | 8.75 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 L 2.25 01 | @ 16 1.8 9.525 3.6 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR225 R 2.25 01 | @ 16 1.8 9.525 3.6 G16EL/IR-DT G16EL/IR-S

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

I STANDARD CUTTING CONDITIONS

. . Cutting Speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
Steels
S45C, SCM440, etc. SH730 50 - 150 0.05-041
C45, 42CrMo4, etc.
Stainless steels
M SUS304, SUS316, etc. SH730 30 - 150 0.05- 0.1
X5CrNi18-9,X5CrNiMo17-12-2, etc.
Heat-resistant alloys, Titanium alloys etc. _ _
S i e SH730 30 - 100 0.05- 0.1

Tungaloy F155




S-SGTR/L

Internal grooving

oun 7y 11 e
‘/’ I I —

A
CWN-CWX TE
(@)

|
DCONMS

2 LF ~
Right hand (R) shown.
Designation CWN CwWX DMIN CDX DCONMS H LF LH WF Insert Torque*
S25R-SGTR/L16 2 25 23 200 30 17.5 GBL/R32... BY5
S32S-SGTR/L22 1.25 4.5 40 2.5 32 30 250 30 23 GBL/R43... 5

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

SPARE PARTS & %&

Designation Clamping screw Wrench
S25R-SGTR/L16 CSTB-4S T-15F
S32S-SGTR/L22 CSTB-5S T-20F

I INSERTS
GBR/L32

Right hand (R) shown.

Bl steel * *
M Stainless *
Cast iron * Pig
Non-ferrous *
Superalloys PAe DA Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCW:0025 RE |2 ,‘_}o", 5 CDX| IC
T 7] 3
< P4 X
GBR32033 R 0.33 0.03 | @ [ ] [ ] 0.8 9.53
GBL32033 L 0.33 003 | @ 0.8 9.53
GBR32050 R 0.5 0.05 @ o [ ] 1.2 9.53
GBL32050 L 0.5 0.05 |@ 1.2 9.53
GBR32075 R 075 | 005 |@ o [} 2 9.53
GBL32075 L 0.75 0.05 @ [ ] 2 9.53
GBR32095 R 0.95 0.05 | @ [ ] [ ] 2 9.53
GBL32095 L 0.95 0.05 |@ [ ] 2 9.53
GBR32100 R 1 005 | @ () [} 2 9.53
GBL32100 L 1 005 | @ o 2 9.53
GBR32125 R 1.25 0.2 [ ] [ ] [ ] 2 9.53
GBL32125 L 1.25 02 |@ ([ 2 9.53
GBR32145 R 1.45 02 | @ o [} 2 9.53
GBL32145 L 1.45 02 |@ 2 9.53
GBR32150 R 1.5 0.2 [ ] [ ] [ ] 2 9.53
GBL32150 L 1.5 0.2 [ ] 2 9.53
GBR32200 R 2 02 | @ [ J [} 25 | 9.53
GBL32200 L 2 02 |@ 25 | 9.53
GBR32250 R 25 0.2 [ ) [ ] o 2.5 9.53
GBL32250 L 2.5 02 |@ 25 | 953
@ : Line up

Reference pages: Inserts — F156 - F158, Standard cutting conditions — F158
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GBR/L43

2-Re $P%

N
3|

4.76

T

Right hand (R) shown.

\O
Bl steel * *
M Stainless *
Cast iron * Pig
l Non-ferrous *
S  Superalloys DAe DA Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND|CW:0025| RE |2 § 5 CDX| IC
T 7] 3
< = X
GBR43125 R 1.25 02 | @ [ ] [ J 2 12.7
GBL43125 L 1.25 02 | @ 2 12.7
GBR43145 R 1.45 02 | @ ® ([ 2 12.7
GBL43145 L 1.45 02 | @ 2 12.7
GBR43150 R 1.50 02 | @ [ ] [ J 3.5 12.7
GBL43150 L 1.50 02 | @ [ J 35 | 127
GBR43175 R 1.75 02 | @ ® [ 35 | 127
GBL43175 L 1.75 02 | @ [ ] 3.5 12.7 87
GBR43185 R | 18 | 02 |@ ° O 35 | 127 S
GBL43185 L | 185 |02 |® ° 35 | 127 8
GBR43200 R 2 |02 |@ ° ° 35 | 127 10
GBL43200 L 2 02 | @ [ ] 3.5 12.7
GBR43230 R 2.3 02 @ () [ 35 | 127
GBL43230 L 2.3 02 @ [ J 35 | 127
GBR43250 R 2.5 03 | @ [} ([ ) 5 12.7
GBL43250 L 2.5 03 | @ 5 12.7
GBR43265 R 2.65 03 | @ o [ J 5 12.7
GBL43265 L 2.65 03 @ 5 12.7
GBR43280 R 2.8 03 | @ [ J [ 5 12.7
GBL43280 L 2.8 03 | @ 5 12.7
GBR43300 R 3 03 @ ([ [ 5 12.7
GBL43300 L 3 03 @ 5 12.7
GBR43330 R 3.3 03 | @ o [ 5 12.7
GBL43330 L 3.3 03 | @ 5 12.7
GBR43350 R 3.5 03 | @ [ ] o 5 12.7
GBL43350 L 3.5 03 @ 5 12.7
GBR43400 R 4 04 | @ () [ 5 12.7
GBL43400 L 4 04 | @ 5 12.7
GBR43430 R 4.3 04 | @ [ ] o 5 12.7
GBL43430 L 43 04 @ 5 12.7
GBR43450 R 45 04 | @ o [ ) 5 12.7
GBL43450 L 4.5 04 | @ 5 12.7
@ : Line up

Reference pages: Standard cutting conditions — F158
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GBR/L43-R (full radius)

4.76

CDX,, -
= r _
O
RE
Right hand (R) shown.
- Steel * ) ¢
M Stainless *
Cast iron * S
l Non-ferrous *
S Superalloys DA Y ¥ : First choice
H Hard materials Y : Second choice
Coated Cermet | Uncoated
Designation HAND CW:0025 RE |2 § 5 CDX| IC
i 7] 3
< p N4
GBR43050R R 1 05 | @ o [ ] 2 12.7
GBL43050R L 1 05 | @ [ ] 2 12.7
GBR43075R R 1.5 075 | @ [ ] [ ] 3.5 12.7
GBL43075R L 15 | 075 | @ [ 3.5 12.7
GBR43100R R 2 1@ [ J o 3.5 12.7
GBL43100R L 2 1 1@ [ ] 3.5 12.7
GBR43125R R 25 125 | @ [} [ ] 5 12.7
GBL43125R L 25 (125 | @ [ J 5 12.7
GBR43150R R 3 15 | @ [ J [ ] 5 12.7
GBL43150R L 3 15 | @ [ ] 5 12.7
GBR43200R R 4 [ ] [ J [ ] 5 12.7
GBL43200R L 4 [ ] [ 5 12.7
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade Cl:}:'{:\i’,xﬁfd f (n':ﬁie/?ev)
I E— 150 - 240HB NS9530 100 - 200 0.02 - 0.25
. S45C, SCM415, etc.
©45, 18CrMo4, etc. 150 - 240HB AH710 60 - 150 0.05-0.25
Stainless steels
M SUS$04, etc. < 240HB AH710 60 - 150 0.05-0.15
X5CrNi18-9, etc.
. Cast irons Tensile strength
FC250, etc. > AH710 60 - 150 0.05-0.15
250, etc. < 350 N/mm
. Non-ferrous metals = KSO5F 200 - 300 0.05-0.15
Aluminium, etc.

Reference pages: Toolholders — F156
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SNG / CNG

A/E-SNGR

Toolholders for internal grooving, with through coolant

Fig.1 DM

@ =n=
- @

e =T L
g’ Fig.2 DMIN 5
ﬁ@ - (5 ol
W g Jel KL:
H

£ CWN-CWX
LONONX | 1
:Q—L*—Hi LF - Right hand (R) shown.

Designation Material CDX DCONMS H B LF LH WF Insert  Torque* Fig.
A08H-SNGR06-D080 Steel 1.5 8 7 - 100 18 473 6GMR..., 6GR... 0.7 1
7
9

AO8H-SNGRO07-D100  Steel 1 2 10 15 8 - 100 23 58 7GMR..,7GR.. 1.0 1
A10K-SNGRO7-D120  Steel [N 15 10 = 125 29 6.8 7GMR..,7GR.. 1.0 1
A10K-SNGR08-D140  Steel 15 35 14 2 10 9 - 125 15 7.6 8GMR..8GR.. 1.0 2
A12M-SNGR08-D160  Steel |46 W86 e 2 12 11 115 150 18 86 8GMR..8GR.. 1.0 2
A16Q-SNGR09-D200  Steel 15 35 20 3 16 15 155 180 20 11.6  9GMR..,9GR.. 1.3 2
A20R-SNGR09-D240  Steel [IHBIGE 24 s 20 18 19 200 25 136 O9GMR..,9GR.. 1.3 2
E08X-SNGR07-D100  Carbide 1 2 10 1.5 8 7.5 - 1205 35 58 7GMR..,7GR.. 1.0 1
E10X-SNGRO7-D120  Carbide [INANIINZNHE 15 10 9 - 1435 45 6.8 7GMR..,7GR.. 1.0 1
E10X-SNGR08-D140  Carbide 1.5 35 14 2 10 9 - 146 - 7.6 8GMR..8GR.. 1.0 2
E12X-SNGR08-D160  Carbide |16 85 6 2 12 11 = 174.8 = 86 8GMR..,8GR.. 1.0 2
E16X-SNGR09-D200  Carbide = 1.5 35 20 3 16 15 - 194.6 - 116 9GMR..,9GR.. 15 2 5
Note: Use the right-hand insert (CJGR) with the right-hand holder (CINGR). %
*Torque: Recommended clamping torque (N-m) 8
G}
SPARE PARTS & ﬁ
Designation Clamping screw Wrench
A*-SNGRO06-D... CSTB-2L040 T-6F
A*-SNGRO07-D... CSTB-2.2S T-7F
A"*-SNGRO8-D... CSTB-2.2 T-7F
A*-SNGRO09-D... CSTB-2.5L080 T-8F
E**-SNGRO7-D... CSTB-2.2S T-7F
E**-SNGRO08-D... CSTB-2.2 T-7F
E**-SNGR09-D... CSTB-2.5L080 T-8F

Reference pages: Inserts — F161, F162, Standard cutting conditions — F163
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Internal

SNG / CNG

SNGR/L

Toolholders for internal grooving

Designation
SNGR/L08H06
SNGR/L08HO07
SNGR/L10K07
SNGR/L10K08
SNGR/L12M08
SNGR/L16Q09
SNGR/L20R09
SNGR/L08K06SC
SNGR/L08K07SC
SNGR/L10M07SC
SNGR/L10M08SC
SNGR/L12Q08SC
SNGR/L16R09SC

Note: Use the right-hand insert (CJGR) with the right-hand holder (CONGR), and use the left-hand insert (CJGL) with the left-hand holder (CINGL).

. 15° . E
Fig. 1 % %? Sy
O’ gi: CWN-CWX | 1 = Y
g Fig. 2 DMIN15 3
ﬁ 3
\ ‘-g'- L CWN-CWX LH LE % H
Material CDX DCONMS H LF LH
Steel 15 8 7 100 18
Steel 1 2 10 15 8 7 100 23
steel A2 15 10 9 125 29
Steel 15 3.5 14 2 10 9 125 15
Steel  [IHEEE e 2 12 11 150 18
Steel 15 3.5 20 3 16 15 180 20
stel [JHSEE A s 20 18 200 25
Carbide 1 2 8 15 8 7 125 28
Carbide A2 15 8 7 125 35
Carbide 1 2 12 15 10 9 150 45
Carbide [WASIINGE A 2 10 9 150 45
Carbide 1.5 3.5 16 2 12 1 180 -
Carbide [NHSIINEEIG0 s 16 15 200 -

*Torque: Recommended clamping torque (N-m)

SPARE PARTS

&

At

&

Bl
f

WF
4.7
5.8
6.8
7.6
8.6
11.6
13.6
4.7
5.8
6.8
7.6
8.6
11.6

Right hand (R) shown.

Insert Torque* Fig.
6GMR..., 6GR/L... 0.7 1
7GMR..., 7TGR/L... 1.0 1
7GMR..., 7GR/L... 1.0 1
8GMR..., 8GR/L... 1.0 2
8GMR..., 8GR/L... 1.0 2
9GMR..., 9GR/L... 1.3 2
9GMR..., 9GR/L... 1.3 2
6GMR..., 6GR/L... 0.7 1
7GMR..., 7TGR/L... 1.0 1
7GMR..., 7TGR/L... 1.0 1
8GMR..., 8GR/L... 1.0 2
8GMR..., 8GR/L... 1.0 2
9GMR..., 9GR/L... 1.5 2

Designation Clamping screw Wrench
SNGR/L***06 CSTB-2L040 T-6F
SNGR/L**07 CSTB-2.2S T-7F
SNGR/L**08 CSTB-2.2 T-7F
SNGR/L***09 CSTB-2.5L.080 T-8F
SNGR/L***06SC CSTB-2L040 T-6F
SNGR/L***07SC CSTB-2.2S T-7F
SNGR/L**08SC CSTB-2.2 T-7F
SNGR/L***09SC CSTB-2.5L.080 T-8F
CNGR/L
Toolholders for internal grooving
150 ¥ #
~ Clamp-on- DMIN -~ = | =
! g \\ p ‘ % @\
B &l el S N1/
— [ LCWN-CWX LI
LH
- LF -
Right hand (R) shown.
Designation CWN CWX DMIN CDX DCONMS H LF LH WF Insert  Torque*
CNGR/L25515 5 25 23 250 30 18.1 15GR/L... 7
CNGR/L32T15 2 5 5 32 30 300 35 22.1 15GR/L... 7
CNGR/L40U15  [IN2s g 5 40 38 350 45 26.1 15GRIL... 7

Note: Use the right-hand insert (LIGR) with the right-hand holder (LINGR),
and use the left-hand insert (CJGL) with the left-hand holder (CINGL).
*Torque: Recommended clamping torque (N-m)

T = T A

SPARE PARTS

Designation
CNGR...

CNGL...

Clamp set
CSpP22

Csp22

Screw
DTS5-3.5

DTS5-3.5

Shim Wrench
SGSR151 T-20F
SGSL151 T-20F

Optional parts for CNG holders
Use the following parts for screw clamp options.

=

Designation
CNGR/L...

Reference pages: Inserts — F161, F162, Standard cutting conditions — F163

F160 tungaloy.com
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Clamping screw

CSTB-3.5L

A

Wrench
T-15F




I INSERTS

*GMR/L
6GMR 8GMR
7GMR 9GMR
:
Single edge Double edge Right hand (R) shown.
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials < : Second choice
Coated
Yo}
Designation HAND CW:0.025 RE & CDX| BW | S IC |INSL| D1
T
<
6GMR100-015 R 1 0.15 | @ 15 556 | 2.34 | 4.76 6.4 2.3
7GMR200-020 R 2 02 | @ 15 5.56 | 3.08 | 5.56 7.4 2.6
8GMR150-020 R 1.5 02 | @ 2 6.15 | 3.87 | 5.56 10.2 2.6
9GMR200-020 R 2 02 | @ 3 7.74 | 466 | 6.35 13 2.9
9GMR300-020 R 3 02 | @ 3 7.74 | 466 | 6.35 | 13 2.9

@ : Lineup

Grooving

Reference pages: Toolholders — F159, F160, Standard cutting conditions — F163
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**GR/L

6GR/L BW 8GR/L BwW  RE
7GR/L RE CW| S 9GR/L o

CwW S
] 15GR/L e g

CDX
CDX

15

INSL Ref.
IC
o]
INSL Ref.
IC

Single edge Double edge Right hand () shown.
Bl steel * *
M Stainless *
Cast iron DA *
Non-ferrous *
Superalloys PAG % : First choice
H Hard materials ¥ : Second choice
Cermet Uncoated
o
Designation HANDICW=0.025 RE § °g CDX| BW | S IC |INSL| D1
-
2 £3
6GR100 R 1 02 | @ o0 1.5 5.6 2.34 | 476 6.4 2.3
6GL100 L 1 0.2 [ ] 1.5 5.6 2.34 | 476 6.4 2.3
6GR150 R 15 02 | @ [ N J 1.5 5.6 2.34 | 476 6.4 2.3
6GL150 L 1.5 0.2 [ I} 1.5 5.6 2.34 4.76 6.4 2.3
6GR200 R 2 02 | @ [ I} 15 5.6 2.34 | 476 6.4 2.3
6GL200 L 2 0.2 o0 1.5 5.6 2.34 | 476 6.4 2.3
7GR100 R 1 02 | @ [ BN ] 1.5 56 | 3.08 | 556 | 7.4 2.6
7GR150 R 1.5 02 | @ [ I} 1.5 5.6 3.08 5.56 7.4 2.6
7GR200 R 2 02 | @ [ I} 15 5.6 3.08 5.56 7.4 2.6
7GL200 L 2 0.2 o0 1.5 5.6 3.08 5.56 7.4 2.6
8GR150 R 1.5 02 | @ [ I J 2 6.2 3.87 5.56 10.2 2.6
8GR200 R 2 02 | @ [ I} 2 6.2 3.87 5.56 10.2 2.6
8GL200 L 0.2 [ ] 2 6.2 3.87 5.56 10.2 2.6
8GR250 R 2.5 02 | @ o0 2 6.2 3.87 5.56 10.2 2.6
8GL250 L 2.5 0.2 [ N J 2 6.2 3.87 5.56 10.2 2.6
8GR300 R 3 02 | @ [ N} 2 6.2 3.87 5.56 10.2 2.6
8GL300 L 0.2 [ I} 2 6.2 3.87 5.56 10.2 2.6
8GR350 R 3.5 0.2 [ I} 2 6.2 3.87 5.56 10.2 2.6
9GR150 R 1.5 02 | @ [ N J 2 7.7 4.66 6.35 13 2.9
9GL150 L 1.5 02 | @ [ ] 2 7.7 4.66 6.35 13 2.9
9GR200 R 2 02 | @ [ I} 3 7.7 4.66 6.35 13 2.9
9GL200 L 2 02 | @ o0 3 7.7 4.66 6.35 13 2.9
9GR250 R 2.5 02 | @ [ N J 3 7.7 4.66 6.35 13 2.9
9GL250 L 2.5 02 | @ [ ] 3 7.7 4.66 6.35 13 2.9
9GR300 R 3 02 | @ [ I} 3 7.7 4.66 6.35 13 2.9
9GL300 L 3 02 | @ [ BN J 3 7.7 4.66 6.35 13 2.9
9GR350 R 3.5 02 | @ [ N J 3 7.7 4.66 6.35 13 2.9
9GL350 L 3.5 02 | @ [ ] 3 7.7 4.66 6.35 13 2.9
15GR200 R 2 02 | @ [ N} 3 10.8 5.1 9.2 20.8 4.8
15GR250 R 2.5 02 | @ o0 3 10.8 5.1 9.2 20.8 4.8
15GR300 R 3 02 | @ [ BN ] 3 10.8 5.1 9.2 20.8 4.8
15GL300 L 0.2 [ ] 3 10.8 5.1 9.2 20.8 4.8
15GR350 R 3.5 02 | @ [ I} 3 10.8 5.1 9.2 20.8 4.8
15GR400 R 4 02 | @ [ BN J 4 10.8 5.1 9.2 20.8 4.8
15GR450 R 4.5 0.2 [ BN J 4 10.8 5.1 9.2 20.8 4.8
15GL450 L 4.5 0.2 [ ) 4 10.8 5.1 9.2 20.8 4.8
15GR500 R 5 0.2 [ N J 5 10.8 5.1 9.2 20.8 4.8
Note: Use the right-hand insert (LIGR) with the right-hand holder (LINGR), and use the left-hand insert (LJGL) with the left-hand holder (CINGL). @ : Line up

Reference pages: Toolholders — F159, F160

F162 tungaloy.com




Il STANDARD CUTTING CONDITIONS

Cutting speed Feed rate: f (mm/rev)
ISO Workpiece material Grade
Vc (m/min) *GMR... *GR/L...
AH7025 80 - 180 0.03-0.12 -
Carbon steel
S45C, C45, etc. NS9530 80 - 200 - 0.05-0.15
. UX30 40 - 150 - 0.05-0.15
AH7025 80 - 180 0.03-0.12 -
Alloy steel
SCM435, 34CrMod, etc. NS9530 80 - 200 - 0.05-0.15
UX30 40 - 150 - 0.05-0.15
. AH7025 50 -120 0.03-0.12 =
M Stainless steel
SUS304, X5CrNi18-9, etc. BEs o ) AER@0
" AH7025 50 - 220 0.03-0.12 =
Grey cast irons
. F250, GG25, 250, etc. TH10 60 - 200 - 0.05-0.15
" f AH7025 50 - 180 0.03-0.12 =
Ductile cast irons
FCDA400, etc. TH10 40 - 160 - 0.05 - 0.15
Titanium alloys AH7025 30-80 0.03-0.12 -
s Ti-BAI-4V, etc. TH10 20 - 50 - 0.05 - 0.08
AH7025 20 -40 0.03-0.12 -
Superalloys
Inconel718, etc. TH10 10- 30 - 0.03 - 0.08

Grooving

Tungaloy F163




CGXR/L

Internal grooving

LF

LH

DCONMS
ac

‘ - L.CWN-CWX ¢ !

Right hand (R) shown.

Designation  Material [e/[\IENe) @] Y[[' CDX DCONMS H B LF LH WF Insert  Torque*
CGXR/L0016 Steel 3 16 15 15.5 150 24 11.3 GIR/L52... 2.2

CGXR/L0020 Steel 1 3 24 3 20 18 19 180 30 133  GIR/L52... 2.2
CGXR/L0025 stel [AEE 53 25 23 24 200 38 18 GIR/L63... 5
CGXR/L0032 Steel 1 5 40 5.3 32 30 31 250 48 23 GIR/L63... 5
CGXR/L0040 steel  [AETEET 53 40 37 385 300 60 27 GIR/L63... 5
CGXR/L16SC Carbide 1 3 20 3 16 15 - 200 24 113  GIRL52.. 2.2

Note: Use right-hand holder (CGXR) with right-hand insart (GIR); and left-hand holder (L) with left-hand insart (GIL).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ ( )5

Designation Clamp set Wrenchi Wrench2
CGXR/L0016/20 CSW-0 - P-2.5T
CGXR/L0025/32/40 CSW-2 P-4 -
CGXR/L16SC CSW-0 = P=2I51TF

F164 tungaloy.com




Il INSERT
GIR/L

CDX
<1 INSL Ref.

<
|

Right hand (R) shown.

- Steel *
M Stainless Pig
Cast iron PAe *
l Non-ferrous *
S Superalloys Pig % : First choice
H Hard materials ¢ : Second choice
Cermet |Uncoated
Designation HAND|CW=0.05| RE g o CDX|INSL| BW | S
-
2 =
GIR5210-02 R 1 02 | @ [ J 1.5 15 3.5 4.4
GIL5210-02 L 1 02 |@ ® 15 15 | 35 | 4.4
GIR5215-02 R 1.5 02 | @ [ ] 2.3 15 3.5 4.4
GIL5215-02 L 15 | 02 |@ ® 23 | 15 | 35 | 44
GIR5220-02 R 2 02 |@ ® 3 15 | 35 | 44
GIL5220-02 L 2 02 |@ ® 3 15 | 35 | 4.4
GIR5225-02 R | 25 |02 |® ° 3 | 15 | 35 | 44 2
GIL5225-02 L | 25 | 02 ° 3 15 | 35 | 44 3
GIR5230-02 R 3 |02 |@ ° 3 | 15 | 35 | 44 o
GIL5230-02 L 3 0.2 ° 3 15 | 35 | 4.4 O
GIR6310-02 R 1 02 | @ [ ] 1.5 24 5.5 6.4
GIL6310-02 L 1 0.2 ° 15 | 24 | 55 | 64
GIR6315-02 R 15 | 02 |@ ® 23 | 24 | 55 | 64
GIL6315-02 L 15 | 02 |@ ® 23 | 24 | 55 | 64
GIR6320-02 R 2 02 | @ [ ] 24 5.5 6.4
GIL6320-02 L 2 02 |@ ® 3 24 | 55 | 64
GIR6325-02 R 25 | 02 |@ ° 38 | 24 | 55 | 64
GIL6325-02 L 25 | 02 |@ ® 38 | 24 | 55 | 64
GIR6330-02 R 3 02 | @ [ ] 4.5 24 5.5 6.4
GIL6330-02 L 3 02 |@ ® 45 | 24 | 55 | 64
GIR6335-02 R 35 | 02 |@ ® 53 | 24 | 55 | 64
GIL6335-02 L 3.5 02 | @ [ ] 5.3 24 5.5 6.4
GIR6340-02 R 4 02 |@ ® 53 | 24 | 55 | 64
GIL6340-02 L 4 02 |@ ® 53 | 24 | 55 | 64
GIR6345-02 R 45 | 02 |@ ° 53 | 24 | 55 | 64
GIL6345-02 L 45 | 02 ® 53 | 24 | 55 | 6.4
GIR6350-02 R 5 02 | @ [ ] 5.3 24 5.5 6.4
GIL6350-02 L 5 0.2 [ ) 5.3 24 5.5 6.4

Use right-hand toolholders (CGXR~) with right-hand inserts (GIR); and left-hand toolholders (GX-****LI) ®: Line up

with left-hand inserts (XGR).

I STANDARD CUTTING CONDITIONS

Cutting speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
W< 2mm W=2~4mm W >4 mm
. Carbon steels NS9530 80 - 150 0.05-0.1 0.08 - 0.15 0.08 - 0.2
. Cast irons, Light alloys TH10 60 - 150 0.05-0.1 0.08 - 0.15 0.08 - 0.2

Tungaloy F165




GX-R/LI

Internal grooving

Enlarged view é
| O
CW
Right hand (R) shown.
Designation CWN CwX DMIN CDX H B LF LH HF WF Insert Torque*
GX-2525R/LI 1 4.5 55 15-6 25 25 200 70 25 35 XGL/R63... 5

Use right-hand toolholders (GX-****RI) with left-hand inserts (XGL...); and left-hand toolholders (GX-****LI) with right-hand inserts (XGR...).

*Torque: Recommended clamping torque (N-m)

55
SPARE PARTS w

Designation Clamp set  Clamp screw Shim Shim screw Wrench
GX-2525RI CP81B RT-1 SL-2R BHM3-8 P-4
GX-2525LI CP8iB RT-1 SL-2L BHM3-8 P-4 Note: Max. groove width and max. groove depth will depend on the insert type.
XGR/L
8 20
2=
~| & |

2-RE Right hand (R) shown.
Bl steel * | %
M Stainless *
Cast iron S *
Non-ferrous *
S Superalloys DA % : First choice
H Hard materials < : Second choice
Cermet Uncoated
Designation HAND|CW=0.05| RE § o o CDX
& T R
=2 =2
XGR6310-02 R 1 02 (@ o0 1.5
XGL6310-02 L 1 02 (@ [ 2N ) 1.5
XGR6315-02 R 1.5 02 (@ [ N J 2.3
XGL6315-02 L 1.5 02 (@ o0 2.3
XGR6320-02 R 2 02 (@ [ N ) 3
XGL6320-02 L 2 02 (@ [ N ] 3
XGR6325-02 R 25 02 (@ [ N J 3.8
XGL6325-02 L 25 02 @ o0 3.8
XGR6330-02 R 3 02 | @ [ N J 4.5
XGL6330-02 L 3 02 (@ [ BN J 4.5
XGR6335-02 R 3.5 02 (@ o0 5.3
XGL6335-02 L 3.5 02 (@ o0 5.3
XGR6340-02 R 4 02 (@ o0 6
XGL6340-02 L 4 02 @ [ BN ] 6
XGR6345-02 R 4.5 02 (@ o0 6
XGL6345-02 L 4.5 02 (@ [ N J 6
Use right-hand toolholders (GX-****RI) with left-hand inserts (XGL...) @ : Line up
left-hand toolholders (GX-****LI) with right-hand inserts (XGR...).
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
1ISO Workpiece material Grade Ve (m/min) f (mm/rev)
W< 2mm W=2~4mm W >4 mm
NS9530 80 - 200 0.05-0.1 0.08 - 0.2 0.08 - 0.25
. Carbon steels
UX30 60 - 150 0.05-0.1 0.08 - 0.2 0.08 - 0.25
. Cast irons, Light alloys TH10 60 - 150 0.05-0.1 0.08-0.2 0.08 - 0.25
H Hardened steel BX360 50 - 180 0.05-0.15 0.05-0.15 0.05-0.15
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MY=T SERIES

CGWTR/L0040-FLL/R3NP

Internal grooving and turning toolholder

L P = o
[ [ e oD
0| \ / 8 = o I Y
¥ DMIN 4| / S ok
Max. 10 mm = s H
) cw 5 zZ
30| 1O Q
— - LF d &
Right hand (R) shown.
Designation cw DMIN CDX DCONMS LF H B Insert Shank Adapter Torque*
CGWTR/L0040-FLL/R3NP 80 10 40 180 37.5 37 FLEX30L/R CGWTR/L0040 FLL/R3NP 5

Please place an order with the designation of a set or a shank+a adapter
Note: Use right-hand shanks (CGWTR) with left-hand adapters (FLL3NP); and left-hand shanks (CGWTL) with right-hand adapters (FLR3NP).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & & (

Designation Clamping screw  Adapter screw Wrench
CGWTR/L0040-FLL/R3NP CHHM5-18 CSHB-6 P-4
B INSERT
FLEX(R/L) o
C
Recess >
3t :
AN o o

SRV,
™~ To distinguish the insert hands, the V-shape

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

Right hand (R) shown. a recess. (not of a right-hand insert)
- Steel * * *
M Stainless *
Cast iron S
Non-ferrous
Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
o
Designation HAND|cW:005 RE |10 B o BW
o & 2
2 z 5
FLEX30R R 3 0.4 [ ] 2.2
FLEX30L L 3 0.4 [ ] 2.2
FLEX40R R 4 0.4 o 3.1
FLEX40L L 4 0.4 [ ] 3.1
FLEX50R R 5 04 | @ [ J ([ J 4
FLEX50L L 5 04 | @ o ([ J 4
@ : Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting sgeed Feed: f (mm/rev)
Ve (m/min) Grooving Turning
T9225 80 - 300 0.05-0.25 0.1-0.3
. Carbon steels NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05 - 0.25 01-0.3
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ULTI

EASYMCEU

ETFR/L

Face grooving and turning toolholder

I

° DAXN
- LF - e
Ny

Right hand (R) shown.

[ S
HF
_H

Designation Ccw DAXN DAXX CDX H B LF HF WF Insert
ETFR/L2020-4T15-030035 15 20 20 125 20 20.5 E*4...
' ETFR/L2525-4T15-030035 4 30 35 15 25 25 150 25 255 E*4...
ETFR/L2020-4T22-035045 _ 22 20 20. 125 20 20.5 Eam
ETFR/L2525-4T22-035045 4 35 45 22 25 25 150 25 255 E*4...
 ETFRA2020-4T25-045055  [[ATs s 25 20 20 125 20 205 E*4...
"~ ETFR/L2525-4T25-045055 4 45 55 25 25 25 150 25 255 E*4...
ETFR/L2020-4T25-055075 _ 25 20 20 125 20 20.5 E*4...
ETFR/L2525-4T25-055075 4 55 75 25 25 25 150 25 255 E*4...
ETFR/L2020-4T25-075120  [Age a0 25 20 20. 125 20 20.5 E*4...
ETFR/L2525-4T25-075120 4 75 120 25 25 25 150 25 255 E*4...

- ETFR/L2525-4T25-120200  [IANHZ0 8000 25 25 25 150 25 255 E~4...
s ETFR/L2525-4T25-200500 4 200 500 25 25 25 150 25 255 E*4...
g ETFR/L2525-5T25-035045  [[N6Ngs gs . o5 25 25 150 25 255 ETX5...
ETFR/L2525-5T25-045055 5 45 55 25 25 25 150 25 255 ETX5...
ETFR/L2525-5T25-055075 _ 25 25 25 150 25 255 ETX5...
ETFR/L2525-5T32-075120 5 75 120 32 25 25 150 25 255 ETX5...
ETFR/L2525-5T32-120200 _ 32 25 25 150 25 25.5 ETX5...
ETFR/L2525-5T32-200500 5 200 500 32 25 25 150 25 255 ETX5...
ETFR/L2525-6T25-040055 _ 25 25 25 150 25 255 ETX6...
ETFR/L2525-6T25-055075 6 55 75 25 25 25 150 25 255 ETX6...
ETFR/2525-6732-075120  [INEN 200 32 25 25 150 25 255 ETX6...
ETFR/L2525-6T32-120200 6 120 200 32 25 25 150 25 255 ETX6...
ETFR/L2525-6T32-200500 _ 32 25 25 150 25 255 ETX6...

Wrench (ECW...) is not included. Please order it separately.

ETFR-CHP

Face grooving and turning toolholder, with high pressure coolant capability

& Jd&
lmama——n bt ) )
- LI.“ DX o :!ﬁ'v' A
g = m
— v Y DAXN
= A - :
=3
- |
G1/8"-6.5 Right hand (R) shown.
Designation CwW DAXN DAXX CDX H B LF HF WF Insert
ETFR2525-4T15-030035-CHP 15 25 25 150 25 255 Bl
ETFR2525-4T22-035045-CHP 4 35 45 22 25 25 150 25 255 E*4...
ETFR2525-4725-045055-CHP  [INANGE G625 25 25 150 25 255 E**4...
ETFR2525-4T25-055075-CHP 4 55 75 25 25 25 150 25 255 E**4...
ETFR2525-4T25-075120-CHP _ 25 25 25 150 25 255 E*4...
ETFR2525-4T25-120200-CHP 4 120 200 25 25 25 150 25 25.5 E*4...

ETFR2525-4T25-200500-CHP  [INATg60 600 1 25 25 25 150 25 255 E"4...

Wrench (ECW...) is not included. Please order it separately.

7
SPARE PARTS &
ETFR/L... ECW-456EF

Reference pages: Inserts — F170, F171, Standard cutting conditions — F171
Parts for coolant hose — F266
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EFPR/L

Face grooving blade

WE_ j w
- - R S DAXN % 2
— CW=, ‘;F h‘/ N 37 < DAXX
P—— l ‘ j o |
" CDX
- LF -
i o Right hand (R) shown.
Designation Ccw DAXN DAXX WF LF Min. CDX Max. CDX Insert
EFPR/L-4-030035 13.6 125 18 50 E*4...
EFPR-4-035045 4 35 45 13.6 125 18 50 E*4...
EFPR-4-045055 _ 13.6 125 18 50 Eam
EFPR-4-055075 4 55 75 13.6 125 18 50 E*4...
EFPR-4-075120 475 120 13.6 140 18 65 E*4...
EFPR-4-120200 4 120 200 13.6 140 18 65 E*4...
EFPR-4-200500 _ 13.6 140 18 65 EL,
EFPR-5-035045 5 35 45 13.6 125 19 50 ETX5...
EFPR-5-045055 5 4 55 13.6 125 19 50 ETX5...
EFPR-5-055075 5 55 75 13.6 125 19 50 ETXS...
EFPR-5-075120 _ 13.6 140 19 65 ETXS...
EFPR-5-120200 5 120 200 13.6 140 19 65 ETX5...
EFPR-5-200500  [INEIE00 I e00 | 136 140 19 65 ETXS... o
EFPR-6-045055 6 45 55 13.6 125 20 50 ETX®... 3
EFPR-6-055075 e 8 75 13.6 125 20 50 ETX6... o
EFPR-6-075120 6 75 120 13.6 140 20 65 ETX6... O
EFPR-6-120200 6 120 200 13.6 140 20 65 ETX®...
EFPR/L-6-200500 6 200 500 13.6 140 20 65 ETX®...

Wrench (ECW...) is not included. Please order it separately.

y
SPARE PARTS

Designation Wrench (Optional)
EFPR/L... ECW-4561

CTBU-CHP for EFPR/L

Tool block for EFP blades with high pressure coolant capability

e @
[51) brol1 Llaxd]
- | - L s
r PR i
T N T
_B_|T ”_
oAW~—>@ L 5/16"-24UNF—

Designation cwW DAXN H B HFASSY HBH OAW OAL Blade
CTBU25-030-4-CHP 25 23 25 8 49 110 EFPR/L-4-030035
CTBU25-035-4/5-CHP 4,5 35 25 23 25 8 49 110 EFPR-4/5-035045
CTBU25-045-4/5-CHP  [INABIIaEE 25 23 25 8 49 110 EFPR-4/5-045055
CTBU25-055-4/5-CHP 4,5 55 25 23 25 8 47 110 EFPR-4/5-055075
CTBU25-075-4/5-CHP _ 25 23 25 8 45 110 EFPR-4/5-075120
CTBU25-120-4/5-CHP 4,5 120 25 23 25 8 44 110 EFPR-4/5-120200
CTBU25-200-4/5-CHP  [INAE500 1 25 23 25 8 415 110 EFPR-4/5-200500
CTBU25-045-6-CHP 6 45 25 23 25 8 51 110 EFPR-6-045055
CTBU25-055-6-CHP _ 25 23 25 8 49 110 EFPR-6-055075
CTBU25-075-6-CHP 6 75 25 23 25 8 47 110 EFPR-6-075120
CTBU25-120-6-CHP e s 23 25 8 46 110 EFPR-6-120200
CTBU25-200-6-CHP 6 200 25 23 25 8 435 110 EFPR/L-6-200500
SPARE PARTS ﬁ @ (

Designation Clamp Clamping screw Wrench . N
TS o1 VT s Reference pages: Inserts — F170, F171

Standard cutting conditions — F171
Parts for coolant hose — F266

Tungaloy F169




Il CHIPBREAKER GUIDE

ETX type Multi-functional insert M Standard feed B Standard feed and
Grooving and turning suitable __ depth of cut for turning
for light to medium cutting 2 = 4
\ Well-balanced sharpness and g 0.3 CE s
strength % 02l I ,,,,,,, 2E 5 @
_ 5 oo [T S
CW=4-6mm § 04 I ______________ ] 2%, =5
0 0
4 5 6 01 02 03 04
j Y j v Groove width: CW (mm) Feed: f (mm/rev)
EGM type 1st choice for parting W Standard feed
* High strength ’@‘ 04
Well-designed edge E 0.3
CW =4 mm = 02 I
o
(0]
S ot
0 4
j /) Groove width: CW (mm)
i
Il INSERTS
ETX
oW, _NRE
- Steel D ¢
M Stainless *
Cast iron DA
Non-ferrous
Superalloys % : First choice
H Hard materials 5% : Second choice
Coated
Designation cw=005) RE |& INSL
T
<
ETX4-040 4 04 | @ 8
ETX5-040 5 04 | @ 10
ETX6-040 6 04 | @ 12
@ : Line up

Reference pages: Toolholders — F168, F169

F170 tungaloy.com




EGM

cwW ™ RE

- Steel D ¢
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials 5% : Second choice
Coated
Designation cw=005) RE |& INSL
~
I
<
EGM4-030 4 03 |@ 8
@ : Line up

Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Low carbon steel
S45C, etc.
S15C, etc.

Carbon steel, Alloy steel
S55C, etc.
SCM440, etc.

Prehardened steel
NAKS8QO, etc.
PX5, etc.

Stainless steels
SUS303, etc.
SUS316, etc.

Hardness Grade
- 300 HB AH725
- 300 HB AH725
- 300 HB AH725
- 300 HB AH725
- 300 HB AH725
- 300 HB AH725

- AH725
- AH725

Il Procedure to clamp and unclanp insert

0 Put the insert in the

Unclamp pocket

Turn the wrench
Push the insert into the
pocket to clamp

Chipbreaker Cl'llt:i(nn?/mﬁ;ed g
ETX 80 - 180 8
EGM 80 -180 o
ETX 80 - 180
EGM 80 -180
ETX 80 - 180
EGM 80 - 180
ETX 50 - 120
EGM 50 - 120

@ Unclamp D @

Reference pages: Toolholders — F168, F169

Tungaloy F171




TUNGCUT

CTFR/L
Face grooving and turning toolholder

S : )
e © ay > 2
oo 0] £} 550 = a2 |
——
= o |
| CbX - cox O]
~LH | ™ DAXMIN
[ ] | DAXX
J 3 &
Right hand (R) shown.

Designation (o1 /A9 (" | [\ ):9. ¢ QN Seat size CDX H B LF LH HF WF®  Torque*
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 2545 5

CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 255 5
CTFR/2525-3T10-034050 NGNS 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-064100 _ 3 15 25 25 150 38 25 255 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042  [ANog s e 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-042070 _ 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-112200 [ 000 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-070110 _ 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-140200  [NEIH40 200 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100 _ 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400 [ 68 400 " 6 25 25 25 150 49 25 25.6 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
Max. groove depth will be 15 mm with DTF insert.
Use the right-hand insert for the right-hand holder with DTF insert.
(1) WF is calculated with the groove width (CW) in the above table.
Torque*: Recommended clamping torque (N-m)
SPARE PARTS & { Groove widh oS0 0S
Designation Clamping screw Wrench DAMIN
CTFR/L2525-3T - 4T... CMBX1X25-A P-5 DGM/DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CM8X1.25X25-A P-6 DGM/DGS / SGN / DGL 4 37
DGM / DGS / SGN / DGL 5 60
INSERT DGM / DGS / DGL 6 57
Designation Seat size Insert DTE/DGG/DTM 3 62
CTFR/L2525-3T10-024035 3 DTF, DTX DE/ e/ it < E
CTFR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM S o4
DTE/DGG / DTM 6 61
CTFR/L2525-3T10-034050 B DTF, DTX TR 3 a4
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM DTR 4 30
CTFR/L2525-3T15-064100 3 (DU DD-I—'IZ(F‘LDSTCENI,DEC;SI’_,DST’\:A DEE; '312 2 :z
CTFR/L2525-4T10-022036 4 DTF, DTX oTx s 2
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR ¢ h -
CTFR/L2525-4T20-034050 4 ED;: Z%T);é'Z%TEMEEEL'Z{GzN ED)Z: giﬁ Z 22
CTFR/L2525-4T20-042070 4 e s e o 3 55
DTF, DTX, DTE, DGG, DGM, DGS, DTF 4 20

CTFR/L2525-4T20-062120 4 DTR, SGN, DTM, DGL

DTF, DTX, DTE, DGG, DGM, DGS,
DTR, SGN, DTM, DGL
DTX, DTE, DGG, DGM, DGS, DTR,
DTM, DGL, SGN
DTX, DTE, DGG, DGM, DGS, DTR,
DTM, DGL, SGN

CTFR/L2525-4T20-112200 4

CTFR/L2525-5T25-... 5

CTFR/L2525-6T25-... 6

Reference pages: Inserts — F183 - F197, Standard cutting conditions — F198
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CTFVR/L

Face grooving and turning perpendicular toolholder

I

-
-} LH [ DAXMIN
E DAXX 4 | =]

ﬂ - CDX ‘ -Ei’

|

“«» i

m_.
Q

f
@

CDX
||

o
<B,]
DAXX

Right hand (R) shown.

Designation cw DIV BV O @ Seat size CDX H B LF LH HF  Torque*
CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5

CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-034050  [INGGa g 3 10 25 25 150 18 25 5
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
CTFVR/L2525-3T15-054085 _ 3 15 25 25 150 18 25 5
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-032050  [IANGa isg 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 185 25 8.5
CTFVR/L2525-4T15-052085 _ 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110  [IEIg0 o 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12 o
CTFVR/L2525-5T20-140200 _ 5 20 25 25 150 22 25 12 §
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12 8
CTFVR/L2525-6T20-073150  [6 g s0 6 20 25 25 150 22 25 12 3
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

Torque*: Recommended clamping torque (N-m)

@ ( Groove width _Face grcl)olvingl
SPARE PARTS Insert cw Min. machining dia.
Designation Clamping screw Wrench DAXMIN
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM / DGS / SGN / DGL 3 92
CTFVR/L2525-4T... CMBX1X25-A P-5 DGM/DGS /SGN / DGL 4 87
CTFVR/L2525-5T..., 6T... CM8X1.25X25-A P-6 DEINI// DIES/ SEN / RiEL 2 &Y
DGM / DGS / DGL 6 57
INSERT DTE/DGG /DTM 3 62
— ’ DTE / DGG / DTM 4 42
Designation Seat size Insert
DTE / DGG / DTM 5 64
CTFVR/L2525-3T10-024035 3 DTF, DTX DTE / DGG / DTM 6 o
CTFVR/L2525-3T10-029040 3 DTF, DTX o= . 44
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTR 4 a0
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX 3 22
DTF, DTX, DTE, DGG, DGM, D! DTX 4 20
CTFVR/L2525-4T15-032050 4 e DTM,SSL, o, DGS: o . 2
DTF, DTX, DTE, DGG, DGM, D
CTFVR/L2525-4T15-042060 4 DTF’ DDTT’DST ihbgi'\hb[z%ﬁ Dz: ';?F( g 22
CTFVR/L2525-4T15-052085 4 " DTR, SGN, DTM. DOL. DTF 4 20
DTX, DTE, DGG, DGM, DGS, DTR
CTFVR/L2525-5T20-... 5 0 D'T,\i%elf‘ SéNGS' :
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-6T20-... 6 DTM. DGL

Reference pages: Inserts — F183 - F197, Standard cutting conditions — F198
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TUNGCUT

CTEFR/L
External face grooving and turning toolholder

£ < Y55

A LF ' 2 2
E;ﬂ _{.4e]/ -

CW

DAXMIN
WF

HF
‘<—>‘
<ﬂ>

Right hand (R) shown.

Designation Seatsize  CDX H B LF LH HF WF®  Torque*
CTEFR/L2020-4T04 2,3,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,3,4 4.8 25 25 150 33 25 25.5 8.5
CTEFR/2020-6T04 [E 56 438 20 20 125 37 20 20.6 8.5
CTEFR/L2525-6T04 6 5,6 4.8 25 25 150 37 25 25.6 8.5

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L2525-4T04 CM6X1X25-A RE5)
CTEFR/L2020-6T04 CM6X1X20-A P-5
CTEFR/L2525-6T04 CM6X1X25-A P-5

Groove width Face grooving Groove width Face grooving
Insert Min. machining dia. Insert Min. machining dia.
cw DAXMIN cw DAXMIN
DGM /DGS / SGN / DGL 2 295 DTR & 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM /DGS / SGN / DGL 5 60 DTR 6 48
DGM /DGS / DGL 6 57 DTX 3 22
DTX/DTM/DTR 2 295 DTX 4 20
DTE/DGG/DTM 3 62 DTX 5] 20
DTE/DGG/DTM 4 42 DTX 6 23
DTE/DGG/DTM 5 64 DTF 3 20
DTE/DGG/DTM 6 61 DTF 4 20

Reference pages: Inserts — F183 - F197, Standard cutting conditions — F198
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CAEFR/L-CHP

Face and external grooving adapter, with high pressure coolant capability

i
3 IIE

: - :m:ng
Right hand (R) shown.

(]

Designation Ccw Seat size DX H B LF WF (1)
CAEFR/L-4T04-CHP 23,4 4.8 33 7.2 41.5 7.7
CAEFR/L-6T04-CHP 6 5,6 4.8 33 7.2 46.3 7.8

(1) "WF" value is calculated with groove width "CW" shown in the table.

CAFR/L-CHP

Face grooving and turning adapter, with high pressure coolant capability

%151

eI

DAXMIN / o
DAXX £
| . g
B o
- Right hand (R) shown. O
Designation cw DAXMIN DAXX Seat size CDX H B LF WF )
CAFR/L-3T12-040055-CHP 3 12 33 10.2 43 7.5
CAFR/L-3T12-055075-CHP 3 55 75 3 12 33 10.2 43 7.5
CAFR/L-3T12-075100-CHP _ 3 12 33 10.2 43 7.5
CAFR/L-3T12-100140-CHP B 100 140 3 12 33 10.2 43 7.5
CAFR/L-3T12-140200-CHP  [IG 4 o001 3 12 33 10.2 43 7.5
CAFR/L-4T16-050070-CHP 4 50 70 4 16 33 10.2 43 8
CAFR/L-4T16-070100-CHP _ 4 16 33 10.2 43 8
CAFR/L-4T16-100150-CHP 4 100 150 4 16 33 10.2 43 8
CAFR/L-4T16-150250-CHP  [IINAT 50 o501 4 16 33 10.2 43 8
CAFR/L-5T20-055080-CHP 5 55 80 5 20 33 10.2 47 8.5
CAFR/L-5T20-080120-CHP  [IINEI g0 a0 5 20 33 10.2 47 8.5
CAFR/L-5T20-120180-CHP 5 120 180 5 20 33 10.2 47 8.5
CAFR/L-5T20-180300-CHP |G g0 g00 5 20 33 10.2 47 8.5
CAFR/L-5T20-300000-CHP 5 300 = 5 20 33 10.2 47 8.5
CAFR/L-6T25-060090-CHP _ 6 25 33 10.2 52 9
CAFR/L-6T25-090150-CHP 6 90 150 6 25 33 10.2 52 9
CAFR/L-6T25-150250-CHP |G 50 o501 6 25 33 10.2 52 9
CAFR/L-6T25-250400-CHP 6 250 400 6 25 33 10.2 52 9

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

(1) WF is calculated with the groove width (CW) in the above table.

Face grooving Face grooving

Insert Groove width Min. machining dia. Insert Groove width Min. machining dia,
cw DAXMIN cw DAXMIN
DGM /DGS / SGN / DGL 2 295 DTR 3 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM /DGS / SGN / DGL 5 60 DTR 6 48
DGM /DGS / DGL 6 57 DTX 3 22
DTX/DTM/DTR 2 295 DTX 4 20
DTE/DGG /DTM 3 62 DTX 5 20
DTE/DGG /DTM 4 42 DTX 6 23
DTE/DGG/DTM 5 64 DTF 3 20
DTE/DGG/DTM 6 61 DTF 4 20

Reference pages: Inserts — F183 - F197, Shanks and toolholders — F176 - F178
Standard cutting conditions — F198, Technical Reference — L053
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TUNGCUT |
CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

(LFASSY™)

‘ (LPOS) @
— =
| :
- =
o2 OAL
- Y
B o
Right hand (R)
with left-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CA*FL/R**-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CA*FL/R**-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

. (LFASSY™) @

el
A 4
- —
(.
. 2
TS Right hand (R)
= with left-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque*
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 CA*FL/R**-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 CA*FL/R**-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/81SO1179
CHSR/L**-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N -
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Combination of adapter and shank

External grooving adapter Face grooving adapter External and face grooving adapter
CAER**-CHP, -MD CAEL**-CHP, -MD CAFR**-CHP CAFL**-CHP CAEFR**-CHP CAEFL**-CHP
CHSR**-CHP (-MC) [ ] [ ] [ J
CHSL**-CHP (-MC) [ J ([ ([

@ : Corresponding

Reference pages: Inserts — F183 - F197, Adapters — F175, Standard cutting conditions — F198
Parts for coolant hose — F266, Technical Reference — L053
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CHFVR/L-CHP

Tube connection

Shank for perpendicularly-mounted adapter, with high pressure coolant capability

Designation
CHFVR/L2020-CHP
CHFVR/L2525-CHP

G128 | B[ a0

G 1/8"-28

o)

& -l @ FHBKw
= ﬂ LPOS
= (LFASSY*)

@

Right hand (R)
with right-hand adapter shown.

H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
20 20 140 28 135.1 0.5 5 20 10 CA*FR/L**-CHP 6.5
25 25 140 28 135.1 0.5 0 25 5 CA*FR/L**-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS

& A & d

Wrench 2

Designation
CHFVR/L...

Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3
SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT

Recommended clamping torque (N-m)

Clamping screw

SR M5-04451

SR M6X12DIN6912

SR M6X20-XT

Torque (N-m)
2.5
6.5
6.5

Combination of adapter and shank

HWS5.0 OR 5X1N PLUGG1/8ISO1179

Grooving

External and face grooving adapter

CHFVR*-CHP
CHFVL*-CHP

External grooving adapter Face grooving adapter
CAER**-CHP, -MD CAEL**-CHP, -MD CAFR**-CHP CAFL**-CHP
([ ] [ ]
[ ] ([ ]

CAEFR**-CHP

CAEFL**-CHP
[ ]

@ : Corresponding

Reference pages: Inserts — F183 - F197, Adapters — F175, Standard cutting conditions — F198

Parts for coolant hose — F266, Technical Reference — L053
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TUNGCUT _ .
C*CHSN-CHP

Toolholder with TungCap connection, for adapter, with high pressure coolant capability

LFASSY**
(LFASSY™)  (pos) @
0 M2
© s =
[9) il - (@)
(ﬂ) % 81 A 8
| U | = Oy
a B %, — @
LPR > Left-hand (L) adapter shown.
Designation DCONMS LPR LPOS WPOS Adapter (Option) Torque*
C3CHSN19045-CHP 32 45 17.5 18.5 CA*FR/L*-CHP 6.5
C4CHSN21047-CHP 40 46.5 21.5 21 CA*FR/L**-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 CA*FR/L*-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 CA*FR/L**-CHP 6.5

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,
with high pressure coolant capability

| ) @
- o af (| @ 0
‘e 2| b =
JETe o 4 | & Z
= | = T A o
x S pRREUE
£ ; Q)
<LPOS_
T(LFASSY*)
= Right-hand (R) adapter shown.
Designation DCONMS LPOS wB WPOS Adapter (Option) Torque*
C3CHFVN26040-CHP 32 40 26 1.5 CA*FR/L**-CHP 6.5
C4CHFVN26046-CHP 40 46 26 1.5 CA*FR/L**-CHP 6.5
C5CHFVN26046-CHP 50 46 26 1.5 CA*FR/L**-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 CA*FR/L**-CHP 6.5

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /<§ \\\\® § ( o

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 2:5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Reference pages: Inserts — F183 - F197, Adapters — F175, Standard cutting conditions — F198
Technical Reference — L053
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CAFR/L

Face grooving and turning adapter

a LF w j
SO = 4
[
il Vil=5
O
Right hand (R) shown.
Designation cw DAXMIN DAXX Seat size CDX H B LF WF® Torque*
CAFR/L-3T12-040055 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-055075 3 55 75 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-075100  [INGNINZE 60 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-100140 3 100 140 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-140200 _ 3 12 32.7 10 45 10.4 5
CAFR/L-4T16-050070 4 50 70 4 16 327 10 45 10.5 5
CAFR/L-4T16-070100  [INANIZ0 60 4 16 32.7 10 45 10.5 5
CAFR/L-4T16-100150 4 100 150 4 16 32.7 10 45 10.5 5
CAFR/L-4T16-150250 _ 4 16 32.7 10 45 10.5 5
CAFR/L-5T20-055080 5 55 80 5 20 327 10 49 10.5 5
CAFR/L-5T20-080120  [ININEg0 20 5 20 32.7 10 49 10.5 5
CAFR/L-5T20-120180 5 120 180 5 20 32.7 10 49 10.5 5 o
CAFR/L-5T20-180300 _ 5 20 32.7 10 49 10.5 5 §
CAFR/L-5T20-300000 5 300 o 5 20 327 10 49 10.5 5 8
CAFR/L-6T25-060090 |16 60 a0 6 25 32.7 10 55 10.5 5 3
CAFR/L-6T25-090150 6 90 150 6 25 32.7 10 55 10.5 5
CAFR/L-6T25-150250 _ 6 25 32.7 10 55 10.5 5
CAFR/L-6T25-250400 6 250 400 6 25 327 10 55 10.5 5
When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.
Use the right-hand insert for the right-hand holder with DTF insert.
Not compatible with TungModularSystem
(1) WF is calculated with the groove width (CW) in the above table.
Torque*: Recommended clamping torque (N-m)
. Face grooving
SPARE PARTS (SB ( Insert Groove width Min. machining dia
Designation Clamping screw Wrench CW DAXMIN
CAFRI/L... BHM6-20-A P-4 DGM /DGS / SGN / DGL 3 92
DGM / DGS / SGN / DGL 4 37
DGM/ DGS / SGN / DGL 5 60
DGM / DGS / DGL 6 57
DTE / DGG / DTM 3 62
DTE/DGG / DTM 4 42
DTE / DGG / DTM 5 64
DTE / DGG / DTM 6 61
DTR 3 44
DTR 4 32
DTR 5 48
DTR 6 48
DTX 3 22
DTX 4 20
DTX 5 20
DTX 6 23
DTF 3 20
DTF 4 20

Reference pages: Inserts — F183 - F197, Shanks and toolholders — F180, F181
Standard cutting conditions — F198
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TUNGCUT

CHSR/L
Shank for adapter

8
.o
. % =y | OAL
9]
E : A ! lo\ﬂ m¢
= 0 (LFASSY*)
= [T = . (POS
1 | 1 21 Cog, T
==y L Right hand (R)
LL_,\_H/]>‘ HBH with left-hand adapter shown.
Designation H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAFL/R...
CHSR/L3232 32 32 153 125 - 22 32 - CAFL/R...
WFASSY* : Shank (WPOS) + adapter (WF)
LFASSY** : Shank (LPOS) + adapter (LF)
Depend on the adapter type, the value of LFASSY or WFASSY may change.
Not compatible with TungModularSystem
CHFVR/L
Shank for adapter, perpendicularly mounted
- | OAL
at & | HBKW -
2 (
% v [ LPOS —~
- (LFASSY™)
LH
g 7
Tl E
s 5 Right hand (R)
= HBH with right-hand adapter shown.
Designation H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAFR/L...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAFR/L...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAFR/L...

WFASSY* : Shank (WPOS) + adapter (LF)
LFASSY** : Shank (LPOS) + adapter (WF)
Depend on the adapter type, the value of LFASSY or WFASSY may change.
Not compatible with TungModularSystem

SPARE PARTS & (

Designation Clamping screw Wrench
CH*R/L... CSHB-6-A P-4

Combination of adapter and shank

External grooving adapter Face grooving adapter
CAER... CAEL... CAFR...
CHSR... [ ] [ )
CHSL... [ ([ J
CHFVR... o ([ J
CHFVL... [ ] [ ]

@ : Corresponding

Reference pages: Inserts — F183 - F197, Adapters — F179, Standard cutting conditions — F198
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C-CHSR/L
Toolholder with TungCap connection for adapter

g ®
S LUEE M=
o ] 8
% y 1::‘ Ol @ = 2 @
S | L LPR /|| (LPOS)
- (LFASSY*) ] Right hand (R)
with left-hand adapter shown.
Designation DCONMS LPR LPOS L2 WPOS Adapter (Option)
C3CHSR/L22050N 32 50 221 35 11.5 CAFL/R...
C4CHSR/L27050N 40 50 221 36 16.5 CAFL/R...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAFL/R...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAFL/R...

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change. If needed, the coolant direction can be adjusted by the nozzle.
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

C-CHFVR/L
Toolholder with TungCap connection for adapter, perpendicularly mounted

] @ @ o
= c
0 © m— Zl S
1 m ) Q
@o| =2 A° f 0 a o
< \ O
£, [[[.Lpos
‘ LFASSY** Right hand (R)
with right-hand adapter shown.
Designation DCONMS LPOS L2 wB WPOS Adapter (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAFR/L...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAFR/L...
C5CHFVR/L35060N 50 49.5 36 35 71 CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 171 CAFR/L...

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change. If needed, the coolant direction can be adjusted by the nozzle.
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS ﬁ & (

Designation Coolant parts Clamping screw Wrench
C3CH**R/L... SATZ-M8X1-M3 CSHB-6-A P-4
C4CH**R/L... SATZ-M8X1-M3 CSHB-6-A P-4
C5CH**RI/L... SATZ-M10X1-M5 CSHB-6-A P-4
C6CH*RI/L... SATZ-M10X1-M5 CSHB-6-A P-4

Combination of adapter and toolholder

External grooving adapter Face grooving adapter
Toolholder -
CAER... CAEL...
C*CHSR... o [ ]
C*CHSL... o ([ J
C*CHFVR... [ ] [ ]
C*CHFVL... [ ] o

@ : Corresponding

Reference pages: Inserts — F183 - F197, Adapters — F179, Standard cutting conditions — F198
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TUNGCUT

CTIFR/L

External/Internal face grooving and turning toolholder

Designation
CTIFR/L25-4T05-D270
CTIFR/L32-4T05-D340
CTIFR/L25-5T05-D270
CTIFR/L32-5T05-D340

4
6

Use the right-hand insert for the right-hand holder with DTF insert.
(1) WF is calculated with the groove width CW in the above table.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS
Designation
CTIFR/L25-4T05-D270

CTIFR/L32-4T05-D340
CTIFR/L25-5T05-D270
CTIFR/L32-5T05-D340

&

Clamping screw

CMBX1X16-A
CM6X1X20-A
CMBX1X16-A
CM6X1X20-A

Min. machining dia.: DMIN

4 - CDX z
! 'r . ’T/I::::::::::::::::::::: g
r ET LF . o |8 2 2
DMIN _ © 5 ] <2
| v L5 g (= v
N % =3 i
¥ Seal cap
Seat size CDX DCONMS LF HF WF )
2,3,4 515 25 200 1.5 13.3
2,3,4 5.5 32 250 15 16.8
5,6 5.5 25 200 1.5 13.3
5,6 5.5 32 250 15 16.8
Wrench Seal cap
P-5 CA-25
P-5 CA-32
P-5 CA-25
P-5 CA-32

DCONMS = 25 mm DCONMS = 32 mm

Seat size
2 299
3 26.3
4 26.8
5 26.3
6 26.8

Insert

299
33.3
33.8
33.3
33.8

Groove width
cw

Face grooving
Min. machining dia,|

DAXMIN

DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / DGL
DTX/DTM/DTR
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM

OO s WN O OB WON

295
92
37
60
57

295
62
42
64
61

Insert

Groove width
cw

i

4

by}
s

Right hand (R) shown.

Torque*
5

5
5
5

Face grooving
Min. machining dia.

DAXMIN

DTR
DTR
DTR
DTR
DTX
DTX
DTX
DTX
DTF
DTF

Reference pages: Inserts — F183 - F197, Standard cutting conditions — F198
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44
32
48
48
22
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20
23
20
20




Il CHIPBREAKER GUIDE

Face grooving and turning

DTF type (2 corners)

F187

1st choice
for face grooving

Unique chipbreaker
makes chips shorter
CW=3-4mm

[l Standard feed and DoC (for turning)
5

ap (mm)
B CERANES

Depth of cut

o

01 0.2 0.3 04 05 0.6
Feed: f (mm/rev)

Groove width: CW (mm)
H3 m4

Id

Il Standard feed
0.4

0
4
Groove width: CW (mm)

Feed: f (mm/rev)
o © ©
— N W
w e 1

DTX type

Multi-functional type

LR e
[l Standard feed and DoC (for turning) U%'i JE#E}/}/
=5

N2 E3 W4 m5 m6 m8

(2 corners) E
Well balanced sharpness E
P a 4 N H Standard feed
and strength e
Multi-functional insert 3, < o
CW=2-6mm _g 1L == g 0.3 |- - I
§ il £ o2} o .
0"""51 02 03 04 %
Feed: f (mm/rev) § 0.1 I """ B
Groove width: CW (mm) S oo > 3 4 5 6
Fi187 N2 W3 W4 W5 W6 W8 Groove width: CW (mm)
DTM type General purpose [l Standard feed and DoC (for turning) UHF«HL‘WJ j
(2 corners) 1st choice for grooving and turning ’g 5 ¢ 1 4
. . : . £ 4
Suitable for Illght to me.d|um cu'ttllng g \ B Standard feed
Excellent chip control in machining = 3 \ |
steel, alloy steel, stainless steel, -.g 2 i ] = 04
[
and heat-resistant alloy £ 1 = 03| g
CW=2-6mm = Eoz2l— B
01 02 03 04 05 06
Feed: f (mm/rev) 'g' 0.1 I - . .
(0]
Groove width: CW (mm) L)
2 3 4 5 6

Groove width: CW (mm)

F188, F189

H3 M4 m5 w6 W8

F188
DTE type General purpose Il Standard feed and DoC (for turning) «HL*W j
(2 corners) £° — j/ /
Unique chipbreaker makes % 4 E
,Aas. chips shorter 3 L H Standard feed
3
Molded and ground insert 2o < 04
available £ 1 % K] e . b
f CW=265-6mm 38 o Eo2l M B | B
01 0.2 03 04 05 06 «
Feed: f (mm/rev) g o1|- M- -
Groove width: CW (mm) i 0
3 4 5 6

Groove width: CW (mm)

Please see page F*** for the product details.

Tungaloy F183
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Grooving

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

F190, F191

1st choice for grooving and B Standard feed

parting

Smooth chip evacuation
Well-designed edge with high
strength

Handed insert available
CW=2-6.35mm

Feed: f (mm/rev)

0.5
0.4

0.3

0.1}

0

2 3 4 5 6
Groove width: CW (mm)

T J

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

Lower cutting force and
superior sharpness

Unique-designed edge and
chipbreaker

Handed insert available
CW=2-6.35mm

B Standard feed

Feed: f (mm/rev)

0.5
0.4

0.3
0.2
0.1

0 2 3 4 5 6

T J

F192, F193 Groove width: CW (mm)
Face
. '
DGG type (2 corners) | For non-ferrous materials M Standard feed ﬁL UH> &
and titanium 04 ' /
>
[
Chipbreaker with low cutting force IS 08
i E 02
Sharp cutting edge that prevents =
vibration and delivers fine surface 8 o l I """" II """" l
. w
finish 0 %3735 6
CW=2-6mm Groove width: CW (mm)
F193
¥
DGL type (2 corners) 1st choice for mild steel M Standard feed % ng j )
0.4
Chipbreaker with excellent chip '@T 03
control at low feed E '
Suitable for mild steel that often = 02 IR II """"
el
gives difficulties in chip control § 01y .. B

F194

CW=2-6mm

o

2 3 4 5 6
Groove width: CW (mm)

Please see page F*** for the product details.
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Profiling and undercutting

DTR type (2 corners)

Full radius type

[l Standard feed and DoC (for turning)

T

(2 corners)

F196

Excellent chip control for undercutting

CW=3-6mm

STR type (1 corner) E 5
Excellent chip control 2 4 ; j
Molded Molded and ground inserts available ; 3 | - /™
DTR, STR CW=2-6mm S 2 [ i
e
% | |
S 07010203 04050607
Ground Feed: f (mm/rev)
DTR ’ Groove width: CW (mm)
H2 W3 N4 W5 W6
F194, F195
¥
DTIU type Full radius type B Standard feed and DoC ‘Hﬁ#

0.4

0.3 g B
o2 - M N
(e B - - .

0

Feed: f (mm/rev)

3 4 5 6
Groove width: CW (mm)

Aluminium wheel machining

DTA type
(2 corners)

F196

Full radius type

Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

[l Standard feed and DoC (for turning)

Depth of cut: ap (mm)
o

0;1 0.2 0.3 04 0506

Feed: f (mm/rev)
Groove width: CW (mm)
H6 m8

Grooving

For high feed external and face turning of hardened steel parts

STH type External and face turning of B Standard feed and DoC (for turning) Jﬁ; j
0.2 :
(1 corner) hardened steel parts £ /
High efficiency machining using light § 0.9 L
D.O.C. and increased feeds 5
3 0.05
CW =3,5mm G
g 0 05 1 15 2
8 Feed: f (mm/rev)
Groove width: CW (mm)
F197 ms ms
External grooving of hardened steel
- . M Standard feed ¥
SGN-CBN type For hardened steel cutting 04 4iL j
(1 corner) : /
Optimum cutting edge shape for % 008 |y pu g
grooving of hardened steels o068 W W
High tolerance width for finishing £ 004 - ... " B |
CW=2-5mm § '
(CW = +0.025 mm) w 002
0

F197

2 3 4 5
Groove width: CW (mm)

Please see page F*** for the product details.
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Il GRADE SELECTION

BvEs Anscos
- Continuous cutting, First choice

.— ! - External and Internal, Turning
~ AH7025
— AHS8O005 Liaht i .
Turning ight interrupted cutting,

= First choice

® ' - A mix of continuous and
a AH7Z7025 interrupted cuts
Grooving AHE235

‘® 1 / - Heavy interrupted cutting,
= ] AHG235 First choice
- J - Facing, Parting
Parting-off

& - Qo - &

Continuous Light Interrupted Heavy Interrupted
Il GRADES
N Beves IAeves LI eve
- First choice for external, internal, and - First choice for light interrupted cuts - First choice for heavy interrupted
side-turning, continuous cuts or a mix of continuous and interrupted cuts, as well as parting and facing
cuts applications

- New PVD coating with high Al content
provides excellent adhesion strength
- Improved wear and chipping resistance

_AH725 | JT B 1515 ] _T9225 |

- General purpose PVD grade for high - First recommended grade for cast - Suitable for steel machining at
fracture resistance iron high speeds
- Exellent wear resistance in - New CVD coating and substrate
high speed machining deliver an outstanding balance of

wear and chipping resistance

- Advanced cermet for finish cutting - Recommended for - Remarkable for machining of heat
of steel interrupted machining resistant alloys
- Innovative grade with incredible - TICNO PVD coating layer with - Exclusive coating layer improves
fracture and high wear resistance high wear resistance adhesion strength and wear
- High hardness wear resistance resistance
__KSO5F [ TH10 ]
- Recommended for non-ferrous - Recommended for
materials and titanium non-ferrous materials
BXA10 J7 BX360 |}
- Coated CBN grade designed for - Developed for grooving applications
turning hardened steel parts of hardened steel parts

F186 tungaloy.com




I INSERTS
DTF

Face grooving and turning

RE
—A
S

INSL Ref.

o i

Right hand (R) shown.

- Steel b db_ dhrdRAe *
M Stainless * | Y5 %
Cast iron * Yo PAe
Non-ferrous
Superalloys * | Y ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . Seat Qwo 3
Designation size |TAND|CW:005| RE |0 & & & 3 INSL| h L1
[ o
ST TCI 7]
F<<<O z
DTF3-040-R 3 R 3 04  © © @ 0 [ 20 5 16
DTF3-040-L 3 L 3 04  © © @ 0 [ J 20 5 16
DTF4-040-R 4 R 4 04  © © @0 [ J 20 5 16
DTF4-040-L 4 L 4 04  © © @ 0 [ J 20 5 16 o
1 c
@: Line up S
o
o
DTX O
External, internal and face grooving, and turning
RE
—
S
7 INSL Ref.
E
Bl steel L. dh dhAdR dhAdR dINE ¢
M Stainless b . dhAdh db db ¢
Cast iron * * | Y% | % DA ¢
Non-ferrous AG
Superalloys ¥* | ¥ % * * First choice
H Hard materials 7¢ : Second choice
Coated Cermet Uncoated
Te] Yo} Yo} [=]
Designation E?Za; CW:005 RE 0 ¥ 23S 8 F |8 w INSL| h
SN @ = © o =]
oI IIII n 0
F <O L P4 X
DTX2-020 2 2 0.2 [ J ([ J [ J [ J 20
DTX3-030 3 3 03  © © ®© 6 0O [ ] [ J 20
DTX4-040 4 4 04 1 © © @0 0O [ J [ ] 20
DTX5-040 5 5 04  © © © 06 00O [ J [ J 25 55
DTX6-080 6 6 0.8 0000 [ J 25 5.5
@ : Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DTM

External face grooving and turning

6 INSL Ref.
A
jc
Bl steel * |9 [ K
M Stainless * % %
Cast iron * % %
Non-ferrous
S Superalloys b db ¢ % : First choice
H Hard materials 3¢ : Second choice
Coated
; ; Seat el S B
Designation size |CW2005) RE S & & INSL| h
N © ©
EEy T ==
e - §
DTM2-020 2 2 02 @ @ @ 20 5
DTM3-030 3 3 03 @ @ @ 20 5
DTM4-040 4 4 04 © ©@ © 20 5
DTM4-080 4 4 08 @ @ @ 20 5
DTM5-080 5 5 08 @@ @ @ 25 5.5
DTM6-080 6 6 08 @ @ @ 25 55
@® : Line up
DTE
External face grooving and turning (for high precision)
RE
=~
% F———
7 INSL Ref. -

BB steel & e[ e | ¥ *
M Stainless ) dbidb’ ¢
Cast iron * DA
l Non-ferrous
S Superalloys * i\{ % : First choice
H Hard materials 3¢ : Second choice
Coated Cermet
Designation Seat [ow.002 RE |10 l‘é‘: L3 § INSL| h
size IR~ 3
o> LT X (]
F <O p
DTE265-015 3 265 (015 | @ @ @ @ [ J 20 5
DTE300-020 3 3 0.2 | © @ @ O [ J 20 5
DTE300-040 3 3 04 | @ © @O [ J 20 5
DTE315-015 3 315 |015 | @ @ ®@ ©® [ J 20 5
DTE400-040 4 4 04 @ @ @O o 20 5
DTE400-080 4 4 08 | ®© @ @O [ J 20 5
DTE415-015 4 415 (015 | @ @ @ @ [ 20 S
DTE478-055 5 4.78 055 | @ @ @ @ [ ] 25 55
DTE500-040 5 5 04 @ @ @ O [ J 25 5.5
DTE500-080 5 5 08 | © @ @ O o 25 5.5
DTE515-015 5 515 |015 | @ @ @ @ 25 55
DTE600-080 6 6 08 @ ®© ® © 25 5.5
DTE600-120 6 6 12 | @ @ @ @ 25 5.5
@: Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DTE

External face grooving and turning

RE
= >
HE——5
7 INSL Ref.

o

Bl steel *| [ H e [k | [
M Stainless ) dbidh 'dh @b ¢
Cast iron * % * | Y5 | %
Non-ferrous
Superalloys * * * % : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat |ow.005) RE |0 § 9 § =4 § % INSL| h
sSize YSLREKND - © o
oo I IIII [0
il e i - OB § z
DTE3-020 3 3 0.2 o [ ] ([ J 20 5
DTE3-040 3 3 04  © ©®© 00 00 [ 20 5
DTE4-040 4 4 04  © ©®© 0606 00 [ J 20 5
DTE4-080 4 4 0.8 [ ] [ ] ([ J 20 5
DTE5-040 5 5 0.4 [ N ) o ([ J 25 5.5
DTE5-080 5 5 | 08 o o o 25 | 55 I
DTE6-080 6 6 | 08 e o o 25 | 55 3
. o
@ : Line up 6

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DGM

External/face grooving and parting

RE Neutral PSIRL Left hand RE Right hand

INSL Ref. - INSL Ref.

R R

P8l stee * K[ [k| k| % |
M Stainless * | Y5 % ) ¢ *‘ ‘
Cast iron * ) dhidbAdh ¢ DA PAG
l Non-ferrous ’
S | Superalloys Y ShAdb 4b ¢ * ¥ : First choice
H Hard materials ‘ ‘ ¢ : Second choice
Coated Cermet Uncoated
: . Seat Y 0 To) o
Designation ise |[HAND[CW:005 RE 0 S 8 S 88 & |8 w INSL| h |PSIRL|PSIRR
" HH B %
FIL<ILIICICO0I P4 X
DGM2-020 2 N 2 (- BN BN AN J (BN ] ([ [ ] 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 [ N} ([ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 o0 ([ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ N J ([ J 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ N J ([ J 20 5 8° 0°
DGM2-020-15R 2 R 2 0.2 [ N} ([ J 20 5 0° 15°
DGM2-020-15L 2 L 2 0.2 o0 (] 20 5 15° 0°
DGM2-002-15R 2 R 2 0.02 [ ] ([ J 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ] ([ J 19.35 5 15° 0°
DGM2.39-020 2 N 2.39 0.2 [ ] [ ] ([ J 20 5 0° 0°
DGMS3-020 3 N 3 0.2  © 0060 0 0 [ J ([ J 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 [ N J ([ J 20 5 0° 6°
DGM3-020-6L 3 L 3 0.2 [ N J ([ J 20 5 6° 0°
DGMS3-002-6R 3 R 3 0.02 [ ] { ] 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ] ([ J 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 [ N J ([ J 20 5 0° 15°
DGM3-020-15L 3 L 3 0.2 [ N J ([ J 20 5 15° 0°
DGMS3.18-020 3 N 3.18 0.2 [ ] [ ] ([ J 20 5 0° 0°
DGM4-030 4 N 4 03 © 00060 0 o0 [ J ([ J 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 [ N J ([ J 20 5 0° 40
DGM4-030-4L 4 L 4 0.3 [ N J { ] 20 5 4° 0°
DGM4-030-15R 4 R 4 0.3 [ 3N} ([ J 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 o0 ([ J 20 5 15° 0°
DGM4.76-040 5 N 4.76 0.4 [ ) [ J ([ J 25 55 0° 0°
DGM5-030 5 N 5 [ BN BN BN BN BN BN J [ J (] 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ N J ([ J 25 5.5 0° 4°
DGM6-030 6 N 6 03 © 00060 0 o0 ([ J 25 5.5 0° 0°
DGM®6.35-040 6 N 6.35 0.4 [ ) [ [ ] 25 5.5 0° 0°
@ : Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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SGM

External/face deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
RN
PR o
RE4 PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
- e w4 O
BBl steel K[| e | ¥
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥ Y %
Non-ferrous
Superalloys ) dhAdh ¢ Y : First choice
H Hard materials Y¢ : Second choice
Coated Uncoated
Designation | Seat So838 |u
esignation size HAND|CW=0.05| RE O da & ™ A o INSL h |PSIRL|PSIRR
NN®™= © =}
I T IICI 17}
A0 K X
SGM2-020 2 N 2 02 ©® ®© © 0 © [ ] 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGM3-020 3 N 3 02 ©® ®© ®© @ @ [ J 20 5 0° 0°
SGMS3-020-6R 3 R 3 02 @ @ [ ] 20 5 0° 6°
SGM3-020-6L 3 L 3 02 @@ @ 20 5 & | o° =
SGM3-020-15R 3 R 3 2 @e® @ 20 5 0 | 15° 3
SGM3-020-15L 3 L 3 02 (@ @ ° 20 5 150 | 0° 9
SGM4-030 4 [ N| 4 |03 eo 00 @ |@ 20 | 5 | o | 0 o
SGM4-030-4R 4 R 4 03 @ @ [ ] 20 5 0° 40
SGM4-030-4L 4 L 4 03 @ @ [ ] 20 5 4° 0°
SGM5-030 5 N 5 03 | © ®© @ @ O (] 25 55 0° 0°
SGM6-030 6 N 6 03 @@ ©@ O (] 25 55 0° 0°
@ : Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DGS

External/face grooving and parting

Neutral

INSL Ref.

<y ow

RE
7

PSIRL Left hand

N
P .

e INSL Ref

N il

RE

P&RR[

Right hand

V

INSL Ref.

f@@

BBl stee! K| [ Yo [ He || K| [k
M Stainless ) dbAdh 9 4b 9
Cast iron * *  Y¢ % S DA
l Non-ferrous Pig
S | Superalloys * |k * % : First choice
H Hard materials | v : Second choice
Coated Cermet Uncoated
Designation S!aat HAND|CW:0.05) RE |w©v § e § 8 § 2 s INSL| h |PSIRL|PSIRR
size YSRRIBr-r3 & 3
o LTI ICI (2] n
F <O P4 X
DGS2-005 2 N 2 0.05 [ ] 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ] 20 5 0° 0°
DGS2-020 2 N 2 02 © © ®© @ 060 [ ([ 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 [ 2N ) [ ] 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 [ N ) ([ J 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ ] ([ 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ ] ([ J 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 [ 2N ) [ ] 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ N J ([ J 20 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ ] ([ J 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 o ([} 19.5 5 15° 0°
DGS2.39-020 2 N 2.39 0.2 [ J [ J [ ] 20 5 0° 0°
DGS3-020 3 N 3 02 @ © ®© @ 060 [ [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ 2N J ([ 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 [ N ) ([ J 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ ) (] 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ ] ([ J 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 o o ([ 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 o0 ([ J 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ ] ([ J 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ ] [ ] 19.45 5 15° 0°
DGS3.18-020 3 N 3.18 0.2 [ J ([ J ([ ] 20 5 0° 0°
DGS4-030 4 N 4 03 © © © @6 060 [ [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ 3N ] [ ] 20 5 0° 40
DGS4-030-4L 4 L 4 0.3 [ BN J ([ J 20 5 4° 0°
DGS4.76-040 5 N 4.76 0.4 [ J [ ] [ J 25 5.5 0° 0°
DGS5-030 5 N 5 03 © © © @6 00 [ [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 © © © @6 00 [ J 25 5.5 0° 0°
DGS6.35-040 6 N 6.35 0.4 [ J [ J [ ] 25 5.5 0° 0°
@ : Lineup
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— > | \
Designation oDmax (mm) Designation oDmax (mm) y \'\
DGM2-002-15R/L 28 DGS2-002-15R/L 28 © :
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103 P
SGM3-020-15R/L 103 SGS3-002-15R/L 34 I

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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SGS

External/face deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
RE : PSIRR
INSL Ref. 7o INSL Ref. o 7o INSL Ref. 71
- D W e
BBl ste k|| e [ e[ %
M Stainless b dhidh db db ¢
Cast iron Y ¥ [Y¢ [% S
Non-ferrous PAS
Superalloys ¥* [ Y % *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
; : Seat = = 2
Designation eize |HANDCW:005 RE |§ & 8 8 & |5 INSL| h |PSIRL|PSIRR
TE2I® 8
IO I =<
SGS2-020 2 N 2 02 ®© ®© ®© 0 O [ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ () 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ [ ] 20 5 15° 0°
SGS3-020 3 N 3 |02 oo eee® | 20 | 5 ° | o I
SGS3-020-6R 3 R 3 02 @ @ ® 20 5 0° 6° 3
SGS3-020-6L 3 L 3 02 @ @ O 20 5 6° 0° 9
SGS3-002-6R 3 |R| 3 |o2| ® ® 98] 5 | 00 | e e
SGS3-002-6L 3 L 3 0.02 [ ] [ ] 19.8 5 6° Q0°
SGS3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ [ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 [ ] [ ] 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 [ ] [ ] 19.8 5 15° Q0°
SGS4-030 4 N 4 03 ©® © ®© 0 O [ ] 20 5 0° 0°
SGS5-030 5 N 5 03 © @0 O [ 25 5.5 0° 0°
SGS6-030 6 N 6 (BN BN BN BN BN J [ ] 25 5.5 0° 0°
@ : Lineup
DGG
External/face grooving (for high precision)
RE
& |
(@]
7 INSL Ref.
O e
-Steel * *
M Stainless *
Cast iron * Y PG
Non-ferrous *
Superalloys D ¢ Pig ¥ : First choice

H Hard materials 5% : Second choice

Coated Cermet | Uncoated
Designation | 52 |cw.o0o| RE |& 3 e INSL| h
size = g [¥e) %5}
2] o
I n (2]
< = X
DGG200-020 2 2 02 | @ [ ] [ J 20 5
DGG300-020 3 3 02 | @ [ J ([ 20 5
DGG400-040 4 4 04 |@ [ J [ J 20
DGG500-040 5 5 04 |@ [ J [ J 25 5.5
DGG600-040 6 6 04 |@ [ J ([ J 25 5.5
@: Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DGL

External/face grooving and parting

RE
24 P10
- 1 INSL Ref.

-

Bl stee! * 9% | A
M Stainless ¥ [ [ %
Cast iron ¥ [ % [ %
Non-ferrous
Superalloys * %  : First choice
H Hard materials ¥ : Second choice
Coated
; ; Seat ol S B
Designation cize |CW:005| RE §§§ INSL| h
I I I
e - S
DGL2-020 2 2 0.2 @ @@ @ 20 5
DGL3-025 3 3 025 @ @ @ 20
DGL4-030 4 4 03 ©® @ @ 20 5
DGL5-030 5 5 03 @ @@ @ 25 5.5
DGL6-080 6 6 08 © @ @ 25 55
@ : Line up
DTR
Profiling and undercutting (for high precision)
RE
7° INSL Ref.
Bl steel > |4 [ [ ¥ *
M Stainless * | Y5 | %
Cast iron * DA DA
Non-ferrous
Superalloys * | ¢ Y : First choicel
H Hard materials ¥ : Second choice
Coated Cermet
0 o
Designation iiezit CW:002| RE ﬁ g g § § INSL| h
o LT I (]
<O P4
DTR300-150 3 3 15 @ @ @ @ [ ] 20 5
DTR400-200 4 2 000 [ ] 20 5
DTR478-239 5 478 239 | @ @ @ © [ ] 25 5.5
DTR500-250 5 25 @ @ @ ©® [ ] 25 5.5
DTR600-300 6 3 000 25 5.5
@: Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DTR

Profiling and undercutting

RE

7° INSL Ref.

-

Bl stee .4 4R dh R Adh b ¢
M Stainless * ¢ %k * %
Cast iron * ) dhAdhAdh ¢ DA S
Non-ferrous DA
Superalloys b 'dbidh 'db ¢ > % : First choice
H Hard materials % : Second choice
Coated Cermet Uncoated
: ; Seat S 3 o3 =2
Designation aize |CW:005 RE 0 S § S 88 & |3 s INSL| h
NS =) o o
o LITIIIII »n (2]
FIL<ILIICCO0 I z X
DTR2-100 2 2 1 [ ) [ ] o [ J 20 5
DTR3-150 3 3 15 @ © © © @ 0 O o ® 20
DTR4-200 4 4 2 0000 0 o0 o [ ] 20 5
DTR5-250 5 5 25 | O © © © @ 0 O [ J o 25 5.5
DTR6-300 6 6 3 0000 [ I} o 25 5.5
@ : Line up 8
>
g
STR O
Profiling and undercutting
RE
7 . INSL Ref. _
e s
-Steel * K
M Stainless % %
Cast iron * % DA
Non-ferrous Y
Superalloys * % * Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat ool 8
Designation aize |CW:005| RE §§ § INSL| h
L I (7]
< < X
STR2-100 2 2 1 1@ @ [ J 20 5
STR3-150 3 3 15 | @ @ [ ] 20
STR4-200 4 4 2 @0 [ ] 20 5
STR5-250 5 5 25 | @ @ [ ] 25 55
STR6-300 6 6 3 @@ [ J 25 5.5
@: Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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DTIU

Profiling and undercutting (for high precision)

RE
e
O

1"‘ INSL Ref. o
Bl steel ¥ | ¥ [ ¥
M Stainless ) dhAdb ¢
Cast iron * DA
Non-ferrous
Superalloys ) dPAd % : First choice
H Hard materials % : Second choice
Coated
. . Seat & n O
Designation size CW:002| RE (& & & INSL| h
EEE
<O
DTIU300-150 3 3 15 | @ @ @ 20
DTIU400-200 4 4 2 0 e 20 5
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 0 e 25 5.5
@: Line up

DTA

Aluminium wheel machining (for high precision)

RE

e

AN
| E

INSL Ref.

- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials ¥¢ : Second choice
Uncoated
Designation Seat |ow.000 RE INSL| h | AN
size 9
=
DTA600-300 6 6 3 | @ 25 5.5 7
@: Line up

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198

F196 tungaloy.com




STH

External and face turning

INSL Ref.
LB
<
Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials | % % : First choice
CBN
Designation if:: CWs0025 RE | INSL| h
3
STH300-SR 3 3 03 | @ 20 5
STH500-SR 5 5 03 | @ 25 5.5
@: Line up

SGN o
External/face grooving -(SD
o
RE 0]
B
(@]

INSL Ref.

- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y 5% : Second choice
CBN Condition
Designation Seat | o002 RE |3 INSL| h g |. 12 >:§
size 3 ERHE
x S|"gTe
om o| £ =
SGN200-020 2 2 02 | @ 20 5 O
SGN200-020-S 2 2 02 | @ 20 5 O
SGN200-020-H 2 2 02 | @ 20 5 (@)
SGN300-020 3 3 02 | @ 20 5 @)
SGN300-020-S 3 3 02 | @ 20 5 @)
SGN300-020-H 3 3 02 | @ 20 5 (@]
SGN400-020 4 4 02 | @ 20 5 @)
SGN400-020-S 4 4 02 | @ 20 5 (@)
SGN400-020-H 4 4 02 | @ 20 5 (@)
SGN500-020-S 5 5 02 | @ 25 5.5 e}
SGN500-020-H 5 5 02 | @ 25 5.5 (@)
@: Line up
M Edge preparations
‘ No symbol | -S | -H |
0.13 mm 0.13 mm

}4—» }4—»
R-honing/ 4 \2250 35°
R-honing R-honi b \
-honing

Reference pages: Toolholders — F172 - F182, Standard cutting conditions — F198
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Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Hardness Priority Grade Ve (m/min)
< 300 HB First choice AH7025, AH725 50 - 180
Steel <300 HB Wear resistance T9225, AH8005 80 - 300
. S45C, SCM435, etc.
C45, 34CrMod4, etc. < 300 HB Impact resistance AH6235, GH130 50-120
< 300 HB Surface quality NS9530 80 - 220
<200 HB First choice AH7025, AH725 50-120
Stainless steel
M SUS3083, SUS304, etc. <200 HB Wear resistance AHB8005 50-120
X10CrNiS18-9, X5CrNi18-9, etc.
<200 HB Impact resistance AH6235, GH130 50-120
Grey cast iron - First choice T515 150 - 700
FC250, etc.
. 250, etc. - Impact resistance AH8005, AH7025, AH6235, GH130 50 - 180
Ductile cast iron - First choice T515 150 - 300
FCD450, etc.
450-10S, etc. - Impact resistance AHB8005, AH7025, AH6235, GH130 50-120
. Aluminium alloys - First choice TH10 100 - 500
Si<12% - First choice KSO5F 100 - 600
Superalloys <HRC 40 First choice AH8005 20 - 60
s Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725, AHB235 20 - 40
Titanium alloys < HRC 40 First choice KSO05F 20-100
Ti-6AI-4V, etc. <HRC 40 Impact resistance AH7025, AH725 20 - 80
Please see page F183 - F185 for feed: f (mm/rev).
STH
L Cutting speed Depth of cut Feed
IS0 Grade cw Application Vc (m/min) ap (mm) f (mm/rev)
External turning 100 - 230 0.08 - 0.12 0.4-1
3
Face turning 100 - 230 0.08 - 0.12 0.4-0.8
H BXA10
External turning 100 - 230 0.08 - 0.12 0:5-1.5
5
Face turning 100 - 230 0.08 - 0.12 0.5-0.8
SGN
. . e Cutting speed Feed
ISO Grade Edge preparation Workpiece condition Ve (m/min) f (mm/rev)
No symbol Continuous 80 - 150 0.03 - 0.08
H BX360 3 Light interrupted 50 - 120 0.03 - 0.08
-H Heavy interrupted 40 - 100 0.03 - 0.06

F198 tungaloy.com




TETRAMCUT

JS-STCFL18

Face grooving toolholder with round shank

- i J
/
L
B LF
\ i
| T
— Left-hand (L) shown.
Designation CWN CWX DCONMS LF LH H WF Insert Torque*
JS16F-STCFL18 16 85 20 15 6 TCF18L... 1.2
JS19G-STCFL18 0.33 3.18 19.05 90 20 18 6 TCF18L... 1.2
JS19X-STCFL18 [lessEEeT 1905 120 20 18 6 TCF18L... 1.2
JS20G-STCFL18 0.33 3.18 20 90 20 19 6 TCF18L... 1.2
JS20X-STCFL18 _ 20 120 20 19 6 TCF18L... 1.2
JS22X-STCFL18 0.33 3.18 22 120 20 21 6 TCF18L... 1.2
JS25H-STCFL18 033 318 25 100 20 24 6 TCF18L... 1.2
JS254X-STCFL18 0.33 3.18 25.4 120 20 245 6 TCF18L... 1.2

Note: The left hand insert (L) is used for the left hand toolholders (L).
Torque*: Recommended clamping torque: N-m

STCFVR-18

Face grooving toolholder with square shank, for Swiss lathes

LHBKW ‘ m¢ HLJ

Grooving

LH LF R
| =}

\ HBH Right-hand (R) shown.

Designation CWN CWX H B LF LH HF WF2 HBKW HBH Insert Torque*
STCFVR1010H18 10 10 100 12 10 0 8.5 45 TCF18L... 1.2
STCFVR1212F18 0.33 3.18 12 12 85 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1212X18 _ 12 12 120 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1616X18 0.33 3.18 16 16 120 20 16 0 25 0 TCF18L... 1.2

Note: The left hand insert (L) is used for the right hand toolholders (R).
Torque*: Recommended clamping torque: N-m

SPARE PARTS & %

Designation Clamping screw Wrench
JS**-STCFL18, STCFVR**18 CSTC-4L100DR T-1008/5

Reference pages: Inserts — F204, F205, Standard cutting conditions — F212
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TETRAMCUT

STCR/L-18

Precision grooving tools with uniquely shaped insert for swiss type machine and general lathes

w i:) ub L [
Et S mi 3 & = %%
LF = [ LF Wﬂm
IS
L i o L =)
Fig. 1 AHBH Fig. 2 Right-hand (R) shown.
Designation H B LF LH HF  WF  HBH Insert Torque* Fig.
STCR/L1010X18 03 318 10 10 120 18.5 10 10 45 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1212X18 _ 12 12 120 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1616X18 0.33 3.18 16 16 120 18.5 16 16 - TC*18... 1.2 1
STCR/L2020H18 [foss 88 20 20 100 18.5 20 20 = TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18... 1.2 2
STCR/L2525Z18 _ 25 25 135 23 25 30 = TC*18... 1.2 2

The right hand insert (TC*18R...) is used for the right hand toolholders (STCR...), and the left hand insert is used for the left hand toolholders
*Torque: Recommended clamping torque: N-m

STCR/L-18-CHP

hreading tool - for external theading with high pressure coolant capability
¥ \
Hiﬂi

I Tl

)
«©
‘ T
G1/8 Right-hand (R) shown.
Designation CWN CWX H B LF LH HBL HF WF HBH Insert Torque*
STCR/L2020X18-CHP 20 20 120 23 - 20 25 - TC*18... 1.2
STCR/L2525Z18-CHP 0.33 3.18 25 25 135 23 - 25 30 - TC*18... 1.2

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

STCAR/L18-CHP

External grooving and threading adapter, with high pressure coolant capability

[ hp H*
x
: @
@
z
= Y
O
L1y N}
=t TSl o _
Right-hand (R) shown.
Designation CWN CWX WF H LF B Insert Torque*
STCAR/L18-CHP 7.5 33 38 7.2 TC*18... 1.2

Use the right hand insert (TC*18R...) with the right hand adapter (STCAR...). Use the left hand insert (TC*18L...) with the left hand adapter (STCAL...).
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ /\<

Designation Clamping screw Wrench
STCL**18, STCL**18-CHP, STCAL18-CHP CSTC-4L100DR T-1008/5
STCR**18, STCR**18-CHP, STCAR18-CHP CSTC-4L100DL T-1008/5

Reference pages: STCR/L-18: Inserts — F204 - F211, Standard cutting conditions — F212
STCR/L-18-CHP: Inserts — F204 - F211, Standard cutting conditions — F212
Parts for coolant hose — F266
STCAR/L18-CHP: Inserts — F204 - F211, Shanks and toolholders — F201 - F203
Standard cutting conditions — F212, Technical Reference — L053
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CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

(LFASSY*)
s @
,
G 1/8"-28 ‘ OAL
~ G1/8"28 1V
7] — a=
2 =
£, £ S d LalBil) Il mi Right hand (R)
= S with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L18-CHP 6.5

WFASSY* : Shank (WPQOS) + adapter (WF)

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

(LFASSY*™) >
@ ¢
) (o]
= i} o
(O]
. OAL
(.
3 ?HBKW I
TS T Right hand (R)
= with right-hand adapter shown.
Designation H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque*
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L18-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

{ ©

SPARE PARTS & ﬁ

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8I1SO1179
CHSR/L*™*-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1IN -
Recommended clamping torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Combination of adapter and shank
Adapter
STCAR18-CHP  STCAL18-CHP
CHSR**-CHP (-MC) )
CHSL**-CHP (-MC)
CHFVR**-CHP
CHFVL**-CHP )

Shank
[ J
[ J

@ : Corresponding

Reference pages: Inserts — F204 - F211, Adapters — F200, Standard cutting conditions — F212
Parts for coolant hose — F266, Technical Reference — L053
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I N0
TETRAMCUT |
CHFVR/L-CHP

Shank for perpendicularly-mounted adapter, with high pressure coolant capability

&2
2 T
[V
=
§ G 1/8"-28
=| G1/8"-28
% (.
0 2 o
w Right hand (R)
= with left-hand adapter shown.
Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 STCAL/R18-CHP 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 STCAL/R18-CHP 6.5

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

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

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ @

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

Recommended clamping torque (N-m)

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

Combination of adapter and shank

Adapter
STCAR18-CHP STCAL18-CHP
CHSR**-CHP (-MC) [ ]
CHSL**-CHP (-MC) [ J
CHFVR**-CHP [ J
CHFVL**-CHP [ ]

@ : Corresponding

Reference pages: Inserts — F204 - F211, Adapters — F200, Standard cutting conditions — F212
Parts for coolant hose — F266, Technical Reference — L053
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C*CHSN-CHP

1LFASSEF*’3 )
0

I

Toolholder with TungCap connection, for adapter, with high pressure coolant capability

DCONMS

< LPR Right-hand (R) adapter shown.
Designation DCONMS LPR LPOS WPOS Adapter (Option) Torque*
C3CHSN19045-CHP 32 45 17.5 18.5 STCAR/L18-CHP 6.5
C4CHSN21047-CHP 40 46.5 21.5 21 STCAR/L18-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 STCAR/L18-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 STCAR/L18-CHP 6.5

WFASSY* : Toolholder (WPOS) + adapter (WF)

LFASSY** : Toolholder (LPOS) + adapter (LF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,

with high pressure coolant capability 2
>
& <LPOS @ 3
o o
o om @ %) =
= 2 = ©
= &
AN @ _J Q
©) o
\E
‘(LFASSY**
Left-hand (L) adapter shown.
Designation DCONMS LPOS wB WPOS Adapter (Option) Torque*
C3CHFVN26040-CHP 32 40 26 1.5 STCAR/L18-CHP 6.5
C4CHFVN26046-CHP 40 46 26 1.5 STCAR/L18-CHP 6.5
C5CHFVN26046-CHP 50 46 26 1.5 STCAR/L18-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 STCAR/L18-CHP 6.5

WFASSY* : Toolholder (WPOS) + adapter (LF)

LFASSY** : Toolholder (LPOS) + adapter (WF)

Depend on the adapter type, the value of LFASSY or WFASSY may change.

Torque*: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant

Please see page L053 for instructions on installing and removing the adapter or the insert.

S
SPARE PARTS & S & & { —
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N

Recommended clamping torque (N-m)

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

Reference pages: Inserts — F204 - F211, Adapters — F200, Standard cutting conditions — F212
Technical Reference — L053
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I CHIPBREAKER GUIDE

Face grooving

TCF18 (4 corners)

First choice for face
grooving

Provides light cutting
action and excellent
surface finish.
Provides superior chip
evacuation for face
grooving operations.

CW=0.5-25mm
CDX =3 mm

J

External grooving

TCS18 (4 corners)

F205, F206

First choice for O.D.
grooving

General-purpose
pressed-in 3D
chipbreaker for smooth
chip control
CW=1-3mm

CDX =3 mm

%

TCL18 (4 corners)

F207

For lighter cutting
action

Features pressed-in 3D
chipbreaker with sharp
cutting edge for light
cutting action. Provides
excellent chip control at

low feed rates.
¥

CW=15-3mm
CDX =3 mm

TCG18 (4 corners)

F208, F209

For better chipping
resistance

Features an optimum
rake angle and edge
preparation for a good
balance of light cutting

action and fracture
v

resistance.

CW=1-318 mm
CDX =3 mm

TCP18 (4 corners)

F210, F211

For higher surface
quality

Featuring a large rake
angle, providing light
cutting action and better
surface finish. TCP-F style
insert is also available for
sharp cutting edge.
CW=0.33-3mm '
CDX =3 mm %

Please see page F*** for the product details.

F204 tungaloy.com




Il INSERTS
TCF18L (Face grooving, sharp edge)

Left-hand (L) shown.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials “: First choice
Coated
Designation HAND|CW=0.02| RE | CDX | DAXN
ke
(2]
TCF18L050F-005 L 05 | 005 |@ 1 6
TCF18L100F-005 L 1 005 | @ 2.5 6
TCF18L150F-005 L 15 | 005 |@ 2.5 6
TCF18L200F-005 L 2 0.05 | @ 3 6
TCF18L250F-005 L 25 |005|@ 3 6

5 pieces per package

@: Line up 8
3
TCS18R/L (3D chipbreaker, honed edge) 8
Right-hand (R) shown.
Bl steel *
M Stainless Y
Cast iron Y
Non-ferrous
Superalloys Y
H Hard materials % : First choice
Coated
0
Designation HAND|CW:002| RE |& CDX |DAXN
s
<
TCS18R100-010 R 1 0.1 @ 2 65
TCS18L100-010 L 1 0.1 | @ 2 65
TCS18R120-010 R 1.2 01 | @ 2 65
TCS18L120-010 L 1.2 0.1 @ 2 65
TCS18R125-010 R 1.25 01 | @ 2 65
TCS18L125-010 L 1.25 01 | @ 2 65
TCS18R125-020 R 1.25 02 | @ 2 65
TCS18L125-020 L 1.25 02 @ 2 65
TCS18R130-020 R 1.3 02 @ 3 65
TCS18L130-020 L 1.3 02 @ 3 65
TCS18R140-010 R 1.4 01 | @ 3 65
TCS18L140-010 L 1.4 0.1 @ 3 65
TCS18R140-020 R 1.4 02 @ 3 65
TCS18L140-020 L 1.4 02 @ 3 65
TCS18R145-010 R 1.45 01 | @ 3 65
TCS18L145-010 L 1.45 0.1 @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212
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Bl steel *

M Stainless Y

Cast iron Y

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Yo}
Designation HAND|CW=:0.02| RE |& CDX |DAXN

i

<
TCS18R150-010 R 1.5 0.1 @ 3 65
TCS18L150-010 L 1.5 01 @ 3 65
TCS18R150-020 R 1.5 02 @ 3 65
TCS18L150-020 L 1.5 02 | @ 3 65
TCS18R160-020 R 1.6 02 @ 3 65
TCS18L160-020 L 1.6 02 | @ 3 65
TCS18R170-020 R 1.7 02 @ 3 65
TCS18L170-020 L 1.7 02 | @ 3 65
TCS18R175-010 R 1.75 0.1 @ 3 65
TCS18L175-010 L 1.75 0.1 | @ 3 65
TCS18R175-020 R 1.75 02 @ 3 65
TCS18L175-020 L 1.75 02 | @ 3 65
TCS18R185-020 R 1.85 02 @ 3 65
TCS18L185-020 L 1.85 02 @ 3 65
TCS18R195-020 R 1.95 02 @ 3 65
TCS18L195-020 L 1.95 02 @ 3 65
TCS18R200-010 R 2 0.1 @ 3 65
TCS18L200-010 L 2 0.1 @ 3 65
TCS18R200-020 R 2 02 @ 3 65
TCS18L200-020 L 2 02 @ 3 65
TCS18R225-020 R 2.25 02 @ 3 65
TCS18L225-020 L 2.25 02 @ 3 65
TCS18R230-020 R 2.3 02 | @ 3 65
TCS18L230-020 L 2.3 02 @ 3 65
TCS18R250-010 R 2.5 0.1 @ 3 65
TCS18L250-010 L 2.5 0.1 @ 3 65
TCS18R250-020 R 2.5 02 @ 3 65
TCS18L250-020 L 2.5 02 @ 3 65
TCS18R250-030 R 2.5 03 @ 3 65
TCS18L250-030 L 2.5 03 @ 3 65
TCS18R265-030 R 2.65 03 @ 3 65
TCS18L265-030 L 2.65 03 @ 3 65
TCS18R280-030 R 2.8 03 @ 3 65
TCS18L280-030 L 2.8 03 @ 3 65
TCS18R300-010 R 3 0.1 @ 3 65
TCS18L300-010 L 3 0.1 @ 3 65
TCS18R300-020 R 3 02 | @ 3 65
TCS18L300-020 L 3 02 @ 3 65
TCS18R300-030 R 3 03 @ 3 65
TCS18L300-030 L 3 03 @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212
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TCL18R/L (3D chipbreaker, honed edge)

Right-hand (R) shown.

*
M Stainless Y
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials % : First choice
Coated
0
Designation HAND|CW:0.02| RE |& CDX |DAXN
i
<
TCL18R150-010 R 1.5 0.1 @ 3 65
TCL18L150-010 L 1.5 01 | @ 3 65
TCL18R150-020 R 1.5 02 | @ 3 65
TCL18L150-020 L 1.5 02 | @ 3 65
TCL18R175-020 R 1.75 02 @ 3 65
TCL18L175-020 L 1.75 02 @ 3 65
TCL18R200-010 R 2 01 | @ 3 65 8’
TCL18L200-010 L 2 01 | @ 3 65 (SD
TCL18R200-020 R 2 02 @ 3 65 o
TCL18L200-020 L 2 02 @ 3 65 (O]
TCL18R250-030 R 25 03 | @ 3 65
TCL18L250-030 L 2.5 03 | @ 3 65
TCL18R300-010 R 3 01 | @ 3 65
TCL18L300-010 L 3 0.1 | @ 3 65
TCL18R300-020 R 3 02 | @ 3 65
TCL18L300-020 L 3 02 | @ 3 65
TCL18R300-030 R 3 03 | @ 3 65
TCL18L300-030 L 3 03 @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212
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TCG18R/L (honed edge)

Right-hand (R) shown.

Bl steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
To)
Designation HAND|CW:0.02| RE |& CDX |DAXN

b

<
TCG18R100-010 R 1 01 | @ 2 65
TCG18L100-010 L 1 01 | @ 2 65
TCG18R120-010 R 1.2 01 | @ 2 65
TCG18L120-010 L 1.2 01 | @ 2 65
TCG18R125-010 R 125 | 01 | @ 2 65
TCG18L125-010 L 125 | 01 | @ 2 65
TCG18R125-020 R 125 | 02 | @ 2 65
TCG18L125-020 L 125 | 02 | @ 2 65
TCG18R130-020 R 1.3 02 | @ 2 65
TCG18L130-020 L 1.3 02 | @ 2 65
TCG18R140-010 R 1.4 01 | @ 3 65
TCG18L140-010 L 1.4 01 | @ 3 65
TCG18R140-020 R 1.4 02 | @ 3 65
TCG18L140-020 L 1.4 02 | @ 3 65
TCG18R145-010 R 145 | 01 | @ 3 65
TCG18L145-010 L 145 | 01 | @ 3 65
TCG18R145-020 R 145 | 02 | @ 3 65
TCG18L145-020 L 145 | 02 | @ 3 65
TCG18R150-010 R 1.5 01 | @ 3 65
TCG18L150-010 L 1.5 01 | @ 3 65
TCG18R150-020 R 1.5 02 | @ 3 65
TCG18L150-020 L 1.5 02 | @ 3 65
TCG18R160-020 R 1.6 02 | @ 3 65
TCG18L160-020 L 1.6 02 | @ 3 65
TCG18R170-020 R 1.7 02 | @ 3 65
TCG18L170-020 L 1.7 02 | @ 3 65
TCG18R175-010 R 175 | 01 | @ 3 65
TCG18L175-010 L 175 | 01 | @ 3 65
TCG18R175-020 R 175 | 02 | @ 3 65
TCG18L175-020 L 175 | 02 | @ 3 65
TCG18R185-020 R 185 | 02 | @ 3 65
TCG18L185-020 L 185 | 02 | @ 3 65
TCG18R195-020 R 195 | 02 | @ 3 65
TCG18L195-020 L 195 | 02 | @ 3 65
TCG18R200-010 R 2 01 | @ 3 65
TCG18L200-010 L 2 01 | @ 3 65
TCG18R200-020 R 2 02 | @ 3 65
TCG18L200-020 L 2 02 | @ 3 65
TCG18R225-020 R 225 | 02 | @ 3 65
TCG18L225-020 L 225 | 02 | @ 3 65
TCG18R230-020 R 2.3 02 | @ 3 65
TCG18L230-020 L 2.3 02 | @ 3 65
TCG18R250-010 R 25 01 | @ 3 65
TCG18L250-010 L 2.5 01 | @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212
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Bl steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
0
Designation HAND|CW:0.02| RE |& CDX |DAXN

i

<
TCG18R250-020 R 25 02 | @ 3 65
TCG18L250-020 L 25 02 | @ 3 65
TCG18R250-030 R 2.5 03 | @ 3 65
TCG18L250-030 L 25 03 | @ 3 65
TCG18R265-030 R 265 | 03 | @ 3 65
TCG18L265-030 L 265 | 03 | @ 3 65
TCG18R280-030 R 2.8 03 | @ 3 65
TCG18L280-030 L 2.8 03 | @ 3 65
TCG18R300-010 R 3 01 | @ 3 65
TCG18L300-010 L 3 01 | @ 3 65
TCG18R300-020 R 3 02 | @ 3 65
TCG18L300-020 L 3 02 | @ 3 65
TCG18R300-030 R 3 03 | @ 3 65
TCG18L300-030 L 3 03 | @ 3 65

TCG18R/L (Full R, honed edge)

5 pieces per package
@ : Line up

Grooving

Right-hand (R) shown.

*

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
0
Designation HAND|CW:0.02| RE |& CDX |DAXN

P

<
TCG18R100-050 R 1 05 | @ 2 65
TCG18L100-050 L 1 05 | @ 2 65
TCG18R158-079 R 1.58 | 079 | @ 3 65
TCG18L158-079 L 158 | 0.79 | @ 3 65
TCG18R200-100 R 2 1@ 3 65
TCG18L200-100 L 2 1@ 3 65
TCG18R239-120 R 239 | 12 | @ 3 65
TCG18L239-120 L 239 | 12 | @ 3 65
TCG18R300-150 R 3 15 | @ 3 65
TCG18L300-150 L 3 15 | @ 3 65
TCG18R318-159 R 318 | 159 | @ 3 65
TCG18L318-159 L 318 | 159 | @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212
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TCP18R/L (lightly honed edge)

CDX

Right-hand (R) shown.

- Steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND|CW:002| RE | CDX |DAXN

T

<
TCP18R033-005 R 0.33 | 005 | @ 0.8 65
TCP18L033-005 L 0.33 | 005 @ 0.8 65
TCP18R043-005 R 043 | 0.05 | @ 1.2 65
TCP18L043-005 L 0.43 005 | @ 1.2 65
TCP18R050-005 R 0.5 005 | @ 1.2 65
TCP18L050-005 L 0.5 0.05 | @ 1.2 65
TCP18R075-005 R 0.75 0.05 | @ 2 65
TCP18L075-005 L 0.75 | 0.05 | @ 2 65
TCP18R095-005 R 095 | 0.05 @ 2 65
TCP18L095-005 L 095 | 005 @ 2 65
TCP18R100-010 R 1 01 | @ 2 65
TCP18L100-010 L 1 0.1 @ 2 65
TCP18R120-010 R 1.2 0.1 | @ 2 65
TCP18L120-010 L 1.2 0.1 | @ 2 65
TCP18R125-010 R 1.25 01 | @ 2 65
TCP18L125-010 L 1.25 0.1 @ 2 65
TCP18R140-010-35 R 1.4 0.1 | @ 3 65
TCP18L140-010-35 L 1.4 0.1 | @ 3 65
TCP18R145-010 R 1.45 01 | @ 2 65
TCP18L145-010 L 1.45 01 @ 2 65
TCP18R145-010-35 R 1.45 0.1 @ 3 65
TCP18L145-010-35 L 1.45 0.1 | @ 3 65
TCP18R150-010 R 1.5 01 | @ 2 65
TCP18L150-010 L 1.5 0.1 @ 2 65
TCP18R150-010-35 R 1.5 0.1 @ 3 65
TCP18L150-010-35 L 1.5 0.1 | @ 3 65
TCP18R175-010 R 1.75 01 | @ 2 65
TCP18L175-010 L 1.75 0.1 @ 2 65
TCP18R175-010-35 R 1.75 0.1 | @ 3 65
TCP18L175-010-35 L 1.75 0.1 | @ 3 65
TCP18R200-010 R 2 01 | @ 2.5 65
TCP18L200-010 L 2 0.1 @ 2.5 65
TCP18R200-010-35 R 2 0.1 | @ 3 65
TCP18L200-010-35 L 2 0.1 | @ 3 65
TCP18R250-010 R 2.5 01 | @ 2.5 65
TCP18L250-010 L 2.5 0.1 @ 2.5 65
TCP18R250-010-35 R 2.5 0.1 | @ 3 65
TCP18L250-010-35 L 2.5 0.1 | @ 3 65
TCP18R300-010 R 3 01 | @ 2.5 65
TCP18L300-010 L 3 0.1 @ 25 65
TCP18R300-010-35 R 3 0.1 @ 3 65
TCP18L300-010-35 L 3 01 | @ 3 65

5 pieces per package
@ : Line up

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212

F210 tungaloy.com




TCP18R/L-F (sharp edge)

‘Vg ?

Right-hand (R) shown.

M Stainless ) ¢
Cast iron *
l Non-ferrous
S | Superalloys > |
H Hard materials | % : First choice
Coated
Designation HAND|CW=0.02| RE |& CDX |DAXN
ke
%)

TCP18R033F-005 R 033 | 0.05 @ 0.8 65
TCP18L033F-005 L 0.33 | 0.05 | @ 0.8 65
TCP18R043F-005 R 043 | 0.05 | @ 1.2 65
TCP18L043F-005 L 043 | 0.05 | @ 1.2 65
TCP18R050F-005 R 0.5 005 @ 1.2 65
TCP18L050F-005 L 0.5 005 @ 1.2 65
TCP18R075F-005 R 0.75 | 0.05 | @ 2 65
TCP18L075F-005 L | 075 [ 005 @ 2 65 >
TCP18R095F-005 R 095 | 0.05 @ 2 65 =
TCP18L095F-005 L | 095 | 005 |@ 2 | e S
TCP18R100F-005 R 1 005 | @ 2 65 (B
TCP18R100F-010 R 1 01 | @ 2 65
TCP18L100F-010 L 1 01 | @ 2 65
TCP18R120F-005 R 1.2 005 @ 2 65
TCP18R120F-010 R 12 | 01 |@ 2 65
TCP18L120F-010 L 1.2 01 | @ 2 65
TCP18R125F-005 R 125 | 0.05 | @ 2 65
TCP18R125F-010 R 1.25 01 | @ 2 65
TCP18L125F-010 L 1.25 01 | @ 2 65
TCP18R140F-010-35 R 1.4 01 | @ 3 65
TCP18R145F-005-35 R 145 | 0.05 (@ 3 65
TCP18R145F-010 R 1.45 01 | @ 2 65
TCP18L145F-010 L 1.45 01 | @ 2 65
TCP18R145F-010-35 R 1.45 01 | @ 3 65
TCP18L145F-010-35 L 1.45 01 | @ 3 65
TCP18R150F-005-35 R 1.5 0.05 @ 3 65
TCP18R150F-010 R 1.5 01 | @ 2 65
TCP18L150F-010 L 1.5 01 | @ 2 65
TCP18R150F-010-35 R 1.5 01 | @ 3 65
TCP18L150F-010-35 L 1.5 01 | @ 3 65
TCP18R175F-005-35 R 175 | 0.05 | @ 3 65
TCP18R175F-010 R 1.75 01 | @ 2 65
TCP18L175F-010 L | 175 ] 01 |@ 2 65
TCP18R175F-010-35 R 1.75 01 | @ 3 65
TCP18L175F-010-35 L 1.75 01 | @ 3 65
TCP18R200F-005-35 R 2 005 | @ 3 65
TCP18R200F-010 R 01 | @ 2.5 65
TCP18L200F-010 L 2 01 | @ 25 65
TCP18R200F-010-35 R 2 01 | @ 3 65
TCP18L200F-010-35 L 2 01 | @ 3 65
TCP18R250F-010 R 2.5 01 | @ 25 65
TCP18L250F-010 L 2.5 01 | @ 25 65
TCP18R250F-010-35 R 2.5 01 | @ 3 65
TCP18L250F-010-35 L 2.5 01 | @ 3 65
TCP18R300F-010 R 3 01 | @ 2.5 65
TCP18L300F-010 L 3 01 | @ 2.5 65
TCP18R300F-010-35 R 3 01 | @ 3 65 )
TCP18L300F-010-35 L] 3 | o1 @ 3| 55 | @ mony packase

Reference pages: Toolholders — F199 - F203, Standard cutting conditions — F212

Tungaloy F211




Il STANDARD CUTTING CONDITIONS

TCF18L (Face grooving)

ISO Workpiece materials Grades Cl&:igg /fnpiﬁ;"d £ nf?ne/(:ev)

S15C, c1é§,w é?f?ﬁ”&fg C20, etc. s 80-100 0.01-0.04

. sssc,coaffg,o Sé’ﬁ?ﬂsd,ﬁ"%rﬁﬁi%'« otc. e SUSUC 0ol -t

P,\ﬁ'l‘gg’e;,‘;g, steel SH725 30- 100 0.01-0.04

M SUS304, XSCrl\i%TEI;,e?(SS%t?I\TilMoW-‘]2-2, etc. Shlies 0=l Gl

FC250, GG25, (23&':?)y Eé:sstoltg?rc]aeso, 300, etc. Sl =1y CROSIHL

FCDA400, 400-15D,UF‘;8|56%%S,t(|;rg(1360, 600-3, etc. Sl Syl CRUIS R

TT'f%’K‘f’z\f'L"tf SH725 20 - 40 0.01 - 0.04

S SPEELEE SH725 10 - 30 0.01 - 0.04

Inconel718, etc.

TCS18R/L, TCL18R/L (3D chipbreaker), TCG18R/L (honed edge), TCG18R/L (Full R)

: : Cutting speed Feed: f (mm/rev)
ISO Workpiece materials Grade .
P Ve (m/min) TCL18 TCS18 TCG18
Cosicapeit el AH7025 80- 180 0.03-0.12 0.04-0.16 0.04-0.14

S$15C, SS400, etc., C15E4, E275A, etc.

Carbon steel, Alloy steel
. S55C, SCMA440, etc., G55, 42CrMod, etc. AH7025 80 - 180 0.03-0.12 0.04 - 0.16 0.04 - 0.14

Prehardened steel

N AH7025 80 - 180 0.03 - 0.12 0.04-0.16 0.04-0.14
ML 304, sUs316, eto, XSS5, XSOMNiMO17-12:3, et AH7025 50-120 0.03-0.12 0.04-0.16 0.04-014
. FC250, FC300, etc.,Gzrgg,%%sé,iregg., GG25, GG30, etc. AR 0= e 0.04-0.16 0.04-014
FCD400, etc?i%tgigg,syt@?eea4o, otc. AH7025 50 - 180 0.03-0.12 0.04-0.16 0.04-0.14
e AH7025 30 - 60 0.03-0.12 0.04-0.16 0.04 - 0.14

S Slzalons AH7025 20- 40 0.03-0.12 0.04-0.16 0.04 - 0.14

Inconel718, etc.

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

ISO Workpiece materials Priority Grades c""}:'&ﬁ’/mﬁfd f (n':l?ne/?ev)
Low carbon steel First choice SH725 80 - 180 0.03-0.1
S15C, SS400, etc., C15E4, E275A, etc. Toughness AH725 80 - 180 0.03 -0
. Carbon steel, Alloy steel First choice SH725 80 - 180 0.03-0.1
S55C, SCM440, etc., C55, 42CrMod4, etc. Toughness AH725 80 - 180 0.03-0.1
Prehardened steel First choice SH725 80 - 180 0.03 - 0.1
NAK80, PX5, etc. Toughness AH725 80 - 180 0.03-0.1
M Stainless steel First choice SH725 50 - 120 0.03-0.1
SUS304, SUS316, etc., X5CrNi18-9, X5CrNiMo17-12-3, etc. Toughness AH725 50 - 120 0.03-0.1
Grey cast iron First choice AH725 50 - 180 0.03-0.1
FC250, FC300, etc., 250, 300, etc., GG25, GG30, etc. Sharpness SH725 50 - 180 0.03-01
. Ductile cast iron First choice AH725 50 - 180 0.03-0.1
FCD400, etc., 400-158, etc., GGGA4O, etc. Sharpness SH725 50 - 180 0.03 - 04
Titanium alloys First choice SH725 30-80 0.03-0.1
s Ti-6Al-4V, etc. Toughness AH725 30-80 0.03-0.1
S First choice AH725 20 - 40 0.03- 0.1

Inconel718, etc.

F212 tungaloy.com




Il Precautions of processing

Minimum diameter
for face grooving

CDX

%
''''''' - a
<=
Minimum face Maximum groove
diameter depth
DAXN (mm) CDX (mm)
65 3

Grooving

Tungaloy F213



MY=T SERIES

#S/D##R/L+CGWSR/L
Adapter for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

<CDX Right hand (R) [SCITSIRu NN | ¢t hand (1) [HEVSREEH P
2 24

s}y e =
DAXN ! ° Reverse _“II

DAXX = ‘ LF ~ rotation e
O -
w iﬂ\ Regular (o b=
I¢ Et# d‘ ,,,,,,,,,,,,,,, ‘ I¢ rotation T-
Right hand (R) shown. Dashed line: 20mm square shank. iggg‘fe?grgm iggg‘felfgﬂ
Designation CW DAXN DAXX [¢»).4 H B LF HF WF Insert Shank Torque*
30S3040R/L _ 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S4050R/L 3 40 50 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRIL... 5
30S5065R/L [8 s es 10 2025 20/25 1525 20/25 27/32  G'30, GE30-AL CGWSRI/L... 5
30S6590R/L 3 65 90 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S90150R/L _ 10  20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRIL... 5
30S150500R/L 3 150 500 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRIL... 5
40S3545R/L [ass s 14 2025 20/25 1525 20/25  27/32 G40, GE40-AL CGWSRI/L... 5
,- 40S4555R/L 4 45 55 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
4 /| 40S5580R/L [@ss e 14 2025 2025 1525  20/25 27/32 G40, GE40-AL CGWSR/L... 5
N 40S80140R/L 4 80 140 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRIL... 5
40S140500R/L [0 H40 8000 14 2025 20/25 1525 20/25 27/32  G'40, GE40-AL CGWSRI/L... 5
40D3545R/L 4 35 45 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
40D4555R/L _ 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRIL... 5
40D5580R/L 4 55 80 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRIL... 5
40D80140R/L 478040 22 2025 20/25 1605 20/25 27/32 G40, GE40-AL CGWSRI/L... 5
40D140500R/L 4 140 500 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
50S3545R/L _ 14  20/25 20/25 1525 20/25 27/32 G*50 CGWSRIL... 5
50S4555R/L 5 45 55 14 20/25 20/25 1525 20/25 27/32 G*50 CGWSRIL... 5
50S5575R/L [USEENTE 14 2025 20/25 1525 20/25  27/32 G50 CGWSRI/L... 5
50S75130R/L 5 75 130 14 20/25 20/25 1525 20/25 27/32 G*50 CGWSRI/L... 5
50S130500R/L _ 14 20/25 20/25 1525 20/25 27/32 G*50 CGWSRIL... 5
50D3545R/L 5 35 45 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRIL... 5
50D4555R/L [SaEEE 22 2025 20/25 1605 20/25  27/32 G50 CGWSRI/L... 5
50D5575R/L 5 55 75 22 20/25 20/25 1605 20/25  27/32 G*50 CGWSRI/L... 5
50D75130R/L _ 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRI/L... 5
50D130500R/L 5 130 500 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRIL... 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.

Use right-hand shanks (CGWSR~) with right-hand adapters (~R); and left-hand shanks (CGWSL~) with left-hand adapters (~L).

Torque*: Recommended clamping torque (N-m)

SPARE PARTS & & (

Designation Clamping screw Adapter screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
508S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Combination of adapter and shank

Adapter
SIEDIN
**S/D*R **S/D**L
CGWSR... [ ]
CGWSL... o
CGWTR... [ J
CGWTL... ()

@ : Corresponding

Reference pages: Inserts — F217 - F220, Shanks — F216, Standard cutting conditions — F221
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#S/D##R/L+CGWTR/L

Adapter for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

G ENR () CGWTR™ - (A EUGE(R) CGWTL R
R e R SV | 2
- Y E Reverse |
cwW rotation
DAXN < LF S |
@ 3 e s | s
T
Shank right Shank left
Right hand (R) shown. Dashed line: 20mm square shank. Adapter left Adapter right
Designation CW DAXN DAXX [¢»).4 H B LF HF WF Insert Shank Torque*
30S3040R/L _ 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S4050R/L 3 40 50 10 20/25 20/25 150  20/25 52.25  G*30, GE30-AL CGWTL/R... 5
30S5065R/L [es0es T 10 2025 20/25 150 20/25 5225  G'30, GEG0-AL CGWTL/R... 5
30S6590R/L 3 65 90 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S90150R/L _ 10  20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S150500R/L 3 150 500 10 20/25 20/25 150  20/25 52.25  G*30, GE30-AL CGWTL/R... 5
40S3545R/L [4ss s 14 2025 20/25 150 20/25 5225 G40, GE40-AL CGWTL/R... 5
40S4555R/L 4 45 55 14 20/25 20/25 150  20/25 5225  G*40, GE40-AL CGWTL/R... 5
40S5580R/L _ 14 20/25 20/25 150  20/25 5225  G*40, GE40-AL CGWTL/R... 5
40S80140R/L 4 80 140 14 20/25 20/25 150  20/25 52.25  G*40, GE40-AL CGWTL/R... 5
40S140500R/L [47 4408000 14 2025 20/25 150  20/25 5225  G'40, GE40-AL CGWTL/R... 5
40D3545R/L 4 35 45 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5 o
40D4555R/L _ 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5 §
40D5580R/L 4 55 80 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5 8
40D80140R/L 478040 22 2025 20/25 150 20/25 6025 G40, GE40-AL CGWTL/R... 5 3
40D140500R/L 4 140 500 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5
50S3545R/L _ 14  20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50S4555R/L 5 45 55 14 20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50S5575R/L [SEsE 14 2025 20/25 150 20/25  52.25 G50 CGWTL/R... 5
50S75130R/L 5 75 130 14 20/25 20/25 150  20/25 5225 G*50 CGWTL/R... 5
50S130500R/L _ 14  20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50D3545R/L 5 35 45 22 20/25 20/25 150  20/25 60.25 G*50 CGWTL/R... 5
50D4555R/L [8ases 22 2025 20/25 150 20/25  60.25 G50 CGWTL/R... 5
50D5575R/L 5 55 75 22 20/25 20/25 150  20/25 60.25 G*50 CGWTL/R... 5
50D75130R/L _ 22 20/25 20/25 150  20/25 60.25 G*50 CGWTL/R... 5
50D130500R/L 5 130 500 22 20/25 20/25 150  20/25 60.25 G*50 CGWTL/R... 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.

Use right-hand shanks (CGWTR~) with left-hand adapters (~L); and left-hand shanks (CGWTL~) with right-hand adapters (~R).

Torque*: Recommended clamping torque (N-m)

SPARE PARTS & & (

Designation Clamping screw Adapter screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
508S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Combination of adapter and shank

Adapter
SIEDIN
**S/D*R **S/D**L
CGWSR... [ ]
CGWSL... o
CGWTR... [ J
CGWTL... ()

@ : Corresponding

Reference pages: Inserts — F217 - F220, Shanks — F216, Standard cutting conditions — F221
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MY=T SERIES

CGWSR/L

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

| ]
LF J
b =}
2-M6 | [y |
<—H>‘ HBH Right hand (R) shown.
Designation H B LF LH HBH
CGWSR/L2020 20 20 137 32.5 5
CGWSR/L2525 25 25 137 -
CGWTR/L
Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders,
for tangentially clamped adapter
B4 B
||ui‘ =/ o
- LF .
=l =
—
Lw»‘ HBH Right hand (R) shown.
Designation H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5
CGWTR/L2525 25 25 150 37 -
SPARE PARTS &
CGW*RI/L... CSHB-6

Reference pages: Inserts — F217 - F220, Standard cutting conditions — F221
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Il CHIPBREAKER GUIDE

Face grooving

;
GF 1st choice for face grooving 0.30 % U%ﬁ

=
Low cutting force and good chip L o025
control for face grooving € 0.20 # ;

§ 0.15 /
CW=3-5mm 5

® 010

i

0.05
L M Face grooving
3 4 5
F219 Groove width: CW (mm)

+
GE 1st choice for external grooving 0.30 U%ﬁ

and parting 3 005
Excellent chip control for grooving & ° #j/
£ 0
CW=3-5mm < 045
e} M External grooving
E 010 — Internal grooving
005 —— ¥~ HFacegrooving
- Parting
3 4 5
F218 Groove width: CW (mm)

b
GN 1st choice for internal grooving 030} — % U\‘:‘»

Grooving

Low cutting force and good chip é 025 ————
control for internal grooving E 0.20 #j/
CW=3-5mm = 015

§ 010

% 0.05

.- H Face grooving
3 4 5
F220 Groove width: CW (mm)

External grooving and turning

¥
GT 1st choice for turning UHF % Jﬁ
: '
Low cutting force and good = 20
chip control for traversin o'
p g 5 E GT40 #Ej/
CW=3-5mm £a GT30
87 1 j/
0.05 010 0.5 0.20 0.25 0.30
F218 Feed: f (mm/rev)

For profiling

GR Full radius type %ﬁ#

Low cutting force and good 5 _ 20 R

chip control for profiling 5 E GR40 #j/ j/
cE

CW=3-5mm 52 GR30
8 1o

0.05 0.10 0.15 0.20 0.25 0.30

F219 Feed: f (mm/rev)

Please see page F*** for the product details.

Tungaloy F217




For aluminium and non-ferrous metal

GE-AL

F220

Reduce cutting force and welding
due to sharp chipbreaker

CW=3-4mm

Feed: f (mm/rev)

030 F———
025 —m——
020 —————

0.15

3 4

Groove width: CW (mm)

0.10

Wl
=/

Please see page F*** for the product details.

B INSERTS
GE

For external grooving and parting

=
o

w
RE
)

Face
<

INSL Ref.

Bl stee! * [ [ & *
M Stainless * %
Cast iron * | Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw+%'| RE |0 § & 2 INSL| h
NIE 3
<O =z
GE30 3 02 @ @ @ o 10 3.5
GE40 4 02 @ @ @ () 10 4
GE50 5 02 ® @ @ [ 12 4.5
@ : Lineup
GT
For external grooving and turning
|
Bl steel * [ % [ *
M Stainless % %
Cast iron * | 3 S
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw+¢' RE 10 & & . INSL| h
NEIX 3
<O P
GT30 3 0.4 o0 [ J 10 3.5
GT40 4 0.4 [ BN ] [ J 10 4
GT50 5 04 @ @ @ [ ] 12 4.5
@ : Line up

Reference pages: Toolholders — F214 - F216, Standard cutting conditions — F221
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GR
For profiling (full radius)

=
O

A
RE / INSL Ref.

-C_

- Steel * % & *
M Stainless * %
Cast iron ¥* | v Y
Non-ferrous
Superalloys Y % : First choice
H Hard materials Y% : Second choice
Coated Cermet
Designation cwsi| RE o Q 8 3 INSL| h
ST &
= <O =2
GR30 3 1.5 o0 [ J 10 3.5
GR40 4 2 00 [ 10 4
GR50 5 25 | @ @ @ o 12 4.5
@ : Line up
2
GF £
For face grooving 8
O]
31
()
o NSLre
-
- Steel * *
M Stainless D ¢
Cast iron S DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation cw«1| RE | 3 INSL| h
i &
() =2
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 | @ [ ] 10 4
GF50 5 02 | @ [ ] 12 4.5
@ : Line up

Reference pages: Toolholders — F214 - F216, Standard cutting conditions — F221
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GN

For internal grooving

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated
Designation cw+1| RE | INSL| h
N
I
O
GN30 3 02 | @ 10 3.5
GN40 4 02 @ 10 4
GN50 5 02 | @ 12 4.5
@ : Line up
GE-AL
For aluminium and non-ferrous metal
gf
O
RE 7. INSLrei
-C_
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials Y« : Second choice
Uncoated
Designation cw+1| RE |i5 INSL| h
o
0
X
GE30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@ : Line up

Reference pages: Toolholders — F214 - F216, Standard cutting conditions — F221
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cutting speed

Ve (m/min)
T9225 80 - 300
Low carbon steel, Alloy steel _
(~ HB150) NS9530 100 - 200
GH730, AH120 50 -180
T9225 80 - 220
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 80 - 180
GH730, AH120 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel _
(HB250 ) NS9530 80 - 150
GH730, AH120 50-120
M Stainless steel GH730, AH120 50 - 120
. Grey iron, Ductile cast iron GH730, AH120 50-180
. Aluminium alloy, Non-ferrous metal KS05F 200 - 300

For face grooving

Feed: f (mm/rev)
Operation Groove width: CW (mm) o
c
3 4 ) =
. o)
Face grooving 0.06 - 0.22 0.06 - 0.24 0.07 - 0.26 o
(GE™) (O]
Face grooving 0.04-0.25 0.05 ~ 0.26 0.05 - 0.30
(GF™)
Traversing ap=0.5-15 ap=05-2 ap=05-25
(GT™) f=0.06-0.2 f=0.06-0.25 f=0.06-0.27
Traversing ap=05-14 ap=05-1.5 ap=0.5-1.6
(GR*) f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Grooving for Aluminium alloys
(GE*-AL) 0.03 - 0.1 0.03 - 0.1

For diameter compensation values in traversing, F115 page
When vibration occurs in turning, please use the lower limit value in the above table.

Tungaloy F221




GX-R/LF

Face grooving toolholder

Details view
; O
Oy ﬁN
'
Right hand (R) shown.
Designation e\ CWX DMIN CDX H B LF LH HF WF Insert Torque*

GX-2525R/LF |4 45 85 15-6 25 25 150 35 25 32  XNL/R63... 5

Use right-hand toolholders (GX-...RF) with left-hand inserts (XNL); and left-hand toolholders (GX-...LF) with right-hand inserts (XNR).
Torque*: Recommended clamping torque (N-m)

& & {
SPARE PARTS g
Designation Clamp set Clamping screw Shim Shim screw Wrench
GX-2525RF CP81A RT-1 SL-3R BHM4-8 P-4
GX-2525LF CP81A RT-1 SL-3L BHM4-8 P-4
Bl INSERT
XNR/L
20 8
ot
A = ¢
Left hand (L) shown.
2-RE
- Steel * *
M Stainless
Cast iron DA DA
l Non-ferrous
S Superalloys % : First choice
H Hard materials < : Second choice
Cermet | Uncoated
o
Designation HAND|CcW=005| RE |3 o CDX
& T
=2 =
XNR6310-02 R 1 02 | @ [ J 1.5
XNL6310-02 L 1 02 @ [ J 1.5
XNR6315-02 R 1.5 02 | @ [ J 2.3
XNL6315-02 L 1.5 02 | @ [ J 2.3
XNR6320-02 R 2 02 | @ [ J 3
XNL6320-02 L 2 02 @ [ J 3
XNR6325-02 R 25 02 | @ [ J 3.8
XNL6325-02 L 25 02 | @ [ J 3.8
XNR6330-02 R 3 02 | @ [ J 4.5
XNL6330-02 L 3 02 @ [ J 4.5
XNR6335-02 R 3.5 02 | @ [ J 5.3
XNL6335-02 L 3.5 02 | @ [ J 5.3
XNR6340-02 R 4 02 | @ [ J 6
XNL6340-02 L 4 02 @ [ J 6
XNR6345-02 R 4.5 02 | @ [ J 6
XNL6345-02 L 4.5 02 | @ [ J 6
@ : Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cl‘]/tting sReed Feed: f (mm/rev)
'c (m/min)
CW<2mm CW=2~4mm CW>4mm
. Carbon steels NS9530 80 - 200 0.05-0.1 0.08 - 0.2 0.08 - 0.25
. Cast irons, Light alloys TH10 60 - 150 0.05 - 0.1 0.08-0.2 0.08 - 0.25

F222 tungaloy.com




MY=T SERIES

CGWSR/L-FLR/L5TP

Face grooving and turning toolholder

N 2020 shank
l CDX E gj % %
L = m 0
Zy i Ni || © ©)
g T N :
el 45 d
3 %T L L | 485
il
=] w ,
t] [Coe) k!
Right hand (R) shown.
Designation CW DAXN INei»)¢ H B LF HF WF Insert Shank Adapter Torque*
CGWSR/L2020-FLR/L5TP 6 20 20 152 20 27 FLEX50R/L CGWSR/L2020 FLR/L5TP 5
CGWSR/L2525-FLR/L5TP 5 150 6 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/L5TP 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.

Note: Use right-hand shanks (CGWSR...) with right-hand adapters (FLR5TP); and left-hand shanks (CGWSL...) with left-hand adapters (FLL5TP).

Torque*: Recommended clamping torque (N-m)

Q
SPARE PARTS @ & (

Designation Clamping screw  Adapter screw Wrench

CGWSR/L***-FLR/L5TP CHHM5-18 CSHB-6 P-4
B INSERT o
FLEX(R/L) £
o
(]
% . Recess 5

RE “ 20
o IO

b |o= -
‘!. To distinguish the insert hands, the V-shape

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

Right hand (R) shown. a recess. (not of a right-hand insert)
Bl steel * * *
M Stainless * *
Cast iron DAY DA
Non-ferrous
Superalloys Y : First choice
H Hard materials 3¢ : Second choice
Coated Cermet | Uncoated
o
Designation HAND|CW:005 RE |1 B o BW
! & %
= z 5
FLEX30R R 3 0.4 [ ) 2.2
FLEX30L L 3 0.4 [ ] 2.2
FLEX40R R 4 0.4 [ ] 3.1
FLEX40L L 4 0.4 [ ) 3.1
FLEX50R R 5 04 | @ [ [ J 4
FLEX50L L 5 04 | @ [ ] [ J 4
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting sp_eed Feed: f (mm/rev)
Vc (m/min) Grooving Turning Turning
T9225 80 - 300 0.05 - 0.25 0.1-0.3
. Carbon steels NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05 - 0.25 0.1-0.3

Tungaloy F223




ADDFCUT

QSER/L

External toolholders for grooving and parting

SPARE PARTS

{

Designation Wrench
Qs... QL-39

Reference pages: Inserts — F227, F228, Standard cutting conditions — F228

F224 tungaloy.com

[} [} UH—
e o H H i
KL LF
LH
£ T
Right hand (R) shown.
Designation Ccw CDX Seat size H B LF LH HF WF
Iy QSER/L2020-2T26 20 20 125 36 20 20.1
~ QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2525-2T26 2 2% 2 25 25 150 36 25 25.1
QSER/L2525-2T33 2 33 2 25 25 150 42 25 25.1
. QSER/L2020-3T26 L R 20 20 125 36 20 20.3
~ QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2525-3T26 3 2% 3 25 25 150 36 25 25.3
QSER/L2525-3T33 3 33 3 25 25 150 42 25 25.3
QSER/L2020-4T33 4 3 4 20 20 125 42 20 20.4
QSER/L2525-4T33 4 33 4 25 25 150 42 25 25.4
QSER/L2525-5T33 R 5 25 25 150 42 25 255
QSP
Blades for external deep grooving and parting
¥ ¥
‘ BT U+
I f ‘ LF
Designation Ccw CUTDIA Seat size H B LF HF
QSP26-2D 2 26 1.8 150 21.4
QSP32-2D 2 66 2 32 1.8 150 24.8
QSP32-3D 3 120 3 32 2.4 150 24.8
QSP32-4D 4 120 4 32 3.2 150 24.9




CTBU
Tool block for QSP blades

o i
2 ] % D C
<
‘QI I TS
L
T -
B |t OAL
m
- OAW T
. . Blade
Designation H B OAL HFASSY HBH OAH OAW (Optional)
CTBU20-26 20 21 86 20 9 43 38 QSP26...
CTBU25-26 25 23 110 25 5 45 43 QSP26...
CTBU20-32 20 19 100 20 13 50 38 QSP32...
CTBU25-32 25 23 110 25 8 50 42 QSP32...
CTBU32-32 32 29 110 32 5 54 48 QSP32...
SPARE PARTS ﬁ @ (
Designation Clamp Clamping screw Wrench
CTBU20-26 CT-86 CM6X30-S =5
CTBU25-26 CT-105 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32 CT-110 CM6X30-S P-5
CTBU32-32 CT-110 CM6X30-S 25

Grooving

C-TBK-R/L
Toolholder with TungCap connection for parting-off blade

@

L
DCONMS

IWF
E=

Right hand (R) shown.
Designation DCONMS WF LF H
C6TBK-32R/L 63 32 138 32

Applicable for 3 MPa coolant

SPARE PARTS ﬁ @ ( g

Designation Clamp Clamping screw Wrench Coolant parts
C6TBK-32R/L BK32-9WEDG SRM6X16DIN912-12.9 HW5.0 EZ125

Reference pages: Inserts — F227, F228, Standard cutting conditions — F228
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i

Parting

ORCE

ADoPFCUT

QSG

Parting-off and external grooving blade

i

Designation Seat size CUTDIA HF D
QSG52-2T I 2 52 27 48.3
QSG82-2T 2 2 82 42 69.3
QSG52-3T - 3 52 27 48.3
QSG82-3T 3 3 82 42 69.3
QSG120-3T D 3 120 61 88
QSG52-4T 4 4 52 27 69.3
QSG82-4T e 4 82 42 69.3
QSG120-4T 4 4 120 61 88
QSG120-5T I 5 120 61 88

SPARE PARTS (
QSG... QL-39

CHTBR/L
Tool block for QSG blade

CUTDIA |
> ﬁ_ﬁt - —
% ]
< O/ @ T
5 o UL =
T - = c
=
FIAY
!
oAwW | I<B
i Right hand (R) shown.
Designation CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 20 50 26.5 37
CHTBR/L2525-52 52 25 255 125 25 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 20 75 26.5 53
CHTBR/L2525-82 82 25 255 150 25 75 31.5 53
CHTBR/L2525-120 120 25 255 165 25 100 31.5 67
CHTBR/L3232-120 120 32 32.5 165 32 100 38.5 67
The blade clamping screw heads protrude out for as much as 3.1 mm over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.
Maximum
& f / Workpiece groove depth
SPARE PARTS diameter T max
Designation Clamping screw Grip Torx bit oD1 -
CHTBRI/L... SR ISO 14580 M4X10 SW6-SD BLDT20/S7

Bl Maximum groove depth (T max) as function of workpiece diameter (aD1)

CHTBR/L***-52 92 102 115 133 159 198

CHTBR/L***-82 104 108 112 116 121 127 134 142 151 162 176 192 212 237 270 313 375 468

CHTBR/L™***-120 205 214 224 235 247 261 278 297 319 345 376 414 462 522 601 709 865 1112
T max 21 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4

CHTBR/L***-82 98 101
CHTBR/L***-120 144 147 150 153 156 160 164 168 173 178 184 190 197

T max 34 33 32 31 30 29 28 27 26 25 24 23 22

CHTBR/L™***-120 121 122 123 124 125 126 127 128 129 130 131 133 134 136 138 140 142
T max 55 52 50 48 47 46 45 44 43 42 41 40 39 38 37 36 35

Reference pages: Inserts — F227, F228, Standard cutting conditions — F228
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Il CHIPBREAKER GUIDE

QGM First choice for grooving l Standard feed % UE“
and parting 0.5 ¢
Smooth chip evacuation E o4
Well-designed edge with £
high strength = 02 I I
CW=2-5mm 3 0-1~~I rrrrr Bl -
0

2 3 4 5
Groove width: CW (mm)

TUNGFBLADE B Recommended feed when using TungFeed-Blade

Enables high feed machining 0.5
when combined with extremely 5 04 - -
rigid TungFeed-Blade toolholder E ONc] N
CW=2-5mm g 0.2 M
CUTDIA = 952, 982, 2120 mm S o1 B -
O—% 3 ~7 5
Groove width: CW (mm)
. [
QGS Lower cutting force and M Standard feed % UH’
superior sharpness 05 o
. . = 04 'S
Uniquely designed edge % §
and chipbreaker £ 03 15
CW=2-5mm 5 02
8 01| I I I e
2 o
"% 3 7 s
Groove width: CW (mm)
Il INSERTS
QGM
External deep grooving and parting
RE
5 EHER
(@]
\NS\_Re\‘.
H
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Seat |cy.005| RE |& INSL| h
size : =
I
<
QGM2-020 2 2 02 | @ 1 5.3
QGM3-020 3 3 02 | @ 11 5.3
QGM4-030 4 4 03 | @ 13 | 73
QGMS5-030 5 5 03 | @ 13 | 73
@: Line up

Reference pages: Toolholders — F224 - F226, Standard cutting conditions — F228

Tungaloy F227




QGS

External deep grooving and parting
RE

4 =V==]

o

- Steel *
M Stainless >
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
: ; Seat |~ &
Designation cize | CW=005 RE S INSL| h
I
<
QGS2-020 2 2 02 @ 11 5.3
QGS3-020 3 3 02 @ 11 5.3
QGS4-030 4 4 03 |@ 13 7.3
QGS5-030 5 5 03 | @ 13 7.3
@: Line up
I STANDARD CUTTING CONDITIONS
. . Cutting speed
ISO Workpiece material Hardness Grade .
Vc (m/min)
Steels
. C45, 34CrMod, etc. < 300 HB AH7025 50 - 180
Stainless steel
M X10GINIS15.9, otc. <200 HB AH7025 50 - 120
Gray cast iron
. GG25, 250, etc. - AH7025 50 - 180
Ductile cast irons
GGG45, 450-10S, etc. ) a0 ISy
Superalioys < HRC 40 AH7025 20 - 60
. Inconel718, etc.
Titanium alloys
Ti-6AI-4V. etc. <HRC 40 AH7025 20 - 80

Please see page F227 for feed: f (mm/rev).

Reference pages: Toolholders — F224 - F226

F228 tungaloy.com




TUNGCUT

CGP

External deep grooving and parting blade

Figl = cw, | CUTDIA L oow KCUTD'A Fig.3 %U%r
B W[/ B} = B %
w <~ L B F
T CcW CUTDIA
Fig.2 Z%:
ﬁB -
- LF
Designation cwW Seat size CUTDIA H B LF HF Fig. Torque*
CGP26-1.4S - 1 26 26 1 150 21.4 1 -
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S s 2 40 26 1.8 150 214 1 =
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S _ 3 50 26 2.4 150 21.4 1 =
CGP32-3D 3 3 100 32 2.4 150 24.8 2 -
CGP26-4S 4 4 80 26 B2 150 214 1 =
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D _ 4 120 45 32 150 38.1 2 =
CGP32-5D 5 5 120 32 4 150 24.9 2 -
CGP32-6D 6 6 120 32 5.2 150 24.9 2 =
CGP32-85-CL 8 8 80 32 6.2 150 24.9 3 3

When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
Wrench (CRW...) is not included. Please order it separately.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ ( ?

Grooving

Designation Clamping screw Wrench ((g\gﬁgr?gl)
CGP**-1.4* = = CRW23
CGP**-2/3/4/5/6 = = CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -
Caution

O—@ : unclamp
@—@: clamp

Newly developed clamp

Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

Reference pages: Inserts — F236 - F245, Tool blocks — F230, Standard cutting conditions — F246
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TUNGCUT

CTBF

Tool block for CGP blade, mono block

L
6] I [T [T 1T [T
0 <
T
g, O
- |
B | OAL N
OAW |8
. . Blade
Designation H B OAL HFASSY HBH OAH OAW (Optional)
CTBF25-45 25 22 110 25 25 66 40 CGP45...
CTBF32-45 32 28 120 32 18 66 45 CGP45...
CTBU
Tool block for CGP blade
i Q Q
>- . H\“ 1 HIH Il
w I
<
; 2 D (
(T
T
B T OAL
= - -
OAW _|T
. . Blade
Designation H B OAL HFASSY HBH OAH OAW (Optional)
CTBU20-26 20 21 86 20 9 43 38 CGP26...
CTBU25-26 25 23 110 25 5 45 43 CGP26...
CTBU20-32 20 19 100 20 13 50 38 CGP32...
CTBU25-32 25 23 110 25 8 50 42 CGP32...
CTBU32-32 32 29 110 32 5 54 48 CGP32...
& ¢
SPARE PARTS ﬁ ¢
Designation Clamp Clamping screw Wrench
CTBF... - CM6X1.0X40-A P-5
CTBU20-26 CT-86 CM6X30-S P-5
CTBU25-26 CT-105 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32 CT-110 CM6X30-S P-5
CTBU32-32 CT-110 CM6X30-S P-5
C-TBK-R/L
Toolholder with TungCap connection for parting-off blade
g 2 @/
zZ
o
(&)
LF o
. W]
B
- = A Right hand (R) shown.
Designation DCONMS WF LF H
C6TBK-32R/L 63 32 138 32

Applicable for 3 MPa coolant

& ( &
SPARE PARTS ﬁ ¢
Designation Clamp Clamping screw Wrench Coolant parts
C6TBK-32R/L BK32-9WEDG SRM6X16DIN912-12.9 HWS5.0 EZ125

Reference pages: Inserts — F236 - F245, Blades — F229, Standard cutting conditions — F246
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CGP32-CHP

External deep grooving and parting blade, with high pressure coolant capability

|
K

Designation ("] Seat size CUTDIA H B LF HF
CGP32-2D-CHP 2 50 32 1.8 150 24.8
3
5

CUTDIA

A
@

HF
A

CGP32-3D-CHP 90 32 25 150 24.8
CGP32-4D-CHP 90 32 3.2 150 24.9
CGP32-5D-CHP 110 32 4 150 24.9
CGP32-6D-CHP 110 32 5.2 150 24.9

o 0~ W

When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
Wrench (CRW...) is not included. Please order it separately.

SPARE PARTS @ ?

Designation Sealing screw rteigr(igl
CGP32-*D-CHP SGC340 CRW33
Caution

Grooving

O—® : unclamp
@—@): clamp

Newly developed clamp

Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

CTBU-CHP

Tool block for CGP-CHP blade, with high pressure coolant capability

o = &
>_
0 T d

105} |

< o (@%)

= ] Ll

<B. T G1/8"-28
oAw _| 3
. - Blade
Designation H B OAL HFASSY HBH OAH OAW (Optional)

CTBU25-32-CHP 25 23 110 25 8 50 43.2 CGP32-"D-CHP

Applicable for 14 MPa coolant

SPARE PARTS @ & ( O

Designation Clamping screw Clamp Wrench O-ring
CTBU25-32-CHP SRM6X16DIN912-12.9 CT-110 [7-5) OR14X2.5NN

Reference pages: Inserts — F236 - F245, Standard cutting conditions — F246
Parts for coolant hose — F266
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TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

3., J=} iy

LH U&

Right hand (R) shown.

Designation Seatsize CUTDIA H B LF LH HF  WF20  HBH Torque*
JCTER/L1010X1.4T10 | 14 1 20 10 10 120 18 10 0.2/10.2 - 3
JCTER/L1212F1.4T12 1.4 1 24 12 12 85 19.5 12 0.2/12.2 - 3
JCTER/L1212X1.4T12 _ 1 24 12 12 120 19.5 12 0.2/12.2 = 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 0.2/14.2 - 3
JCTER/L1616X1.4T16 [ 44 1 32 16 16 120 24 16 0.2/16.2 5 3
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 0.1/10.1 2 3
JCTER/L1212F2T12 _ 2 24 12 12 85 19 12 0.1/12.1 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 0.1/12.1 2 3
JCTER/L1414-2T12 [ ] 2 24 14 14 125 19 14 0.1/14.1 . 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 0.1/16.1 - 3
JCTER/L1212F3T12 _ 3 24 12 12 85 19 12 0.3/12.3 2 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 0.3/12.3 2 3
JCTER/L1616X3T16 [ ] 3 32 16 16 120 24 16 0.3/16.3 . 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 0.3/20.3 - 3

(1) "WF2" value is calculated with groove width "CW" shown in the table.
Torque*: Recommended clamping torque (N-m)

JCTER/L2012

External grooving and parting toolholder, for Swiss lathes, with 20 mm shank height

3 g - ‘g

¥

WEF2

II
Right hand (R) shown.
Designation cw Seat size CUTDIA H B LF LH HF WF2() Torque*
JCTER/L2012H2T18 2 36 20 12 100 25 20 0.1/12.1 3
JCTER/L2012H3T21 3 3 42 20 12 100 28 20 0.1/12.1 3

(1) "WF2" value is calculated with groove width "CW" shown in the table.
Torque*: Recommended clamping torque (N-m)

S S

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

Reference pages: Inserts — F236 - F245, Standard cutting conditions — F246
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JCTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

Right-hand LF = %%HEr

=T = V
T m¢ Left-hand @

D i[O
@
=
& o e It
1
HBH

Designation Seatsize CUTDIA H B LF LH HF  WF20 HBH  HBL Torque*

JCTER/L1212X2T12-CHP |2 = 2 25 12 12 120 24.7 12 0/12 5 24.7 3

JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3

JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3

JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & /é @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
(@]
£
>
8
JTTER/L 5

External grooving and parting toolholder, for Swiss lathes

Right-hand gl % d.‘ mt hﬁ%ﬂ%ﬁ

(Y LF

Left-hand

5 e

HBH

Designation Seatsize CUTDIA  H B LF LH HF  WF20 HBH Torque*
JTTER/L1010H1.2D12 12 oo 12 10 10 100 17 10 0/10 - 15
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 0/12 - 15
JTTER/L1212X1.2D16 _ 0.9 16 12 12 120 19 12 0/12 = 1.5
JTTER/L1212X1.2D20 1.2 0.9 20 12 12 120 21 12 0/12 2 15
JTTER/L1616X1.2D20 EE o9 20 16 16 120 21 16 0/16 5 2

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.
Torque*: Recommended clamping torque (N-m)

SPARE PARTS @ ﬁ y

Designation Clamping screw Clamping pin Wrench
JTTER/L1010... SSM3.5x0.35 PIN-SL-TC P-2F
JTTER/L1212... SSM83.5x0.35 PIN-SL-TC P-2F
JTTER/L1616... SRM5-24145-RL PIN-32121 P-2.5F

Reference pages: Inserts — F236 - F245, Standard cutting conditions — F246
Parts for coolant hose — F266
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TUNGCUT

JTTER/L-S

External grooving and parting toolholder, for Swiss lathes (for sub spindle)

Right-hand gl %%ﬁv m¢ hﬁ%”ﬁf

A LF

Left-hand

CUTDIA

JTTER1212F1.2D16-S @ 0.9 16 12 12 85 22.8 12 0 - 1.5
JTTER/L1212X1.2D16-S 0.9 16 12 12 120 26.8 12 0/7.7 - 1.5
JTTER/L1212X1.2D20-S 0.9 20 12 12 120 26.8 12 0/7.7 2 1.5
JTTER/L1616X1.2D20-S 0.9 20 16 16 120 26.8 16 0/7.7 = 1.5

Designation CwW Seat size CUTDIA H B LF LH HF WF2() HBH Torque*
JTTER/L1010H1.2D12-S 0.9 12 10 10 100 22.8 10 0/7.7 - 15
1.2
1.2

(1) “WF2” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
hand holder.

(2) No clamping screw from the insert side.

Torque*: Recommended clamping torque (N-m)

SPARE PARTS E )y

Designation Clamping screw Clamping pin Wrench
JTTER/L™-S SSM3.5x0.35 PIN-SL-TC P-2F
CHGP

Parting-off and external grooving blade

S

Designation Seat size CUTDIA HF D
CHGP52-2T R 2 52 27 483

CHGP52-3T 3 3 52 27 48.3
CHGP82-4T 4 4 82 42 69.3
When depth is deeper than insert length - 1.5mm, 1 corner type is recommended.
SPARE PARTS ?
. . Wi h
Designation (O;;et?;n)
CHGP... CRW33

Reference pages: Inserts — F236 - F245, Standard cutting conditions — F246
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CHTBR/L
Tool block for CHGP blade

T L]
_____ ]n:
————— I
< H
(@) 1
OAW - Right hand (R) shown.
Designation CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 20 50 26.5 37
CHTBR/L2525-52 52 25 255 125 25 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 20 75 26.5 53
CHTBR/L2525-82 82 25 25.5 150 25 75 31.5 53

Note: The blade clamping screw heads protrude out for as much as 3.1 mm over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

SPARE PARTS & f /

Designation Clamping screw Grip Torx bit
CHTBR/L... SR ISO 14580 M4X10 SW6-SD BLDT20/S7

Bl Maximum groove depth (T max) as function of workpiece diameter (gD1)

Designation oD1 o
CHTBR™-52 53 54 55 56 58 60 62 65 68 72 78 8 9@ 102 115 133 159 198 =
CHTBR/**-82 104 108 112 116 121 127 134 142 151 162 176 192 212 237 270 313 375 468 8

21 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4 O

Designation oD1 Workpiece Maximucrjn th

groove dep

CHTBR/L****-82 83 84 85 86 87 89 90 92 94 96 98 101 g‘aD':‘eter Tmax\
T max 34 33 31 30 29 28 27 26 25 24 23 22 /

Reference pages: Inserts — F236 - F245, Standard cutting conditions — F246
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N

Parting

Il CHIPBREAKER GUIDE

External grooving and parting

DGM type (2 corners)

1st choice for grooving and M Standard feed

parting

T J

F243

CW=2-6mm

SGM type (1 corner) 05
= 04 - .
Smooth chip evacuation E °
Well-designed edge with high E e o N B
strength 3 0.2 I R
Handed insert available g o I -y
CW=2-8mm %3 4 5 6 8
Groove width: CW (mm)
TUNGFBLADE [l Recommended feed when using TungFeed-Blade
Enables high feed machining 0.5
when combined with extremely T O
rigid TungFeed-Blade toolholder E 03 _ -
CW=2-4mm Sy B . 8
CUTDIA = 952, 282 mm % oil ‘M B W
S 0
03 3 4
F239. F240 Groove width: CW (mm)
. ¥
DGS type (2 CornerS) Lower cutting force and [l Standard feed *Hf Ugr j/
SGS type (1 corner) superior sharpness 05
- Unique-designed edge and E 04
chipbreaker g 0.3 1
Handed insert available 5 02 '
CW=12-8mm FRR] - DIII I -
d
1214 2 3 4 5 6 8
F241, F242 Groove width: CW (mm)
. '
DGG type (2 corners) | For non-ferrous materials M Standard feed JiL UHﬁ j
and titanium 04 ¢ /
>
[0}
Chipbreaker with low cutting force E 03
Sharp cutting edge that prevents < 02
vibration and delivers fine surface § 0.1 l II II
. w
finish 0 %3735 6
CW=2-6mm Groove width: CW (mm
F243
¥
DGL type (2 corners) | 454 choice for mild steel M Standard feed % UET j /)
0.4
Chipbreaker with excellent chip g 03
control at low feed E '
Suitable for mild steel that often = 0.2 B I I
o § BN BN W e
gives difficulties in chip control § 0.1 l l
0

2 3 4 5 6
Groove width: CW (mm)

Please see page F*** for the product details.

F236 tungaloy.com




External grooving and parting

DTM type General purpose [l Standard feed and DoC (for turning) UHfﬂwLJﬁ j j
(2 corners) E° 5 * it

1st choice for grooving and turning E
i i i ng = 4
Suitable for Illght to meld|um culttllng g B Standard feed
Excellent chip control in machining & 3 0a
steel, alloy steel, stainless steel, g 2 ] S :
and heat-resistant alloy £ 1 ‘\E- 0.3 |- - - I
[
=2- a - : £ 0.2} - . . .
CW=2-8mm 0701 02 03 04 0506 =
Feed: f (mm/rev) "g 0.4 I - .. .
(0]
Groove width: CW (mm) -9
M2 N3 N4 W5 W6 m8 2 3 4 5 6 8
Groove width: CW (mm)

F244

External grooving, turning and parting

DTE type General purpose [l Standard feed and DoC (for turning) %ﬁ» j
(2 corners) £° yo J/ /
Unigue chipbreaker makes % 4 ]
chips shorter ) - B Standard feed
Molded and ground insert g ot ] - 0.4
available £ 1 1 g 0.3 [ =B B 5
CW =2.65-8 mm 80 s Eo2l B B NN B f=
01 0.2 03 04 05 06 = >
Feed: f (mm/rev) "§ o1l-N - M - ‘- 8
Groove width: CW (mm) -0 (O)
N3 M4m5H6 W8 3 4 5 6 8
F244, F245 Groove width: CW (mm)

DTX type Multi-functional type [l Standard feed and DoC (for turning) Uﬁi%ﬁgﬂj/}i
€59 T

(2 corners) £
Well balanced sharpness E 4 N
P o ,_} l Standard feed
and strength )
Multi-functional insert 3, .
CW=2-8mm g A =; % R & & =
g o i Eo2l - R BT BB
01 02 03 04 =
Feed: f (mm/rev) ?‘3 01 I """ - - S
w
Groove width: CW (mm) 0 > 3 4 5 6 8
F245 W2 W3 m4 mS5 w6 ms Groove width: CW (mm)

Please see page F*** for the product details.
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Il GRADE SELECTION

AHB8O00S5

. . - Continuous cutting, First choice
.— ! - External and Internal, Turning
. AHB8O005 AH7025
Turrﬁng - Light interrupted cutting,
= First choice
® ' - A mix of continuous and
a AH7Z7025 interrupted cuts
Sk AHE235
‘® 1 / - Heavy interrupted cutting,
= AHG235 First choice
- J - Facing, Parting
Parting-off
& - (& - &
Continuous Light Interrupted Heavy Interrupted
Il GRADES

Dl eves ELEAeves ELZEHeve

- First choice for external, internal, and
side-turning, continuous cuts

_AH725 | I

- General purpose PVD grade for high
fracture resistance

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

__KSO5F [

- Recommended for non-ferrous
materials and titanium

__BXA10 [

- Coated CBN grade designed for
turning hardened steel parts

F238 tungaloy.com

- First choice for light interrupted cuts - First choice for heavy interrupted
or a mix of continuous and interrupted cuts, as well as parting and facing
cuts applications

- New PVD coating with high Al content
provides excellent adhesion strength
- Improved wear and chipping resistance

7515 | _T9225 |

- First recommended grade for cast - Suitable for steel machining at
iron high speeds

- Exellent wear resistance in - New CVD coating and substrate
high speed machining deliver an outstanding balance of

wear and chipping resistance

- Recommended for - Remarkable for machining of heat
interrupted machining resistant alloys

- TICNO PVD coating layer with - Exclusive coating layer improves
high wear resistance adhesion strength and wear

- High hardness wear resistance resistance

__TH10 ]

- Recommended for
non-ferrous materials

__BX360 [

- Developed for grooving applications
of hardened steel parts




Il INSERTS
DGM

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand

7 INSL Ref. - 7 INSL Ref. _ 7w INSL Ref. -

I8l stee K[ K[k | [ k| [k |
M Stainless ¥* | Y% % ) ¢ *‘ ‘
Cast iron * ) dhidbAdh ¢ DA PAG
l Non-ferrous ‘
S Superalloys |* Adh db ¢ * % : First choice
H Hard materials ‘ ‘ ‘ Y¢ : Second choice
Coated Cermet Uncoated
. . Seat Y v 2] Q
Designation ise |HAND[CW:005 RE 0 S 8 S 88 & |8 w INSL| h |PSIRL|PSIRR
SEE2EXIE B A
i S S S-S - ¢ P4 N4
DGM2-020 2 N 2 02  © ®© 00 o0 [ J o 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 [ N} ([ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 o0 ([ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ ) ® 20 5 0° 8° o
DGM2-020-8L 2 L 2 0.2 [ N ) ([ 20 5 8° 0° =
DGM2-020-15R 2 R 2 | 02 ) ° 20 | 5 | o0 | 15° 3
DGM2-020-15L 2 L 2 | 02 ° 0 ° 20 | 5 | 15| o (%
DGM2-002-15R 2 R 2 0.02 () [ ] 1935 | 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ) { ] 19.35 5 15° 0°
DGM2.39-020 2 N 239 | 0.2 () [ () 20 5 0° 0°
DGM3-020 3 N 3 0.2  © 000 00 ([ o 20 5 0° 0°
DGMS3-020-6R 3 R 3 0.2 [ N} ([ J 20 5 0° 6°
DGMS3-020-6L 3 L 3 0.2 [ A} ([ J 20 5 6° 0°
DGM3-002-6R 3 R 3 0.02 () [ ] 1945 | 5 0° 6°
DGM3-002-6L 3 L 3 0.02 () [ ] 1945 | 5 6° 0°
DGMS3-020-15R 3 R 3 0.2 [ N} ([ J 20 5 0° 15°
DGMS3-020-15L 3 L 3 0.2 [ N} { ] 20 5 15° 0°
DGM3.18-020 3 N 3.18 | 0.2 () ® () 20 5 0° 0°
DGM4-030 4 N 4 03 ©© 006000 ([ o 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 [ N} ([ J 20 5 0° 4°
DGM4-030-4L 4 L 4 0.3 [ N J { ] 20 5 4° 0°
DGM4-030-15R 4 R 4 0.3 [ N J ([ J 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 [ I} ([ J 20 5 15° 0°
DGM4.76-040 5 N 4.76 0.4 [ ) [ J ([ J 25 5.5 0° 0°
DGM5-030 5 N 5 03  © 00060 00 o ) 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ ) ® 25 5.5 0° 40
DGM®6-030 6 N 6 03 © 00060 0 o0 [ ] 25 5.5 0° 0°
DGM®6.35-040 6 N 6.35 0.4 [ ) [ J ([ J 25 5.5 0° 0°
DGM8-040 8 N 8 04 © ®© 00 ( I J (] 30 6.7 0° 0°
@ : Lineup

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246
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SGM

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
R
N E— = | W=
RE4 PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
o- - i
BBl steel K[| e | ¥
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥ Y %
Non-ferrous
Superalloys ) dhAdh ¢ Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Desianati Seat QS o8 |u
esignation size |HAND|CW:005 RE |S & S ® & 7] INSL| h |PSIRLPSIRR
NN OO = © o
I ITIIXIZI (7]
A< O I X
SGM2-020 2 N 2 02 © © ®© 06 0O [ ] 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ @ [ ] 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ [ ] 20 5 6° 0°
SGM3-020 3 N 3 02 © © ®© 0 [ J 20 5 0° 0°
SGM3-020-6R 3 R 3 02 @ @ [ ] 20 5 0° 6°
SGMS3-020-6L 3 L 3 02 @ @ [ ] 20 5 6° 0°
SGM3-020-15R 3 R 3 02 @ @ [ ] 20 5 0° 15°
SGM3-020-15L 3 L 3 02 @ @ [ ] 20 5 15° 0°
SGM4-030 4 N 4 03 © © ®© @ O [ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ [ ] 20 5 0° 40
SGM4-030-4L 4 L 4 03 @ @ [ ] 20 5 4° 0°
SGM5-030 5 N 5 03 ®© ®© ®© 06 0 o 25 5.5 0° 0°
SGM6-030 6 N 6 03 ®© ®© ®© 06 O [ J 25 5.5 0° 0°
SGM8-040 8 N 8 04 | @ [ ] [ ] ([ 30 6.7 0° 0°
@ : Line up

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246
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DGS

External grooving and parting

e cw | R

Neutral

INSL Ref.

PSIRL

_N

RE
7o

INSL Ref.

Left hand

‘V

N il R

RE

PSIRR |

Right hand

V

INSL Ref.

f@ﬁ

I8l stee [ | Yo [ K|k
M Stainless ) dbAdh 9 4b 9
Cast iron * *  Y¢ % S DA
l Non-ferrous S
S | Superalloys * | PAD ¢ * % : First choice
H Hard materials v : Second choice
Coated Cermet Uncoated
Designation S!aat HAND|CW=0.05| RE |w© § ﬁ § 8 § 8 = INSL h |PSIRL|PSIRR
size YSRRIB-3 |8 3
oo I ITIIIXI n ]
F <O I P4 X
DGS1.2-003 0.9 N 1.2 0.03 [ ] 16 4.7 0° 0°
DGS1.4-005 1 N 1.4 0.05 [ ] 16 4.3 0° 0°
DGS1.4-010 1 N 1.4 0.1 [ ] 16 4.3 0° 0°
DGS1.4-016 1 N 1.4 0.16 [ N ] (] 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 [ ] 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ] 20 5 0° 0°
DGS2-020 2 N 2 02 © ©© 0600 [ J [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 o0 ([ J 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 o0 ([} 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ ] (] 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ ] (] 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 [ N ] (] 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ N ) ([ J 20 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ ) (] 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ ] ([ J 19.5 5 15° 0°
DGS2.39-020 2 N 2.39 0.2 [ ) { ] [ J 20 5 0° 0°
DGS3-020 3 N 3 02 © © © 0O [ J [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ N J ([ J 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 o0 ([ J 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ ] (] 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ ) o 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 [ N ] (] 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 [ N ) ([ J 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ ) (] 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ ) o 19.45 5 15° 0°
DGS3.18-020 3 N 3.18 0.2 [ J ([ J [ J 20 5 0° 0°
DGS4-030 4 N 4 03 @ @ ® 00 [ J [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ ) (] 20 5 0° 4°
DGS4-030-4L 4 L 4 0.3 [ J ([ J 20 5 40 0°
DGS4.76-040 5 N 4.76 0.4 [} ([ J [ J 25 5.5 0° 0°
DGS5-030 5 N 5 03 © ©© 0600 [ J [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 © © 0600 [ J 25 5.5 0° 0°
DGS6.35-040 6 N 6.35 0.4 [ ] ([} [ J 25 5.5 0° 0°
DGS8-040 8 N 8 0.4 [ J ([ J [ J [ J 30 6.7 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— < N | \
Designation oDmax (mm) Designation oDmax (mm) &‘ \'\
DGM2-002-15R/L 28 DGS2-002-15R/L 28 ° :
DGMS3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103 P
SGMS3-020-15R/L 103 SGS3-002-15R/L 34 )

7/

Reference pages:

Toolholders — F229 - F235, Standard cutting conditions — F246

Grooving

Tungaloy F241




SGS

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
RE : PSIRR
INSL Ref. 7o INSL Ref. = 7o INSL Ref. 71
SARl T T TR
BBl stee K[| [ Ak
M Stainless b dhidh db db ¢
Cast iron Y * Y% [ % S
Non-ferrous DAY
Superalloys ¥* [ Y % *  : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat o o o
Designation size |HAND|CW:005 RE |& & 8 89 S INSL| h |PSIRL|PSIRR
EEEze G
IO I =
SGS2-020 2 N 2 02 @ ®© ®© @ @ (] 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ J 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ [ J 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ [ J 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ [ J 20 5 15° 0°
SGS3-020 3 N 3 02 © ®© ®© 06 O [ ] 20 5 0° 0°
SGS3-020-6R 3 R 3 02 @ @ [ J 20 5 0° 6°
SGS3-020-6L 3 L 3 0.2 @ @ [ J 20 5 6° 0°
SGS3-002-6R 3 R 3 0.02 { ] [ J 19.8 5 0° 6°
SGS3-002-6L 3 L 3 0.02 (] [ J 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 @ @ o 20 5 0° 15°
SGS3-020-15L 3 L 3 0.2 @ @ [ J 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 { ] [ J 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 { ] [ ] 19.8 5 15° 0°
SGS4-030 4 N 4 03 © ®© ®© 0 O [ ] 20 5 0° 0°
SGS5-030 5 N 5 03 @ ®© ®© 00 [ ] 25 5.5 0° 0°
SGS6-030 6 N 6 03 © © 0 0 0 [ ] 25 5.5 0° 0°
SGS8-040 8 N 8 04 | @ (] [ J 30 6.7 0° 0°
@ : Line up

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246
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DGG

External grooving and parting (for high precision)

RE

=
(@]
7 INSL Ref.

e ==L
0wl

B stee! * *
M Stainless *
Cast iron * Y DA
Non-ferrous *
Superalloys * Yo % : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
: ; Seat 9 =
Designation size |CW:002 RE § § § INSL| h
I n (7]
< =z X
DGG200-020 2 2 02 | @ [ J [ J 20 5
DGG300-020 3 3 02 | @ [ J [ J 20
DGG400-040 4 4 04 | @ [ J ([ 20
DGG500-040 5 5 04 | @ [ J [ J 25 5.5
DGG600-040 6 6 04 | @ [ J [ J 25 5.5
@: Line up
DGL
External grooving and parting
RE
;LA—
(@]
7 INSL Ref.
SEW
Y
Bl stee! * |9 | %
M Stainless w [ | %
Cast iron ¥ [ %
Non-ferrous
Superalloys ¥* | % % : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat |ow.005 RE N S © INSL| h
size = S B
L I T
e - S
DGL2-020 2 2 02 @ @ @ 20 5
DGL3-025 3 3 025 @ @ @ 20
DGL4-030 4 4 03 @ @ @ 20 5
DGL5-030 5 5 03 © 0 25 5.5
DGL6-080 6 6 08 @ @ @ 25 5.5
@ : Line up

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246

Grooving

Tungaloy F243




DTM

External/face grooving, turning and parting

6 INSL Ref.
B
Bl steel * |9 [ K
M Stainless * % %
Cast iron * % %
l Non-ferrous
S Superalloys b db ¢ % : First choice
H Hard materials ¢ : Second choice
Coated
; ; Seat el S B
Designation size |CW2005| RE |S 8 & INSL| h
N © ©
I I I
<< <
DTM2-020 2 2 02 © @@ e 20 5
DTM3-030 3 3 03 @ @ @ 20 5
DTM4-040 4 4 04 @@ ®@ @ 20 5
DTM4-080 4 4 08 © @ @ 20 5
DTM5-080 5 5 08 @ @ @ 25 5.5
DTM6-080 6 6 08 @ @ @ 25 5.5
DTM8-080 8 8 08 @ @ @ 30 6.7
@ : Line up

DTE

External/face grooving, turning and parting (for high precision)

RE
A

SEE——H
7° INSL Ref.
e 4

e S

B stee * || Y| x| |
M Stainless *|i§7 *
Cast iron * DA
l Non-ferrous
S Superalloys ) dPAd % : First choice
Bl Hard materials | Y : Second choice
Coated Cermet
Designation Seat |ow.002| RE |10 § © 8 § INSL| h
size & RN = S
o> LT X (7]
<O p
DTE265-015 3 265 (015 | @ @ @ @ [ 20 5
DTE300-020 3 3 (BN BN BN BN J [ J 20 5
DTE300-040 3 3 04 | © @ @0 [ J 20 5
DTE315-015 3 315 (015 | @ @ @ @ [ J 20 5
DTE400-040 4 4 04 | © @ @O [ J 20 5
DTE400-080 4 4 (RN BN BN BN J [ J 20 5
DTE415-015 4 415 |015 | @ @ @ © [ J 20 5
DTE478-055 5 478 |05 @ @ @ @ [ J 25 5.5
DTE500-040 5 5 04 | © @ @O [ J 25 5.5
DTE500-080 5 5 (RN BN BN BN J [ J 25 5.5
DTE515-015 5 515 (015 | @ @ @ @ 25 5.5
DTE600-080 6 6 DX INN BN BN BN J 25 5.5
DTE600-120 6 6 12 @ @ @ @ 25 5.5
DTE800-080 8 8 X:INN BN BN BN J 30 6.7
DTE800-120 8 8 12 @ @ @ @ 30 6.7
@: Line up

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246
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DTE

External/face grooving, turning and parting

RE,
Gl —e—=—1

INSL Ref.

tﬁim

BB stee K| [/ R ve || |k
M Stainless ). dhAdh db db ¢
Cast iron * % * | Y5 | %
Non-ferrous
S Superalloys *  Y¢ % v : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Te} Yo} Yo} (=}
Designation Seat lowwos RE 0 N9 S 38 |8 INSL| h
size NwRPNS - o Y
A
oo I IIII [0
FFEFII<IC<CO0I P4
DTES3-020 3 3 0.2 o o ([ J 20 5
DTES3-040 3 3 04  © ©®© 00 00 [ J 20 5
DTE4-040 4 4 04  © © © © 06 00O [ J 20 5
DTE4-080 4 4 0.8 [ J [ ] ([ J 20 5
DTE5-040 5 5 0.4 [ BN J o ([ J 25 5.5
DTE5-080 5 5 | 08 o o o 25 | 55 I
DTE6-080 6 6 | 08 e o o 25 | 55 3
@ : Line up 8
DTX
External/internal/face grooving, turning and parting
RE
= =/
O ﬁ="
INSL Ref.
BBl steel * g [ A | e[| K |
M Stainless * [ [ ke
Cast iron * * | Y|k PAq PAq
Non-ferrous Y
S  Superalloys * | Y| A * % : First choice
. Y : Second choice
H Hard materials |
Coated Cermet Uncoated
. . Seat w b w Q
Designation size |CW:005 RE 0 S Q88X B w INSL| h
NN O e © (22} o
oS ILIZIICI n n
F << CO < =2 X
DTX2-020 2 2 0.2 [ ] (] [ J [ J 20
DTX3-030 3 3 03  © © ®© 06 00O [ ] [ J 20
DTX4-040 4 4 04  © © © @ 0 O [ ] o 20
DTX5-040 5 5 04  © © ®© © 0O [ ] [ J 25 5.5
DTX6-080 6 6 0.8 0000 [ J 25 5.5
DTX8-080 8 8 0.8 [ ] ([ J [ J [ J 30 6.7
@ : Line up

Reference pages: Toolholders — F229 - F235, Standard cutting conditions — F246
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Il STANDARD CUTTING CONDITIONS

1ISO Workpiece material
Steel
. S45C, SCM435, etc.
C45, 34CrMod4, etc.

Stainless steel
M SUS303, SUS304, etc.
X10CrNiS18-9, X5CrNi18-9, etc.

Grey cast iron
FC250, etc.
250, etc.

Ductile cast iron
FCD450, etc.
450-108S, etc.

Aluminium alloys
Si<12%

Superalloys
Inconel718, etc.

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

STH
ISO Grade
H BXA10
SGN
ISO Grade

Please see page F236, F237 for feed: f (mm/rev).

Hardness Priority
<300 HB First choice
< 300 HB Wear resistance
< 300 HB Impact resistance
< 300 HB Surface quality
<200 HB First choice
<200 HB Wear resistance
<200 HB Impact resistance
- First choice
- Impact resistance
- First choice
- Impact resistance
- First choice
- First choice
< HRC 40 First choice
< HRC 40 Impact resistance
< HRC 40 First choice
< HRC 40 Impact resistance
Cw Application
External turning
° Face turning
5 External turning

Face turning

Edge preparation

No symbol

AHB005, AH7025, AH6235, GH130

AHB8005, AH7025, AH6235, GH130

AHT7025, AH725, AH6235

Cutting speed
Vc (m/min)

100 - 230
100 - 230
100 - 230
100 - 230

Workpiece condition

Continuous

BX360

F246 tungaloy.com

-S

-H

Light interrupted

Heavy interrupted

Grade

AH7025, AH725
T9225, AH8005
AH6235, GH130

NS9530

AH7025, AH725

AH8005

AH6235, GH130

1515

1515

TH10

KS05F

AH8005

KS05F

AH7025, AH725

Depth of cut

ap (mm)
0.08 - 0.12
0.08 - 0.12
0.08 - 0.12
0.08 - 0.12

Cutting speed
Ve (m/min)

80 - 150
50 - 120

40 - 100

Cutting speed
Ve (m/min)

50 - 180
80 - 300
50 -120
80 - 220
50 -120
50 -120
50-120
150 - 700
50 - 180
150 - 300
50-120
100 - 500
100 - 600
20 - 60
20-40
20 - 100
20-80

Feed
f (mm/rev)

0.4-1
0.4-038
05-15
0.5-0.8

Feed
f (mm/rev)

0.03 - 0.08
0.03 - 0.08

0.03 - 0.06




DUOJEUT

JSXXR/L

Parting-off and grooving toolholders

. e '
o Right-hand | & Df/ﬂl ‘m¢ & ﬁ m; %H%‘i
; — Left-hand = = T
H Zx LF eft-han . F T
53| [n o - AN g HIE
' Y = 0o ﬂ
Al A e
£ N8 =} =Dl =}
, HBL| &} ,
Fig. 1 % O Fig. 2
9 ‘ T 9 Right-hand (R) shown.
Designation  [//\Na\)q H B LF®  LH®  HF WF2@ HBLM HBH Insert Torque*  Fig.
JSXXR/L1010X09 10 10 120 1965 10 0.2/98 19 3 JX"06.,12.,16.,20.. 1.2 1
JSXXR/L1212F09 06 25 12 12 85 1965 12 02/11.8 19 15 JX™06.,12.,16.,20.. 1.2 1
Jsxxr/L1zi2xo0  [0lT28T 12 12 120 1965 12 02/11.8 19 15 JX*06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09 06 25 16 16 120 1965 16 0.2/158 - - UX™06.,12..,16.,20.. 1.2 1
JSXXR/L2020H09 106251 20 20 100 225 20 02/19.8 - - JX*06.,12..,16.,20.. 12 1
JSXXR/L2525Z09 06 25 25 25 135 34 25 30 - - UX™06..12..16.,20.. 1.2 2

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 2 mm
shorter than the above values with JX**12... and JX**20...inserts, and 4 mm shorter for JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

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

o
JSXXR/L-F/H/X-CHP %
Parting-off toolholders with high pressure coolant capability, for swiss lathes 8
P
<
Right-hand Right-hand ' =
B | o~ LF o LF U
'-gl- — | L 1 ¥
%ﬂ:::::::‘%&:@:::;[jm# ngg;:::::: H o
zxh A " Zx "
t L 1_8/16-24UnF S5 i oy S/16™24UNE |
LAN /@ TNA---- Y e -- - - - = [a\)
8IS —se s LB, e T
HBL 1 HBH HBL HBH
Fig. 1 Fig. 2
Designation CWN CWX H B LF®  LH® HF WF2@ HBLM HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® |06 25 10 12 102 192 10 0.2/118 187 3 JX706..,12.,16.,20.. 1.2 1
JSXXR/L1212F09-CHP 06 25 12 12 85  19.4 12 02/11.8 188 2 JX"06.,12.,16.,20.. 1.2 2
JSXXR/L1212X00-CHP®  [T0)6 125 12 12 120 194 12 02/11.8 188 2 JX™06.,12.,16.,20.. 1.2 1
JSXXR1616X09-CHP®-) 06 25 16 16 120 19.4 16 0.2 18.7 25  JX*06..,12..,16.., 20.. 1.2 1
JSXXR/L1616X00B-CHP® [0 1251 16 16 120 194 16 0.2/158 187 - JUX"06.,12.,16.,20.. 1.2 1

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16...

shorter than the above values with JX**12... and JX**20... inserts, and 4 mm shorter for JX**06... insert.

@
@)
S

insert. LF, LH, and HBL will all be 2 mm

The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.
Compatible to the direct internal coolant supply system without the use of external coolant hose.
To be replaced with the new design

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

SPARE PARTS

Designation

&

Clamping screw

A

Wrench 1

DirectJet plug Wrench 3

JSXXR**09 CSTC-4L100DL T-1008/5 = = = =
JSXXL*09 CSTC-4L100DR T-1008/5 = = = =
JSXXR**F**-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 = =
JSXXL**F**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 = =
JSXXR**H/X*-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**H/X**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F249, F250, Standard cutting conditions — F251
Parts for coolant hose — F266

Tungaloy F247




DUOJEUT

JSXXR/L-S

Parting-off toolholders, for swiss lathes (for sub spindle)

o = ‘HL -
1T : i
= LH v mt v
=2 L::
zx|
I == ~
oo [52) J E ~
n
L |
° It gy‘Aﬁﬂ
Right-hand = Left-hand T THE
S
Designation CWN CWX H B LF™ LH® HF WF2@ HBH Insert Torque*
JSXXR/L1010X09-S 10 10 120 26 10 0.2/5.5 3 JX*06...,12...,16...9) 1.2
JSXXR/L1212F09-S 06 25 12 12 85 26 12 0.2/5.5 15 JX*06...,12...,16...0) 1.2
JSXxR/L1212x00-s 106 125T 12 12 120 30 12 0.2/5.5 15 JX*06...,12...,16..9) 1.2
JSXXR/L1616X09-S 06 25 16 16 120 30 16 0.2/5.5 - JX*06...,12...,16..., 20... 1.2

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 2 mm shorter than the above value with JX**12...
and JX**20... inserts; 4 mm shorter with JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

(8) JX**20... insert will not fit.

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

L
ELI JSXXR/L-F/X-S-CHP

Parting

Parting-off toolholders with high pressure coolant capability, for swiss lathes (for sub spindle)

_— Right-hand Right-hand M =
oy LF N LF v
S LH - =D
' |%ﬁ-&___]’::%f:$:::?[[]j m# " T “IFJH:::::::E_E:Q{[“: m#
I zxh | ~k Zxh ~A Left-hand
5% 0y @ 5/16™-24UNF £ o &t Vsneroane g >
B SO LH o
SISOy He (T £SOy & & (T} B | e
e — e HBH \ ~
Fig. 1 +HEH Fig. 2 LHEH ©
Designation CWN cwx il B LF LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® 12 12 8 26 12 02 4 JUX"06.,12.,16.,20.. 12 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 8 30 12 02/55 2  JX"06.,12.,16.,20.. 12 2
JSXXR/L1212X09-S-CHP®®  [Tol6 25 12 12 120 30 12 02/55 4 JX"06.,12.,16.,20.. 1.2 1
JSXXR/L1212X09B-S-CHP® 0.6 25 12 12 120 30 12 02/55 2  JX"06.,12.,16.,20.. 1.2 1
JSXXR1616X09-S-CHP®®  [Hole 128 16 16 120 30 16 02 15  JX¥06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09B-S-CHP® 06 25 16 16 120 30 16  0.2/55 -  JX"06.,12.,16.,20.. 1.2 1

*Torque: Recommended clamping torque (N-m)

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 2 mm shorter than the above value with JX**12...
and JX**20... inserts; 4 mm shorter with JX**06... insert.

(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

(3) Compatible to the direct internal coolant supply system without the use of external coolant hose.

(4) To be replaced with the new design

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

SPARE PARTS S A @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3

JSXXR**-S CSTC-4L055DL T-1008/5 = = = -

JSXXL™*-8 CSTC-4L055DR T-1008/5 - - - -
JSXXR**F**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXL**F**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 - =
JSXXR**X**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB 2
JSXXL**X**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB (P2

Reference pages: Inserts — F249, F250, Standard cutting conditions — F251
Parts for coolant hose — F266
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I INSERTS
JXPS**R/L-F (with 3D chipbreaker, sharp edge)

%’\ cDX 3l
f
INSL Ref. Right-hand (R) shown.
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cw=0.025| RE | & CUTDIA| CDX* | INSL
5
JXPS06R06F R 0.6 0.05 @ 6 35 21
JXPS06L06F L 0.6 0.05 | @ 6 3.5 21
JXPS12R08F R 0.8 0.05 | @ 12 6.5 25
JXPS12L08F L 0.8 0.05 @ 12 6.5 25
JXPS12R10F R 1 0.05 | @ 12 6.5 25
JXPS12L10F L 1 0.05 | @ 12 6.5 25 [@)]
JXPS12R15F R 15 | 005 |® 12 65 25 £
JXPS12L15F L 15 | 005 | @ 12 6.5 25 8
JXPS16R15F R 15 |005| @ 16 85 29 15}
JXPS16L15F L 15 0.05 | @ 16 8.5 29
JXPS20R20F R 2 0.05 | @ 20 10.5 33
JXPS20L20F L 0.05 @ 20 10.5 33
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Lineup

Reference pages: Toolholders — F247, F248, Standard cutting conditions — F251
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JXPG**R/L-F (Sharp edge)

RE  cDX «
= PSIRR
O
INSL Ref. Right-hand (R) shown.
-Steel * |
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cw=0.025| RE | & CUTDIA| CDX* | INSL | PSIRR
%
JXPGO6R10F R 1 0.05 | @ 6 35 21 0°
JXPGO6L10F L 1 0.05 | @ 6 3.5 21 0°
JXPGO6R15F R 1.5 0.05 | @ 6 3.5 21 0°
JXPGO6L15F L 1.5 0.05 @ 6 3.5 21 0°
JXPGO6R10F-15 R 1 0.05 @ 6 3.5 21 15°
JXPGO6L10F-15 L 1 0.05 @ 6 3.5 21 15°
JXPGO6R15F-15 R 1.5 0.05 | @ 6 3.5 21 15°
JXPGO6L15F-15 L 1.5 0.05 | @ 6 3.5 21 15°
JXPG12R15F R 1.5 0.05 @ 12 6.5 25 0°
JXPG12L15F L 1.5 0.05 | @ 12 6.5 25 0°
JXPG12R20F R 2 0.05 | @ 12 6.5 25 0°
JXPG12L20F L 2 0.05 @ 12 6.5 25 0°
JXPG12R15F-15 R 1.5 0.05 @ 12 6.5 25 15°
JXPG12L15F-15 L 1.5 0.05 | @ 12 6.5 25 15°
JXPG12R20F-15 R 2 0.05 | @ 12 6.5 25 15°
JXPG12L20F-15 L 2 0.05 | @ 12 6.5 25 15°
JXPG16R15F R 1.5 0.05 @ 16 8.5 29 0°
JXPG16L15F L 1.5 0.05 | @ 16 8.5 29 0°
JXPG16R20F R 2 0.05 | @ 16 8.5 29 0°
JXPG16L20F L 2 0.05 | @ 16 8.5 29 0°
JXPG16R15F-15 R 1.5 0.05 @ 16 8.5 29 15°
JXPG16L15F-15 L 1.5 0.05 | @ 16 8.5 29 15°
JXPG16R20F-15 R 2 0.05 | @ 16 8.5 29 15°
JXPG16L20F-15 L 2 0.05 | @ 16 8.5 29 15°
JXPG20R15F R 1.5 0.05 @ 20 10.5 33 0°
JXPG20L15F L 1.5 0.05 | @ 20 10.5 33 0°
JXPG20R20F R 2 0.05 | @ 20 10.5 33 0°
JXPG20L20F L 2 0.05 | @ 20 10.5 33 0°
JXPG20R15F-15 R 1.5 0.05 | @ 20 10.5 33 15°
JXPG20L15F-15 L 1.5 0.05 | @ 20 10.5 33 15°
JXPG20R20F-15 R 2 0.05 @ 20 10.5 33 15°
JXPG20L20F-15 L 2 0.05 | @ 20 10.5 33 15°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line up

Reference pages: Toolholders — F247, F248
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Il STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
ISO Workpiece materials Grades Ve (m/min) f (mm/rev)
Low carbon steels SH725 50 - 200 0.01-0.05

S15C, SS400, etc. C15E4, E275A, etc.

Carbon steels, Alloy steels
. $55C, SCM440, etc. C55, 42CrMod, etc. SH725 50-200 0.01-0.05

Free cutting steels

SUH22, SUH23, etc. SH725 50 - 200 0.01 - 0.05
Stainless steels
1l SUS304, X5CrNi18-9, etc. SH725 50 - 200 0.01 - 0.05
Aluminium alloys
. A5056, AB061, etc. SH725 150 - 200 0.01-0.05
Copper alloy
C2600, C280C, etc. SH725 100 - 200 0.01-0.05
Titanium alloys SH725 0 0.01 - 0.05
s Ti-6Al-4V, etc. ! d
Superalloys SH725 -3 0.01- 005

Inconel718, etc.

Grooving

Tungaloy F251




MY=T SERIES

CCH-W
External grooving and parting blade, for 2 corner inserts

TS

| | w SO / o
T I
] ./ f;o

T
! 070/4 N
: —[.Cw 0 \\
I

cwW

3

l—‘//

Designation CUTDIA H B HF Insert
CCH32-W20 33 32 1.6 24.6 WGE20, WGE20R/L
CCH32-W30 33 32 2.2 24.6 WG*30, WGESOR/L
CCH32-W40 e 42 32 B2 245 WG*40, WGE4OR/L
CCH32-W50 5 42 32 42 243 WG*50, WGE50R/L

SPARE PARTS

Designation ((\é\gﬁgﬁgl)
CCH32-W... CRW33

CCBS-32

Tool block for CCH blade

100
i ==l 1 T[T =
i
T
I = \ |
T OAW 2] 110
m a = (i
[ T
Designation H HFASSY HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCHB32...
CCBS32-32 32 32 5 42 CCHB32...
SPARE PARTS & & 4
Designation Clamp Screw Wrench
CCBS**-32 CC-32 CM6X25 P-5

Reference pages: Inserts — F253 - F255, Standard cutting conditions — F255
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Il CHIPBREAKER GUIDE (for 2 corner inserts)

External grooving and parting

}
WGE 1st choice for external 030 ) #L U%ﬁ

grooving and parting 1§\ 0.95
Excellent chip control for E 0.20
grooving = 015
2 o010l— M External grooving
CW=2-5mm QL Internal grooving
0.05 — — - — - ——— M Face grooving
Parting
2 3 4 5
Groove width: CW (mm)
F254
WGE R/L Handed insert
S . < 030 ¥
Minimize burr generation when ® 0.5
£
workpiece is cut off E 020
CW=2-5mm = 018 ]
®ow0f— — —
g0
005— — — —
Parting

2 3 4 5
Groove width: CW (mm)

F255

WGT 1st choice for turning Ugr JiL Jﬁ

Grooving

Low cutting force and good = 20
. . o =
chip control for traversing 5 E WGT40
cE
CW=3-5mm ag WET30
A 1.0

0.05 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

F254

Please see page F*** for the product details.

Tungaloy F253




I INSERTS (2 corners)

WGE
For external grooving and parting
INSL Ref.
RE “ "
A

Bl steel * [ | & *
M Stainless * %
Cast iron * | Y% DA
Non-ferrous
Superalloys DA ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation Cw#%1| RE (© & & i INSL| h
g - o
o» L I n
= << O Z
WGE20 2 02 @ @ @ [ ] 20 4.7
WGE30 3 02 @ @ @ [ ] 20 55
T WGE40 4 02 @ @ @ [ ) 25 5.7
Ekl WGE50 5 (02 @@ @ ° 25 | 59
Parting @®: Line up
WGT
For external grooving, parting and turning
RE = INSL Ref. -
N |
=
OV |
-C_
Bl steel * 9% [ A *
M Stainless *
Cast iron * | 3 S
Non-ferrous
Superalloys DA  : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
. . o o
Designation cw+t| RE | IS o INSL| h
- I~ N
ST T @
= <O p
WGT30 3 04 | @ [ J [ J 20 5.5
WGT40 4 0.4 [ ] [ ] o 25 5.7
WGT50 5 0.4 ® 00 [ J 25 5.9
@: Line up

Reference pages: Toolholders — F252
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WGE(R/L)

For parting off (handed inserts)

INSL Ref.
RE |=

=
o

o

-
8
r 3 Right hand (R) shown.

Grooving

- Steel % | %
M Stainless *
Cast iron * |5
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW-21| RE | & INSL| h
=
< O
WGE20R R 2 0.2 [ ] 20 4.7
WGE20L L 2 0.2 [ ] 20 4.7
WGE3O0R R 3 02 @ @ 20 5.5
WGE30L L 3 0.2 [ ] 20 5.5
WGE40R R 4 0.2 [ ] 25 5.7
WGE40L L 4 0.2 [ ] 25 5.7
WGE50R R 5 0.2 [ ] 25 5.9
WGE50L L 5 0.2 [ ] 25 5.9
@: Line up

I STANDARD CUTTING CONDITIONS (for 2 corner inserts)

ISO Workpiece = Recommended ~ Cutting speed
material grade Ve (m/min)
Low carbon steels T9225 80 - 300
Alloy steels NS9530 100 - 200
(~HB150)  GH730,AH120 50 - 180
Medium carbon T9225 80 - 220
steels
NS9530 80 - 180
Alloy steels

(HB150 ~ 250)  GH730,AH120 50 - 150
High carbon steels T9225 80 - 220
Alloy steels NS9530 80 - 150
(HB250 ~) ~ GH730,AH120 50 - 150
M Stainless steels i‘:ﬁg% 50-120

Grey and GH730, _
. ductile cast irons AH120 B

Reference pages: Toolholders — F252

Feed: f (mm/rev)
Operation Groove width: CW (mm)
2 3 4 5
Grooving
0.06 ~ 0.20 0.06 ~ 0.25 0.07 ~0.27 0.07 ~ 0.30

(WGEOO)
Parting-

arting-off 0.04 ~0.10 0.04 ~0.14 0.04 ~0.14 0.04 ~0.14

(WGECOR/L)

Turning i ap=05~15 | ap=05~20 | ap=05~25

(WGTOO) f=006~02 |f=006~025 | f=0.06~0.27

Tungaloy F255




MY=T SERIES

CCH

External grooving and parting blade, for 1 corner inserts

ol

B =
3 . 150 71
CUTDIA | \
{ 1 KO/ s
R
Designation CUTDIA H B HF Insert
CCH32-30 8 100 32 22 24.6 GE30,GE30R/L,GE30-AL
CCH32-40 4 100 32 3.2 245 GE40,GE40R/L,GE40-AL
CCH32-50 I 120 32 42 243 GE50,GE50R/L
SPARE PARTS »{
CCH32-... CTL-2
I-
Ek CCBS-32
s Tool block for CCH blade
arting
100
"'” 0 ==l =
T i/
] > |
) 110
% OAW 2
L
T T
Designation H HFASSY HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCH32...
CCBS32-32 32 32 5 42 CCH32...
SPARE PARTS ﬁ & (
Designation Clamp Screw Wrench
CCBS**-32 CC-32 CM6X25 P-5

Reference pages: Inserts — F257 - F261, Standard cutting conditions — F261
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Il CHIPBREAKER GUIDE (for 1 corner inserts)

External grooving and parting

GE R/L Handed insert 030 UHﬁ
Minimize burr generation when 0'25 \
workpiece is cut off 0'20

05— — —
010 —— — —

CW=3-5mm = )
% 005} — — — -

2 3 4 5
Groove width: CW (mm)

Feed: f (mm/rev)

Parting

F258

+
GE 1st choice for external grooving 0.30 _ H%ﬁ
and parting 0'25
0.20 # j/

Excellent chip control for grooving
015 |
M External grooving

CW=3-5mm <
010 — Internal grooving
005 - —— 14— = M Face grooving

Feed: f (mm/rev)

Parting
3 4 5
Groove width: CW (mm) =
F259 3
o)
o
. . \ ()
GF 1st choice for face grooving < 030 - U;
Low cutting force and good chip Loxsp—0o — -
control for face grooving g 020 — — — - # ;
< 05— — — - /
CW=38-5mm 5
g 010 — — — -
* 005 —
- Parting
3 4 5
Groove width: CW (mm)
F259

¥
GN 1st choice for internal grooving 030b0— % H%ﬁ

Low cutting force and good chip E 025} —
control for internal grooving E oL _ #j/
CW=38-5mm = 0= = = -

g o0 — — — -

- o005 — — ——

Parting
3 4 5
Groove width: CW (mm)

F260

External grooving and turning

¥
GT 1st choice for turning Ugr ‘hL ﬁ
Low cutting force and good
=)

chip control for traversing
GT30
J

@ CW=3-5mm

F260

Depth of cut
ap (mm)

n

o

-
o

0.05 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

Please see page F*** for the product details.

Tungaloy F257




For aluminium and non-ferrous metal

'
GE-AL Reduce cutting force and welding _ 03— % H%ﬁ
due to sharp chipbreaker Sos—
£
CW=3-4mm £ 020 #j/
R e —
8 010 — —
% 0.05 — .
Parting
3 4
Groove width: CW (mm)
F261

Please see page F*** for the product details.

Il INSERTS (1 corner)

GE-R/L
For parting off (handed inserts)

RE INSL Ref.
=
(©]

g

< .
_ Right hand (R) shown.

- Steel * %
M Stainless * %
Cast iron * |y
Non-ferrous
Superalloys Y % : First choice
H Hard materials < : Second choice
Coated
Designation HAND|CW#1| RE |Q & INSL| h
I
<O
GE30R R 3 02 @ @ 10 3.5
GE30L L 3 0.2 [ ] 10 3.5
GE40R R 4 02 @ @ 10 4
GE40L L 4 0.2 [ ) 10 4
GE50R R 5 0.2 [ ) 12 4.5
GE50L L 5 02 @ @ 12 45
@: Line up

Reference pages: Toolholders — F256, Standard cutting conditions — F261
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GE

For external grooving and parting

=
o

RE

i

- Steel * % [ % D ¢
M Stainless * | %
Cast iron * Y% PAg
Non-ferrous
Superalloys Y % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
o
Designation cw+' RE 10 & & i INSL| h
ST E @
= <O P4
GE30 3 0.2 | @ @ @ ([ 10 3.5
GE40 4 02 @@ @ @ [ J 10 4
GE50 5 02 | @ @ @ [ J 12 4.5
@: Line up
2
GF £
For face grooving 8
O]
=
O
RE N INSL Ref.
-
-Steel * *
M Stainless *
Cast iron DA¢ D¢
Non-ferrous
Superalloys % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
o
Designation cw«1| RE | 3 INSL| h
= [*2}
ac (2]
) =2
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 | @ [ ] 10 4
GF50 5 02 @ [ ] 12 4.5
@ : Line up

Reference pages: Toolholders — F256, Standard cutting conditions — F261
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GN

For internal grooving

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
n Superalloys Y : First choice
"N H Hard materials Y¢ : Second choice
Coated
gyl Designation cw+1| RE | INSL| h
e ¢
©)
GN30 3 02 | @ 10 3.5
GN40 4 02 | @ 10 4
GN50 5 02 | @ 12 4.5
@ : Line up
GT
For external grooving and turning
=
O
RE INSL Ref.
- Steel * % & *
M Stainless * *
Cast iron ¥* | % Pid
Non-ferrous
Superalloys DA Y : First choice
H Hard materials ¥ : Second choice
Coated Cermet
(=}
Designation cw+1| RE 18 § § 2 INSL| h
ST ]
= << O =2
GT30 3 0.4 [ N} [ J 10 3.5
GT40 4 0.4 [ BN ) ([ 10 4
GT50 5 04 | @ @ @ [ J 12 4.5
@: Line up

Reference pages: Toolholders — F256
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GE-AL
For aluminium and non-ferrous metal

- Steel

M Stainless
Cast iron
Non-ferrous *
Superalloys

Y : First choice

H Hard materials 5% : Second choice

Uncoated
Designation cw«1| RE § INSL| h
0
X
GE30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@: Line up

Il STANDARD CUTTING CONDITIONS (for 1 corner inserts)

2
. . Cutting speed >
ISO Workpiece material Grade Ve (m/min) 8
T9225 80 - 300 O
Low carbon steel, Alloy steel _
(~ HB150) NS9530 100 - 200
GH730, AH120 50 - 180
T9225 80 - 220
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 80 - 180
GH730, AH120 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel _
(HB250 ) NS9530 80 - 150
GH730, AH120 50 - 120
M Stainless steel GH730, AH120 50 - 120
. Grey iron, Ductile cast iron GH730, AH120 50-180
. Aluminium alloy, Non-ferrous metal KS05F 200 - 300
For Parting
Feed: f (mm/rev)
Operation Groove width: CW (mm)
3 4 5
Grooving
0.06 - 0.25 0.07 - 0.27 0.07-0.3
(GE™)
Parting-off
0.04-0.14 0.04-0.14 0.04 -0.14
(GE**R/L)
Traversing ap=0.5-15 ap=05-2 ap=05- 25
(GT™) f=0.06-0.2 f=0.06 - 0.25 f=0.06 - 0.27
Parting-off for Aluminium alloys
0.03- 041 0.03-0.1 -
(GE**-AL)

Reference pages: Toolholders — F256
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TUNGCUT

CGEUR/L
External 45° undercutting toolholder

459 ¥
(T
o, = @ H
2 LF
LH
= R
L
Iﬁ
Right hand (R) shown.
Designation CcwW ]V [[\BN Seat size CDX H B LF LH HF WF®  Insert Torque*
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3  DTIU... 5
CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 233  DTIU... 5
CGEUR/L2525-3T02  [INGG T 3 2.8 25 25 150 30 25 283  DTIU... 5
CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 195  DTIU... 8.5
CGEUR/L2020-4T02 _ 4 2.8 20 20 125 31 20 235  DTIU... 8.5
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU... 8.5

CGEUR/L2525-6T03  [NENNGATN 5,6 3.4 25 25 150 35 25 289  DTIU... 8.5

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

CTER/L-15A
Square shank toolholder for profiling aluminium wheel

A
°° ]

Right hand (R) shown.

Designation (o) /AN Seat size CDX H B LF HF WF HBH HBL Insert Torque*
CTER/L2525-6T25-15A 6 25 25 25 150 25 32.2 7 50.5 DTA... 5!
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

Torque*: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CM6X1X16-A P-5
CGEUR/L2020-4T02 CM6X1X20-A P-5
C**R/L2525-... CMBX1X25-A RE5)

Reference pages: Inserts — F264, F265, Standard cutting conditions — F265
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CGIUR/L

Internal 45° undercutting toolholder

w LH #
; [%) \
@ =
Q 4
\Af CDX] | &y
DMIN . ‘ LF 8
: \ t z
£ g — 8 GEps
\\ : / ] Y
Tt Right hand (R) shown.
Designation cw B]Y[[VM Seatsize CDX DCONMS H LF LH WF ™ Insert Torque*
CGIUR/L20-3T02-D380 3 2.8 20 19 160 - 12.8 DTIU... 5
CGIUR/L25-3T02-D380 3 38 3 2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 4 3 4 238 20 19 160 = 12.9 DTIU... 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5
CGIUR/L25-6T02-D460 [eae se 238 25 23 200 = 15.2 DTIU... 8.5
(1) WF is calculated with the groove width CW in the above table.
Torque*: Recommended clamping torque (N-m)
SPARE PARTS @ (
Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4 .
CGIUR/L**-4T02-D... CM5X0.8X16-A P-4 c
CGIUR/L25-6T02-D460 CMBX1X25-A P-5 3
9
O
CGIUR/L-15A
Round-shank toolholder for profiling aluminium wheel
i @
1 = /
&'
®)
la
| &
1T
Y
¥ Seal cap
Right hand (R) shown.
. . . Seal
Designation cw ] [|\M Seat size CDX DCONMS H WF LF HF HBL Insert cap Torque*
CGIUR/L40-6T50-D160-15A 6 50 40 385  19.7 320 19 60 DTA... CA-40 5
CGIUR/L40-8T83-D160-15A 8 160 8 83 40 385 205 320 19 85 DTA..  CA-40 5
CGIUR/L50-6T85-D200-15A  [EI2000" 6 85 50 485 252 350 235 85 DTA... = 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 485 259 350 23.5 85 DTA... - 5

Torque*: Recommended clamping torque (N-m)

SPARE PARTS @ ( @

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

Reference pages: Inserts — F264, F265, Standard cutting conditions — F265
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Il CHIPBREAKER GUIDE

Profiling and undercutting

DTIU type

Full radius type
(2 corners)

B Standard feed and DoC

Excellent chip control for undercutting = 04
CW=3-6mm : 03 i

E 02 I - - .

E’. ol |- -0

(g 0 g ) )

3 4 5 6
Groove width: CW (mm)
Aluminium wheel machining
[l Standard feed and DoC (for turning)

DTA type Full radius type
(2 corners)
Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

Depth of cut: ap (mm)

o = N W~ O

01 0.2 0.3 04 0.5 0.6
Feed: f (mm/rev)

Groove width: CW (mm)
W6 W8

Bl INSERTS
DTIU

Profiling and undercutting (for high precision)

RE
e
[®)

- INSL Ref.

4 "
s v

Bl steel * | ¥ [ ¥y
M Stainless ¥* | Y %
Cast iron * Y
Non-ferrous
Superalloys ¥* | Y Y% : First choice
H Hard materials 77 : Second choice
Coated
Desi ; Seat o B
gnation cize |CW:0.02| RE S 8o INSL| h
I T I
<O
DTIU300-150 3 3 15 | @ @ @ 20 5
DTIU400-200 4 4 2 o0 e 20 5
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 00 25 5.5
@: Line up

Reference pages: Toolholders — F262, F263
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DTA

Aluminium wheel machining (for high precision)

RE

—

AN

_‘V
INSL Ref.

LR

Bl steel

M Stainless

l Cast iron

Non-ferrous *

S Superalloys

% : First choice

H Hard materials v : Second choice
Uncoated
Designation Seat |o\w.002| RE INSL| h | AN
size =
E=
-
DTA600-300 6 3 | @ 25 5.5 7
DTA800-400 8 8 4 | @ 30 6.7 10°
@: Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Priority Grade
Steel <300 HB First choice AH7025, AH725
. S45C, SCM435, etc.
C45, 34CrMo4, etc. < 300 HB Impact resistance GH130
Stainless steel <200 HB First choice AH7025, AH725
M SUS303, SUS304, etc.
X10CrNiS18-9, X5CrNi18-9, etc. <200 HB Impact resistance GH130
Grey cast iron - First choice AH7025
FC250, etc.
. 250, etc. = Impact resistance GH130
Ductile cast iron - First choice AH7025
FCD450, etc.
450-10S, etc. - Impact resistance GH130
(AT e - First choice TH10
Si<12%
Superalloys < HRC 40 First choice AH7025, AH725
s Inconel718, etc. < HRC 40 Impact resistance GH130
ikl ey <HRC 40 Impact resistance AH7025, AH725

Ti-6Al-4V, etc.

Please see page F264 for feed: f (mm/rev).

Reference pages: Toolholders — F262, F263

Cutting speed
Vc (m/min)

50 - 180
50-120
50-120
50-120
150 - 700
50 - 180
150 - 300
50 -120

100 - 500

20 - 60
20-40

20 -80

Grooving

Tungaloy F265



Il PARTS FOR COOLANT HOSE

Connecting hose

Fig.1 Fig.2
Th Th1 Th

Th1
e = =

Desi i Length Screw Max. pressure Fi
esignation 19.

9 L Th Thi (Mpa) 9
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF 7/16"-20 UNF 20 1
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF G1/8"-28 BSPP 20 1
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP 26 2

Connector Seal washer
HEX9/16”
7/16”-20 UNF ol 1/8"-28 BSPP !
<
!W W%/“ Y Qo
o 8 °
37°( el
‘ A
14 7.1 W
28.75
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 15 10 1
CHP-COPPER-SEAL5/16 11.9 8.15 1.35
Connector elbow CHP-COPPER-SEAL5/16-2.5 9.4 8 25
/
g 2
= (z) 4 CXD
© o | <CXT
H.P. Coolant Hose
1/8” BSPP Connector
Designation CNT CND CXT CXD

Washer
CHP-ELBOW-90-G1/8-7/16UNF 7/16"-20 UNF 4.4 1/8"-28 BSPP 4

CHP-ELBOW-90-5/16-7/16UNF  7/16"-20 UNF 4.4 5/16"-24 UNF 4

N
&

Plug Screw

F266 tungaloy.com
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