Miniature Macnining




Miniature Machining - Content structure

- Products are listed by application.

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

- Items are listed by product series.

- Toolholders in the catalog are our standard items.

How to use the page

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

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

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

Method @ Select an item from Quick Guide on G004 - G035.

9' MoDUMITuU=N ' MoDUMITURN
QC12-JSCL2CR-Y QC12-JSCL2CR-CHP
Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts, with high pressure
Without offset TR g5 LH Without offset
E z 4 . g “
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loLH | 1
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= | uof ek :
B LH HF WF LB H2 DISTX RE*™ Insert Torque* H B LH HF WF oAW RE** Insert Torque*
(4) (7) >
——
Without offset ))EJ @
Cutting edge style L2 Right hand (R) shawn.
Designation H B LH HF  WF LB H2 DISTX RE™ Insert Torque* =
QC12-JSCL2CROS-Y-CHP 12 12 195 0 6 198 186 03 02 CC09TS. 12 2
orque:  clrmping torque (V) g
S
9 L [E [QC12-JSCL2CR
[Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts
e e i W, Without offset BN INSERT SELECTION
z E{g}@ @b B~ frishing
95° H v P
Ellll | =T
I 5
Cutting edge style L2 — L Fignt hand () shown.
Designation H B LH HF WF OAW RE** Insert Torque*
SPARE PARTS & ﬂ o
TRy wee e
Reference pages : QC12-JSCL2CR-Y, QC12-JSCL2CR-Y-CHP, QC12-JSCL2CR: Reference pages : QC12-JSCL2CR-CHP: Inserts — B112 -, CBN — B191, PCD — B213,
Inserts — B112 -, CBN — B191, PCD — B213, Shank, Accessory — G095, G096 Shank, Accessory — G095, G096
G040 tungaloy.com Tungaloy Go41
© : Application ® : Dimension drawing (conforming to 1ISO13399)
@ : Cutting edge shape @ : Applicable insert
© : Tool series name ©® : Spare parts
@ : Dimension table © : Insert selection
@ : Toolholder designation (@ : Reference page

e.g. right-hand, 25x25 square shank

- Jgspu2xR 1212 xo7-cHp

When ordering

- Please specify the designation and quantity.

e.g. JSSWL2XR1212X04-CHP ... 1 (one toolholder per package)
* Inserts are not included. Please order those separately.

G002 tungaloy.com




Main products

Mo UMTURN

Modular head turning toolholder system

@ G036

MINIVGROOVE
High precision grooving and threading tool series for CNC automatic lathes
@ G022, G030, G110 -, G150 -

MINIFTU2N

Economical double-sided inserts with excellent sharpness

@ G039
J-SERIES G004 -, G042 -

Toolholders for small-part machining G051, G054 -, G063 -

G070 -, G073 -, G084 -

@ G088 -, G133 -, G164 -

[ I |

TETRAMCEUT

Unique insert pocket geometry for grooving with high quality and precision G022 -

_ G026 -, G030 -

() ow-033- 218 mm G113 -, G147 -, G152 -

TETRAFECUT

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

@CW=O.5-3.18mm G022, G126 -

ORCE

puolFcuT

New flexible turning tool series for CNC automatic lathes and cam-driven lathes

CW=05-1mm G026, G086 -, G167 -

DUOJICEUT

Innovative clamping system for high rigidity in parting

o G026 -, G032 -
(&) cw=0s-2mm G158 -, G169 -

TUNGCUT

Multi-functional tool series for various grooving operations

(& cw=12-4mm G028 -, G177 -

TINYIMTUu=N

Solid boring bar for turning small diameters with high precision

@ G034 -, G097 -
TUNGH&E=ROOVE

Highly rigid clamping for wide grooving and profiling in one pass
CW =10-25mm

G024, G138 -

Tungaloy G003




Miniature External Turning - Quick Guide

CC** inserts

2 Square shank (height x width) Holder C'irt“%”g
& z e N
[0 e 5 - IS c 4
s 23 = I IS Q [}
'% Application Designation e o 2 N © © g |£f 8 Wi 2|s| @ o
o k= X X x x x x |2 5 o i s ° 5 o
£ © e e A fo e 28 § 23 5|T
£ AIE-LICAY:
O =
QC12-JSCL2CR-Y CC*09 O O O O without* | G040
QC12-JSCL2CR-Y-CHP | CC**09 O O O O O without | G040
QC12-JSCL2CR | CC*09 O O O without* | G040
i QC12-JSCL2CR-CHP = CC*09 O O 0 O without* | G041
95°
950
95° JSCL2CR/L CC*06/09 O O O without* | G042
JTCL2CR/L CC*06/09 O O O without | G042
JSCL2CR/L-CHP CC*09 O O O without* | G042
JSCLCR/L cc06/09, O O O O with | G043
JSCLCR-F15 CC*09 O O with | G043
91° JSCGCR/L CC**06/09 O O with | G078

* When using stepped-head shank, the “Offset” will be “with”.

G004 tungaloy.com




CN** inserts

S | i
= Shank | C'anmn
& o
o) £ 51E1 8 @
2 Application Designation ® 2 R o5 | £ Q
o < X x 5 ko) O o
c © o > a
= — N [0 >
E -8
&) [a)]
PCL2NR CN**1204 O without | G050
CN*0904/ .
(]
95 _1W, ACLNR/L 1204 O with |C015
95°
95°
Nt PCLNR CN**1204 O with |G050
o5° =
CN** inserts
g SHHE | Hoder | Ogpgin
S = _ [oX
g T a5 5| E| B @
o Application Designation 2 e 2| Wi 2|5 | 2|7
o £ x o x W £ 5| e | O | 5
<) =2 o
£ © 15 Z3 3 | Q s}
= JE | | 3 P
o = o 5
kS
ek, C
95° PCLNR/L-CHp | N 090 ol o with |C019 =
91° PCFNR/L CN**1204 O with |C087

Tungaloy G005




Miniature External Turning - Quick Guide

DC** inserts

) Square shank (height x width) CY'{Q;’;LC@{,?Q_?“
&
N T
3 Application Designation o R . S o .
o = x x x x x x x x X o d g o
£ =g g2 e d e )@ e G RS S
=1
o
QC12-JSDJ2CR-Y DC**11 O O
QC12-JSDJ2CR-Y-CHP DC**11 O O
'
QC12-JSDJ2CR DC*07/11 O O
QC12-JSDJ2CR-CHP DC*07/11 O O
JSDJ2CR/L pco7/11 | O O O O
93°
JTDJ2CR/L DC**07/11 O O O
JSDJ2CR/L-CHP DC*07/11 O O O
1
930" JSDJCR-F15 DC*07/11 O O O
|
JSDJCR/L pco7/11 | O O O O
. 3\\7‘30°
H=E= JS**-SDUCL | DC07/11
HQID: ‘Bl ° B
91°
91° JSDFCR/L DC**07/11 O O
1
2.5 1 JSDNCN DC**07/11 O O O
62.5° SDNCN DC**11 O @)
r— JSDN3CR DC*07/11 O O
'52.5°
075
107.5° 8 SDQCRI/L DC*11 O
107.5°

*When using stepped-head shank, the “Offset” will be “with”.

G006 tungaloy.com
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Miniature External Turning - Quick Guide

DX*U inserts

; i Cylindrical shank
= Square shank (height x width) N sy
&
_qg)’ Applicati . : E o (o] © [aV] © © o o 0 0
3 pplication Designation @ B B c>\|< 2 s |5 | e | & S
2 - O O O o o © © o a © s 2 Q
= - - = = += + - « S (S}
5
[6)
QC12-JSDJ2XR-Y DX*U O O
QC12-JSDJ2XR-Y-CHP DX*U O O
[
NSa0e QC12-JSDJ2XR DX*U o O
93°
'@
—B~~/30° QC12-JSDJ2XR-CHP DX*U O O
JSDJ2XR/L DX*U O O O O
93°
= NNy JPDJ2XR/L DX*U O O O
93°
JSDJ2XR/L-CHP DX*U O O O
T
gz B “NUS JSDJXR-F15 DX*U O O O
'
=N JSDJXR/L DX*U O
93° 5
E%@? JS***-SDUXL DX*U O O O O O
93°
62.5° - H QC12-JSDNXR-CHP DX*U o O

62.5°

* When using stepped-head shank, the “Offset” will be “with”.

G008 tungaloy.com
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Miniature External Turning - Quick Guide

DN** inserts

2 SEEE | Holder | Cappis
& B g
o T I S @ )
=3 Application Designation 3 2 R |-‘ 8 s 2l e 2
@ c x X W < ) o
D - © o =] [ =
= — sV Z < q>) 2
= JE 413
S) = o
DN**1104/ .
ADJNR/L 1504/1506 O with |C034
DN**1104/ )
(]
93 PDJNR/L 1504/1506 O O with |G068
PDINR/L-cHP | DN 1104/ o with |C037
62.5° _J J ADPNN DN**1504 o with |C108
62.5°
o DN**1104/
107.5 ADQNR/L 1504/1506 O with  [C092
107.5°
O| SC/P** inserts
) Square shank Clamping
;m (height x width) style
©
g = c g’ © [0)
o Application Designation o e N © ? s |2 Q
@ = x x x|z|92| 8 [
£ S ~ e 5|3
5 ?la
@)
93° SSDC/PN sgp%fg O O O with |GO79
TC** inserts
S hank Clampi
3 (height x width) Sl
§ + c g 'E)' [0
° Application Designation 2 o 2 ¥ 2 /2|82 P
9] c x = x x| 2|9 o o
2 - ®© o o © Q| x
£ = = = 973
5 ? A
@)
91° JSTACR/L TC*08/11| O O O O without| GO74

G010 tungaloy.com




o

TN** inserts

Miniature tool

% (ﬁgigﬁgexsvr‘}%r{lﬁ) Holder | Clamping style
c
[ = _ Q
3 gnat 5 le o g BI 2E 5|3 3
S Application Designation 3 - - « =3 o | & |35 £ oy
@ = X  x  x W< 51916 6| o
8’ o © gﬂ 2 3 S -ﬁ e
= ~— — = (0] © >
5 JE - m )
e = o
- 2 PTL2NR/L TN**1604 O without| G051
95"
95°
JTTLNR/L TN**1604 | O O without| G051
93° \Jff ATUNR/L TN**1604 O with |C032
93°
JE% JTTANR/L TN**1604 | O O without| GO77
91°
Q%/ ATGNR/L TN**1604 O with |C057
91°
= PTGNR/L TN 104/ O O with |C058
91°
91° @
= TN**1104/ )
91&' PTGNR/L -CHP 1604 O O with |C059
LED
ATFNR/L TN**1604 O with |C088
PTFNR/L TN 104/ o O with |C089
105° ATQNR/L TN**1604 O with [C091

-
105°

Tungaloy Got1




Miniature External Turning - Quick Guide

VB** inserts

f i Cl i
2 Square shank (height x width) Holder amping
s Z e
> L anti 5 © o © ©o o g H Qé 5 g- I o
ke, Application Designation 3 - + = +r A i il ®= R o
o c x x x x x |25 U< H @ o o
2 © o o © © (23 23| 5|3
3 $° RE
QC12-JSVJ2BR VB**11 O O O without'{ G062
U500 QC12-JSVJ2BR-CHP | VB**11 O O O O without| G062
93°
JSVJ2BR/L VB**11 O O O without| G062
93°
S N750° JSVJ2BR/L-CHP | VB**11 O ) O without| GO63
93°
JSVJBR-F15 VB**11 O O with |{G064
JSVJBR/L VB*11 | O O O with |G064
91° N NN/50° JSVABR/L VB**11 without| GO76
91 50 O O
N
725° L, X1 JSVNBN VB*11 | O O O with |GO71
Te— |—
* When using stepped-head shank, the “Offset” will be “with”.
VC** inserts
S Cl i
s SHame | CTR
C
o o
g T c | E © o
=] Application Designation 2 © 8 % | s | £ 2
o £ x x| 29 o o
= © o 2| x
= = AN Q 8
g 2l a
[©]
93° SVJCR VC*16 O O with |C048
72.5° SVVCN VC**16 O with  |C052
117.5° SVQCR/L VC*16 O with  |C097

G012 tungaloy.com




VP** inserts

[0) Square shank Clamping
=) (height x width) styl
C
©
S t s £ 8| g
S Application Designation o e N 2?2 s 29
® = x x x| 29| 5|
2 Srael 5 | S
z v s
@)
L a5°
95° 950 xS JSVL2PR/L VP*08/11| O O O without| G044
t
117.5° JSVP2PR/L VP*08/11| O O O without| GO73
117.5°
YWMT inserts
S Clampi
S shank | style
&
g £ sl 8| ¢
o Application Designation o I |8 | @ 2
0] c =< = o 5 [a 8
= « S8
5 M
o
93° 93°— 60" SYJBR/L YWMT16 O with |C049
NS Fo
100°) o0y 3 SYHBR/L YWMT16 | O with |C099
30°
77.5° q SYIBN YWMT16 O with |C053
77.5°
1225° ﬁ-%w SYQBR/L YWMT16 | O with |C098
122.5°

Miniature tool

Tungaloy G013




Miniature External Turning - Quick Guide

VXGU inserts

; ; Cylindrical shank
% Square shank (height x width) y(shank dia.)
s
o T 0
3 Application Designation ® = ¥ 2 ¥ 2 2 8 ]/ § o 8 o «
< X x x X X X x X : = o N (aV]
= O o o o o © ©© o | = S Q Q
= — — — — — = = N Q Q
=1
)
i
D\ QC12-JSVJ2XR VXGU O O
50°
93°
Y @
= W QC12-JSVJ2XR-CHP VXGU O O
93°
JSVJ2XR/L VXGU O O O O
JPVJ2XR/L VXGU O O O
93° = @
‘%E\L%LST JSVJ2XR/L-CHP VXGU O O O
93°
o R 500 JSVJXR-F15 VXGU e) @) @)
BN JSVIXR/L VXGU O
E JS***-SVUXL VXGU O O O O O
93°
72.5° 72 5% - QC12-JSVVXR-CHP VXGU O O

* When using stepped-head shank, the “Offset” will be “with”.

G014 tungaloy.com
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Miniature External Turning - Quick Guide

o7 V/YN** inserts

ié) (Eggﬂf[exsvo%qlr‘]) Holder | Clamping style
(] m z Q g-
® = = ~ -
o . . . . — 3 % = [) (]
3 Application Designation @ NN M3 S & 5| ¢ &
° c x x x W< 5 Mt @ (e} o
= N o 9 Z3 > $ 2
£
5 o¢ § 3
NS VN*1204 .
03° & AVJNR/L V/YN*1604 O with | C041
PVJNR/L VN**1204 O O with | C042
93°
JPVJ2NR/L VN*1204 | O O without| G069
VN™1204 .
PVJNR/L-CHP V/YN™1604 O O with | C043
VN*1204 .
%U AVVNN V/YN*1604 O with | C050
72.5°
72.5°
- M - PVVNN VN**1204 O with | C050
72.5°
117.5° VN*1204 .
- AVQNR/L V/YN1604 O with | C094
117.5°
117.5° ,
117.5° i\ PVQNR/L VN**1204 O with | C094
117.5°
; 175
PVQNR/L-CHP V/YN*1604 @) O with | C095
17.5°
WXGU inserts
Cl i
3 STEE | Hoider  [Oap
© E b= _ a
® - s o WE| -
. . s J g = I IS Q )
'% Application Designation o N © £3 9 ﬂ g 213 @2 o
o £ x x |28 o wgil 2|9 & | o
= 8 o 28§ Z3| 5|3
£ T " gE 2 JE| 9|8
3 3 Bl °
QC12-JSWL2XR-Y WXGU O O|O O without’| G045
95° QC12-JSWL2XR-Y-CHP| WXGU O OO O O without| G045
QC12-JSWL2XR WXGU O OO without*| G046
95°

* When using stepped-head shank, the “Offset” will be “with”.

G016 tungaloy.com




WXGU inserts

2 Square shank (height x width) Holder | “fapping
= zZ e
g, = S @E| c | 2| 5 | o
i Application Designation 0 S e a0 o 8 ] £ Jd3 g s £ R
o E X X x x X X x §‘_; w.é’ ° x, O o
£ S /2 ¥ & 2 2 § af Z3/ o |
s 9* 2| ® | a
o -
95° e
QC12-JSWL2XR-CHP| WXGU O O O O without'| G046
95°
28 JSWL2XR/L WXGU | O O @) 0O without| G046
95
95° = % JPWL2XR/L WXGU | O O O without| G047
95&.
95° @
JSWL2XR/L-CHP | WXGU 0 O 0 without| G048
JSWLXR-F15 WXGU 0 O 0 with |G049
* When using stepped-head shank, the “Offset” will be “with”.
5
kel
g
2
B) whe
WN** inserts £
g Siaare | Holder | Clapping
© b= _ Q
5 T o QE S g D o
3 Application Designation 3 « =2 S || & o
o £ £ VRS 5| o O | &
£ S Z3 3 | 8
= JE a3
@) = o
95°
WN*0604/ .
= 1 AWLNR/L 0804 0 with |C024
95°
95°
95° | _ L 1 PWLNR/L WN*0604 O with |C026
95°
95°@
|| ] PWLNR/L-cHp WN'0604/1 o with |C026
Al 0804
95°

Tungaloy Go17




Miniature External Turning - Quick Guide

JV*N inserts

S hank Cl i
2 (heignt x width) Style 0
C
g + Q +=
o) — . : © o 5 E 3 >
° Application Designation b © N~ © = i © 2 &
® < x x x x|z|9 o) aB
g © ~ © o < ~
£ - 318
5 ?la
@)
=2
SE| — JSXXR/L*05 JVFN4SRL O O O O without| G086
>
O .
JXF inserts
S hank Clampi
2 (heignt x width) Sl
C
g -— c g— — ©
= (0]
S Application Designation o S & 2 R S |ls| e P
o < x x x x 03, Q "O' o
2 © o © o |5 %
= — — — N 3 8
£ m
@)
1 By B
£S = JXFR/L8 .
% % J—ﬁ % JSXGR/L JXRR/L8 O O O O without| G088
Eg
g .
o JXB inserts
S hank i
g (hggﬂ;exsw%r;h) C'iﬁn?emg
c
5 £ s| €8 | g
o Application Designation 2 S & 2 8 2 8|2 |2
© c x x x X 2 9 o o
E £ 12 &2 3|83
2
oc JSXBR/L JXBR/L O O O O without| G092
>
/) J10E inserts
S hank i
2 (heignt x width) Holder | ©21ping
8 z _ o
o - - ME| . -
o) JT _ IS © [}
%’ Application Designation o SRR CRIRON + § ﬂé 2le 2 >
o < x x x < | 3% W< % Q o o
c o [N [ © |[J3 4 S| = x
= — — — — Qe g [$] 8
5 gg JE| P | @
O E
I
A“"E QC12-JSEGR J10ER O O O without{ G089
D
£ M
: | e
2 " QC12-JSEGR-CHP J10ER O O O O without| G089
d
3 _
I
0= “"@M JSEGR/L JIOERL | O O O without| G089

* When using stepped-head shank, the “Offset” will be “with”.

G018 tungaloy.com




4
Q] JTB inserts

S hank Cylindrical shank Clampi
2 (eght x widith) Yishank diay. Style
g Q
o < c IS © )
S Application Designation 2 S F 218 J 4 /2 s5|e 92
g) < X x x o [sY} sV} g q;_, 9 6 o
£ © ~w © 37 % % %5 e
= e
O
g’ 4&31* JSTBR/L3 JTBR/L3 | O O O without| G083
c
3
S
8 = JS-TBL3 JTBR3 O O O O - |Gos4

Miniature tool

Tungaloy G019




Miniature Internal Turning - Quick Guide

Positive type
StreamJet-Bar & a
(%]
_ £ (L Min. bore diameter DMIN (mm)
Appli- ; ; ;o1 Through
. Style Designation  Insert Material “°°9 9 $ o 10 20 30 40 50 Page
Steel 045 a7
2 SEXPR/L EP... 0 ngg
£ Carbide 04,5 o7
R
T
= Steel o5 o27 D014
2 SCLCR/L CC... Carbid o7 D016
= arice 05 [ o
(o))
£ Steel o0 [ 027 D018
2 SCLPR/L CP... D019
Carbide g0 220
Steel o13 _ 232
SDUCR/L  DC.. D056
Carbide o3| o027
S pi————— Steel 015 022
30° SDUPR/L  DPMT... D058
Carbide o15 - 022
- 50° Steel o16 - 32 D061
SVUCR/L  \C.. D062
Carbide 218 - 232
o o 50° Steel 020 032 D059
£ SVUBR/L  VB.. D060
° Carbide 0245 034
o
g —F . Steel o3[ 030 D076
b5 15.5° SDQCR/L  DC.. D077
£ Carbide e13 25
o5
(o))
£ o T e —. 15.5° Steel o15 022
5 (1075 SDQPR/L  DPMT... - D078
o i Carbide 015 022
— . Steel 7135 221.5
@25.5 SVQCR/L  VC.. = 8821
Carbide o135 0215
p— . Steel o17[ 0305 D079
255 SVQBR/L VB... D080
Carbide o17[ 2305
g 60° Steel 220 |
SYUBR/L  YW.. D064
Carbide 020 024.5
] Steel 26 I¢8
SWUBR/L  WB.. D052
o Carbide 06 Iﬂ8
£
8 — Steel 8 34
tee LI D053
STUPR/L TP..
@ Carbide 08 o27 D055
(o))
c Steel 10 - 027
s STFPR/L TP.. D046
2 Carbide 610 022
[0
S
< —T Steel 012 018
ke I;}-‘! STFCR/L TC.. = D045
= 2 Carbide o12| o018

G020 tungaloy.com




StreamdJet-Bar

- 0
2 ﬁ Min. bore d DMIN (mm)
£ in. bore diameter mm
Appli- Style Designation  Insert Material Troud s Page
cation g coant Z %0 10 20 30 40 50 @O
- o
552 . Steel 217 | 921.5
558 30°  sYy@BR/L YW... 0 v O D083
£ga Carbide 17| 06215
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Double-sided insert with positive cutting edges
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' i Min. bore diameter DMIN (mm
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Miniature Grooving -

Quick Guide

External Grooving

Square shank (height x width) Holder
MiniVLockG % L=z 8
INIVLOC roove e 2 N & © ag i._‘(_é 3
x x x x x |25 w‘;" 5  Groove width
© o o [N o | D3 z%’ IS (mm)
o _ _ b i (R (R gg 58 § ——— —Max.groove
Application Designation Insert s E- B 0 1 2 depth (mm) Page
Y @ QC12-SVER/L-CHP
%\ Vodoiar hoad VGP... O OO O O o0s 1 25-4 G110
' SVER/L vér.. O O O 05 1 2-4 G110
| SVER/L-CHP VGP... O O O O o5 1 25-4 G110
Square shank (height x width) Cylindrical shank (shank dia.)
2@ TetraMini-Cut T o o .
— — — — — N < 3 © o o I 0
x x X X X X = g — o)) (Y| [aY] al [Te)
© ©o o o © o | & £ & <~ © 8 @ {
= - - — - 1Y S Q
Application Designation Insert
HWT )
QC12-STCR/L-Y x
11 Modular head TCHBRIL... O O
1 @ QC12-STCR/L-Y-CHP —~.
WH )@ Modular head TCHBRIL... O O
P—M QC12-STCR/L .
]% Modular head TCHBRIL... o O
P—HJ @ QC12-STCR/L-CHP "
]@ Modular head TC™8RIL... O O
Dé;] STCR/L-18 TCH8R/L... O O O O
]E STCR/L-18-CHP  TC*18R/L... O O O O
% JS-STCL18 TC*18R... O O O O oo o o o
t
(heIgnt wighh) Holder
TetraForce-Cut be £
o (oY © o (\¢e @
= | & | = | & I-g £
N g 5 8 Groove width (mm) Max.
- +- = « DE g groove
Application Designation Insert g 5 0 1 2 3 4 5 depth(mm) Page
Lf% STCR/L-27 TC*?271... O O O O 0.5 3.18 1-6.4 G126
Lf% @ STCR/L-27-CHP TC*27... O OO O os 3.18 1-6.4 G126
f% STCR/L-38 TCL38... O 0.5 4 9-10 G132
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Grade

Holder
z =| B
5 e 5
2l g i
2z o ti g .
22 % 2% S Groove width (mm)
as £ 3 Max. groove
g PE £ 0 1 2 3 4 5 depth(mm) Page
O O 0330 38 08-35 G113
O O O O3 08-35 G113
O 0330 38 08-35 G114
@) O O’ 318 0.8-35 G114
033 318 0.8-35 G115
G115
O ok 318 0.8-35 146
033 318 0.8-35 G116

Milling cutter Miniature tool Grooving  Threading Int. Toolholder  Ext. Toolholder Insert

User's Guide Tooling System  Dirilling tool Endmill

Index
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Miniature Parting - Quick Guide

External Grooving

Square shank

GTGN (height x width)
= = ax.
é ‘:9‘ § Groove width (mm) groove
Application Designation Insert 0 1 5 3 4 5 depth (mm) Page
% CER/L GTGN-16E.. O O O 1 2.25 1-1.8 F093
Square shank
TungHeavyGroove (height x widith)
(9] [(e] o
[ Max.
8 ¢ o Groove width (mm) groove
Application Designation Insert 0 10 20 30 40 50 depth(mm) page
'% FPGN psGB... O O O 10 25 = G138
t% SPGN PsGB... O O O 10 25 - G139
Internal Grooving
Cylindrical
AddinternalCut el
R
S 5 Max.
roove roove
s . . width gdepth Through
Application Designation Insert (mm) (mm) coolant
@ A/E-STCIR/L  TCig1012.. O O  05-3 1-3 O
SNG Cylindrical shank (shank dia.)
© o o © o
© % © = @ Max.
Groove  groove
o o width depth  Through
Application Designation Insert (mm) (mm) coolant
= A/E-SNGR GRL. 0 0O O O O 1-85 15-3 O
o] [ *GMR...
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Miniature Parting - Quick Guide

Internal Grooving

Square shank

Cylindrical shank (shank dia.)

ZQZ TetraMini-Cut (height x width)
1)
2 22 5 o 8 o o w I
53858 %2394 ¢
Application Designation Insert
E@% JS-STCFL18  TCF1i8L.. O O O OO O 0O O
ﬂ@m STCFVR-18 TcrisL.. O O O
Parting
DuoForceCut (Relghx wickh)
o
© N~ [ce] A
X X X x
© ~ © = . .
~  Groove Max. parting diameter (mm)
width
Application Designation Insert (mm) 0 10 20 30 40 50 Page
'H JSXXR/L*05 JWPN.. O O O O o05-1 o4 212 G167
Square shank (height x width) Holder
=
DuoJustCut W
2 ¢ ¢ 2 8 (2
X x x X X w.::?
o o o © o Groove zg’
o o - - = = d  \dth §:
Application Designation Insert (mm) B =
L% JSXXR/L*09 XP.. O O O O 06-2
L“J JSXXR/L*09-CHP  JXP... O O O 0.6-2 O
E
I% JSXXR/L-S JXP... O O 0.6-2
@ JSXXR/L*09-S-CHP  JXP... (O O O 06-2 O
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Max.
Groove (groove

Min. face groove

outside diameter (mm)

width ~ depth

(mm)  (mm) 0 5 10 15 20 25 Page
05-25  1-3 26 G147
05-25 1-3 o6 G147

Max. parting diameter (mm)

0 10 20 30 40 50 Page
26 220 G169
06 220 G170
06 220 G169
06 220 G170

Miniature tool
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Miniature Parting - Quick Guide

Parting
Square shank (height x width) Holder
T3 TungCut A
S e e igs &
x x = x x x 25 W S
© o o © o o Grove 5357 2
— . ) T T T e width 8§58 B
Application Designation Insert (mm) g ._': =
1 QC12-JTTER/L-CHP  DG.../
] B Modular head SG... o O 12-239 O O O
@ " DG.../
] J*TER/L SG O O O O O 12-318
,,,,,
]% @ JCTER/L-CHP %%'“/ @) @) O 2-2.39 O O
b DG.../
! Q CGER/L G, O O O 14-4
- DG.../
1 CHGP sG.. O 2-4
- DG.../
1 CGP SG.. O 14-8
Shanc
T2 AddForceCut
o
N
x
= Groove . .
N
width Max. parting diameter (mm)
Application Designation Insert (mm) 0 25 50 75 100 125 Page
tE QSER/L QG... O 2-4 252 266 G191
t ﬁ QSsG QG... O 2-4 052 282 G192
1 E QsP QG... O 2-5 250 9120 G191
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Grade

Max. parting diameter (mm)

10 25 50 75 100 125 Page

020 G178
G177

o12[ 1 042 G178
G179

025 | 032 G180

029 055 G179

o52[ [ 082 G180

026 [ 120 gt

Milling cutter Miniature tool Grooving  Threading Int. Toolholder  Ext. Toolholder Insert

User's Guide Tooling System  Dirilling tool Endmill
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Miniature Threading -

Quick Guide

External Threading

uare shank

(ﬁelght * width) Holder
MiniVLockGroove i &z £
S e 2§ Qg ¢
S & o cOmer§§ 9e 8 Pitch (mm)
Application Designation Insert R (mm) gé Eé % 0o 1 2 3 4 5 Page
— @ QC12-SVER/L-CHP 0.05
Modular head VGT10F... o O - 0.1 O O O o4 2 G150
ﬁ— SVER/L VGTIOF.. O O ?'g? 0.4 2 G150
Iﬁ— SVER/L-CHP  VGTIOF... O 00 O O o4 2 G150
Square shank (height x width) Cylindrical shank (shank dia.)
203 TetraMini-Cut R T R o o
BN ~ = © 2 5 § 8§ 3
o o o © o s 2 s 2 = = ° 9
- — - — « e Q
Application Designation Insert
F )=
eogrand QC12-STCR/L-Y
Modular head TCT18RAL... O O
F - @ QC12-STCR/L-Y-CHP
)é Modular head TCT18RAL... O O
I - QC12-STCR/L
% Modular head TCT18RAL... O O
I - @ QC12-STCR/L-CHP
% Modular head TCT18R/L... O O
Ié— STCR/L-18 MRl O O O O
I%’ STCR/L-18-CHP  TCT#8RL.. O O O O
%@ JS-STCL18  TCT18R... OO0 OO0 0O O O O
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Miniature Threading - Quick Guide

External Threading

Square shank (height x width) | Cylindrical shank (shank dia.) Holder
DuodJust-Cut ke 8
SAEEENENE 2 . ., ., - H: ¢
X 2 X 5 2|2 8§ 8 % 8 T
SHECHE R ®  Corner R &3 8
Application Designation Insert (mm) Eb &
@— JSXXR/L*09 IXTG12... O O O O 0'0_5(')\"13"'
@— @ JSXXR/L*09-CHP  JXTG12... O O O 0'0_5(')\"1"""' O O
@— JSXXR/L*09-S  JXTG12... O O O 0'0_5(;‘/'13"'
@— @ JSXXR/L*09-S-CHP  JXTG12... O O 0'0_5(';/'1&"(' O O
U JS-SXXLO9  JXTGIZR... O 0O O O O 0'0_5(')\"13’('
Square shank (height x width) Cylindrical shank (shank dia.)
TungThread
o (9] © o o (9V] © © [To)
[ce] — — — — N — — — © o o o) ~
X x x x x x X x x - o) N (3] w
© o o © o o < < o S — S S S
- — - N 39 V] (V] ® S
Application Designation Insert
5] SER*11 11ER... O O
Il\\lll\\\\\l\ll\l\\\\l @
O JSE2R16-CHP 16ER... O O
D@_ CER/L 16ER/L... O O O
% JS-SEL16 16ER... O O O O O
tw B-S/CER/L 16ER/L... O @) @)
L@“ BC-SER/L 16ER/L... O
Internal Threading
TungThread _
Min. bore Corner R (mm) Pitch (mm)
Application Designation Insert D?\}I?Ir\]lq(ertr;ar:]) 0 2 3 4 5 Page
SIR 6/8IR... 6.4 - 08 0.04 - 0.17 0.5 2 EO054
I SNR SR 6 010 0.04 - 01 05 17s 054
‘. 28 -0 .04 -0. b .
gaﬂllllllll
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Pitch (mm)

0 1 2 3 4 5 Page
02l 15 G158
02, 15 G159
02 15 G158
02l 15 G159
02l 15 G160

Holder
Zz =
N
£ Qi 8
IR Pitch
CornerR 3§ gé 3 itch (mm)

mm 2725 § o 1 2 3 4 5 Page
0.04 - 0.19 035 15 G164
005-022 O O O o5 3 G162
0.05-0.22 o5, 3 E036
0.05-0.22 o5, 3 G163

o |

0.02 0.5 3 G163

o I

0.99 0.5 3 G163

Miniature tool
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Miniature Internal Turning - Quick Guide

TinyMini-Turn

Solid carbide tools for small diameters turning

Cylindrical
shank

Through g4 @7

Application Description Material coolant Groove width
g°§> g TBT Carbide o O -
E’EE % JBT Carbide O O O
5o 2 TBP Carbide O O -
258 % JBP cabidke O O O
%—% TBU Carbide O -
§§ E JBU Carbide O O
2 g TBC Carbide O -
=~ JBC Carbide O O

£ el TBB Carbide o O -
g Eﬁ- JBB cabice O O O
%gg TBI Carbide o O -
é) £ JBl Carbide O o O

gg TBG Carbide O O o0s5-2
Eg % JBG Carbide O © O

8_§’ 777777 : TBF Carbide O 1-3
£ g -— JBF Carbide O O

J22 3 TBS Carbide O e
£85 JBS Carbide O O
2 gf‘g:’ TBR Carbide O 1
H % E JBR Carbide O O

Indexable tools for small diameters turning

Cylindrical
shank
- Traual: Min. bore diameter DMIN (mm)
Application Description coolant 0 2 4 6 8 10 Page

ST 10050
£55 @5 SEXPR O O o5 [ 06 G106
@@= 00°

o

£ 95

o

2 @ SEZPR O O 055 G106

[$)

©

m
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Grade

Min. bore diameter DMIN (mm)

0 2 4 6 8 10 12 14 15  Page
o0 [ o7 Gog7
ol e G098
2.8 - 25
G099
028 o5
05| G099
o5 | G100
25 26.8
I 100
o5 068
3t G101
o3[ o5
ot [ o7 G101
4| o6 G102
o2 [ 6.8 G102
2 068 G103
o6 [ s
G104
o6 et
o6 |
G105
o6 |
o5 068
o5 063 G105

Insert

Milling cutter Miniature tool Grooving  Threading Int. Toolholder  Ext. Toolholder

User's Guide Tooling System  Dirilling tool Endmill

Index
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MODUMTURN

Modular style Swiss turning tool system
facilitates tool changes with high repeatability

I Unique coupling design

Simply loosen the clamping screw for easy tool exchanges.
Unique coupling design allows extremely high repeatability.

Shank —— =

Screw clamping /.

(embedded) Conical head/

ﬂ shank contact

Head

B Benefits of Y-axis feed

For JSVJ2BR...
Designed with common functional lengths (LF), the cutting LF =21 mm
heads allow easy tool changes without removing the shank
from the tool post. =

SERIES
LF =20 mm
I Benefits of Y-axis feed
No chip entanglements — Chips are directed downward and away from the cutting zone
Conventional X-axis feed Y-axis feed Conventional X-axis feed Y-axis feed
) 4 Tool deflects v No tool
| deflection

Cutting force

Y-axis -+

X-axis X-axis Cutting force

Reference pages : G040 -, G045 -, G052 -, G058 -, G062, G065, G072, G083, G089, G110, G113 -, G150, G152 -, G178
Shank, Accessory : G095, G096

G036 tungaloy.com/jp




TUNEG TJET n, e

Thru-coolant holder system

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

External coolant supply at normal pressure High pressure coolant (7 MPa)

ae

Miniature tool

Coolant jets from two outlets ensure high cutting efficiency and extended
tool life
Directly to the cutting edge

Reliable chip control
Reduces crater and notch wears

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

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

Reference pages: G040 -, G045, G052 -, G055 -, G058 -, G062 -, G065 -, G072, G083, G089, G095, G110, G113 -
G126, G132, G148, G150, G152 -, G159, G162, G170, G178 -
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TUNEG TUET

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

Conventional DirectTung-Jet system

No need for coolant
tube setup.

Eliminates chip
entanglement on tubes
and streamlines tool
replacement.

Plug A
for connecting
an external

coolant tube

Coolant outlet on
the tool post

Plug B
for Direct connection

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

Nozzle tube delivers coolant
directly to the cutting edge

G038 tungaloy.com/jp




MINIFFlianN _ A

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

and high performance. g
linsert é

CXMUO0603... 4 edges, rhombic 80° DXM/GUO703... 4 edges, rhombic 55°

&9

O’ 0 oL S
B o S T

WXGUO0403... 6 positive cutting edges VXGUO9T2...

4 positive cutting edges

<

I High rake angle
WXGU0403... DXGU0703...

External turning External turning Internal turning Internal turning

- =

Reference pages : G045 - G058 -, G065 -, G072, G082 -
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MODUMTURN

QC12-JSCL2CR-Y

Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts

LB,

ES CREINISED

L — A
DISTX LH,
q/g‘s" =

[T —
= i m¢
Cutting edge style L2
Designation H B LH HF WF LB H2 DISTX RE*
QC12-JSCL2CR09-Y 12 12 19.5 0 6 19.8 18.6 0.3 0.2

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

Without offset )5

Right hand (R) shown.

Insert Torque*
CC*09T3... 1.2

QC12-JSCL2CR-Y-CHP
wdi

Sinn| Screw-on Y-axis turning modular head with 95° approach angle, for positive 80° rhombic inserts, with high

pressure coolant capability

95° " -2 ‘ Without offset )5@
— (aV]
— { ‘ %l = T
- = PP
= LH
DISTX >~
o —_—— -
95 —
. L{ === m¢
Cutting edge style L2 = Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSCL2CR09-Y-CHP 12 12 19.5 0 6 19.8 18.6 0.3 0.2 CC*09T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
L E_ QC12-JSCL2CR
Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts
?\350 < LH - Without offset
: z f= i
< Y
g’ o © @
— © \ L
[T
95° =
| e F = =)
Cutting edge style L2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSCL2CR09 12 12 19.5 12 6 15 0.2 CC*09T83... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & A o
Designation Clamping screw Wrench O-ring
QC12-JSCL2CR09-Y,
QC12-JSCL2CRO09 CENEREED =P -
QC12-JSCL2CR09-Y-CHP CSTB-4SD T-8F ORSS-0454.5X1.0NBR70

Reference pages : QC12-JSCL2CR-Y, QC12-JSCL2CR-Y-CHP, QC12-JSCL2CR:

Inserts = B112 -, CBN — B191, PCD — B213, Shank, Accessory — G095, G096

G040 tungaloy.com




QC12-JSCL2CR-CHP

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

95 Without offset @
=
<
A )
95°
Cutting edge style L2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSCL2CR09-CHP 12 12 19.5 12 6 21 0.2 CC*09T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & A =
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSCL2CR09-CHP CSTB-4SD S-CU-CHP T-8F ORSS-0454.5X1.0NBR70
©
]
4=
(0]
b
>
=
S
£
=
I INSERT SELECTION
. Apg:j:aa;ion Precision finishing Finish cutting Medi;llr:;t}ggﬁnish M Apg:j:aa;ion Precision finishing Finish cutting Medi::;titg;inish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
ot JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application  Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application medium to finish Application Precision . . . .
. areas cutting . areas finishing Finishicutting | {Mediumcutting
Grade T515 Grade DX110 TH10 KSO05F
cM NS w20 AL//,.
Breaker Breaker .
Shape Shape ‘. “_,p\‘ | .
.___\:5\"';.-\
Cutting conditions B020 Cutting conditions B022
Application - 5 Medium to finish Application Precision . :
areas Finish cutting cutting H areas finishing GRIsHlciting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker i =
Shape e e Shape ﬁ:ﬁ @
Cutting conditions G094 Cutting conditions B026

Reference pages : QC12-JSCL2CR-CHP: Inserts — B112 -, CBN — B191, PCD — B213,
Shank, Accessory — G095, G096
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nai

External

J-SERIES

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

g\go Without offset

B =N G
95° - M LF ‘

Ty [ =

Cutting edge style L2

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 1.2
JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T83... 1.2

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

JTCL2CR/L
Back-clamp toolholder with 95° approach angle, for positive 80° rhombic inserts
05° Without offset
t .
(T8
@3 41 ol o}
t\-’" LH
95° ~ LF
Ll- T
H O o
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 0.9
JTCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T3... 1.2

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

JSCL2CR-CHP

Screw-on toolholder without offset, 95° approach angle for positive 80° rhombic inserts,
high pressure coolant compatible

. = LF ~ Without offset @
;\35 o ithou
21
e
i

Y _—5/167-24UNF

95° pun

w el ae [ EX
Cutting edge style L2 & i Right hand (R) shown.
Designation H B LF LH HF HBH WF2 OAW RE Insert Torque*
JSCL2CR1212X09B-CHP 12 12 120 18 12 15 0 20 0.2 CC*09T3 1.2
JSCL2CR1616X09-CHP 16 16 120 18 16 0 0 20 0.2 CC*09T3 1.2

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

SPARE PARTS & L & }y %’g /

Designation Clamping screw Clamp Clamping screw Wrench Wrench 1 (\gﬁ?g:a?)
JTCL2CR/L*06 - JCP-2 JDS-3525 P-2F - -
JTCL2CR/L*09 = JCP-3 JDS-5040 P-2.5F - -
JSCL2CR/L**06 CSTB-2.5 - - - T-8F (T-8L)
JSCL2CR/L*09 CSTB-4SD - - - T-8F (T-8L)
SPARE PARTS & S ® ( & { ’
. . . . ] Wrench 3
Designation Clamping screw  Coolant unit Wrench Coolant plug Wrench 1 DirectJet plug Wrench 2 (Optional)
JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2 -

Reference pages : JSCL2CR/L, JTCL2CR/L, JSCL2CR-CHP: Inserts — B112 -, CBN — B191, PCD — B213
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JSCLCR/L

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

95°
1
o

\“j
95°

Cutting edge style L

Designation H
JSCLCR/L0808H06 8
JSCLCR/L1010H06 10
JSCLCR/L1212H09 12
JSCLCR/L1616H09 16

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

JSCLCR-F

10
12
16

LF LH
100 12
100 12
100 16
100 16

= m
£l o '
LH
- LF
LL
=1 B
Right hand (R) shown.
HF WF RE** Insert Torque*
8 10 0.4 CC*0602... 1.2
10 12 0.4 CC*0602... 1.2
12 16 0.8 CC*09T3... 1.2
16 20 0.8 CC*09T3... 1.2

Screw-on stepped-head toolholder with 95° approach angle, for positive 80° rhombic inserts

Cutting edge style L

Designation H B
JSCLCR1216F09-F15 12 16
JSCLCR1216X09-F15 12 16
JSCLCR1620X09-F15 16 20

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

LF
85
120
120

SPARE PARTS & S /

] ’ Clamping Wrench 2
Designation - Wrench 1 (Optional)
JSCLCR/L**H06 CSTB-2.5 T-8F -
JSCLCR/L**H09  CSTB-4SD T-8F =
JSCLCR**F15 CSTB-4SD T-8F (T-8L)
I INSERT SELECTION
Application e - .
. e Precision finishing Finish cutting
Grade SH725 SH725 SH725
01 JP Js
Breaker
Shape
Cutting conditions G094
Application Medium to finish
areas cutting
Grade SH725
Breaker
Shape
Cutting conditions G094
Application medium to finish
areas cutting
Grade T515
CM
Breaker
Shape
Cutting conditions B020
Application . . Medium to finish
A Finish cutting cutting
Grade SH725 SH725
Js Js
Breaker
Shape

Cutting conditions G094

L2 HBKL
12 27
12 27
12 27

Medium to finish
cutting

SH725

Js

HBKL
?zimr@
Or=y @
W ol L2
I
~ <tH
il E=
Right hand (R) shown.
LH HF WF OAW RE** Insert Torque* __
12.5 12 15 28 0.2 CC*09T83... 1.2 8
4=
12.5 12 15 28 0.2 CC*09T83... 1.2 o
12.5 16 15 28 02  CC*09TS... 12 2
£
=
Application - N . . Medium to finish
e Precision finishing Finish cutting cutting
Grade SH725 SH725 SH725 SH725
01 JP Js Js
Breaker
Shape
Cutting conditions G094
Application Medium to finish
areas cutting
Grade SH725
Breaker
Shape

Cutting conditions G094
Apzl:::;ion Zﬁgﬁfg Finish cutting Medium cutting
Grade DX110 TH10 KSO05F
NS w20 AL /
Breaker . “\"‘
Shape " “..:l"“ 4 O v
Cutting conditions B022
Application Precision - .
areas finishing Finish cutting
Grade BXA10 BXA20
CBN CBN
Breaker
Shape

Cutting conditions

B026

Reference pages : JSCLCR/L, JSCLCR-F: Inserts — B112 -, CBN — B191, PCD — B213

Tungaloy G043




J-SERIES

JSVL2PR/L

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

45°

T~
95°

Cutting edge style L2

Designation H B
JSVL2PR/L1010X08 10 10
JSVL2PR/L1010K08 10 10
JSVL2PR/L1212F08 12 12
JSVL2PR/L1212F11 12 12
JSVL2PR/L1212X08 12 12

h JSVL2PR/L1212X11 12 12
ﬁ JSVL2PR/L1212K08 12 12
2AE0El JSVL2PR/L1616X08 16 16
JSVL2PL1616K08 16 16
JSVL2PR/L1616X11 16 16

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

SPARE PARTS &
Designation Clamping screw
JSVL2PR/L**08 CSTB-2L
JSVL2PR/L**11 CSTB-2.5

Il INSERT SELECTION

Application

areas Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape o 0
Cutting conditions G094
Application . . - .
. e Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape o ‘
Cutting conditions G094

=S

LH

LF

ST E=
LF LH HF WF RE**
120 16 10 10 0.2
125 16 10 10 0.2
85 16 12 12 0.2
85 21 12 12 0.2
120 16 12 12 0.2
120 21 12 12 0.2
125 16 12 12 0.2
120 16 16 16 0.2
125 16 16 16 0.2
120 21 16 16 0.2

3 4

Wrench 2
(Optional)
T-6F (T-6L)
T-8F (T-8L)
Application - q - .
M areas Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape o ‘
Cutting conditions G094

Reference pages : JSVL2PR/L: Inserts — B154 -

G044 tungaloy.com

Without offset

Right hand (R) shown.

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




MINIFFURN

QC12-JSWL2XR-Y
Screw-on Y-axis turning modular head with 95° approach angle, for WXGU inserts

95:/? o - LB . Without offset )@

A T ¥
@ 5 £

= pisTX _| = H~
95°
i .
L
Cutting edge style L2 ET Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque*

QC12-JSWL2XR04-Y 12 12 19.5 0 6 223 12 2.8 02  WXGU0403"L... 0.9

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

QC12-JSWL2XR-Y-CHP

Screw-on Y-axis turning modular head with 95° approach angle, for WXGU inserts, with high pressure
coolant capability

LB . Without offset )
s o ‘
AW =Er
<= T
DISTX, | =
95°
Blli=—= virv}
. L
Cutting edge style L2 = Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque* 73
QC12-JSWL2XR04-Y-CHP 12 12 19.5 0 6 22.3 12 2.8 0.2 WXGUO0403**L... 0.9 "q‘;
b
Torque*: Recommended clamping torque (N-m) 2
RE**: Standard corner radius g
Use right-hand toolholders (R) with left-hand inserts (L). 5
SPARE PARTS & A O
Designation Clamping screw Wrench O-ring
QC12-JSWL2XR04-Y SR34-514 T-7F =
QC12-JSWL2XR04-Y-CHP SR34-514 T-7F ORSS-0454.5X1.0NBR70
I INSERT SELECTION
For Swiss lathes
Application - q Medium to finish Application - q Medium to finish Application Precision
. areas Ia=kicEting cutting M areas Ginishicutting cutting H areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSS Js JSS Js HP =
Breaker Breaker Breaker n
Shape Shape Shape ." - -'1
Cutting conditions G094 Cutting conditions G094 Cutting conditions B026
For Small CNC lathes
. Apg:'i‘(::;ion Finish cutting Medium cutting M Apgl:::;ion Finish cutting Medium cutting Apgl:::;ion Medium to finish cutting
Grade AH725 AHT725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
Ss TS SS TS ss TS Py
Breaker Breaker Breaker H
Shape ‘ A Shape ‘ A Shape tk“)‘_} L m L
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JSCLCR-F: Inserts — B157 -, CBN — B210, Standard cutting conditions — G094

Tungaloy G045




nai

External

MINIFFURN

QC12-JSWL2XR

Screw-on modular head with 95°

95°
1
)

==

Cutting edge style L2

-

95°

Designation H B
QC12-JSWL2XR04 12
Torque*: Recommended clamping torque (N-m)

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

QC12-JSWL2XR-CHP

LH
19.5

approach angle, for WXGU inserts

=

OAW

=

=

HF
12

yf

A=

WF OAW
6 15

RE

0.2

Without offset

Right hand (R) shown.

*k

Insert

WXGU0403**L...

Torque*
0.9

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

. LH Without offset
?\35 A I @
=
< %__ I~ mI
'S =
]
95° =
. = St
Cutting edge style L2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSWL2XR04-CHP 12 12 19.5 12 6 16.5 0.2 WXGUO0403**L... 0.9
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
JSWL2XR/L
Screw-on toolholder with 95° approach angle, for WXGU inserts
® Without offset
95 N
d 5 &
0 =y (@
S LT
<= ~ LF
95°
+HE =
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF2 RE** Insert Torque*
JSWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L2020H04 20 20 100 13 20 0 0.2 WXGUO0403*L/R... 0.9

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

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

A

Wrench 1

SPARE PARTS @
Designation Clamping screw 1 Coolant unit
QC12-JSWL2XR04-CHP SR34-514 S-CU-CHP
QC12-JSWL2XR04 SR34-514 .

JSWL2XR/L...

T-7F

T-7F

O-ring
ORSS-0454.5X1.0NBR70

Reference pages : QC12-JSWL2XR, QC12-JSWL2XR-CHP, JSWL2XR/L: Inserts — B157 -, CBN — B210

Shank, Accessory — G095, G096, Standard cutting conditions — G094

G046 tungaloy.com




JPWL2XR/L
Lever-lock toolholder with 95° approach angle, for WXGU inserts

N Without offset

[V

LA L4 =}
Yln
- LF

£ T|P =}

Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF2 RE** Insert Torque*

JPWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGU0403**L/R... 0.9
JPWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9

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

SPARE PARTS @ % @ % /é y

Designation Clamping screw 1 Lever Pin Clamping screw2 ~ Wrench 1 Wrench 2
JSWL2XR/L... SR34-514 = = = T-7F =
JPWL2XR/L... S SLLV-2 SL-PI-2 SR10400611 - HW2.0/5RED

Miniature tool

Il INSERT SELECTION

For Swiss lathes

Application . q Medium to finish Application o q Medium to finish Application Precision
areas (Al GUHIE cutting M areas dasicitting cutting H areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10

JSS Js JSS Js HP =
Breaker Breaker Breaker n
Shape Shape Shape i' z lj
Cutting conditions G094 Cutting conditions G094 Cutting conditions B026

For Small CNC lathes

. Apg:jg:;ion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting  Medium cutting Apgl:g:;ion Medium to finish cutting
Grade AH725 AH725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
Ss TS SS TS ss . TS p
Breaker Breaker Breaker a H
Shape ‘ A Shape ‘ A Shape & e J_J L - é
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JPWL2XR/L: Inserts — B157 -, CBN — B210, Standard cutting conditions — G094

Tungaloy G047




nai

External

ORCE
MINIFTURN
JSWL2XR/L-CHP

Screw-on toolholder without offset, 95° approach angle, for WXGU inserts,
high pressure coolant compatible

. LF Without offset
;\35 _LH @

° N = ~
o =A -
<
T-% Q ;l Sy G|
- A |_5/167-24UNF
L
. Ty ¢
Cutting edge style L2 - Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE** Insert Torque*

JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2 WXGU0403**L 0.9
JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2 WXGU0403**L 0.9

95° - LF Without offset @
1 LH
(V] [
i L
gl% i PS40 o)
- * [ i
95° w = S
HE s =0 0u T
Cutting edge style L2 WSA £zl Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE ** Insert Torque*
JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGUO0403**L/R... 0.9

Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
Note: Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R).

SPARE PARTS & ﬁ @ ( & (

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSWL2XR**04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSWL2XR/L1212F04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 - -

I INSERT SELECTION

For Swiss lathes

Application .. . Medium to finish Application . q Medium to finish Application Precision
. areas pnishicting cutting areas Finishicutting cutting areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSs Js JSs Js HP =
Breaker Breaker Breaker
=~ G A T a8 F &
Cutting conditions G094 Cutting conditions G094 Cutting conditions B026
For Small CNC lathes
Application A q q q Application A q A q Application n - q
. Finish cutting Medium cutting M e Finish cutting Medium cutting - Medium to finish cutting
Grade AH725 AH725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
Ss TS SS TS ss TS p
Breaker Breaker Breaker
= 0 8 T o8 = & &
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JSWL2XR/L-CHP: Inserts — B157 -, CBN — B210
Standard cutting conditions — G094

G048 tungaloy.com




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

HBKL
= © -
< | L
Oy §¢ L2 m¢
LH
LL
, £ [l Es
Cutting edge style L Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSWLXR1016X04-F15 10 16 120 12 27 11 10 15 26 0.2 WXGUO0403*L... 0.9
JSWLXR1216F04-F15 12 16 85 12 27 11 12 15 26 0.2 WXGUO0403**L... 0.9
JSWLXR1216X04-F15 12 16 120 12 27 11 12 15 26 0.2 WXGUO0403**L... 0.9
JSWLXR1620X04-F15 16 20 120 12 27 11 16 15 26 0.2 WXGUO0403**L... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & /4
Designation Clamping screw Wrench
JSWLXR**-F15 SR34-514 T-7F
©
]
4=
<
>
=
S
£
=
I INSERT SELECTION
For Swiss lathes
Application . . Medium to finish Application . q Medium to finish Application Precision
. areas AGE GG cutting areas Finish/cutting cutting areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSs Js JSs Js HP =
Breaker Breaker Breaker ﬁ
Shape Shape Shape i' = j
Cutting conditions G094 Cutting conditions G094 Cutting conditions B026
For Small CNC lathes
Apzl:::;ion Finish cutting Medium cutting M Apg:j:aa;ion Finish cutting Medium cutting Apglri:aa;ion Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AH8015 Grade KSO05F KSO05F
Ss TS Ss TS ss TS Py
Breaker Breaker Breaker “
Shape ‘ A Shape ‘ A Shape éﬂ} hy 4 L = i
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JSWLXR-F: Inserts — B157 -, CBN — B210, Standard cutting conditions — G094

Tungaloy G049




J-SERIES

PCL2NR

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

95°
1

N s
950 °

Cutting edge style L2

Designation H
PCL2NR2020H12 20

Torque*: Recommended clamping torque (N-m)

RE**: Standard corner radius

SPARE PARTS

h. Designation Shim
. PCL2NR2020H12 LSC42
External

PCLNR

B LF
20 100
&
N\
%
Clamping screw
LCS4

Without offset

5| [e1°

LH
<= LF
Al =
Right hand (R) shown.

LH HF WF RE** Insert Torque*

26 20 20 0.8 CN/GN**1204... 3
Lever Spring pin Wrench
LCL4 LSP4 P-3

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

95°

1

<]
e

d—
gsw

Cutting edge style L

Designation H
PCLNR2020H12 20

Torque*: Recommended clamping torque (N-m)

L E— RE**: Standard corner radius

SPARE PARTS

B LF
20 100

LH

=

LF

=

HF WF

26 20 25

B

® {

Right hand (R) shown.

RE**
0.8

Insert Torque*
CN/GN**1204... 9

Designation Shim Clamping screw Lever Spring pin Wrench
PCLNR2020H12 LSC42 LCS4 LCL4 LSP4 P-3
I INSERT SELECTION
Applicati Precisi A 5 s . Medium to h Applicati - q A . Medium to h
pgrl:aaslon ﬁ':::,ﬁ:?g Finish cutting Medium cutting edlﬂrlrtti?\g eavy M pzrl;:aaslon Finish cutting Medium cutting ed"éngg =
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF A
Breaker a Breaker 4 I
Shape ‘ W e ‘ Shape ] ?
Cutting conditions B004 Cutting conditions B006
. Apgﬁ:;wn Finish cutting Medium cutting Med“é:}' ':?‘gh eavy . Apg?::;ion Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX110 TH10 KSO05F
All-roun All-roun All-roun DIA P 28
Breaker Breaker \
Shape Shape
Cutting conditions B008 Cutting conditions B010
Application Precision . : : : Application Precision
Sreas i Finish cutting Medium cutting H S reas finishing
Grade BX950 AH8005 AH8005 Grade BXA10
HRF HRM HP
Breaker Breaker ‘
Shape W Shape W
Cutting conditions B012 Cutting conditions B014

Reference pages : PCL2NR, PCLNR: Inserts — B054 -, CBN — B168 -, PCD — B211

G050 tungaloy.com




JTTLNR/L

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

115° Without offset
t\115 w m¢
B =
- |© LH
95° = LF N
L
. 2 ) foul &2
Cutting edge style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTTLNR/L1216F16 12 16 85 17 12 16 0.4 TN**1604... 1
JTTLNR/L1216X16 12 16 120 17 12 16 0.4 TN**1604... 1
JTTLNR/L1616X16 16 16 120 17 16 16 0.4 TN**1604... 1
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
PTL2NR/L
Lever-lock toolholder with 95° approach angle, for negative 60° triangular inserts
A45° Without offset
W @
= &
(<)
e LH
LF
950 [l
[,
Hwl =
Cutting edge style L2 Right hand (R) shown.
[e]
Designation H B LF LH HF WF RE** Insert Torque* }:;
PTL2NR/L2020H16 20 20 100 22 20 20 0.4 TN**1604... 2 _.(:_,;
Torque*: Recommended clamping torque (N-m) §
RE**: Standard corner radius =
" 5>
Y-S 4 oo R
SPARE PARTS ®) ©
Designation Clamp Shim Clamping screw Clamping screw 1 Wrench Wrench 1 Spring pin Lever
JTTLNR/L... JCP-3N - JDS-5040 - P-2.5F - - -
PTL2NR/L... - LST317 D30 - LCS3 - P-2.5 LSP3 LCL3
I INSERT SELECTION
Application Precision el @i Medi i Application Precision Finish cuttin Medi ti
areas finishing inish cutting edium cutting M areas finishing utting edium cutting
Grade SH725 SH725 GT9530 T9215 Grade SH725 SH725 AH6225
01 JRP TSF # ™ 01 JRP SM
Breaker A Breaker
=== =R
Cutting conditions G094 B004 Cutting conditions G094 B006
. Sl Medil;Tntiz;eavy . Application Einish cutting  Medium cutting Med“é't‘l‘n‘iﬁ;eavy
Grade T9215 Grade T515 T515 T515
TH All-roun All-round All-round
Breaker Breaker
Shape Shape
Cutting conditions B004 Cutting conditions B008
. Apglri:aaéion ':I':I:;,ﬁ:?g" Finish cutting Medium cutting Apgrg:;ion Zﬁgﬁ'&;‘ Finish cutting Medium cutting
Grade DX110 DX140 TH10 KSO05F Grade BX950 AH8005 AH8005
DIA with rake D] A P 28 CBN _ HRF HRM
Breaker - - /_/‘ i' % Breaker
Shape L o — \ L) Shape -
Cutting conditions B010 Cutting conditions B012
Application Precision . .
H areas finishing Finishicutting
Grade BXA10 BXA10
HP CBN
Breaker ! P
Shape : ,*‘ - e gﬁﬂ-
[ | | — |
Cutting conditions B014

Reference pages : JTTLNR/L, PTL2NR/L: Inserts — B087 -, CBN — B182 -, PCD — B212

Tungaloy G051




MmoouMTURN

QC12-JSDJ2CR-Y

Screw-on Y-axis turning modular head with 93° approach angle, for

positive 55° rhombic inserts

LB, Without offset )5
] “Q‘ %i CI\,‘ -
T
f ‘ I — Y
30 7 (1 :'/9‘ ) DISTX _|<LH~
\ =
. . @
Cutting edge style J2 = Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSDJ2CR11-Y 12 12 19.5 0 6 19.8 18.7 03 0.2 DC™11T3... 1.2

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

QC12-JSDJ2CR-Y-CHP

hﬁ Screw-on Y-axis turning modular head with 93° approach angle, for
=Si0El pressure coolant capability

positive 55° rhombic inserts, with high

Without offset )@ @

300{ - @:./QA

Cutting edge style J2

Designation H B LH HF WF LB H2
QC12-JSDJ2CR11-Y-CHP 12 12 19.5 0 6 19.8 18.7
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & s O
Designation Clamping screw Wrench O-ring
QC12-JSDJ2CR11-Y,
QC12-JSDJ2CR11 CSTB-4SD T-8F :
QC12-JSDJ2CR11-Y-CHP CSTB-4SD T-8F ORSS-0454.5X1.0NBR70
J R
I INSERT SELECTION
Application e A 5 Medium to finish Application
. T Precision finishing Finish cutting cutting =
Grade SH725 SH725 SH725 SH725 Grade
01
Breaker Breaker
Shape Shape

Cutting conditions Cutting conditions

Right hand (R) shown.

DISTX RE** Insert Torque*
0.3 0.2 DC**11T3... 1.2
Precision finishing Finish cutting Medigmtit:;i"isr‘
SH725 SH725 SH725 SH725

Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1 01
Breaker — Breaker &Lw
Shape Shape 'F'“ e ,_.}
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Precision A .
. areas cutting . areas finishing Medichiting
Grade T515 Grade DX110 KSO05F
cM NS
Breaker Breaker
Shape ° Shape L ﬂ :,5
Cutting conditions B020 Cutting conditions
Application A 5 Medium to finish Application Precision . :
areas [Pttt ity cutting H areas finishing (Al GHlE
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker i
Shape o o Shape "“;-,. - = -,L___?;_,;
Cutting conditions G094 Cutting conditions B026

Reference pages : QC12-JSDJ2CR-Y, QC12-JSDJ2CR-Y-CHP: Inserts —
Shank, Accessory — G095, G096

B121 -, CBN — B193 -, PCD — B214

G052 tungaloy.com




QC12-JSDJ2CR

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

LH
!
= —— &
y /) ]
* <O( © 'EIII m'
=N SN 00 ot
93° =
. o T [=n =
Cutting edge style J2
Designation H B LH HF WF OAW RE**
QC12-JSDJ2CR07 12 12 19.5 12 6 15 0.2
QC12-JSDJ2CR11 12 12 19.5 12 6 15 0.2

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

QC12-JSDJ2CR-CHP

Without offset

Right hand (R) shown.

Insert Torque*
DC**0702... 1.2
DC*11T3... 1.2

Screw-on modular head with 93° approach angle, for positive 55° rhombic inserts, with high pressure

coolant capability

!
Y
. REL i
93°

Cutting edge style J2

OAW

Designation H B LH HF WF OAW RE**
QC12-JSDJ2CR07-CHP 12 12 19.5 12 6 18 0.2
QC12-JSDJ2CR11-CHP 12 12 19.5 12 6 21 0.2

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

SPARE PARTS & A =)
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSDJ2CR07 CSTB-2.5 = T-8F =
QC12-JSDJ2CR07-CHP CSTB-2.5 S-CU-CHP T-8F ORSS-0454.5X1.0NBR70
QC12-JSDJ2CR11-CHP CSTB-4SD S-CU-CHP T-8F ORSS-0454.5X1.0NBR70
I INSERT SELECTION
Application el A Ao A Medium to finish Application e e
. areas Precision finishing Finish cutting cutting M D reas Precision finishing
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725
o1 JP Js Js 01
Breaker Breaker
Shape y Shape
Cutting conditions G094 Cutting conditions
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
01
Breaker Breaker e
Shape Shape =4
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Precision A q
. areas cutting . areas finishing Medium cutting
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker ——
Shape o Shape oy ﬂ - 5 3\_‘#
Cutting conditions B020 Cutting conditions B022
Application i 5 Medium to finish Application Precision - .
. areas Finish cutting cutting H areas finishing (il GV
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker 3
Shape o o Shape - n »_-','-' % '.;_...:-/"
Cutting conditions G094 Cutting conditions B026

Without offset @

Right hand (R) shown.

Insert Torque* S
DC**0702... 1.2 o
DC*11T3... 1.2 g

=}
2
@
=
=
Finish cutting Medi:l’}t‘ti‘r‘]’gﬂ"is“
SH725 SH725

G094

Reference pages : QC12-JSDJ2CR, QC12-JSDJ2CR-CHP: Inserts — B121 -, CBN — B193 -

Shank, Accessory — G095, G096

, PCD — B214,

Tungaloy G053




J-SERIES

JSDJ2CR/L

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

55° rhombic inserts

Without offset
L
| = m ‘ﬂ % JSDJ2CR/L1010X11
LH ‘ A JSDJ2CR/L1212F11
—=lop™ 30° il LF . @i JSDJ2CR/L1212X11
93° W
=] 2
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF HBKW RE** Insert Torque*
JSDJ2CR/L0808F07 8 8 85 14 8 8 - 0.2 DC**0702... 1.2
JSDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 1.2
JSDJ2CR/L1010X11 10 10 120 20 10 10 4 0.2 DC*11T3... 1.2
JSDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 1.2
ﬁ JSDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T3... 1.2
24505 JSDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
JTDJ2CR/L
Back-clamp toolholder with 93° approach angle, for positive 55° rhombic inserts
Without offset
w JTDJ2CR/L1212F11
om
EL@ ‘ # § JTDJ2CR/L1212X11
a . (g
L
e} B
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF HBKW RE** Insert Torque*
JTDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 0.9
J F@ JTDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JTDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T3... 1.2
JTDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2

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

SPARE PARTS @
Designation Clamping screw
JSDJ2CR/L**07 CSTB-2.5
JSDJ2CR/L*11 CSTB-4SD
JTDJ2CR/L**07 JDS-3525
JTDJ2CR/L**11 JDS-5040

oy

Clamp
JCP-2
JCP-3

&

Clamping screw

P-2F
P-2.5F

Pt

Wrench 1

T-8F
T-8F

4

Wrench 2
(Optional)

(T-8L)
(T-8L)

Reference pages : JSDJ2CR/L, JTDJ2CR/L: Inserts — B121 -, CBN — B193 -, PCD — B214,
Shank, Accessory — G095, G096

G054 tungaloy.com




JSDJ2CR-CHP

Screw-on toolholder without offset, 93° approach angle for positive 55° rhombic inserts,
high pressure coolant compatible

[ 3 LF - L Without offset
| ; - @
30° =T & = —
S %g, Y 7 . ENEEIR G [ Q Liléf A ¥ aero)
93° } X 5/16"-24UNF A 5/16”-24UNF
't ﬁlz il 1 S I B Ll e % e )
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE** Insert Torque*  Fig.
JSDJ2CR1012H07-CHP 10 12 100 17 10 0 16.4 0.2 DC**0702 1.2 1
JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC*11T3 1.2 2
JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC*11T3 1.2 2

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

SPARE PARTS @ - & Vs @ ( & (

Designation Clamping screw Coolant nozzle Nozzle retainer screw Wrench Coolant plug Wrench DirectJet plug Wrench
JSDJ2CR1012H07-CHP CSTB-2.5 NZ-1.10-7-CHP ~ SSHM4-4-TB T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
& = 5 © { & {
Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Miniature tool

Il INSERT SELECTION

. Apg:jé:aa;ion Precision finishing Finish cutting Mediglr:;t}ggﬁnish M Apg:i::;ion Precision finishing Finish cutting Medi:lr:;titggfinish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions Cutting conditions G094
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1
Breaker . Breaker
Shape (kf_'.‘“::‘ 7 Shape
A
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Precision q q
. areas cutting . areas finishing Medium cutting
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker ey
Shape ° Shape oz, .:_ 3‘5 W
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
. areas (TN GUEGE, cutting H areas finishing [Ffiti G
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN
Breaker Breaker .
e S o ey
Cutting conditions G094 Cutting conditions B026

Reference pages : JSDJ2CR-CHP: Inserts — B121 -, CBN — B193 -, PCD — B214
Shank, Accessory — G095, G096

Tungaloy G055




J-SERIES
JSDJ2CR/L-CHP

Screw-on toolholders without offset — 93° approach angle. For positive 55° rhombic insert. High-pressure
coolant capability.

Ve
- N

93°

TH LF > Without offset @

,,,,, = j::ﬂéﬂ,:%u i E{

y
| ety T}
! 1/ 51167-24unF

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF2 OAW RE** Insert Torque*
JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2 DC*0702... 1.2
JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC*11T3... 1.2

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

nai

External

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

l §£ o m¢
\)300 :’ LF ~

- |0

93°

Cutting edge style J

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSDJCR/L0808HO7 8 8 100 14 8 10 0.4 DC**0702... 1.2
JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC*11T3... 1.2
JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC*0702... 1.2
JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC*™11T83... 1.2
JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC*11T3... 1.2

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

SPARE PARTS @ s /
. . . . Wrench 2
Designation Clamping screw Coolant unit Wrench 1 (Optional)
JSDJ2CR/L1212F07-CHP CSTB-2.5 S-CU-CHP T-8F -
JSDJ2CR/L1212F11-CHP CSTB-4SD S-CU-CHP T-8F -

Reference pages : JSDJ2CR/L-CHP, JSDJCR/L: Inserts — B121 -, CBN — B193 -, PCD — B214
Shank, Accessory — G095, G096

G056 tungaloy.com




JSDJCR-F
Screw-on stepped-head toolholder with 93° approach angle, for positive 55° rhombic inserts

LF
HBKL
>4\'<7
it @
% L2
. JH
. [ T
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW  RE** Insert Torque*
JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 15 26 0.2 DC*0702... 1.2
JSDJCR1216F07-F15 12 16 85 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1216X11-F15 12 16 120 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1620X11-F15 16 20 120 12.5 27 20 16 15 28 0.2 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS @ A /
Designation Clamping screw Wrench 1 Ufremei 2
9 ping (Optional)
JSDJC**H07, JSDJCR**07-F15 CSTB-2.5 T-8F (T-8L)
JSDJC**H11, JSDJCR**11-F15 CSTB-4SD T-8F (T-8L)
©
]
4=
Q
>
=
S
£
=
I INSERT SELECTION
. Apg:jé:aa;ion Precision finishing Finish cutting Mediglr:;t}ggﬁnish M Apg:i::;ion Precision finishing Finish cutting Medi:lr:;titggfinish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker - Breaker
Shape @ o o Shape @ @ o o
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1
Breaker . Breaker
Shape (kf_'.‘:::‘ =7 Shape
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Precision q q
. areas cutting . areas finishing Lz T @i
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker ey
Shape ° Shape L “ _,)‘5 W
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
. areas (TN GUEGE, cutting H areas finishing [Ffiti G
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN
Breaker Breaker .
Shace o o Shape | = .;__-u- &
Cutting conditions G094 Cutting conditions B026

Reference pages : JSDJCR-F: Inserts — B121 -, CBN — B193 -, PCD — B214
Shank, Accessory — G095, G096

Tungaloy G057




nai

External

MINIFFTURN

QC12-JSDJ2XR-Y

Screw-on Y-axis turning modular head with 93° approach angle, for DX*U inserts

<~ LB, Without offset )5
N - -
! f@' | =} ¢
] Y
4 ‘ SN
309\~ 7 (= DISTX | =
93° -
. w i |
Cutting edge style J2 = — Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSDJ2XR07-Y 12 12 19.5 0 6 22.3 12,5 2.8 0.2 DX*U0703**L... 0.9

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

QC12-JSDJ2XR-Y-CHP

Screw-on Y-axis turning modular head with 93° approach angle, for DX*U inserts, with high pressure
coolant capability

LB : Without offset )@l @
! ‘S‘ = ) &
/ Nl LH
300\(1 :./A DISTX, | [
93° -
L ;e‘lr By
Cutting edge style J2 = L Right hand (R) shown.
Designation H B LH HF WF LB H2 DISTX RE** Insert Torque*
QC12-JSDJ2XR07-Y-CHP 12 12 19.5 0 6 22.3 12.5 2.8 0.2 DX*U0703**L... 0.9

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

QC12-JSDJ2XR
Screw-on modular head with 93° approach angle, for DX*U inserts

Without offset

OAW

K’ ~ 30°
93°

Cutting edge style J2

Right hand (R) shown.

Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2XR07 12 12 19.5 12 6 15 0.2 DX*U0703**L... 0.9

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

SPARE PARTS & /o (&)

Designation Clamping screw Wrench O-ring
QC12-JSDJ2XR07-Y SR34-514 T-7F =

QC12-JSDJ2XR07-Y-CHP,

QC12-JSDJ2XR07 SR34-514 T-7F ORSS-0454.5X1.0NBR70

Reference pages : QC12-JSDJ2XR-Y, QC12-JSDJ2XR-Y-CHP, QC12-JSDJ2XR: Inserts — B126
Shank, accessory — G095, G096, Standard cutting conditions — G094

G058 tungaloy.com




QC12-JSDJ2XR-CHP
Screw-on modular head with 93° approach angle, for DX*U inserts, with high pressure coolant capability

Without offset @
!l = L;L
* <
@)
“Py™ /300
93°
£
Cutting edge style J2 : Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2XR07-CHP 12 12 19:5 12 6 18.4 0.2 DX*U0703**L... 0.9

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

JSDJ2XR/L
Screw-on toolholder with 93° approach angle, for DX*U inserts
o Without offset
J | £ M
I
1 Hn
o N 2 LF
= >
93°
Lﬂ =)
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF2 RE** Insert Torque* g
JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DX*U0703**L/R... 0.9 "q';
JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DX*U0703**L/R... 0.9 _§
JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DX*U0703**L/R... 0.9 g
JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DX*U0703*L/R... 0.9 =
JSDJ2XR/L2020H07 20 20 100 18 20 0 0.2 DX*U0703**L/R... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & A ©
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSDJ2XR07-CHP SR34-514 S-CU-CHP T-7F ORSS-0454.5X1.0NBR70
JSDJ2XR/L... SR34-514 - T-7F -
I INSERT SELECTION
for Swiss lathes
Apz:j:aa;ion Finish cutting Medigmﬁtrt:gﬁnish M ApraJIriec:;ion Finish cutting Mediglrjrt\ﬁtrc‘)s;inish
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape @ @ Shape @ @
Cutting conditions G094 Cutting conditions G094
for Small CNC lathes
Apg:'ié:aa;ion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting Medium cutting Apgl:g:;ion Medium to finish cutting
Grade AHT725 AHT725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
Ss TS SSs TS SSs TS
Breaker Breaker Breaker = - I g d
Shape @ @ Shape @ @ Shape 4 .a > .e?
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : QC12-JSDJ2XR-CHP, JSDJ2XR/L: Inserts — B126
Shank, accessory — G095, G096, Standard cutting conditions — G094

Tungaloy G059




nai

External

MINIFFURN

JPDJ2XR/L

Lever-lock toolholder with 93° approach angle, for DX*U inserts

!

Y

-|®
93°

N

S
o5

Cutting edge style J2

Designation
JPDJ2XR/L1010X07
JPDJ2XR/L1212F07
JPDJ2XR/L1212X07
JPDJ2XR/L1616X07

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

16

B
10
12
12
16

LF
120
85
120
120

5| &

MiH
s P =}
LH HF WF2 RE*
14 10 0 0.2
14 12 0 0.2
14 12 0 0.2
18 16 0 0.2

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

JSDJ2XR-CHP

Without offset

Right hand (R) shown.

Insert Torque*
DX*U0703*L/R... 0.9
DX*U0703*L/R... 0.9
DX*U0703**L/R... 0.9
DX*U0703**L/R... 0.9

Screw-on toolholder without offset, 93° approach angle, for DX*U inserts,
high pressure coolant compatible

4—\ W

93°

I

v

Cutting edge style J2

Designation
JSDJ2XR1012H07-CHP

JSDJ2XR1212X07-CHP
JSDJ2XR1616X07-CHP

N e W

93°

30°

Cutting edge style J2

Designation

JSDJ2XR/L1212F07-CHP

RE**: Standard corner radius
Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R).

AR AR . W BRGNS

SPARE PARTS

Designation
JPDJ2XR/L*07
JSDJ2XR1012H07-CHP
JSDJ2XR**07-CHP
JSDJ2XR/L1212F07-CHP
JSDJXR**-F15

SLLV-

10
12
16

H
12

Torque*: Recommended clamping torque (N-m)

2

12
12
16

o WR2

LF
100
120
120

LF
85

Clamping
screw 1

SL-PI-2  SR10400611 HW2.0/5RED

Wrench 1

L Without offset @

r==-|

n 'LIL

T =y

HF WF2 OAW RE** Insert Torque*  Fig.
10 0 14.7 0.2 DX*U0703**L 0.9 1
12 0 18.5 0.2 DX*U0703*L 0.9 2
16 0 18.5 0.2 DX*U0703*L 0.9 2
LF Without offset @
LH
Z4| =y
[l 1 7| —— = 15| me
LL
T
5/16”-24UNF Right hand (R) shown.
HF WF2 OAW RE ** Insert Torque*
12 0 18.5 0.2 DX*U0703**L/R... 0.9

Clamping
e B Coolant

SR34-514 °
SR34-514 S-CU-CHP
SR34-514 S-CU-CHP
SR34-514 -

Reference pages : JPDJ2XR/L, JSDJ2XR-CHP: :

Inserts — B126 -
Standard cutting conditions — G094

G060 tungaloy.com

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

unit Wrench 2 Coolant plug Wrench 3

SR5/16UNFTL360
SR5/16UNFTL360
SR5/16UNFTL360

o)
[4 5/1 6”-24UNF

Right hand (R) shown.

DirectJet
plug Wrench 4
P-4 SSHM4-6-TB P2
P-4 SSHM4-6-TB P-2
P-4 = =




JSDJXR-F
Screw-on stepped-head toolholder with 93° approach angle, for DX*U inserts

HBKL
S = Lﬁl ]
& |12 =)
L;L - LF
- eH
L
. s 10 Es
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW  RE** Insert Torque*
JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2 DX*U0703**L... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS @ / (
Design Clsaé?gxg Wrench
JSDJXR**-F15 SR34-514 T-7F
©
]
4=
<
>
=
S
£
=
I INSERT SELECTION
for Swiss lathes
. APF;E::;iOH Finish cutting Medigmt?sgﬁnish M Ap[aJIri::;ion Finish cutting Mediglrjr;ﬁtr?g;inish
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape o @ Shape o @
Cutting conditions G094 Cutting conditions G094
for Small CNC lathes
. Apg:'i;::;ion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting Medium cutting Apgl:::;ion Medium to finish cutting
Grade AH725 AHT725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
Ss TS SS TS SS TS
Breaker Breaker Breaker - = )
Shape o 0 Shape ° o Shape [+ .'g.'- 1 = tgr
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JSDJXR-F: Inserts — B126 -, Standard cutting conditions — G094

Tungaloy Go61
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QC12-JSVJ2BR

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

= |0 N
93°

50°

Cutting edge style J2

Designation H B LH
QC12-JSVJ2BR11 12 12 22

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

QC12-JSVJ2BR-CHP

OAW

HF
12

Without offset

Right hand (R) shown.

Insert Torque*
VB**1103... 1.2

nai

External

Screw-on modular head with 93°
coolant capability

approach angle, for positive 35° rhombic inserts, with high pressure

Without offset @

AR L=
S - — - o
L
=
. %r : i I
Cutting edge style J2 e Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2BR11-CHP 12 12 21 12 6 15 0.2 VB**1108... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
JSVJ2BR/L
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts
Without offset

TR
L} gtﬁ ﬂ
) LH
“lo\ = 4500 == LF <
93° B
L
ST E
Cutting edge Style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVJ2BR/L1010X11 10 10 120 21 10 10 0.2 VB**1103... 1.2
JSVJ2BR/L1212F11 12 12 85 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1212X11 12 12 120 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1616X11 16 16 120 21 16 16 0.2 VB**1103... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
=/
SPARE PARTS @ s O & (
Designation Clamping screw Wrench 1 O-ring Coolant nozzle Screw Wrench 2
QC12-JSVJ2BR11, JSVJ2BR/L... CSTB-2.5 T-8F - - - -
QC12-JSVJ2BR11-CHP CSTB-2.5 T-8F ORSS-0454.5X1.0NBR70  NZ-1.10-7-CHP SSHM4-4-TB P-2

Reference pages : QC12-JSVJ2BR, QC12-JSVJ2BR-CHP, JSVJ2BR/L: Inserts — B150 -, CBN — B207 -,
Shank, Accessory — G095, G096
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J-SERIES

JSVJ2BR/L-CHP

Screw-on toolholder without offset, 93° approach angle for positive 35° rhombic inserts,
high pressure coolant compatible

. LF . Without offset @
IJ LH
50° = —
— L I T
R P e i
93° ' 5/16”-24UNF
5 it 33 [N
| s TL& & e me)
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE Insert  Torque*
JSVJ2BR1212X11-CHP 12 12 120 23.6 12 0 14.7 0.2 VB*1103 1.2
JSVJ2BR1616X11-CHP 16 16 120 23.6 16 0 16 0.2 VB*1103 1.2
LF Without offset @
1 ] N LH

o L= ‘

N mEEF =——=—O

93° A

L
I —
Cutting edge style J2 5/16”-24UNF Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE ** Insert Torque*

JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB*1103... 1.2

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

SPARE PARTS @ S @ ( & (

©
e
Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench ]
JSVJ2B**X11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2 2
JSVJ2B**F11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 - - g
=
I INSERT SELECTION
Application Precision - q Medium to finish Medium to finish Application Precision . q Medium to finish Medium to finish
areas finishing FIRLER GUHT cutting cutting areas finishing Binishictiting cutting cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
JP Js Js J10 JP Js Js J10
Breaker : : Breaker - -
e wiiEe w@is a@ss M‘?:; e S wips> <S>
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application - o = Medium to finish
. areas cutting areas IFIATEDD G cutting
Grade T515 Grade SH725 SH725
cM

Js Js
Breaker Breaker §
Shape Shape

Cutting conditions B020

Cutting conditions G094
Application Precision nn .
H areas finishing Finish cutting
Grade BXA10 BXA10
HP CBN
Breaker
Shape | ﬂ ot S __9 ol
Cutting conditions B026

Reference pages : JSVJ2BR/L-CHP: Inserts — B150 -, CBN — B207 -
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J-SE=R

JSVJBR/L

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

Cutting edge style J
Designation
JSVJBR/L1010H11
JSVJUBR/L1212H11
JSVJBR/L1616H11

L
m
=P f
LH
£ LF N
Wi
i) Ex
Right hand (R) shown.

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

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

nai

External

JSVJBR-F

Screw-on stepped-h

ead toolholder with 93° approach angle, for positive 35° rhombic inserts

LF
Wl
= HBKL
=4y e
l S D
- ONN—7 (@) A
93 500 N L2
! 't
-ttt
, e
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert  Torque*
JSVJUBR1216F11-F15 12 16 85 12.6 27 21 12 15 26 0.2 VB**1103... 1.2
JSVJUBR1216X11-F15 12 16 120 12.6 27 21 12 15 26 0.2 VB**1103... 1.2
JSVJBR1620X11-F15 16 20 120 12.6 27 21 16 15 26 0.2 VB**1103... 1.2
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
J [\ SPARE PARTS & ok 4
Designation Clamping screw Wrench 1 Wref“’h 2
|—\J (Optional)
N JSVJBR/L..., JSVJBR**-F15 CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
Application Precision - . Medium to Finish Medium to finish Application Precision . . Medium to finish Medium to finish
areas finishing (A GUHIE cutting cutting M areas finishing IS CHITE cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
JP Js Js J10 JP Js Js J10
Breaker Breaker
e S S WS S e e s e wn®
Cutting conditions G053 Cutting conditions G053
Applicati Medium to finish Application -6 - Medium to finish
. pzr::slon ¢ |(L:1$tir¢:g|nls . areas AT @) cutting
Grade T515 Grade SH725 AH725
cM Js Js
Breaker Breaker
e shepe S S
Cutting conditions B022 Cutting conditions G053
Application Precision . .
H Poreas finishing (D G,
Grade BXA10 BXA10
HP CBN
Breaker
Shape a | Ty .'. el

Cutting conditions

B028

Reference pages : JSVJBR/L, JSVJBR-F: Inserts — B150 -, CBN — B207 -
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MINIFTURN

JSVJ2XR/L
Screw-on toolholder with 93° approach angle, for VXGU inserts

Without offset
(4 ¢ ot
L[N X ©
LH
- LF -
L
£ [ 1] i
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVJ2XR/L1010X09 10 10 120 17 10 0 0.2 VXGUO9T2**L/R... 0.9
JSVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JSVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JSVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9
JSVJ2XR/L2020H09 20 20 100 19 20 0 0.2 VXGUO9T2**L/R... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
Use left-hand toolholders (L) with right-hand inserts (R).
QC12-JSVJ2XR
Screw-on modular head with 93° approach angle, for VXGU inserts
LH i
. Without offset
A
I | o}
Y Oy ‘ e/
- N 50° é
93° Ke)
- 2
. Ir Ii g
Cutting edge style J2 Right hand (R) shown. 2
=
Designation H B LH HF WF OAW RE** Insert Torque* =
QC12-JSVJ2XR09 12 12 19.5 12 6 15 0.2 VXGUO9T2**L... 0.9

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

SPARE PARTS @ %g

Designation Clamping screw Wrench
JSVJ2XR/L..., QC12-JSVJ2XR09 SR34-508 T-7F

Il INSERT SELECTION

. Application  iucp o tting  Medium to finish M Application i ucp ¢ itting  Medium to finish

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker o — Breaker o —
Shape w # Shape w #
Cutting conditions G094 Cutting conditions G094

Reference pages : JSSVJ2XR/L, QC12-JSVJ2XR: Inserts — B155, Shank, Accessory — G095, G096
Standard cutting conditions — G094
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nai

External

I

MINIFTU2N

QC12-JSVJ2XR-CHP

Screw-on modular head with

93° approach angle, for VXGU inserts, with high pressure coolant capability

Without offset @
! 2
<
| Oy
- \>/50°
93°
Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2XR09-CHP 12 12 21 12 6 15 0.2 VXGUO9T2**L... 0.9
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
JPVJ2XR/L
Lever-lock toolholder with 93° approach angle, for VXGU inserts
_ W Without offset
i %5 &)
s
} LH_
LF
L )
£ | E;
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9

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

&

SPARE PARTS

bt

Designation Clamping screw Coolant unit Wrench Clamping screw Wrench
QC12-JSVJ2XR09-CHP SR34-508 S-CU-CHP T-7F ORSS-0454.5X1.0NBR70 - - - -
JPVJ2XR/L... = = = = SLLV-1 SL-PI-2 SR10400611 HW2.0/5RED
I INSERT SELECTION
Application - q Medium to finish Application - q Medium to finish
. areas Ia=licEting cutting M areas Ginishicutting cutting
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker o — Breaker o —
Shape w # Shape w #
Cutting conditions G094 Cutting conditions G094

Reference pages : QC12-JSVJ2XR-CHP, JPVJ2XR/L: Inserts — B155
Shank, Accessory — G095, G096, Standard cutting conditions — G094
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JSVJ2XR/L-CHP

Screw-on toolholder without offset, 93° approach angle, for VXGU inserts,
high pressure coolant compatible

Without offset @
LF LF -
\ o~ |LH =
N . T R - o — T —— . ;f ,,,,,,,,,, e
- >0 N Ha Ay P 55, 7 e
93° d 16"-24UNF 4 /—5/16"-24UNF
S e (@ N — ¢ e T,
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE** Insert Torque* Fig.
JSVJ2XR1012H09-CHP 10 12 100 17 10 0 12 0.2 VXGUQO9T2**L 0.9 1
JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGUO9T2**L 0.9 2
JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGUQO9T2**L 0.9 2
LF Without offset @
|- >
a¢ | H
N £l = — ey
t\-’ 50° 52T o
93° A
WA e ——rr
Ty 50— ,;%&:;ﬁ?ﬁ‘ I#
Cuttlng edge Style J2 /~ 5/16”-24UNF Right hand (R) shown.
Designation H B LF LH HF WF2 OAW RE ** Insert Torque*
JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 185 0.2 VXGUO9T2**L/R... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R).
8
g
JSVJXR-F 4(:3‘S
Screw-on stepped-head toolholder with 93° approach angle, for VXGU inserts é
HBKL
<§( 1| 1
5y | 12N o)
u_T - LF N
LH
L
. 15 | Es
Cuttlng edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSVJUXR1016X09-F15 10 16 120 12 27 19 10 15 26 0.2 VXGUQO9T2**L... 0.9
JSVJUXR1216F09-F15 12 16 85 12 27 19 12 15 26 0.2 VXGUO9T2*L... 0.9
JSVJUXR1216X09-F15 12 16 120 12 27 19 12 15 26 0.2 VXGUO9T2**L... 0.9
JSVJUXR1620X09-F15 16 20 120 12 27 19 16 15 26 0.2 VXGUO9T2*L... 0.9

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

SPARE PARTS & =D /<§ @ ( & (

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSVJ2XR1012H09-CHP SR34-508 - T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSVJ2XR**X09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSVJ2XR/L1212F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 - -
JSVJUXR**-F15 SR34-508 - T-7F - -

Reference pages : JSSVJ2XR/L-CHP, JSVUXR-F: Inserts — B155, Standard cutting conditions — G094
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PDJNR

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

(UL m ¢
o = ©
R 30
o
- LH
© —| LF
93° - >
Al =
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PDJNR2020H15 20 20 100 32 20 25 0.8 DN**1504... 3
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
&
SPARE PARTS & &
ﬁ Designation Shim Clamping screw Lever Spring pin Wrench
PDJNR2020H15 LSD42 LCS4 LCL4 LSP4 P-3
External
I INSERT SELECTION
Apg:j:aa;ion Ff:rrﬁ::-ﬁlr?g Finish cutting Medium cutting Mediﬁrlr“tiz;eavy M Apg:j:aa;ion Finish cutting Medium cutting MediléTﬁtig;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker - Breaker i P
Cutting conditions B004 Cutting conditions B006
. Apg:jec:;ion Finish cutting Medium cutting Meditcl:ln';zr)‘gheavy . Apg?::;ion l;':lgﬁ':gn Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX110
All-round All-round All-round

DX140 TH10 KSO05F
DIA with rake DIA P 28
Breaker Breaker -

Cutting conditions B008

Cutting conditions B010

Application Precision o q q s Application Precision R .
e finishing Finish cutting Medium cutting H e finishing Finish cutting
Grade BX950 AH8005 AH8005 Grade BXA10 BXA10

CBN HRF HRM HP HS
Breaker Breaker -
g Seip
Cutting conditions B012

Cutting conditions B014

Reference pages : PDJNR: Inserts — B066 -, CBN — B172 -, PCD — B211
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IsoETUXRN

JPVJ2NR/L-Eco

Back-clamp toolholder with 93°

;O
&
93°

Cutting edge style J

Designation H
JPVJ2NR/L1212X1204 12
JPVJ2NR/L1616X1204 16

Torque*: Recommended clamping torque (N-m)

approach angle, for negative 35° rhombic inserts

B
12
16

o)

E

o
e
. ;v O
=W 1
LH
Rk
LF LH HF
120 23 12
120 23 16

RE**: The holder measurements are true with this insert radius

& = P

SPARE PARTS %
Designation Lever
JPVJ2NR/L**1204 SLLV-4

Il INSERT SELECTION

. Application

Finishing

Grade T9215 T9215

TSF ™

Chipbreaker
shape

Cutting conditions B004

Medium cutting

Pin
SL-PI-2

Clamping screw
SR10400611

Wrench
HW2.0/5RED

Application Finishing

Grade AHG6225
SS SM

Chipbreaker
shape

Cutting conditions B006

Medium cutting

AHG6225

Reference pages : JTTANR/L: Inserts — B098 -

WF2

RE**
0.2
0.2

Without offset

Right hand (R) shown.

Insert Torque*
VN*1204... 0.9
VN**1204... 0.9

Miniature tool

Tungaloy G069




J-SERIES

JSDNCN

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

| S ot
62.5° T -

- | z

LF

%F’T =
}

Cutting edge style N

Designation H B LF LH HF WF RE** Insert Torque*
JSDNCN1010X07 10 10 120 15 10 5 0.2 DC**0702... 1.2
JSDNCN1010X11 10 10 120 21 10 5 0.2 DC*11T3... 1.2
JSDNCN1212F07 12 12 85 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212X07 12 12 120 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212F11 12 12 85 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1212X11 12 12 120 21 12 6 0.2 DC*11T3... 1.2

h. JSDNCN1616X11 16 16 120 21 16 8 0.2 DC*11T3... 1.2
ﬁ Torque*: Recommended clamping torque (N-m)

S4E0EL RE*™: Standard corner radius

JSDN3CR
Screw-on toolholder with 62.5° approach angle (N3-style), for positive 55° rhombic inserts
w m¢
=
—2 LF u
62.5° onL -
t =}
Cutting edge style N3 Right hand (R) shown.
Designation H B OAL LF HF WF RE** Insert Torque*
JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC*0702... 1.2
JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC*11T3... 1.2

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

SPARE PARTS & %’3 /

. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSDNCN**07, JSDN3CR1212H07 CSTB-2.5 T-8F (T-8L)
N ﬁ JSDNCN**11, JSDN3CR1616H11 CSTB-4SD T-8F (T-8L)
I INSERT SELECTION
. Apgﬁ:;wn Precision finishing Finish cutting Memg::t}: gf'n'Sh Apg:!:aaélon Precision finishing Finish cutting Medlglrjr;tit:gflmsh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
01 JP Js Js 01 JP Js Js
Breaker % Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application  Medium to finish Application Precision . . . .
. A i) e, finishing Finish cutting Medium cutting
Grade T515 Grade DX110 DX140 KSO05F
cM NS DIA AL
Breaker Breaker — T
Shape o Shape ay 'ﬂ' ‘5 ; - » @
Cutting conditions B020 Cutting conditions B022
Application - 3 Medium to finish Application Precision - q
areas (it ity cutting H areas finishing GRi=hlcEting
Grade SH725 SH725 Grade BXA10 BXA10
Js Js HP CBN
Breaker Breaker = 5
Shape o o Shape “_.‘., - “;-.h’;‘:f
Cutting conditions G094 Cutting conditions B026

Reference pages : JSDNCN, JSDN3CR/L: Inserts — B121 -, CBN — B193 -, PCD — B214
G070 tungaloy.com




JSVNBN

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

TR LF -
5 s |
-
8 1 = of
72.5° 0
a5
G —
I I <
Cutting edge style N
Designation H B LF LH HF WF RE** Insert Torque*
JSVNBN1010X11 10 10 120 22 10 5 0.2 VB**1103... 1.2
JSVNBN1212F11 12 12 85 22 12 6 0.2 VB**1103... 1.2
JSVNBN1212X11 12 12 120 22 12 6 0.2 VB**1103... 1.2
JSVNBN1616X11 16 16 120 22 16 8 0.2 VB**1103... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & S /
) : ; Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSVNBN... CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
Application Precision A . Medium to finish Medium to finish Application Precision 2 A q Medium to finish Medium to finish
. prfirea.s finishing (Al @i, cutting cutting M pgreas finishing Rinishlctitiing cutting cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
JP Js Js J10 JP Js Js J10
Breaker : . Breaker : ;
e Sy St @ =S e ey it B wn®
Cutting conditions G094 Cutting conditions G094
Applicati Medium to finish Application Ao - Medium to finish
. pgr:;;:slun ¢ Iglﬂtir?glnls . areas (TSR Gl cutting
Grade T515 Grade SH725 SH725

cM

Js Js
Breaker Breaker - -
Shape Shape

Cutting conditions B020 Cutting conditions G094
Application Precision - .
H areas finishing Finish cutting
Grade BXA10 BXA10
HP CBN
Breaker
Shape e > T _—.. pemged
Cutting conditions B026

Reference pages : JSVNBN: Inserts — B150 -, CBN — B207 -

Miniature tool

Tungaloy G071




MINIFFURN

QC12-JSDNXR-CHP

Screw-on modular head with 62.5° approach angle, for DX*U inserts, with high pressure coolant capability

j LH @ 5
L =
o) = <Ot =S O> == m
62.5° i
T
—i T
I'II'¢ (ju | j u| I¢
i 1S H
Cutting edge style N s Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSDNXR07-CHP 12 12 19:5 12 6 15 0.2 DX*U0703**L... 0.9
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & A O
Designation Clamping screw Wrench O-ring
QC12-JSDNXR07-CHP SR34-508 T-7F ORSS-0454.5X1.0NBR70
I INSERT SELECTION
for Swiss lathes
Application . . Medium to finish Application . . Medium to finish
. e Finish cutting cutting e Finish cutting cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSs Js
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
for Small CNC lathes
. Apg:jgaaéion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting Medium cutting Apglri::;ion Medium to finish cutting
Grade AH725 AH725 Grade AHB8015 AHB8015 Grade KSO05F KSO05F
SS TS SS TS SS TS
Breaker Breaker Breaker . ,‘. g‘ =
Shape o o Shape ° o Shape - *’3:'-' | ‘-"”; = o
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JSVJ2XR/L-CHP: Inserts — B126 -, Shank, Accessory — G095, G096
Standard cutting conditions — G094

G072 tungaloy.com




J-SERIES

JSVP2PR/L

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

-9

117.5°

Cutting edge style P2

Designation H B LF
JSVP2PR/L1010K08 10 10 125
JSVP2PR/L1010K11 10 10 125
JSVP2PR/L1212K08 12 12 125
JSVP2PR/L1212K11 12 12 125
JSVP2PR/L1616K08 16 16 125
JSVP2PR/L1616K11 16 16 125

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

SPARE PARTS & /<§

. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSVP2PR/L**08 CSTB-2L T-6F (T-6L)
JSVP2PR/L*11 CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
Application - q - g Application
. e Finish cutting Finish cutting M e
Grade SH725 SH725 Grade
JRP JSP JRP

Breaker

Cutting conditions G094

Application . . - .
. e Finish cutting Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape ‘ "
Cutting conditions G094

Breaker

Shape ‘ ‘ Shape

Reference pages : JSVP2PR/L: Inserts — B154

LH
16
20
16
20
16
20

4

SH725

Finish cutting

WE__HBKW

Finish cutting

SH725

JSP

i WS

Cutting conditions

G094

WF
10
10
12
12
16
16

Without offset
EX
= .
Right hand (R) shown.
HBKW RE** Insert Torque*

4 0.2 VP**0802... 0.6

8 0.2 VP**1103... 1.2

2 0.2 VP**0802... 0.6

6 0.2 VP**1103... 1.2

2 0.2 VP**0802... 0.6

6 0.2 VP**1103... 1.2
©
o
2
<
=}
=2
e
=
=

Tungaloy G073




J-SERIES

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

ﬁ o Without offset

HF

=0 “ LF ~
91°\~ | -
i

Cutting edge style A

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSTACR/L0808K08 8 8 125 10 8 8 0.2 TC*0802... 0.6
JSTACR/L1010K08 10 10 125 10 10 10 0.2 TC*0802... 0.6
JSTACR/L1212K11 12 12 125 12 12 12 0.4 TC**1102... 1.2
JSTACR/L1616H11 16 16 100 12 16 16 0.4 TC*1102... 1.2

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

SUEl SPARE PARTS & /é /

. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSTACR/L*K08 CSTB-2L T-6F (T-6L)
JSTACR/L*11 CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
. Apg:j:aa;ion Precision finishing Finish cutting Medi;llrjr;t}ggﬁnish M Apz:j;:aa;ion Precision finishing Finish cutting Medi::;titr(‘);inish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
01 JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
{—_— Application Medium to finish Application Medium to finish
C areas cutting M areas cutting
; Grade SH725 Grade SH725

I

J10 J10
Breaker / Breaker /
Shape Shape

Cutting conditions G094 Cutting conditions G094

Application  Medium to finish Application Precision : :
. areas cutting . areas finishing Lz T @i
Grade T515 Grade DX120 KSO05F
(o]

DIA with rake A

Breaker Breaker A
Shape Shape =]

Cutting conditions B020

>

Cutting conditions B022
Application - .
H e Finish cutting
Grade BXA10
CBN
F
Breaker
Shape -
il
Cutting conditions B026

Reference pages : JSTACR/L: Inserts — B138 -, CBN — B198, PCD — B215
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JTTACR/L

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

-©

91°

Cutting edge style A

Designation H B

LF LH
JTTACL0810K08 8 10 125 10
JTTACR/L1212M11 12 12 150 12
JTTACR/L1616M11 16 16 150 12
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
SPARE PARTS & }
Designation Clamp Clamping screw Wrench
JTTACL0810K08 JCP-1 JDS-3525 P-2F
JTTACR/L*M11 JCP-2 JDS-3525 P-2F
I INSERT SELECTION
Application PP - . Medium to finish
. ara Precision finishing Finish cutting cutting
Grade SH725 SH725 SH725 SH725
o1 JP Js Js
Breaker
Cutting conditions G094
. Application Medium to finish
areas cutting
Grade SH725
J10
Breaker /A
Shape
Cutting conditions G094

Application Medium to finish
areas cutting
Grade T515

CM
Breaker
Shape
Cutting conditions B020
Application - .
H e Finish cutting
Grade BXA10
CBN
F Y
Breaker
Shape =]
Cutting conditions B026

Without offset

Right hand (R) shown.

HF WF RE** Insert Torque*
8 10 0.2 TC*0802... 0.9
12 12 0.4 TC*1102... 0.9
16 16 0.4 TC*1102... 0.9
Apg:j:aa;ion Precision finishing Finish cutting Medi:mtitg;inish
Grade SH725 SH725 SH725 SH725
01 JP Js Js
Breaker
Shape
Cutting conditions G094
Application Medium to finish
areas cutting
Grade SH725
J10
Breaker /
Cutting conditions G094
Apz:j:aa;ion 2ﬁgﬁ:’; Medium cutting
Grade DX120 KSO05F
DIA with rake A
Breaker A
Shape =]
-
Cutting conditions B022

Reference pages : JTTACR/L: Inserts — B138 -, CBN — B198, PCD — B215

Miniature tool

Tungaloy G075




J-SERIES

JSVABR/L
Screw-on toolholder with 91° approach angle, for positive 35° rhombic inserts
Without offset
[T
st 0 o
S = LH
‘\: N LF
91°
L
< R =
Cutting edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVABR/L1010K11 10 10 125 21 10 10 0.2 VB**1103... 1.2
JSVABL1212K11 12 12 125 21 12 12 0.2 VB**1103... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & /A ’
. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSVABR/L... CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
Application Precision - q Medium to finish Medium to finish Application Precision . q Medium to finish Medium to finish
. areas finishing pnishiciting cutting cutting areas finishing Finishicutting cutting cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
JP Js Js J10 JP Js Js J10
Breaker o . Breaker . "
E e ey s e n® e ey St e n®
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application . . Medium to finish
. pgrea.s cutting areas D G cutting
Grade T515 Grade SH725 SH725
CM Js Js
Breaker Breaker . .
Shape Shape @ @
Cutting conditions B020 Cutting conditions G094
Application Precision . .
H areas finishing BinisHicutting
Grade BXA10 BXA10
HP CBN
Breaker &@-a -
Shape gt ‘-2:::4.—_‘;_.»_ )

Cutting conditions B026

Reference pages : JSVABR/L: Inserts — B150 -, CBN — B207 -
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JTTANR/L

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

Without offset
=R o
LH
—|° LF
91° -
+} @] =
Cuttlng edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTTANR/L1216K16 12 16 125 19.8 12 16 0.4 TN**1604... 1.2
JTTANR/L1616K16 16 16 125 19.8 16 16 0.4 TN*1604... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
@) & 9
SPARE PARTS Bl
Designation Clamp Clamping screw Wrench
JTTANR/L... JCP-3N JDS-5040 P-2.5F
©
]
4=
(0]
b
>
=
S
£
=
I INSERT SELECTION
. Apgx:;ion ';ﬁg;:':gn Finish cutting Medium cutting M Apglrig:;ion ';:ﬁ:ﬁ':gn Finish cutting  Medium cutting
Grade SH725 SH725 GT9530 T9215 Grade SH725 SH725 AH6225
o1 JRP TSF A ™ 01 JRP SM
Breaker ‘ A I\\_ o Breaker
Shape = ; i Shape
Cutting conditions G094 B004 Cutting conditions G094 B006
Application Medium to heavy Application ini i i ing Medium to heavy
S roas Eiiitig . e Finish cutting Medium cutting cutting
Grade T9215 Grade T515 T515 T515
TH All-round All-round All-round
Breaker Breaker
Shape Shape
Cutting conditions B004 Cutting conditions B008
. Apg:jg:;ion ':Irrﬁgﬁ:?; Finish cutting Medium cutting Apg:i:aa;ion ':ﬁgﬁ':gn Finish cutting Medium cutting
Grade DX110 DX140 TH10 KSO05F Grade BX950 AH8005 AH8005
DIA with rake DI A P 28 CBN _ HRF HRM
Breaker A - / Breaker
Shape L - _é /. Shape [ ]
Cutting conditions BO10 Cutting conditions B012
Application Precision - .
H areas finishing G=Hlcing
Grade BXA10 BXA10
HP HS N
Breaker : P
Shape .. L8
[P ] ﬁ_“!
Cutting conditions B014

Reference pages : JTTANR/L: Inserts — B087 -, CBN — B182 -, PCD — B212
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J-SERIES

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

LH

= = LF i
91°: -

Cutting edge style G

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSCGCR/L1212H06 12 12 100 12 12 16 0.4 CC*0602... 1.2
JSCGCR/L1616H09 16 16 100 16 16 20 0.8 CC*09T3... 1.2

Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & /o /
. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSCGCR/L1212H06 CSTB-2.5 T-8F (T-8L)
JSCGCR/L1616H09 CSTB-4SD T-8F (T-8L)
I INSERT SELECTION
. Apg:'lgaa:on Precision finishing Finish cutting Medlglr:;t}ggﬂnlsh M Apg:::::on Precision finishing Finish cutting Medlgbr:;tit:;nlsh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
ot JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application  Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
I J10 J10
a Breaker < Breaker <5
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application medium to finish Application Precision = A . . .
. e cutting . s finishing Finish cutting Medium cutting
Grade T515 Grade DX110 TH10 KSO05F
cM
Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions
Application - 5 Medium to finish Application Precision . :
. areas Finish cutting cutting H areas finishing GRIsHlciting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker : =
Shape Shape ﬁ‘ @
Cutting conditions G094 Cutting conditions B026

Reference pages : JSCGCRY/L: Inserts — B112 -, CBN — B191, PCD — B213
Shank, Accessory — G095, G096
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SSDC/PN
Screw-on toolholder with 45° approach angle, for positive square inserts

m%@\ o}
45K 9 i\/‘45° - :Li LF -
TR LI E

Cutting edge style D

Designation H B LF LH HF WF RE** Insert
SSDCN1010K07 10 10 125 12 10 5} 0.4 SC**0702...
SSDPN1010H 10 10 100 12 10 5 0.4 SP*P042...
SSDCN1212K09 12 12 125 15 12 6 0.8 SC*09T83...
SSDPN1212H 12 12 100 12 12 6 0.4 SP*P042...
SSDCN1616H09 16 16 100 15 16 8 0.8 SC*09T83...
SSDPN1616H 16 16 100 14 16 8 0.8 SP*M322...

RE**: Standard corner radius

SPARE PARTS & @ ( ﬁ

Designation Clamping screw Shim screw Shim Wrench 1 Wrench 2
SSDCN1010K07 CSTB-3 - - = T-9F
SSDPN1010H CSTA-NO3 - - = T-9F
SSDCN1212K09 CSTB-4 - - = T-15F
SSDPN1212H CSTA-NO3 - - = T-9F
SSDCN1616H09 CSTB-3.5L DTS5-3.5 SS8832 P-3.5 T-15F
SSDPN1616H CSTA-NO5 - - = T-9F

Miniature tool

Il INSERT SELECTION

Application Medium to finish Medium cutting M Application Medium cutting

areas cutting areas
Grade AH725 AH725 Grade AHT725
PS po PM
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
Application Medium to finish
areas cutting
Grade T515

CM

Breaker
Shape

Cutting conditions B020

Reference pages : SSDC/PN: Inserts — B134 -
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J-SERIES

JSDFCR/L

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

oY S B o}

LF

' LT =

Cutting edge style F

Right hand (R) shown.

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

Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & S /
. . . Wi h2
Designation Clamping screw Wrench 1 (O:aet?:nal)
JSDFCR/L1212H07 CSTB-2.5 T-8F (T-8L)
JSDFCR/L1616H11 CSTB-4SD T-8F (T-8L)
I INSERT SELECTION
. Angi::;ion Precision finishing Finish cutting Medigtrlr;t::ggﬁnish Apg:i::;ion Precision finishing Finish cutting Medi:g:tit: gﬁ"iSh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker . Breaker .
Shape @ Shape %;E
Cutting conditions G094 Cutting conditions G094
. A"‘;'JS:;'“ Medi:z;t }2 gfinish . Apgﬂg:;im ';::‘s";'r:’; Finish cutting Medium cutting
Grade T515 Grade DX110 DX140 KSO05F
cM NS DIA AL

Breaker Breaker
Shape Shape

Cutting conditions B020

Cutting conditions B022
Application A 5 Medium to finish Application Precision . :
areas [Pttt ity cutting H areas finishing GiRishlcEting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js HP CBN
Breaker Breaker
Shape 6 o Shape @ '\-.xgﬂ,.—‘!
Cutting conditions G094 Cutting conditions B026

Reference pages : JSDFCR/L: Inserts — B121 -, CBN — B193 -, PCD — B214
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JS-SDUCL
Screw-on round-shank toolholder with 93° approach angle, for positive 55° rhombic inserts

SDUCLO07 - LF SDUCL11
25
[
0.0 ., |20
T2 .
Y
I ‘ ‘7
i 2
Cutting edge style U Left hand (L) shown.
Designation DCONMS WF LF H B wB RE** Insert Torque*
JS19K-SDUCLO7 19.05 6 125 18 18 11.5 0.4 DC*0702... 1.2
JS20K-SDUCLO07 20 6 125 19 19 11.5 0.4 DC*0702... 1.2
JS22K-SDUCLO07 22 6 125 21 21 11.5 0.4 DC**0702... 1.2
JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC*11T3... 1.2
JS20K-SDUCL 11 20 10 125 19 19 11.5 0.8 DC*11T3... 1.2
JS22K-SDUCL 11 22 11 125 21 21 11.5 0.8 DC*11T3... 1.2
JS25K-SDUCL11 25 12 125 24 24 12.5 0.8 DC*11T3... 1.2
JS254K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & Vs
Designation Clamping screw Wrench
JS**K-SDUCL07 CSTB-2.5 T-8F
JS**K-SDUCL11 CSTB-4SD T-8F
©
]
4=
Q
>
=
S
£
=
I INSERT SELECTION
. Apg:jé:aa;ion Precision finishing Finish cutting Medigmt}ggfinish M Apg:i::;ion Precision finishing Finish cutting Medi:lr:;titggfinish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker Breaker
e A B S S e < i S
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1
Breaker = Breaker
Shape \'?’i“? Shape
Cutting conditions G094 Cutting conditions G094
Application Medium to finish Application Precision i 0
. pr;rea.s cutting . pgreas finishing (T @i
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker .
Shape o Shape L .:..J-ﬁ "b;\“:/
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
. areas (TN GUEGE, cutting H areas finishing [Pt T
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker
Shape 6 0 Shape ""‘m‘ = ﬁ“"’_':—
Cutting conditions G094 Cutting conditions B026

Reference pages : JS-SDUCL: Inserts — B121 -, CBN — B193 -, PCD — B214
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MINIFFTURN

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

- LF
F 25
w|| 20
(3p)
@ = |
_ ' r.)
4
Cutting edge style U Left hand (L) shown.
Designation DCONMS WF LF H WB RE** Insert Torque*
JS14H-SDUXLO7 14 6 100 13 6.75 0.2 DX*U0703**L... 0.9
JS159F-SDUXL07 15.875 6 85 15 7.687 0.2 DX*U0703*"L... 0.9
JS16F-SDUXLO7 16 6 85 15 7.75 0.2 DX*U0703**L... 0.9
JS19G-SDUXLO07 19.05 6 90 18 9.275 0.2 DX*U0703*"L... 0.9
JS19X-SDUXLO7 19.05 6 120 18 9.275 0.2 DX*U0703**L... 0.9
JS20G-SDUXLO07 20 6 90 19 9.75 0.2 DX*U0703*"L... 0.9
ﬁ JS20X-SDUXL07 20 6 120 19 9.75 0.2 DX*U0703**L... 0.9
External JS22X-SDUXL07 22 10 120 21 10.75 0.2 DX*U0703*"L... 0.9
JS25H-SDUXL07 25 10 100 24 12.25 0.2 DX*U0703**L... 0.9
JS254X-SDUXLO7 25.4 10 120 24 12.45 0.2 DX*U0703**L... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
Use left-hand toolholders (L) with left-hand inserts (L).
SPARE PARTS & Vs
Designation Clamping screw Wrench
JS**-SDUXL07 SR34-514 T-7F
I INSERT SELECTION
for Swiss lathes
. Apg:jgaa;ion Finish cutting Medigmg gfinish M Apglriec:;ion Finish cutting Mediglrlr;t Itg gfinish
Grade SH725 SH725 Grade SH725 SH725
JSs Js JSs Js
Breaker @ @ Breaker 0 @
., Shape Shape
Cutting conditions G094 Cutting conditions G094
for Small CNC lathes
. Ap[a):j:aa;ion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting Medium cutting Apgﬂ::;ion Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AHB8015 Grade KSO05F KSO05F
SS TS SSs TS SS TS
Breaker Breaker Break - = e
Shape 0 o Shape ° o s’ﬁ:p:r i ,I!__ 1 - .@:
Cutting conditions G094 Cutting conditions G094 Cutting conditions B022

Reference pages : JS-SDUXL: Inserts — B126 -, Standard cutting conditions — G094
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QC12-JSVVXR-CHP

Screw-on modular head with 72.5° approach angle, for VXGU inserts, with high press

J

OAW

72.5°

Cutting edge style V

ure coolant capability

&

Right hand (R) shown.

Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVVXR09-CHP 12 12 21 12 6 15 0.2 VXGUO9T2**L... 0.9
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & A =)
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSVJ2XR09 SR34-508 = T-7F =
QC12-JSVJ2XR09-CHP SR34-508 S-CU-CHP T-7F ORSS-0454.5X1.0NBR70
I INSERT SELECTION
Apz:j;:aa;ion Finish cutting Medi(l:jmt?rt:gﬁniSh M Apgl::aa;ion Finish cutting Medigﬂ't\t}g!:inish
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker Breaker
Shape @ # Shape @ ¢ Ke)
[e]
=
Cutting conditions G094 Cutting conditions G094 [
2
S
£
=
S=SERIES
JSTBR/L
Screw-on toolholder for back turning
L CDX
E Y
P m§
L
= LF
> -
mlL LH
= w
g
- X
APMX =2.5 mm £ Right hand (R) shown.
Designation H B LF LH CDX HF WF HBH Insert Torque*
JSTBR/L1010X3 10 10 120 15 5 10 6 5 JTBR/L3... 1.2
JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/LS... 1.2
JSTBR/L1212F3 12 12 85 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1212X3 12 12 120 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1616X3 16 16 120 15 5 16 12 = JTBR/L3... 1.2
Torque*: Recommended clamping torque (N-m)
SPARE PARTS & /A /
Designation Clamping screw Wrench 1 pldenchle
9 ping (Optional)
JSTBR/L... CSTB-4SD T-8F (T-8L)

Reference pages : QC12-JSVVXR-CHP: Inserts — B155, Shank, Accessory — G095, G096
Standard cutting conditions — G094
JSTBR/L: Inserts — G084, G085, Standard cutting conditions — G085

Tungaloy G083




J-SERIES

JS-TBL3

Screw-on toolholder for back turning

§ LF (é)
\ - 2 3
o
(5 =
Ty
APMX = 2.5 mm
Designation DCONMS H LF CDX WF wWB Insert
JS19K-TBL3 19.05 18 125 4.5 6 11.5 JTBRS...
JS20K-TBL3 20 19 125 4.5 6 11.5 JTBRS...
JS22K-TBL3 22 21 125 4.5 6 11.5 JTBRS...
JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBRS...
hﬁ Torque*: Recommended clamping torque (N-m)
External & ﬁ
SPARE PARTS
Designation Clamping screw Wrench
JS**-TBL3 CSTB-4S T-15F
I INSERT
JTB (Sharp edge)
Right hand (R) shown.
* | ¥ *
M Stainless * | Y%
Cast iron * DA DA
Non-ferrous *
Superalloys DAd A * ¥ : First choice
H Hard materials * ¢ : Second choice
Coated Cermet | Uncoated
o Max.
Designation HAND| RE | 3 o IC |depth
I:E E % T of cut
n o =2 =
JTBR3000F R 003 @ @ [ ] 9438 | 25
JTBL3000F L 003 @ @ [ ] 9.438 | 25
JTBR3005F R 005 @ @ [ ] 9438 | 25
JTBL3005F L 005 @ @ [ ] 9438 | 25
JTBR3010F R 0.1 @ @ [ ] 9.438 | 25
JTBL3010F L 0l @ @ [ ] 9438 | 25
JTBR3015F R 015 @ @ 9438 | 25
JTBL3015F L 0.15 | @ 9.438 | 25
® : Line up

G084 tungaloy.com

Torque*
3

3
3
3




I INSERT
JTBR/L (Honed edge)

i Re
15° V

45:\‘/ —t

3.18 Right hand (R) shown.

X

- Steel * *
M Stainless *
Cast iron * DA
Non-ferrous
S  Superalloys DA  : First choice
H Hard materials ¥ : Second choice
Coated | Cgaied
Max.
Designation HAND| RE o IC |depth
g B of cut
N~ (22}
= )
JTBR3005 R 0.05 | @ [ J 9.438 | 2.5
JTBL3005 L 0.05 | @ 9438 | 25
JTBR3010 R 01 | @ [ J 9.438 | 2.5
JTBL3010 L 0.1 @ 9.438 | 2.5
® : Line up
I STANDARD CUTTING CONDITIONS (JTB type insert)
Cutting speed Feed
ISO Workpiece material Grade .
P Vc (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.41 °
Steel J740 10 - 100 0.01-0.1 %
(845C, etc. C45, etc.) NS9530 50 - 150 0.01 - 0.1 5
J9530 50 - 150 0.01-01 .g
Free-cutting steel SH725 50 - 200 0.01-0.1 =
(SUM22, etc. 11SMn28, etc.) J740 10 - 100 0.01-0.1
SH725 50 - 200 0.01-041
Stainless steel J740 10 - 100 0.01-0.1
M (SUS304, etc. X5CrNi18-9, etc.) NS9530 50 - 150 0.01-0.1
J9530 50 - 150 0.01-041
Aluminium alloys, Brass
. (Si < 12%, C3604B, etc. CW614N, etc.) e 10 =2t T =1
Difficult-to-machine material, Titanium alloys
S (T-GAL4V. otc) TH10 10 - 30 0.01- 0.1

Tungaloy G085




ORCE

DuolFcuUT
JSXXR/L

Parting-off and front turning toolholders

L E

I

Parting-off Front turning

Designation
JSXXL0606X05

JSXXR/L0707X05
JSXXR/L0808F05
JSXXR/L0808H05
JSXXR/L1010H05 10

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

® o N o I

(1) The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
S5E0EL  Use the right-hand insert (JV****R...) for a right-hand holder (JSXXR...); the left-hand insert (JV****L...) for a left-hand holder (JSXXL...).

SPARE PARTS &
Designation Clamping screw
JSXXR...05 CSTB-2.5L054DL
JSXXL...05 CSTB-2.5L054DR

Il INSERT

Ei Right-hand - Ei Right-hand m"
gfhﬂ l Ef}ﬁm l 1
o - LF _T E\_ LF T
1&@\ 1 IEWI} i
A A
Fig. 1 Fig. 2
B LF HF WF2() Insert Torque*
6 120 5.6 5.8 JV*N..., JUN... 1.3
7 120 6.6 0.2/6.8 JV*N..., JUN... 1.3
8 85 7.7 0.2/7.8 JV*N..., JVN... 1.3
8 100 7.7 0.2/7.8 JV*N..., JUN... 1.3
10 100 9.7 0.2/9.8 JV*N..., JVN... 1.3

it

Wrench

T-7F
T-7F

JVFN45R/L (For front turning)

Details of edge

INSL Ref.

- Steel *
M Stainless *
Cast iron
Non-ferrous *
Superalloys Y
H Hard materials ¥ : First choice
Coated
Designation HAND | RE |§ INSL Fig.
~
ag
(2]
JVFN45R0310F R 0 | @ 21 1
JVFN45L0302FL L [ ] 21 2
@ : Line up

G086 tungaloy.com

I &

Left-hand
o
[
=

Fig.

1

1

2

2

2




Il INSERT
JVNR/L (Semi-finished blanks)

Bl steel

M Stainless

Non-ferrous

*

*
Cast iron

*

*

Superalloys
H Hard materials

Uncoated
Designation HAND |5
@
X
JVNR30 R ([
JVNL30 L [ J

@ : Line up

Right-hand (R) shown.

% : First choice

I STANDARD CUTTING CONDITIONS

ISO Workpiece materials

Low carbon steels
S15C, SS400, etc. C15E4, E275A, etc.

Carbon steels, Alloy steels
S55C, SCM440, etc. C55, 42CrMo4, etc.
Free cutting steels
SUH22, SUH23, etc.

M Stainless steels
SUS304, X5CrNi18-9, etc.

Aluminium alloys
. A5056, A6061, etc.
Copper alloys
C2600, C280C, etc.

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

Inconel718, etc.

Cuttngsposd
SH725 50 - 180
SH725 50 - 180
SH725 50 - 180
SH725 50 -120
SH725 150 - 200
SH725 100 - 200
SH725 30-80
SH725 30-80

Feed
f (mm/rev)

0.01 -0.03

0.01-0.08

0.01 - 0.03

Miniature tool

0.01-0.08
0.01-0.08
0.01-0.08
0.01-0.08

0.01-0.08

Tungaloy G087




J-SERIES

JSXGR/L

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

r

—

ol

Front
turning

Designation
JSXGR/L1010K8-C
JSXGR/L1212K8-C
JSXGR/L1616K8
JSXGR/L2020K8
JSXGR/L2525K8

h‘. Can be used with JXG insert for parting and grooving.

APMX

b

Reverse
Turning

APMX = 5.5 mm

B
10
12
16
20
25

125
125
125
125
125

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

&

External

SPARE PARTS

y

LH
29
29
29
29
29

4

.. .CDX
Sl =)
- LF T
LH
%?ﬁ ‘ It
CDX HF WF
6.7 10 10
6.7 12 12
6.5 16 16
6.5 20 20
6.5 25 25

Without offset

Nl

C-type

Right hand (R) shown.

Insert
JXFR/L8..., JXRR/LS...
JXFR/LS..., JXRR/LS...
JXFR/L8..., JXRR/LS...
JXFR/L8..., JXRR/LS...
JXFR/LS..., JXRR/LS...

Designation Clamping screw Wrench 1 (%t;ri];:alz)
JSXGRI/L... CSTB-4SD T-8F (T-8L)
I INSERT
JXF (For front turning) JXR (For reverse turning)
IC
o,
A |
— & o, 2
- Steel * - Steel *
M Stainless * M Stainless *
Cast iron Cast iron
Non-ferrous * Non-ferrous *
Superalloys * Superalloys *
H Hard materials % : First choice H Hard materials % : First choice
Coated |Uncoated Coated |Uncoated
Designation |HAND| RE o IC| S |D1 Designation |HAND| RE o IC| S |D1
o o
N T N T
'; = ) =
JXFR8000F R | 003 | @ [ J 8 |3.97| 44 JXRR8000F R | 003 | @ [ J 3.97| 4.4
JXFR8010F R 01 | @ [ J 8 |3.97| 44 JXRR8010F R 01 | @ [ J 8 [3.97| 44
@ : Lineup @ : Line up

G088 tungaloy.com




QC12-JSEGR

Screw-on modular head for back turning

H:ad«:gz i mi

3 L6
(o] < A
GM E w

o ® -

) N\ = 3
=& [l Right hand (R) shown.
Designation H B LH HF WF OAW Insert Torque*

QC12-JSEGR10 12 12 19.5 12 o) 15 J10ER... 1.2

Torque*: Recommended clamping torque (N-m)

QC12-JSEGR-CHP

Screw-on modular head for back turning, with high pressure coolant capability

i = E
() i z
< Oy
=
o
<
APMX =3 mm Right hand (R) shown.
Designation H B LH HF WF OAW Insert Torque*
QC12-JSEGR10-CHP 12 12 19.5 12 3.5 15 J10ER... 1.2 g
Torque*: Recommended clamping torque (N-m) -'q;;
2
S
£
JSEGR/L =
Screw-on toolholder for back turning
CDX
1 i
. = o
X w
z =
< L
L
7 =
APMX =3 mm
Designation H B LF CDX HF WF Insert Torque*
JSEGR/L1010K10 10 10 125 3.3 10 7.5 J10ER/L... 1.2
JSEGR/L1212K10 12 12 125 3.3 12 9.5 J10ER/L... 1.2
JSEGR/L1616K10 16 16 125 3.3 16 13.5 J10ER/L... 1.2
Torque*: Recommended clamping torque (N-m)
SPARE PARTS & A / o
Designation Clamping screw Coolant unit Wrench zgz)et?c?:alz) O-ring
QC12-JSEGR10 CSTB-2.5 T-8F
QC12-JSEGR10-CHP CSTB-2.5 S-CU-CHP T-8F ORSS-0454.5X1.0NBR70
JSEGR/L... CSTB-2.5 T-8F (T-8L)

Reference pages : QC12-JSEGR, QC12-JSEGR-CHP, JSEGR/L: Inserts— G090
Shank, Accessory — G095, G096, Standard cutting conditions — G091

Tungaloy G089




Il INSERT

J10E (Sharp edge)

05 RE
i 1P
— 60"\ A/ _\«ﬁ
Jan g
B N
|
l<IC | 1318 pight hand (R) shown.
- Steel * | Y *
M Stainless * [
Cast iron * pAe pAS
Non-ferrous *
S Superalloys PG * % : First choice
H Hard materials * ¢ : Second choice
Coated Cermet | Uncoated
o Max.
Designation HAND| RE |& 3 o IC |depth
I:E 3 % T of cut
NY | %5 z =
=mm  J10ER/LO0OSBF R 005 @ @ [ ] 6.35 3
J10ER/LOO5BF L |005 @ @ [ ] 6.35 3
J10ER/LO10BF R 01 @ @ [ ] 6.35 3
J10ER/LO10BF L 01 @ @ [ ] 6.35 3
J10ER/LO15BF R | 015 | @ [ J 6.35 3
J10ER/LO15BF L |015| @ [ J 6.35 3
® : Line up
J10E (Honed edge)
05 RE
30°T:ﬁ
7 "’#
.'-..,_\_“- 60° / »\:V)
*\.‘\\E‘. \«L
|
l<IC 1<318  Rignt hand (R) shown.
- Steel * *
M Stainless *
Cast iron * DA
Non-ferrous
S Superalloys Pig % : First choice

H Hard materials

% : Second choice

Coated gg%%
Max.
Designation HAND| RE o IC |depth
8 ﬁ?) of cut
~ o
r) =
J10ERO05B R 0.05 | @ [ J 6.35 3
J10ELO05B L |005 | @ 6.35 3
J10ER010B R 01 | @ [ J 6.35 3
J10ELO10B L 01 | @ 6.35 3
® : Line up

Reference pages : Toolholder — G089

G090 tungaloy.com




Il STANDARD CUTTING CONDITIONS (J10E type insert)

. i Cutting speed Feed
ISO Workpiece material Grade 9 p
Vc (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.1
Steel J740 10 - 100 0.01-041
S45C, etc.
C45, etc. NS9530 50 - 150 0.01-041
. J9530 50 - 150 0.01-041
Free-cutting steel SH725 50 - 200 0.01-0.1
SUM22, etc.
11SMn28, etc. J740 10-100 0.01-041
SH725 50 - 200 0.01-041
Stainless steel J740 10 - 100 0.01-0.1
M SUS303, SUS304 etc.

X10CrNiS18-9, etc. NS9530 50 - 150 0.01-041
J9530 50 - 150 0.01-041

Aluminium alloys, Brass
Si<12% TH10 10 - 200 0.01-041

C3604B, etc. CW614N, etc.

Difficult-to-machine material,

S Titanium alloys TH10 10-30 0.01-01
Ti-6Al-4V, etc.
I INSERT B
8
10E (Insert blank) 10E (Insert blank) >
S
2 ©
O X - £
at 81 0] :
©y | © WSZY
Y o :
= poc 13.3 .18
m Right hand (R) shown. - o Right hand (R) shown.
Uncoated Uncoated
Designation HAND| Designation HAND| o
- -
£ £
10ER100B R @ 10ER300 [ ]
10EL100B L @ 10EL300 L @
10ER150B R | @ @ : Line up
10EL150B L @
® :Lineup
Note: Right hand holder (JSEGR...) use right hand insert (10ER...) Note: Right hand holder (JSEGR...) use right hand insert (10ER...)
and left hand holder (JSEGL...) use left hand insert (10EL...) and left hand holder (JSEGL...) use left hand insert (10EL...)
ll Formed examples of insert blanks ll Standard cutting conditions
o2 o Workpiece material Carbon | Stainless
s £ 2 o Operations P steels steels Brass
3 3 3 3 Cutting speed (m/min) ~100 | ~50 | ~200
s (9] .
S e k= & Lateral feed Roughing ~0.06 @ ~0.03  ~0.
i o (external turning) Feed (mm/rev) Medium ~0.08 ~0.025 ~ 0.06
. Notes: Finishing | ~0.02 | ~0.015 | ~0.04
o ® Front relief angle, side relief angle, edge . . [
- ~ ~ ~1
g width can be ground depending on the Par‘ting-off Cuttlng Speed (m/Fr{nm)h' 08(?2 0335 ! 05())23
T icati " ougnin ~ U ~ U. ~ U.
Dﬂ_, application. y Groovmg g 9
® Insert blanks can be formed to a profiling Formin Feed (mm/rev) Medium ~0.015 ~0.01 ~0.03
tool which has a width up to 3 mm 9 Finishing ~ 0.01 ~0.008  ~0.015

Tungaloy G091




J-SERIES

JSXBR/L

Screw-on toolholder for back turning and threading

APMX

I

APMX = 5.5 mm

Designation H B LF
JSXBR/L1010K8-C 10 10 125
JSXBR/L1212K8-C 12 12 125
JSXBR/L1616K8 16 16 125
JSXBR/L2020K8 20 20 125
JSXBR/L2525K8 25 25 125

uil
Can be used with JXT insert for threading.
285050 Can be wrenched also from the back with a double-head screw.
SPARE PARTS & s /
Designation Clamping screw Wrench 1 pldenchls
9 ping (Optional)
JSXBR/L... CSTB-4SD T-8F (T-8L)
I INSERT
JXB (Sharp edge)
| 3.97
15y RE

Right hand (R) shown.

| M B
4 m¢
L
= LF
LH
AN [=}
LH CDX HF WF
29 6.7 10 5.7
29 6.7 12 7.7
29 6.4 16 11.7
29 6.4 20 15.7
29 6.4 25 20.7

- Steel *
M Stainless *
Cast iron * S
Non-ferrous *
Superalloys DA * v : First choice
H Hard materials * ¥¢ : Second choice
Coated | Uncoated
Max.
Designation HAND| RE ° o IC |depth
< T of cut
5 =
JXBR800OF R |003 | @ ([ 8 5.5
JXBL80OOF L | 003 | @ [ J 8 5.5
JXBR8005F R |005|@ [ ] 8 5.5
JXBL8005F L | 005 | @ [ J 8 55
JXBR8010F R 01 | @ [ ] 8 5.5
JXBL8010F L 01 @ ([ 8 5.5
JXBR8015F R |015 | @ [ ] 8 5.5
JXBL8015F L |015 | @ [ ] 8 5.5
Specid @ @ : Line up

G092 tungaloy.com

C type
Right hand (R) shown.

Insert
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...




JXB (Honed edge)

3.97
RE

Right hand (R) shown.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys D¢ % : First choice
H Hard materials ¢ : Second choice
Coated
Max.
Designation HAND| RE IC |depth
8 of cut
~
)
JXBR/L8005 R | 005 | @ 8 5.5
JXBR/L8005 L | 005 @ 8 5.5
JXBR/L8010 R 0.1 @ 8 5.5
JXBR/L8010 L 0.1 @ 8 5.5
JXBR/L8015 R |015 | @ 8 5.5
JXBR/L8015 L |015 | @ 8 5.5
® : Line up
Il STANDARD CUTTING CONDITIONS (JXB type insert)
Cutting speed Feed: f (mm/rev °
I1ISO Workpiece material Grade 9 SP! . ( ) . 2
Vc (m/min) Grooving Turning o
General steel 5
. S45C, etc, C45, etc. J740 10- 100 0.01-0.03 0.02 - 0.1 B
Free-cutting steel £
SUM22, etc. 11SMn28, etc. J740 10 -100 0.01-0.03 0.02 - 0.1 S
Stainless steel
M SUS303, etc. J740 10-100 0.01-0.02 0.02-0.08
X10CrNiS18-9, etc.
Aluminium alloys, Brass
. Si<12% TH10 50 - 200 0.01-0.05 0.02 - 01
C3604B, etc. CW614N, etc
Difficult-to-machine material,
s Titanium alloys TH10 10-30 0.01-0.02 0.02 - 0.05

Ti-6AI-4V, etc.

Tungaloy G093




Technical Guide

MINIFFU2N

Il STANDARD CUTTING CONDITIONS
FOR EXTERNAL TURNING

ISO

Applications

For swiss
type
automatic
lathes

M
-

External

For small
size CNC
lathes

Workpiece material

Low carbon steel
SS400, etc. E275A, etc.
Carbon steel
S45C, etc. C45, etc.
Low alloy steel
SCM415, etc. 18CrMod4, etc.
Alloy steel
SCM440, etc. 42CrMo4, etc.

Stainless steel (Austenitic)
SUS304, etc. X5CrNi18-9, etc.
Stainless steel (Martensitic and ferritic)
SUS430, etc. X6Cr17, etc.
Stainless steel (Precipitation hardened)
SUS630, etc. X5CrNiCuNb16-4, etc.

Low carbon steel
SS400, etc. E275A, etc.
Carbon steel
S45C, etc. C45, etc.
Low alloy steel
SCM415, etc. 18CrMod4, etc.
Alloy steel
SCM440, etc. 42CrMo4, etc.

Stainless steel (Austenitic)
SUS304, etc. X5CrNi18-9, etc.
Stainless steel (Martensitic and ferritic)
SUS430, etc. X6Cr17, etc.
Stainless steel (Precipitation hardened)
SUS6B30, etc. X5CrNiCuNb16-4, etc.

J-SERIES

Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Priority

Low carbon steel
SS400, etc. E275A, etc.
Carbon steel
S45C, etc. C45, etc.
Low alloy steel
SCM415, etc.
Alloy steel
SCM440, etc. 42CrMo4, etc.

First choice

8CrMo4, etc. For impact

resistance

Stainless steel (Austenitic)

SUS304, etc. X5CrNi18-9, etc.
Stainless steel (Martensitic and ferritic)
SUS430, etc. X6Cr17, etc.
Stainless steel (Precipitation hardened)
SUS630, etc. X5CrNiCuNb16-4, etc.

First choice

For impact
resistance

Specid

Titanium alloys
s Ti-6Al-4V, etc.
Superalloys
Inconel718, etc.

G094 tungaloy.com

First choice

For impact
resistance

Priority

First choice

With high
sharpness

First choice

With high
sharpness

First choice

For improved
surface finish

For wear
resistance

First choice

For impact
resistance

Grade

SH725

AH725

SH725

AH725

SH725

AH725

Chip
breaker

JS

Jss

JS

JSS

S8
TS
SS
TS
SS
TS

SS

TS

Cutting speed

Vc (m/min)

50 - 200

50 - 200

50 - 200

50 - 200

20-80

20-80

Cutting
Grade speed
Vc (m/min)
SH725 50 -180
SH725 50 - 180
SH725 50 - 180
SH725 50-180
AH725 50 - 180
AH725 50 - 180
NS9530 50 - 200
NS9530 50 - 200
GT9530 50 - 250
GT9530 50 - 250
AH8015 50 - 150
AH8015 50 - 150
Feed
f (mm/rev)
0.01-0.2
0.01-0.2
0.01-0.2
0.01-0.2
0.01-0.2
0.01-0.2

Depth of
cut
ap (mm)

0.1-3

0.1-15

0.1-1.256

0.1-15

0.16- 1.5
03-2
0.15-1.5
03-2
0.15-1.5
03-2

0.15-1.5

03-2

Feed
f (mm/rev)

0.03 - 0.1

0.03-0.1

0.03-0.1

0.03-0.1

0.05-0.2
0.08-0.3
0.05-0.2
0.08 -0.3
0.05-0.2
0.08 - 0.3

0.05-0.2

0.08 -0.3




Il ACCESSORY

MmoouMTuaN

QC-1212

Shank for modular heads

(LFASSY)
LF
=T
R o
Oy =y
=_ —
2 LT ~
il E
L
Designation H B WFASSY LF OAW HFASSY
QC-1212F 12 12 0 65 15 12
QC-1212X 12 12 0 100 15 12

LFASSY("
85
120

Torque* : Recommended clamping torque (N-m)
(1) The size is true when the modular head with LH = 19.5 mm is mounted.

QC-1212-CHP

Torque*

3
3

Shank for modular heads, with high pressure coolant capability

(LFASSY)

Direct connection

(LFASSY)

2

o

=

%)

2 3
[

Fig.1 < kel
<
=]

Designation H B LF WFASSY OAW HFASSY LFASSY"  Torque* Figo &
QC-1212F-CHP 12 12 65 0 15 12 85 3 1 é
QC-1212X-CHP ® 12 12 100 0 15 12 120 3 2

Torque* : Recommended clamping torque (N-m)
Through-coolant shank
(*) : Compatible to the direct internal coolant supply system without the use of external coolant hose.
(1) The size is true when the modular head with LH = 19.5 mm is mounted.
QC-1216-F15-CHP
Stepped-head shank for modular heads, with high pressure coolant capability
(LFASSY) (LFASSY)
HBKL @
Y ) L»\ Lain
=l 5 sl 5 tors
[ =1
S| & ol &£t S At il
y Sy \ 57 ______ 7‘]2"7*”‘
= = 5/16"-24UNF
5] %)
S e 21 =
Figd 34 QIR ez £} | | OH o =

Designation H B LF OAW  WFASSY HFASSY LFASSY" HBKL Torque* Fig.
QC-1216F-F15-CHP 12 16 65 30 15 12 85 25 3 1
QC-1216X-F15-CHP 12 16 100 30 15 12 120 25 3 2
Torque* : Recommended clamping torque (N-m)

QC12 heads only can be mounted on these shanks.
(*) : Compatible to the direct internal coolant supply system without the use of external coolant hose.
(1) The size is true when the modular head with LH = 19.5 mm is mounted.
SPARE PARTS @ ( @ ( & (
Designation Clamping screw Wrench Coolant plug Wrench DirectJet plug Wrench
QC-1212* SRM6X0.5-26977 P-3 = = - -
QC-1212F-CHP,
QC-1216F-F15-CLIP SRM6X0.5-26977 P-3 SR5/16UNFTL360 P-4 - -
eoiZipadR SRM6X0.5-26977 P-3 SR5/16UNFTL360 P-4 SSHM4-6-TB p-2

QC-1216X-F15-CHP

Tungaloy G095




MODUMTURN

QC-12D28EXC

Modular head holder for insert change

LB
of e
YA i
“‘ ~ H \BD
Designation BD LB H B
QC-12D28EXC 28 80 25 25

Note: This is a dedicated modular-head holder designed to facilitate insert changes. Do not use this holder for machining as it may cause damages to tool, workpiece,
machine, and possible human injury.

h.wi SPARE PARTS ﬁ

. Designation Fixing screw

Extemal QC-12D28EXC KNOBMS5X10

Internal
ModuMini-Turn modular heads are small. When
it is difficult to change inserts while holding the
modular head with fingers, use the dedicated
holder to facilitate insert changes.

QC12-STOPPER

Protective plug for shank

11.6

) I
) [
12

Designation
QC12-STOPPER

SPARE PARTS o
Designation O-ring
QC12-STOPPER ORSS-0454.5X1.0NBR70

The cutting head located in the feed direction of
. the Y-axis tool can be removed to make room for
Speaal machining larger-sized barstock. If this is the case,
attach the plug to the shank to protect the coupling
surface from chips, as well as prevent coolant

leakage during machining.

G096 tungaloy.com




TINYMTU=RIN
TBTR/L

Solid boring bar for boring, profiling, and chamfering

DCONMS®
|—n

Details of edge Right hand (R) shown.

Designation sH725 G DCONMS  WF a LF LH CDX RE*J.05
TBTR04045005-D010 [ ] 1 4 -1.1 0.9 21 4.5 0.1 0.05
TBTR04065005-D010 [ ] 1 4 -1.1 0.9 23 6.5 0.1 0.05
TBTR04040005-D020 [ J 2 4 -0.3 1.7 20.5 4 0.1 0.05
TBTR04090005-D020 o 2 4 -0.3 1.7 25.5 9 0.1 0.05
TBTR04140005-D020 ° 2 4 -03 17 305 14 0.1 0.05
TBTR/L04090010-D028 [ ] 2.8 4 0.9 2.6 25.5 9 0.2 0.1
TBTR04150010-D028 [ J 2.8 4 0.9 2.6 31.5 15 0.2 0.1
TBTR04190010-D028 [ J 2.8 4 0.9 2.6 35.5 19 0.2 0.1
TBTR04090010-D040 [ ] 4 4 1.5 3.5 25.5 9 0.3 0.1
TBTR04150010-D040 [ ] 4 4 15 3.5 31.5 15 0.3 0.1
TBTR04190010-D040 [ J 4 4 15 3.5 35.5 19 0.3 0.1
TBTR04230010-D040 [ J 4 4 1.5 3.5 39.5 23 0.3 0.1
TBTR04270010-D040 [ J 4 4 1.5 3.5 43.5 27 0.3 0.1
TBTR07090015-D050 [ ] 5 7 0.9 4.4 25 9 0.5 0.15
TBTR07140015-D050 [ J 5 7 0.9 4.4 30 14 0.5 0.15
TBTR07190015-D050 [ J 5 7 0.9 4.4 35 19 0.5 0.15 _
TBTR07240015-D050 [ J 5 7 0.9 4.4 40 24 0.5 0.15 _8
TBTR07290015-D050 [ ] 5 7 0.9 4.4 45 29 0.5 0.15 o
TBTR07340015-D050 [ J 5 7 0.9 4.4 50 34 0.5 0.15 "(:";
TBTR07140015-D060 [ ] 6 7 1.8 5.3 30 14 0.5 0.15 =
TBTR/L07210015-D060 [ J 6 7 1.8 5.3 37 21 0.5 0.15 =
TBTR07240015-D060 [ ] 6 7 1.8 5.3 40 24 0.5 0.15
TBTR07290015-D060 [ J 6 7 1.8 5.3 45 29 0.5 0.15
TBTR07340015-D060 [ J 6 7 1.8 5.3 50 34 0.5 0.15
TBTR07410015-D060 [ J 6 7 1.8 5.3 57 41 0.5 0.15
TBTRO7190015-D068 ° 6.8 7 28 6.3 35 19 0.6 0.15
TBTR07240015-D068 [ J 6.8 7 2.8 6.3 40 24 0.6 0.15
TBTR07290015-D068 [ J 6.8 7 2.8 6.3 45 29 0.6 0.15
TBTR07340015-D070 [ J 7 7 2.8 6.3 50 34 0.6 0.15
TBTRO07390015-D070 ° 7 7 28 6.3 55 39 0.6 0.15
TBTR07440015-D070 [ J 7 7 2.8 6.3 60 44 0.6 0.15
TBTR07490015-D070 [ J 7 7 2.8 6.3 65 49 0.6 0.15

® : Line up

Reference pages : TBTR/L: Standard cutting conditions — G109

Tungaloy G097




=

Internal

TINYIMTURN

JBTR/L

Solid boring bar for boring, profiling, and chamfering

with coolant hole

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

SH730
[ ]

DC
0.6

0.6

\A\A\A\Agggmmmmmmmmmmmmbbhhb

ONMS

4
4
4
4
4
4
4
4
4
4
4
4
4
4
4
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7
7

Details of edge

WF

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

Reference pages : JBTR/L: Standard cutting conditions — G109

G098 tungaloy.com

[«

Right hand (R) shown.

LFE %c/)
hy [ O 7 =
g LH [ ) §
S e— |
a LF LH cDX
0.5 18.5 2 0.08
0.5 19.5 3 0.08
0.9 21 4.5 0.1
0.9 23 6.5 0.1
1.7 20.5 4 0.1
1.7 25.5 9 0.1
1.7 30.5 14 0.1
2.6 25.5 9 0.2
2.6 31.5 15 0.2
2.6 35.5 19 0.2
3.5 25.5 9 0.3
35 315 15 03
5 8515 19 0.3
3.5 39.5 23 0.3
3.5 43.5 27 0.3
4.4 25 9 0.5
44 30 14 05
4.4 35 19 0.5
4.4 40 24 0.5
4.4 45 29 0.5
44 50 34 05
5.3 30 14 0.5
5.3 37 21 0.5
5.3 40 24 0.5
5.3 45 29 05
5.3 50 34 0.5
5.3 57 41 0.5
6.3 35 19 0.6
6.3 40 24 0.6
6.3 45 29 0.6
6.3 50 34 0.6
6.3 55 39 0.6
6.3 60 44 0.6
6.3 65 49 0.6

RE+8.05
0.04
0.04
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
® : Line up




TBPR

Solid boring bar for boring and chamfering

LF

e
N B 2
/ = ﬁ\
e ) & = -
) [m) |_|_‘ LH | O
; (@) s - " a
‘ J
RE 420° 4 B
Details of edge
Designation SH725 DCONMS WF a LF LH CDX RE"8-05
TBPR04090010-D028 ® 2.8 4 0.9 2.6 25.5 9 0.2 0.1
TBPR04150010-D040 [ ] 4 4 15 3.5 31.5 15 0.3 0.1
TBPR07140015-D050 () 5 7 0.9 4.4 30 14 0.5 0.15
TBPR07190015-D050 (] 5 7 0.9 4.4 35 19 0.5 0.15
® : Line up
JBPR
Solid boring bar for boring and chamfering
DMIN - LF %) @
- S
b / \ F\
e — ) > ) ‘ K zi
g P = A Q
— 3 4 —tH g 3
— = 3
L ) [}
2 RE420° 4 =) 2
with coolant hole Details of edge . %36
Right hand (R) shown. =
Designation SH730 DCONMS WF a LF LH CDX RE"8-05 =
JBPR04090010-D028 o 2.8 4 0.9 2.6 255 9 0.2 0.1
JBPR04150010-D028 () 2.8 4 0.9 2.6 315 15 0.2 0.1
JBPR04090010-D040 () 4 4 1.5 Bi5 25.5 9 0.3 0.1
JBPR04150010-D040 (] 4 4 1.5 35 31.5 15 0.3 0.1
JBPR07140015-D050 () 5 7 0.9 4.4 30 14 0.5 0.15
JBPR07190015-D050 (] 5 7 0.9 4.4 35 19 0.5 0.15
® : Line up
TBUR
Solid boring bar for back boring and chamfering
DMIN LF e
i,/ SN _%D
\ =
A 450 S “ 1 ZI
| N LH Sy
D/ i ! ; = - e
- |
e
Details of edge
Designation SH725 DCONMS  WF a LF LH CDX  Cw*J05
TBUR07140010-D050 () 5 7 0.9 4.4 30 14 0.2 1 1
TBUR07190010-D050 ® 5 7 0.9 4.4 35 19 0.2 1 1
® : Line up

Reference pages : TBPR, JBPR, TBUR: Standard cutting conditions — G109

Tungaloy G099




TINYIMTU=RN
JBUR

Solid boring bar for back boring and chamfering

DMIN LF ©
‘/ = _%D /
S geo i ‘“¢ y O =
‘ 45 e \ %
L= W wl b LtH . O
S ‘ = a
——
with coolant hole Details of edge
Right hand (R) shown.
Designation SH730 DCONMS WF a LF LH 2 CDX Ccw 305 RE
JBUR07140010-D050 ) 5 7 0.9 4.4 30 14 0.2 1 1 0.1
JBUR07190010-D050 ) 5 7 0.9 4.4 35 19 0.2 1 1 0.1
® : Line up
M
E TBCR
WEUEY  Solid boring bar for boring and 45° chamfering
LF ©
[%p)
| ¥ EI
45° =N g N =N
o J LH Q
Mo lal—< 2| o
t jva A w o
= | E—
— —
Details of edge —[

Designation sH725 [TV DCONMS  WF a LF LH CDX RE*$.05
TBCR07140020-D050 ) 5 7 0.9 4.4 30 14 0.7 0.2
TBCR07190020-D068 () 6.8 7 2.8 6.3 35 19 0.7 0.2

® : Line up
JBCR
Solid boring bar for boring and 45° chamfering
DMIN . LF e @
i 7))
/ \ Y
t—o o >
45° - © . Lz
ipaln) NIV } ) LH ) o)
ST~ it s R
— — =
with coolant hole : H—gl
Details of edge Right hand (R) shown.
Designation sH730 [T DCONMS WF a LF LH CcDX RE*0-05
JBCR07140020-D050 () 5 7 0.9 4.4 30 14 0.7 0.2
JBCR07190020-D050 ) 5 7 0.9 4.4 35 19 0.7 0.2
JBCR07190020-D068 () 6.8 7 2.8 6.3 35 19 0.7 0.2
@® : Line up

Reference pages : JBUR, TBCR, JBCR: Standard cutting conditions — G109
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TBBR
Solid boring bar for back boring

LF

- 0
n
4
P4
= =i 3
i ] 6]
K L e
—_— i )
¥ 28 H J
Details of edge
Designation SH725 DCONMS WF a LF LH CDX RE*J-05
TBBR04140020-D030 ° 3 4 0.6 2.6 30 14 05 0.2
TBBR04140015-D040 [ ] 4 4 1.5 3.5 30 14 0.8 0.15
TBBR07190020-D050 (] 5 7 0.9 4.4 35 19 1 0.2
® : Line up
JBBR
Solid boring bar for back boring
DMIN LF z
) . 7
&\ o
- — ‘ - 8
= S T
—_/ —
¥ 28° T
with coolant hole Details of edge Right hand (R) shown. g
ks
Designation sH730 GV DCONMS  WF a LF LH CDX RE*005 £
JBBR04140020-D030 ° 3 4 0.6 2.6 30 14 05 0.2 ks
JBBR04190020-D030 (] 3 4 0.6 2.6 35 19 0.5 0.2 é
JBBR04140015-D040 (] 4 4 1.5 3.5 30 14 0.8 0.15
JBBR04240015-D040 [ ] 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 ° 5 7 0.9 4.4 35 19 1 0.2
JBBR07290020-D050 (] 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 (] 6 7 1.8 5.3 35 19 1.8 0.2
JBBR07290020-D060 [ ] 6 7 1.8 5.3 45 29 1.8 0.2
JBBR07190020-D070 ° 7 7 2.8 6.3 35 19 25 0.2
JBBR07290020-D070 (] 7 7 2.8 6.3 45 29 2.5 0.2
@ : Line up
TBIR
Solid boring bar for threading (metric)
DMIN LF e j=
U [9)
Van =
””” VAR m¢ ' zZ
‘/‘7@777777 NN J [e)
{ 4 : [ uh LH O
~ e S SEm— | D
e ] J
Details of edge
Designation sH725  Pitch IV CF-§o. DCONMS  WF a LF LH CDX  PDX
TBIR04140050-D040 [ ] 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
TBIR07140050-D050 ( ] 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
TBIR07140075-D050 [ ) 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
TBIR07140100-D048 { ] 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
TBIR07140100-D060 [ ] 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
TBIR07140150-D060 { ] 15 6 0.18 7 1.8 5.3 30 14 0.8 0.75
@® : Line up

Reference pages : TBBR, JBBR, TBIR: Standard cutting conditions — G109

Tungaloy G101




=

Internal

TINYIMTU=RN

JBIR

Solid boring bar for threading (metric)

DMIN - LF ~ @ w@
L o
””” Rijpiciionn - 1L 2!
) \S3 J o}
| KRRRRARRRT | L S TR g
—_— = | )
. ] J
with coolant hole Details of edge Right hand (R) shown.
Designation sH730  Pitch [T CF §,, DCONMS  WF a LF LH CDX  PDX
JBIR04140050-D040 () 0.5 4 0.06 4 1.5 35 30 14 0.3 0.35
JBIR07140050-D050 [ ] 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 () 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 (] 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 () 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
JBIR07140125-D060 [ ] 1.25 6 0.15 7 1.8 5.3 30 14 0.7 0.65
JBIR07140150-D060 [ ] 1.5 6 0.18 7 1.8 5.3 30 14 0.8 0.75
JBIR07140150-D070 (] 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75
® : Lineup
TBGR
Solid boring bar for internal grooving
LF
2 B=
| Y %1
ik e [ QY
= a
Details of edge
Designation SH725 cw+0:05 51\ DCONMS WF a LF LH CcDX
TBGR04100050-D020 o 0.5 2 4 -0.2 1.8 26 10 0.4
TBGR04090100-D040 ® 1 4 4 15 35 25.5 9 0.8
TBGR04150100-D040 [ ) 1 4 4 15 3.5 31.5 15 0.8
TBGR07090200-D050 () 2 5 7 0.9 4.4 25 9 1
TBGR07090100-D060 (] 1 6 7 1.8 53 25 9 1.8
TBGR07140100-D060 ® 1 6 7 1.8 5.3 30 14 1.8
TBGR07090150-D060 [ ) 1.5 6 7 1.8 5.3 25 9 1.8
TBGR07090200-D060 () 2 6 7 1.8 5.3 25 9 1.8
TBGR07140200-D060 () 2 6 7 1.8 53 30 14 1.8
TBGR07090100-D068 ® 1 6.8 7 27 6.2 25 9 25
TBGR07090150-D068 () 1.5 6.8 7 2.7 6.2 25 9 25
TBGR07140150-D068 [ 1.5 6.8 7 2.7 6.2 30 14 25
TBGR07090200-D068 () 2 6.8 7 2.7 6.2 25 9 25
TBGR07140200-D068 ® 2 6.8 7 27 6.2 30 14 25
TBGR07210200-D068 () 2 6.8 7 2.7 6.2 37 21 25
TBGR07290200-D068 () 2 6.8 7 2.7 6.2 45 29 25
Corner radius : less than 0.1 mm. ® : Lineup

Reference pages : JBIR, TBGR: Standard cutting conditions — G109
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JBGR/L

Solid boring bar for internal grooving

- i -2, E=(S
© ) %T
)= I U Sy
w o
; J
with coolant hole B R N ‘
Right hand (R) shown.
Designation SH730 cw*g? 5 [\"| DCONMS WF a LF LH CDX
JBGR04050050-D020 [ ] 0.5 2 4 0.2 1.8 21 &) 0.4
JBGR04100050-D020 [ ] 0.5 2 4 0.2 1.8 26 10 0.4
JBGR04050070-D030 o 0.7 3 4 0.7 2.7 21 5 0.6
JBGR04100070-D030 [ ) 0.7 3 4 0.7 2.7 26 10 0.6
JBGR04090100-D040 [ ] 1 4 4 15 3.5 2515 9 0.8
JBGR04150100-D040 [ ] 1 4 4 1.5 3.5 315 15 0.8
JBGR07090100-D050 [ ] 1 5} 7 0.9 4.4 25 9 1
JBGR07140100-D050 [ ) 1 5 7 0.9 4.4 30 14 1
JBGR07090150-D050 [ ) 1.5 5} 7 0.9 4.4 25 9 1
JBGR07140150-D050 [ ] 15 5 7 0.9 4.4 30 14 1
JBGR07090200-D050 [ ] 2 5 7 0.9 4.4 25 9 1
JBGR07190200-D050 [ ) 2 B 7 0.9 4.4 35 19 1
JBGR/L07090100-D060 [ ) 1 6 7 1.8 5.3 25 9 1.8
JBGR07140100-D060 [ ] 1 6 7 1.8 5.3 30 14 1.8
JBGR07210100-D060 [ ] 1 6 7 1.8 5.3 37 21 1.8
JBGR07290100-D060 [ ) 1 6 7 1.8 5.3 45 29 1.8
JBGR/L07090150-D060 [ ) 1.5 6 7 1.8 5.3 25 9 1.8 Ke)
JBGR07140150-D060 [ ] 15 6 7 1.8 5.3 30 14 1.8 "3
JBGR07210150-D060 [ ] 1.5 6 7 1.8 5.3 37 21 1.8 _§
JBGR07240150-D060 [ ] 1.5 6 7 1.8 5.3 40 24 1.8 -g
JBGR07290150-D060 [ ) 1.5 6 7 1.8 5.3 45 29 1.8 =
JBGR07090200-D060 [ ] 2 6 7 1.8 5.3 25 9 1.8
JBGR07140200-D060 [ ] 2 6 7 1.8 5.3 30 14 1.8
JBGR07210200-D060 [ ] 2 6 7 1.8 5.3 37 21 1.8
JBGR07240200-D060 [ ] 2 6 7 1.8 5.3 40 24 1.8
JBGR07290200-D060 [ ] 2 6 7 1.8 5.3 45 29 1.8
JBGR07090100-D068 [ ] 1 6.8 7 2.7 6.2 25 9 2.5
JBGR07140100-D068 [ ] 1 6.8 7 2.7 6.2 30 14 2.5
JBGR07210100-D068 [ ] 1 6.8 7 2.7 6.2 37 21 2.5
JBGR07090150-D068 [ ] 15 6.8 7 2.7 6.2 25 9 2.5
JBGR07140150-D068 [ ] 1.5 6.8 7 2.7 6.2 30 14 2.5
JBGR07210150-D068 [ ] 1.5 6.8 7 2.7 6.2 37 21 2.5
JBGR07290150-D068 [ ] 1.5 6.8 7 2.7 6.2 45 29 25
JBGR07090200-D068 [ ] 2 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140200-D068 [ ] 2 6.8 7 2.7 6.2 30 14 25
JBGR07210200-D068 [ ] 2 6.8 7 2.7 6.2 37 21 2.5
JBGR07250200-D068 [ ] 2 6.8 7 2.7 6.2 40 25 25
JBGR07290200-D068 [ ] 2 6.8 7 2.7 6.2 45 29 2.5
Corner radius: less than 0.1 mm @ :Line up

Reference pages : JBGR/L: Standard cutting conditions — G109

Tungaloy G103




TINYIMTURN
TBFR

Solid boring bar for face grooving

g
=
z
-
o

A4

g

i

1
%
g f
c )

—

Details of edge

Designation SH725 Cw+3:05 DMIN DCONMS a LF LH CDX
TBFR07110100-D060 o 1 6 7 5.2 26 10 1.5
TBFR07110200-D060 [ ] 2 6 7 52 26 10 3
TBFR07110100-D080 [ J 1 8 7 59 27 11 115
TBFR07110250-D080 [ J 25 8 7 5.9 27 1 3.5

S TBFR07300300-D080 o 3 8 7 519 46 30 3.5

] TBFR07200250-D150 [ ] 2.5 15 7 5.9 36 20 20

TBFR07200300-D150 [ J 3 15 7 59 36 20 20

: TBFR07300300-D150 [ J 3 15 7 5.9 46 30 30
- Corner radius : less than 0.1 mm. @ : Line up

Internal

JBFR/L
Solid boring bar for face grooving

?
“p)

DCONMSN®
|

I

with coolant hole Details of edge

Right hand (R) shown.

Designation SH730 Cw+305 DMIN DCONMS a LF LH CDX

JBFR07110100-D060 [ ] 1 6 7 582 26 10 1145
JBFR07110150-D060 [ ) 1.5 6 7 5.2 26 10 2
JBFR07110200-D060 o 2 6 7 5.2 26 10 3
JBFR07110100-D080 [ ] 1 8 7 5.9 27 11 1.5
JBFR07110150-D080 [ ) 1.5 8 7 5.9 27 11 2.5
JBFR07110200-D080 [ ] 2 8 7 5.9 27 11 3
JBFR07110250-D080 [ J 2.5 8 7 5.9 27 11 3.5
JBFR07110300-D080 [ ] 3 8 7 5.9 27 11 3.5
JBFR/L07210150-D080 [ ) 1.5 8 7 5.9 36 21 2.5
JBFR07210200-D080 [ ] 2 8 7 5.9 36 21 3
JBFR07210250-D080 [ 225) 8 7 5.9 36 21 3.5
JBFR07210300-D080 [ ] 3 8 7 5.9 36 21 3.5
JBFR/L07300200-D080 [ ] 2 8 7 5.9 46 30 3
JBFR07300300-D080 [ ] 3 8 7 5.9 46 30 3.5
JBFR07200200-D080 [ ) 2 8 7 5.9 36 20 3
JBFR07200250-D150 [ ] 2.5 15 7 5.9 36 20 20
JBFR07200300-D150 o 3 15 7 5.9 36 20 20
JBFR07300300-D150 [ ] 3 15 7 5.9 46 30 30
Corner radius: less than 0.1 mm ® : Line up

Reference pages : TBFR, JBFR/L: Standard cutting conditions — G109
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TBSR

Solid boring bar for face grooving (for shaft)

LF
%) BT
@D I I3 =
e = A —
] N LH 8’
4,5f— I f DMIN )
/0 J
Details of edge
Designation SH725 Ccw+J05 DMIN DCONMS a LF LH CDX
TBSR07200200-D060 () 2 6 7 5.2 36 20 4
Corner radius : less than 0.1 mm. ® : Line up
JBSR
Solid boring bar for face grooving (for shaft)
LF ~ P
Wries A e ==t
e e LH \ o
j‘ i- / DMIN )
: [ J
with coolant hole .
Details of edge Right hand (R) shown.
Designation SH730 cw'p” DMIN DCONMS a LF LH CcDX
JBSR07200200-D060 () 2 6 7 5.2 36 20 4 3
Corner radius: less than 0.1 mm @ : Line up "3
2
e
TBRR =
Solid boring bar for boring and profiling
DMIN LF
T -~ 5 =
D y |
™ N 4
| ¥ O i J%
= LH a
= |
i e J
Details of edge
Designation SH725 | &A= eI DCONMS  WF a LF LH CDX RE
TBRR07190050-D050 () 1 5 7 0.9 4.4 35 19 1 0.5
TBRR07240050-D060 () 1 6 7 1.8 5.3 40 24 1.8 0.5
TBRR07290050-D068 () 1 6.8 7 2.8 6.3 45 29 25 0.5
® : Line up
JBRR
Solid boring bar for boring and profiling
DMIN LF ©
o - :Z, BE=@
éD) y =
—~ ) :vi € zZ
’ & =3
(o) o LH a
=
—es |
. fl
with coolant hole Details of edge ARy —
Designation SH730 @A UL DCONMS WF a LF LH CDX RE
JBRR07190050-D050 ) 1 5 7 0.9 4.4 35 19 1 0.5
JBRR07240050-D060 ) 1 6 7 1.8 5.3 40 24 1.8 0.5
JBRR07290050-D068 ° 1 6.8 7 2.8 6.3 45 29 25 0.5
@ : Line up

Reference pages : TBSR, JBSR, TBRR, JBRR: Standard cutting conditions — G109
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TINYMTU=RIN
A/E-SEXPR

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

DMIN
§ v |
e — | )
) N2
! < LH ] 2
GAMF LE 2
- -5
GAMP f § £1:} a
Cutting edge style X LI
Designation Material DMIN DCONMS  WF LF LH GAMP GAMF RE* Insert
A07050-SEXPR03-3 Steel 5 7 25 31 15 0° 13 0.2 EPGT03X1...
AQ7060-SEXPR04-3 Steel 6 7 3.1 34 18 0° -12° 0.2 EPGT0401...
E07050-SEXPRO03-4 Carbide 5 7 2.5 37 20 0° -13° 0.2 EPGTO3X1...
E07050-SEXPRO03-5 Carbide 5 7 2.5 42 25 0° -13° 0.2 EPGT03X1...
E07060-SEXPRO04-5 Carbide 6 7 3.1 46 30 0° -12° 0.2 EPGT0401...

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

: Note: Use right-hand toolholders (SEXPR**) with left-hand inserts (L).
I |
WLl A/E-SEZPR

Torque*
0.6
0.6
0.6
0.6
0.6

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

Cutting edge style Z

Designation Material DMIN DCONMS WF LF LH f2 L3 GAMP GAMF RE** Insert
A07055-SEZPR03-3 Steel 5.5 7 3.2 325 16.5 12 3.9 0° -8° 0.2 EPGTO3X1...
E07055-SEZPR03-5 Carbide 5.5 7 3.2 447 275 1.2 3.9 0° -8° 0.2 EPGTO3X1...

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
A/E070*03-... CSTA-1.6 T-6F
A/EQ70**04-... CSTB-2 T-6F

I INSERT SELECTION

Application Finishing M Application Finishing . Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725 Grade SH725
Js Js Js Js
Breaker Breaker Breaker Breaker
Shape Shape Shape Shape
Cutting conditions B016 Cutting conditions B018 Cutting conditions B020 Cutting conditions B024
N Precision AT Aty Precision
. Application finishing Finishing H Application finishing
Grade DX140 SH725 Grade BX310
DIA Js CBN
Breaker Breaker ﬂ
Shape Shape
Cutting conditions B022 Cutting conditions B026

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

G106 tungaloy.com

Torque*
0.6
0.6




JBBS-4N

Sleeve for internal coolant supply with 4 coolant holes

|_
DCONMS 5
g
H LF _

Designation DCONMS DCONWS LF LH H CNT
JBBS12-4-L80C-4N 12 4 80 10 10.3 Rc1/16
JBBS127-4-L80C-4N 12.7 4 80 10 11.6 Rc1/16
JBBS14-4-L80C-4N 14 4 80 10 12 Rc1/8
JBBS159-4-L100C-4N 15.875 4 100 10 14.58 Rc1/8
JBBS159-7-L100C-4N 15.875 7 100 10 14.58 Rc1/8
JBBS16-4-L100C-4N 16 4 100 10 15 Rc1/8
JBBS16-7-L100C-4N 16 7 100 10 15 Rc1/8
JBBS19-4-L100C-4N 19.05 4 100 20 17.2 Rc1/8
JBBS19-7-L100C-4N 19.05 7 100 20 17.2 Rc1/8
JBBS20-4-L100C-4N 20 4 100 20 18 Rc1/8
JBBS20-7-L100C-4N 20 7 100 20 18 Rc1/8
JBBS22-4-L100C-4N 22 4 100 20 20 Rc1/8
JBBS22-7-L100C-4N 22 7 100 20 20 Rc1/8
JBBS25-4-L100C-4N 25 4 100 23 23 Rc1/8
JBBS25-7-L100C-4N 25 7 100 23 23 Rc1/8
JBBS254-4-L100C-4N 25.4 4 100 23 23.4 Rc1/8
JBBS254-7-L100C-4N 25.4 7 100 23 23.4 Rc1/8 35

2
<
2
JBBS ©
o
Sleeve for external coolant supply =
[%2)
-
R 24
a 4 Q|- T
Qy
= o
b 2
= =
=z o
Q O,
8 [=)

Designation DCONMS DCONWS1 DCONWS2 LF LH LSC H
JBBS12-4-4 12 4 4 75 10 55 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
JBBS16-4-7 16 4 7 75 10 55 15
JBBS19-4-7 19.05 4 7 89 10 69 17.2
JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4
SPARE PARTS & (

Designation Clamping screw Wrench
JBBS**-4-L***C-4N,
JBBS127-4-4, JBBS**-4-7 SSHEACHS Pas
|BBST7 L =04N, SSHM5-4PF-S P-2.5

JBBS12-4-4, JBBS14-4-4

Tungaloy G107




Internal
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TINYMTU=RIN

JBBS-C

Sleeve for internal coolant supply

DCONMS
ADGONUS)

DCONMS @
7/

o} — % i —
> LF -
B =
§i§ 8,
g 16 —
! Fig. 1

Designation DCONMS BD DCONWS LF Fig.
JBBS159-4-L.100C 15.875 15.875 4 100 10 14.58 Rc1/8 1
JBBS159-7-L100C 15.875 15.875 7 100 10 14.58 Rc1/8 1
JBBS16-4-L.100C 16 16 4 100 10 15 Rc1/8 1
JBBS16-7-L100C 16 16 7 100 10 15 Rc1/8 1
JBBS19-4-L100C 19.05 17.5 4 100 20 17.2 Rc1/8 2
JBBS19-7-L.100C 19.05 17.5 7 100 20 17.2 Rc1/8 2
JBBS20-4-L.100C 20 17.5 4 100 20 18 Rc1/8 2
JBBS20-7-L100C 20 17.5 7 100 20 18 Rc1/8 2
JBBS22-4-1.100C 22 17.5 4 100 20 20 Rc1/8 2
JBBS22-7-L.100C 22 17.5 7 100 20 20 Rc1/8 2
JBBS25-4-1.100C 25 18 4 100 23 23 Rc1/8 2
JBBS25-7-1.100C 25 18 7 100 23 23 Rc1/8 2
JBBS254-4-L.100C 25.4 18 4 100 23 23.4 Rc1/8 2
JBBS254-7-L100C 25.4 18 7 100 23 234 Rc1/8 2
JBBSA-C
Collet chuck sleeve for solid carbide bars

[}
. @
g CNT 8
a ./7 Y
L LH UF .

Designation DCONMS DCONWS LF LH H CNT
JBBSA16-4-1100C 16 4 100 23 14 Rc1/8
JBBSA16-7-L100C 16 7 100 23 14 Rc1/8
JBBSA20-4-1120C 20 4 120 23 18 Rc1/8
JBBSA20-7-L120C 20 7 120 23 18 Rc1/8
SPARE PARTS & @ ( K

Designation Clamping screw Cap Wrench Wrench 1
JBBS**-4-1100C SSHM5-6PF-S P-2.5 =
JBBS**-7-L100C SSHM5-4PF-S P-2.5 -

JBBSA**-4-L100C - CAP-A-4 - WRENCH-A-4

JBBSA**-7-L100C - CAP-A-7 - WRENCH-A-7




Il STANDARD CUTTING CONDITIONS

Boring, profiling, chamfering, back boring

Grade Cutting speed Feed

ISO Workpiece material Ve (m/min) f (mm/rev)

Low carbon steels
S15C, S25C, etc. SH730, SH725 40 - 140 0.01 - 0.08
C15E, C15E4, etc.

Carbon steels, Alloy steels
. S55C, SCMI440, etc. SH730, SH725 40 - 140 0.01-0.08
C55, 42CrMod4, etc.
Rrehardenedisteels SH730, SH725 40 - 140 0.01-0.08

NAKB80, PX5, etc.

Stainless steels
SUS304, SUS3186, etc. SH730, SH725 40 - 140 0.01-0.08
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Grey cast irons
FC250, FCD300, etc. SH730, SH725 30 - 100 0.01-0.08
GG25, 250, GG30, 300, etc.
Ductile cast irons
FC450, FCD600, etc. SH730, SH725 30 - 100 0.01-0.08
GGG60, 600-3, etc.

Aluminium alloys, Copper alloys

o 2 B =

Si< 12% SH730, SH725 90 - 200 0.01 -0.08
Titantum alloys SH730, SH725 30- 100 0.01-0.08
inouperalioys SH730, SH725 30- 100 0.01-0.08
Threading (metric thread)
Cutting Number of passes
ISO Workpiece material Grade speed Pitch (mm)
Ve (m/min) 0.5 0.75 1 1.25 1.5
Low carbon steels SH730
S15C, S25C, etc. SH725’ 40 - 140 6-8 8-10 10-12 12-15 15-18
C15E, C15E4, etc. —
Carbon steels, Alloy steels SH730, 8
S55C, SCM440, etc. 40 - 140 6-8 8-10 10-12 12-15 15-18 +
C55, 42CrMo4, etc. SH725 g
Prehardened steels SH730, k]
NAK80, PX5, etc. SH725 40 - 140 6-8 8-10 10 - 12 12-15 15-18 =
Stainless steels SH730 =
M SUS304, SUS316, etc. ' 40-140 8 10 12 15 18
X5CrNi18-9, X5CrNiMo17-12-3, etc. SH725
Grey cast irons
FC250, FCD300, etc. A, 30 - 100 7 9 12 14 17
GG25, 250, GG30, 300, etc. SH725
Ductile cast irons SH730
FC450, FCD600, etc. ’ 30- 100 7 9 12 14 17
GGGB0, 600-3, etc. SH725
. Aluminium aSIIio<ys1,2;:Jpper alloys 2:;22 90 - 200 6 8 10 12 15
Internal and face grooving
i Feed: f (mm/rev,
ISO Workpiece material Grade Cutting sp_eed . ( ) .
Ve (m/min) Internal grooving Face grooving

Low carbon steels
S15C, S25C, etc. SH730, SH725 40 - 140 0.01-0.03 0.01-0.05
C15E, C15E4, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc. SH730, SH725 40 - 140 0.01-0.03 0.01-0.05
C55, 42CrMod4, etc.

Prehardened steels
NAK80, PX5, etc. SH730, SH725 40 - 140 0.01-0.03 0.01-0.05
Stainless steels
SUS304, SUS3186, etc. SH730, SH725 40 - 140 0.01-0.03 0.01-0.05
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Grey cast irons
FC250, FCD300, etc. SH730, SH725 30 - 100 0.01-0.03 0.01-0.05
GG25, 250, GG30, 300, etc.
Ductile cast irons
FC450, FCD600, etc. SH730, SH725 30 - 100 0.01-0.03 0.01-0.05
GGG60, 600-3, etc.

Aluminium alloys, Copper alloys

o 2 B =

SR SH730, SH725 90 - 200 0.01 - 0.03 0.01 - 0.05
Titanium alloys

L SH730, SH725 30 - 100 0.01 - 0.03 0.01-0.05

Stperalioys SH730, SH725 30 - 100 0.01-0.03 0.01-0.05

Inconel718, etc.

Tungaloy G109




MINIVERRLOOVE
QC12-SVER/L-CHP

Modular head for external grooving and threading, with high pressure coolant capability

Right-hand Left-hand L
{[o] an !- e —Tan ﬂi@
o JfT
35 & =

Designation | _CWN___ owx |

QC12-SVER/L10-CHP 0.5 1

B LH HF WF (1) Insert Torque*
12 19.5 12 4.19/7.19 VG*10... 1.3

Torque*: Recommended clamping torque (N-m)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for
the right-hand holder and the second value after “/” for the left-hand holder.

. SVER/L

External grooving and threading toolholder

- Right-hand Left-hand %%

e
ek -
I zxlq
== o
00 = ‘ LF
2.7 1% - 2.15
£} L S
Fig1 Iy <©Y T} Fig.2
Designation CWN CcwX H B LF HF WF2(1) Insert  Torque*  Fig.
SVER/L0808H08 0.33 1 8 8 100 8 1.23/6.78  VGPOS... 1.1 2
SVER/L1010H10 0.5 1 10 10 100 10 1.78/8.23  VG*10... 1.3 1
SVER/L1212X10 0.5 1 12 12 120 12 1.78/10.23  VG*10... 1.3 1

Torque*: Recommended clamping torque (N-m)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for
the right-hand holder and the second value after “/” for the left-hand holder.

SVER/L-CHP

External grooving and threading toolholder, with high pressure coolant capability

Right-hand Left-hand Jip%

Y
A

CWN-
WF2 ||
Oy
>
N
C
Z
M

x
=
© LF

Designation m H B LF HF WF2 () Insert Torque*

SVER/L1012H10-CHP 0.5 1 10 12 100 10 1.78/10.23 VG*10... 1.3
SVER/L1212X10-CHP 0.5 1 12 12 120 12 1.78/10.23 VG*10... 1.3

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

Torque*: Recommended clamping torque (N-m)

(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for
the right-hand holder and the second value after “/” for the left-hand holder.

SPARE PARTS & @ & /é ( ( =

Designation Clamping screw Coolant plug DirectJet plug Wrench Wrench 1 Wrench 2 [o]
QC12-SVER10-CHP CSTB-2.5L054DL - - - - - ORSS-0454.5X1.0NBR70
QC12-SVEL10-CHP CSTB-2.5L054DR - - - - - ORSS-0454.5X1.0NBR70

SVERO0808... CSTB-2.2L053DL - - T-7F - - -

SVEL0808... CSTB-2.2L053DR - - T-7F - - -
SVER1012/1212... CSTB-2.5L054DL  SR5/16UNFTL360 SSHM4-6-TB T-7F P-4 P-2 -

SVEL1012/1212... CSTB-2.5L054DR  SR5/16UNFTL360 SSHM4-6-TB T-7F P-4 P-2 =

Reference pages : QC12-SVER/L-CHP, SVER/L, SVER/L-CHP:
Shank, accessory —G095, G096, Standard cutting condition — G112

G110 tungaloy.com




Il INSERTS
VGP08/10 (For grooving / sharp edge)

-

(%T X o

~
- Steel *
M Stainless *
Cast iron
Non-ferrous *
Superalloys Y
H Hard materials % : First choice
Coated
Designation CW=0.025| RE | CDX* |CUTDIA| S
i
(]
VGP08-033F-000 0.33 0 @ 2 4 2.2
VGP08-050F-000 0.5 0 @ 2 4 2.2
VGP08-075F-000 0.75 0@ 25 5 2.2
VGP08-100F-000 1 0 @ 25 5 2.2
VGP10-050F-000 0.5 0 @ 25 5 3.15
VGP10-050F-005 0.5 005 | @ 25 5 3.15
VGP10-075F-000 0.75 0@ 3 6 3.15
VGP10-075F-005 0.75 005 | @ 3 6 3.15
VGP10-100F-000 1 0 @ 4 8 3.15
VGP10-100F-005 1 005 | @ 4 8 3.15
*Max grooving depth varies depending on workpiece diameters. @ : Line up

See below for details.

Miniature tool

Note: Max grooving depths vs workpiece diameters

To avoid tool interference with the workpiece, max grooving depths (T max) for the insert used may be smaller than the CDX values listed
above depending on the workpiece diameter.

Workpiece VGP08 VGP10
diameter (mm) 3 d ] ] VGP08-100F, 6T : 1 VGP10-100F
o5 L VGP08-075F 5| - - [ VGP10-075F
-\ [ VGP08-050F, ‘ ' - [0 VGP10-050F
2 NN\ VGP08-033F 4| i o

o
&)

-

o
3

Max. groove
depth:
T max (mm)

Max. groove depth: T max (mm)
w

Max. groove depth: T max (mm)

o

2 3 4 5 6 7 8 9 10 2 4 6 8 10 12 14 16 18
Workpiece diameter (mm) Workpiece diameter (mm)

—_

Tungaloy G111




I STANDARD CUTTING CONDITIONS

Grooving
ISO Workpiece materials
Low carbon steels
S15C, SS400, etc. C15E4, E275A, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc. C55, 42CrMo4, etc.

Free cutting steels
SUH22, SUH23, etc.

Stainless steels
SUS304, X5CrNi18-9, etc.

Aluminium alloys
A5056, A6061, etc.

Copper alloy
C2600, C280C, etc.

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

d Superalloys
Inconel718, etc.

G112 tungaloy.com

Grade

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Cutting speed
Vc (m/min)

50 - 150

50 - 150

50 - 150

50 -100

150 - 200

100 - 200

30 -80

30-80

Feed
f (mm/rev)

0.005 - 0.1

0.005-0.1

0.005 - 0.1

0.005-0.1

0.005 - 0.1

0.005-0.1

0.005 - 0.1

0.005-0.1




TETRAMCUT

QC12-STCR/L-Y

Y-axis turning modular head for external grooving and threading

LB

Right-hand | | Left-hand
N SEE

CWN- M H

I\] WX DISTX || ="'~
= —
= [T — I
s T

Designation G  H B LH HF  WF LB H2  DISTX
QC12-STCR/L18-Y 0.33 3.18 12 12 19.5 0 6 26 18.6 6.5

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

QC12-STCR/L-Y-CHP

Insert Torque*
TC*18R/L... 1.2

Y-axis turning modular head for external grooving and threading, with high pressure coolant capability

: Right-hand T

y Left-hand
TR Y (e—— A
| ’_E Ii '_° ‘r‘ ===E= Ii L

i CWN- A LH
] CWX DTS L
(TN

RN = . b

Designation ~ JEINETS H B LH HF  WF LB H2  DISTX
QC12-STCR/L18-Y-CHP 0.33 3.18 12 12 19.5 0 6 26 18.6 6.5

Torque*: Recommended clamping torque (N-m)
The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).
Through-coolant head

SPARE PARTS & //& o

Designation Clamping screw Wrench O-ring
QC12-STCR18-Y, QC12-STCR18  CSTC-4L100DL T-1008/5 -
QC12-STCL18-Y, QC12-STCL18  CSTC-4L100DR T-1008/5 -
QC12-STCR18-Y-CHP CSTC-4L100DL T-1008/5 ORSS-0454.5X1.0NBR70
QC12-STCL18-Y-CHP CSTC-4L100DR T-1008/5 ORSS-0454.5X1.0NBR70

Reference pages : QC12-STCR/L-Y, QC12-STCR/L-Y-CHP: Inserts — G117 -
Shank, Accessory — G095, G096, Standard cutting conditions — G124

b1
reé

Insert Torque*
TC*18R/L... 1.2

Miniature tool

Tungaloy G113




TETRAMCUT

QC12-STCR/L

Modular head for external grooving and threading

Right-hand
Designation CWN CwWX H
QC12-STCR18 0.33 3.18 12
QC12-STCL18 0.33 3.18 12

Torque*: Recommended clamping torque (N-m)

1R
=

HBH

B LH
12 19.5
12 21

4
Left-hand L 1 (l—
§$ ) mi

0 N -

=X

==

(&]1&]
HBH HBL WF Insert Torque*
3.9 17.9 6 TC*18R... 1.2
3.9 18.3 9 TC*18L... 1.2

The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).

 QC12-STCR/L-CHP

Modular head for external grooving and threading, with high pressure coolant capability

Right-hand
Designation CWN CwWX H
QC12-STCR/L18-CHP 0.33 3.18 12

Torque*: Recommended clamping torque (N-m)

WF

y 3 ‘L’_L—mi Left-hand.gl.t

HBH

+

T ©

Ok

=
S
[S18)
HBH HBL WF Insert Torque*
4.2 19.3 9 TC*18R/L... 1.2

The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).

& g

SPARE PARTS

Designation Clamping screw Wrench
QC12-STCR18 CSTC-4L100DL T-1008/5
QC12-STCL18 CSTC-4L100DR T-1008/5

QC12-STCR18-CHP CSTC-4L100DL T-1008/5
QC12-STCL18-CHP CSTC-4L100DR T-1008/5

O

O-ring

ORSS-0454.5X1.0NBR70
ORSS-0454.5X1.0NBR70

Reference pages : QC12-STCR/L, QC12-STCR/L-CHP: Inserts — G117 -
Shank, Accessory — G095, G096, Standard cutting conditions — G124

G114 tungaloy.com




STCR/L-18

External grooving and threading toolholder

e

- E

Designation ~ IEIETT® H B LF LH HF WF  HBH  Insert

STCR/L1010X18 0.33 3.18 10 10 120 18.5 10 10 4.5 TC*18...
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18...
STCR/L1212X18 0.33 3.18 12 12 120 18.5 12 12 2.5 TC*18...
STCR/L1616X18 0.33 3.18 16 16 120 18.5 16 16 - TC*18...
STCR/L2020H18 0.33 3.18 20 20 100 18.5 20 20 = TC*18...
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18...

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-H/X18-CHP

=
wi s
O35
LF [ LF
] Lhito
4 s G
A HBH Fig. 2

Right-hand (R) shown.

Torque* Fig.
1.2
1.2
1.2
1.2
1.2
1.2

N = 4 4 g

Direct connection

External grooving and threading toolholder, with high pressure coolant capability

Right-hand = LF - Left-hand ' [
I gv— e '
= == el
= s H p= i o
4 [_—5/16"-24UNF |
- - = 3
L e WEES 2
STCR/L1012H18-CHP 2
STCR/L1212X18B-CHP g
Designation ~ FETNETE H LH HBL HF WF2 HBH  Insert  Torque* =
STCR/L1012H18-CHP 0.33 3.18 10 171 171 10 0/12 4 TC*18 1.2
STCR/L1212X18B-CHP 0.33 3.18 12 18.5 17.5 12 0/12 4 TC*18 1.2
STCR/L1616X18-CHP 0.33 3.18 16 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
STCR**18 CSTC-4L100DL T-1008/5 - - -
STCL*18 CSTC-4L100DR T-1008/5 - - -

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

Threading pitch range: 0.8 ~ 3.0 mm

{

Wrench

P-2
P-2

Reference pages : STCR/L-18, STCR/L-H/X18-CHP: Inserts — G117 -, Standard cutting conditions — G124

Tungaloy G115




I~ 0
TETRRAMCUT
STCR/L-18-CHP

External grooving and threading toolholder, with high pressure coolant capability

Right-hand ~ ou| 2x LF | Left-hand Jiﬁ |iﬁ il @
L 22| [z —rr—
HEY Sk i
=
g & o NG
Designation  [IETINETTE H B LF LH HBL HF WF20 HBH  Insert  Torque*
STCR/L1212F18B-CHP 0.33 3.18 12 12 85 18.5 17.5 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 WF dimension indicates WF = 0 for the right handed tool, WF = 12 for the left handed tool.
*Torque: Recommended torque (N-m) for clamping

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

<CWN-CWX Jip hp
N LF
=l [LH DCONMS W
—W_U ‘

[ ”@2% ol =7 | ;!
YA
Left-hand (L) shown.
Designation DCONMS LF LH H wB WF Insert  Torque*
JS14H-STCL18 0.33 3.18 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... 12
JS19G-STCL18 0.33 3.18 19.05 90 20 18 14 6 TC*18R... 1.2
JS19X-STCL18 0.33 3.18 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... 12
JS22X-STCL18 0.33 3.18 22 120 20 21 12.25 10 TC*18R... 1.2
JS25H-STCL18 0.33 3.18 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

SPARE PARTS & /6/ @ (

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

JS...STCL18 CSTC-4L100DL T-1008/5 = =

Threading pitch range: 0.8 - 3.0 mm

Reference pages : STCR/L-18-CHP, JS-STCL18: Inserts — G117 -, Standard cutting conditions — G124

G116 tungaloy.com




B sclection guide for TetraMini-Cut inserts

0.33
0.43
0.50
0.75
0.95

1.00

1.20

1.25

1.30

1.40

1.45

1.50

1.58

1.60

1.70

1.75

1.85
1.95

2.00

2.25

2.30

2.39

2.50

2.65
2.80

3.00

el =0Te 1 Corner rad.

RE (mm)

0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.5
0.05
0.1
0.05
0.1
0.2
0.2
0.1
0.2
0.05
0.1
0.2
0.05
0.1
0.2
0.79
0.2
0.2
0.05
0.1
0.2
0.2
0.2
0.05
0.1
0.2
1.0
0.2
0.2
1.2
0.1
0.2
0.3
0.3
0.3
0.1
0.2
0.3
1.5
1.59

TCL18R/L TCS18R/L TCG18R/L TCP18R/L TCP18R/L-F
(G118 page) (G118 page -) (G120 page -) (G122 page) (G123 page)
AH7025 AH7025 AH7025 AH725 SH725
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Tungaloy

Miniature tool
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Bl INSERT
TCL18R/L (3D chipbreaker, honed edge)

Right-hand (R) shown.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials % : First choice
Coated
Yo
Designation HAND|CW:002| RE |& CDX
~
] E
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
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up

TCS18R (honed edge) (3D chipbreaker, honed edge)
CW=0.02

—

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials 5% : Second choice
Coated
Yo}
Designation HAND|CW:002| RE |& CDX
T
<C
TCS18R100-010 R 1 0.1 @ 2
TCS18L100-010 L 1 01 | @ 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
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up

G118 tungaloy.com




- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * Y : First choice
H Hard materials 57 : Second choice
Coated
0
Designation HAND|CW:002| RE | CDX
E
<
TCS18R125-020 R 1.25 02 | @ 2
TCS18L125-020 L 1.25 02 | @ 2
TCS18R130-020 R 1.3 02 @ 3.5
TCS18L130-020 L 1.3 02 | @ 3.5
TCS18R140-010 R 1.4 01 | @ 3.5
TCS18L140-010 L 1.4 01 | @ 3.5
TCS18R140-020 R 1.4 02 @ 3.5
TCS18L140-020 L 1.4 02 | @ 3.5
TCS18R145-010 R 1.45 01 | @ 3.5
TCS18L145-010 L 1.45 01 | @ 3.5
TCS18R150-010 R 1.5 01 @ 3.5
TCS18L150-010 L 1.5 01 | @ 3.5
TCS18R150-020 R 1.5 02 | @ 3.5
TCS18L150-020 L 1.5 02 | @ 3.5
TCS18R160-020 R 1.6 02 @ 3.5
TCS18L160-020 L 1.6 02 | @ 3.5
TCS18R170-020 R 1.7 02 | @ 3.5
TCS18L170-020 L 1.7 02 | @ 3.5
TCS18R175-010 R 1.75 01 | @ 3.5
TCS18L175-010 L 1.75 01 | @ 3.5
TCS18R175-020 R | 175 | 02 |@ 35 3
TCS18L175-020 L | 175 | 02 |@ 3.5 I
TCS18R185-020 R 1.85 02 | @ 3.5 4(:3‘S
TCS18L185-020 L | 18 | 02 |@ 35 =
TCS18R195-020 R | 195 | 02 | @ 35 =
TCS18L195-020 L 1.95 02 | @ 3.5
TCS18R200-010 R 2 01 | @ 3.5
TCS18L200-010 L 2 01 | @ 3.5
TCS18R200-020 R 2 02 | @ 3.5
TCS18L200-020 L 2 02 | @ 3.5
TCS18R225-020 R 2.25 02 | @ 3.5
TCS18L225-020 L 2.25 02 | @ 3.5
TCS18R230-020 R 2.3 02 | @ 3.5
TCS18L230-020 L 2.3 02 | @ 3.5
TCS18R250-010 R 25 01 | @ 3.5
TCS18L250-010 L 25 01 | @ 3.5
TCS18R250-020 R 2.5 02 | @ 3.5
TCS18L250-020 L 2.5 02 | @ 3.5
TCS18R250-030 R 25 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 01 | @ 3.5
TCS18L300-010 L 3 01 | @ 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

Please see page G125 for precautions of processing.

Reference pages : Toolholders — G113 - G116, Standard cutting conditions — G124

5 pieces per package
@ : Line up

Tungaloy G119




Bl INSERT
TCG18R/L (honed edge)

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

Designation HAND |CW:0.02| RE CDX

TCG18R100-010
TCG18L100-010
TCG18R120-010
TCG18L120-010
TCG18R125-010
TCG18L125-010
TCG18R125-020
TCG18L125-020
TCG18R130-020
TCG18L130-020
TCG18R140-010
TCG18L140-010
TCG18R140-020
TCG18L140-020
TCG18R145-010
TCG18L145-010
TCG18R145-020
TCG18L145-020
TCG18R150-010
TCG18L150-010
TCG18R150-020
TCG18L150-020

1.2 0.1
1.2 0.1
1.25 0.1
1.25 0.1
1.25 0.2
1.25 0.2
1.3 0.2
1.3 0.2
1.4 0.1
1.4 0.1
1.4 0.2
1.4 0.2
1.45 0.1
1.45 0.1
1.45 0.2
1.45 0.2
1.5 0.1
1.5 0.1
1.5 0.2
1.5 0.2

wlw|lw w wlovlv wlololv ool ool vl v ool vl ool v ol ool w|l wlw
o|lo|o|lo|lo|lo|o|o|o|o|lo|o|o|a|o|alo|o|o|alo|la|lo|o|o|alo|loalo|o|a|a]o|PR]NP|NNININ NN

© 000000000000 o 0000000 OO0 OO OO0 O0O0OO0OO0OO0CO0OO0OO0OO0OO®OO0OO0O OO O0OOH08 0 AHTNRS

rfo|r|o(rr|{v@|rr|v|r-|v|r|v(-{v|-|v(-|{v|-|0(- (V|0 (V|0 |{V|-|0(- (V|- |0 |{J|- |0 |{JV|— |0
-
[}

TCG18R160-020 0.2

TCG18L160-020 1.6 0.2

TCG18R170-020 1.7 0.2

TCG18L170-020 1.7 0.2

TCG18R175-010 1.75 0.1

TCG18L175-010 1.75 0.1

TCG18R175-020 1.75 0.2

TCG18L175-020 1.75 0.2

TCG18R185-020 1.85 0.2

TCG18L185-020 1.85 0.2

TCG18R195-020 1.95 0.2

TCG18L195-020 1.95 0.2

TCG18R200-010 2 0.1

TCG18L200-010 2 0.1

TCG18R200-020 2 0.2

TCG18L200-020 2 0.2

TCG18R225-020 2.25 0.2

TCG18L225-020 2.25 0.2

TCG18R230-020 2.3 0.2

TCG18L230-020 23 0.2

TCG18R250-010 2.5 0.1

TCG18L250-010 2.5 0.1 3.5
Please see page G125 for precautions of processing. 5 pieces per package

@ : Line up

Reference pages : Toolholders — G113 - G116, Standard cutting conditions — G124

G120 tungaloy.com




Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials 7r : Second choice
Coated
]
Designation HAND|CW:002| RE | CDX
s
<
TCG18R250-020 R 2.5 02 | @ 3.5
TCG18L250-020 L 2.5 02 @ 3.5
TCG18R250-030 R 25 03 @ 3.5
TCG18L250-030 L 2.5 03 | @ 3.5
TCG18R265-030 R 2.65 03 @ 3.5
TCG18L265-030 L 2.65 03 | @ 3.5
TCG18R280-030 R 2.8 03 @ 3.5
TCG18L280-030 L 2.8 03 | @ 3.5
TCG18R300-010 R 3 0.1 | @ 3.5
TCG18L300-010 L 3 01 | @ 3.5
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 @ 3.5
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up
TCG18R/L (Full R, honed edge) _
8
<
2
e
=
=
Right-hand (R) shown.
Bl steel *
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys * ¥ : First choice
H Hard materials v¢ : Second choice
Coated
Te)
Designation HAND|CW:0.02| RE |& CDX
T
<
TCG18R100-050 R 1 05 |@
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 318 | 159 | @ 3.5
TCG18L318-159 L 3.18 | 159 | @ 3.5
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G113 - G116, Standard cutting conditions — G124
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Bl INSERT
TCP18R/L (lightly honed edge)

<4
*|
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * ¥ : First choice
B Hard materials | ¢ : Second choice
Coated
Designation HAND|CW:0.02| RE |& CcDX
(| <
TCP18R033-005 R 0.33 005 @ 0.8
TCP18L033-005 L 0.33 005 @ 0.8
TCP18R043-005 R 0.43 005 | @ 1.2
TCP18L043-005 L 0.43 005 | @ 1.2
TCP18R050-005 R 0.50 005 | @ 1.2
TCP18L050-005 L 0.50 005 @ 1.2
TCP18R075-005 R 0.75 005 | @ 2
TCP18L075-005 L 0.75 005 | @ 2
TCP18R095-005 R 0.95 005 | @ 2
TCP18L095-005 L 0.95 005 @ 2
TCP18R100-010 R 1 01 | @ 2
TCP18L100-010 L 1 01 | @ 2
TCP18R120-010 R 1.2 0.1 @ 2
TCP18L120-010 L 1.2 01 | @ 2
TCP18R125-010 R 1.25 01 | @ 2
TCP18L125-010 L 1.25 01 | @ 2
TCP18R140-010-35 R 1.4 0.1 @ 3.5
TCP18L140-010-35 L 1.4 01 | @ 3.5
TCP18R145-010 R 1.45 0.1 @ 2
TCP18L145-010 L 1.45 01 | @ 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 @ 2
TCP18L150-010 L 1.5 01 | @ 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 01 | @ 2
TCP18L175-010 L 1.75 01 | @ 2
TCP18R175-010-35 R 1.75 0.1 @ 3.5
TCP18L175-010-35 L 1.75 0.1 @ 3.5
TCP18R200-010 R 2 0.1 @ 2.5
TCP18L200-010 L 2 01 | @ 25
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 25 01 | @ 25
TCP18R250-010-35 R 25 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 01 | @ 25
TCP18R300-010-35 R 3 01 | @ 3.5
TCP18L300-010-35 L 3 0.1 @ 3.5
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G113 - G116, Standard cutting conditions — G124
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TCP18R/L-F (sharp edge)

*|
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * % : First choice
H Hard materials | 77 : Second choice
Coated
Designation HAND|CW:002| RE | CcDX
i
(%]
TCP18R033F-005 R 0.33 005 | @ 0.8
TCP18L033F-005 L 0.33 005 | @ 0.8
TCP18R043F-005 R 0.43 005 | @ 1.2
TCP18L043F-005 L 0.43 005 @ 1.2
TCP18R050F-005 R 0.5 005 | @ 1.2
TCP18L050F-005 L 0.5 005 | @ 1.2
TCP18R075F-005 R 0.75 005 | @ 2
TCP18L075F-005 L 0.75 005 | @ 2
TCP18R095F-005 R 0.95 005 | @ 2
TCP18L095F-005 L 0.95 005 | @ 2
TCP18R100F-005 R 1 005 | @ 2
TCP18R100F-010 R 1 0.1 @ 2 g
TCP18L100F-010 L 1 01 | @ 2 ;
TCP18R120F-005 R 12 | 005 | @ 2 §
TCP18R120F-010 R 1.2 01 |@ 2 .g
TCP18L120F-010 L 1.2 01 | @ 2 s
TCP18R125F-005 R 1.25 005 @ 2
TCP18R125F-010 R 1.25 01 | @ 2
TCP18L125F-010 L 1.25 0.1 @ 2
TCP18R140F-010-35 R 1.4 01 | @ 3.5
TCP18R145F-005-35 R 1.45 005 | @ 3.5
TCP18R145F-010 R 1.45 0.1 @ 2
TCP18L145F-010 L 1.45 01 | @ 2
TCP18R145F-010-35 R 1.45 01 | @ 3.5
TCP18L145F-010-35 L 1.45 0.1 @ 3.5
TCP18R150F-005-35 R 1.5 005 | @ 3.5
TCP18R150F-010 R 1.5 01 | @ 2
TCP18L150F-010 L 1.5 01 | @ 2
TCP18R150F-010-35 R 1.5 0.1 @ 3.5
TCP18L150F-010-35 L 1.5 01 | @ 3.5
TCP18R175F-005-35 R 1.75 005 | @ 3.5
TCP18R175F-010 R 1.75 01 | @ 2
TCP18L175F-010 L 1.75 01 | @ 2
TCP18R175F-010-35 R 1.75 01 | @ 3.5
TCP18L175F-010-35 L 1.75 0.1 @ 3.5
TCP18R200F-005-35 R 2 005 | @ 3.5
TCP18R200F-010 R 01 | @ 25
TCP18L200F-010 L 2 01 | @ 25
TCP18R200F-010-35 R 2 0.1 @ 3.5
TCP18L200F-010-35 L 2 01 | @ 3.5
TCP18R250F-010 R 2.5 0.1 @ 2.5
TCP18L250F-010 L 2.5 0.1 @ 25
TCP18R250F-010-35 R 25 01 | @ 3.5
TCP18L250F-010-35 L 2.5 01 | @ 3.5
TCP18R300F-010 R 3 0.1 @ 25
TCP18L300F-010 L 3 01 | @ 2.5
TCP18R300F-010-35 R 3 01 | @ 3.5
TCP18L300F-010-35 L 3 01 | @ 3.5
Please see page G125 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G113 - G116, Standard cutting conditions — G124
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I STANDARD CUTTING CONDITIONS
TCS18R (3D chipbreaker) , TCG18R/L (honed edge)

. . i Feed: f (mm/rev,
ISO Workpiece materials Grades Cutting sp_eed ( )
Vc (m/min) TCG TCS
Low carbon steel
S15C, S20C, etc. AH7025 80 - 180 0.03 - 0.12 0.03-0.15
C15, C20, etc.
Carbon steels, Alloy steel
S55C, SCM440, etc. AH7025 80 - 180 0.03-0.12 0.03-0.15
C55, 42CrMoS4, etc.
Prehardened steel
NAKS0, PX5, etc. AH7025 80 - 180 0.03-0.12 0.03-0.15

SUS304, SUS316, etc. AH7025 50 -120 0.03-0.12 0.03-0.15
X5CrNi18-9, X5CrNiMo17-12-3, etc.

Grey cast iron

M Stainless steel

FC250, FC300, etc. AH7025 50 - 180 0.03-0.12 0.03-0.15

250, , etc.

Ductile cast iron
FCD400, FCD600, etc. AH7025 50 - 180 0.03-0.12 0.03-0.15

400-15, 600-3, &tc.

Titanium alloys
s L WAVs AH7025 30 - 80 0.03-0.12 0.03-0.15
Superalloys AH7025 20 - 60 0.03 - 0.12 0.03-0.15

Inconel718, etc.

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

f : Cutting speed Feed: f (mm/rev)
ISO Workpiece materials Grades .
P Ve (m/min) TCL18 TCG18
Low carbon steel
S15C, S20C, etc. AH7025 80 - 180 0.03-0.12 0.04-0.14
C15, C20, etc.
Carbon steels, Alloy steel
h 40, etc. AH7025 80 - 180 0.03-0.12 0.04-0.14
C55, 42CrMoS4, etc.
Prehardened steel
NAKBO, PX5, etc. AH7025 80 - 180 0.03-0.12 0.04-0.14
Stainless steel
M SUS304, SUS316, etc. AH7025 50-120 0.03-0.12 0.04-0.14
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Grey cast iron
FC250, FC300, etc. AH7025 50 - 180 0.03-0.12 0.04-0.14
250, 300, etc.
Ductile cast iron
FCD400, FCD600, etc. AH7025 50 - 180 0.03-0.12 0.04 - 0.14
400-15, 600-3, etc.
Titanium alloys
g TEOALA, ot AH7025 30 - 80 0.03 - 0.12 0.04-0.14
Superalloys AH7025 20 - 60 0.03-0.12 0.04-0.14

Inconel718, etc.

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

. . i Cutting speed Feed
1ISO Workpi material .
orkpiece materials Priority Grades Ve (m/min) f (mm/rev)
Low carbon steel i i SH725 80 - 180 0.03 - 0.1
S15C, 520C, etc. First choice
C15, C20, etc. Toughness AH725 80 - 180 0.03-0.1
Carbon steels, Alloy steel i i SH725 80 - 180 0.03-0.1
. R SeN ’)étc. First choice
C55, 42CrMoS4, etc. Toughness AH725 80 - 180 0.03-041
Prehardened steel First choice SH725 80 - 180 0.03-01
M, (P46, e Toughness AHT725 80- 180 0.03-01
Stainless steel i i SH725 50 - 120 0.03-0.1
M SUS304, SUS316, etc. First choice
X5CrNi18-9, X5CrNiMo17-12-3, etc. Toughness AH725 50-120 0.083-0.1
Grey cast iron i i AH725 50 - 180 0.083 - 0.1
FC250, FG300, etc. First choice
. 250, 300, etc. Sharpness SH725 50 - 180 0.03-0.1
Ductile cast iron i i AH725 50 - 180 0.03-0.1
FCDA00, FCDBOO, etc. First choice
400-15, 600-3, etc. Sharpness SH725 50 - 180 0.03-0.1
Titanium alloys First choice SH725 30 - 80 0.03-0.1
s UHEARAY, Gl Toughness AH725 30-80 0.03-0.1
Superalloys First choice SH725 20 - 60 0.03-0.1
Inconel718, etc. Toughness AH725 20 - 60 0.03-0.1

G124 tungaloy.com




Il PRECAUTIONS OF PROCESSING

6507
600 K
550 \\
500 \ CDX CUTDIA
450 \ q
400 \
350 \
300
250 I
200
150
100
50 e Max workpiece diameter
0 CUTDIA (mm)

31 32 33 34 35 7

Groove depth
T (mm)

Max workpiece diameter
oD max (mm)

*Groove depth and
max workpiece diameter (sDmax)

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

Miniature tool

Tungaloy G125




TETRAFCUT

STCR/L-27
External grooving toolholder

17 G LRl

g
1 123~y
L
8 -
§>44 A
HBL| THBH
Right-hand (R) shown.
Designation  [&)'/\e11,7) ¢ H B LF HF WF HBH HBL Insert Torque*
STCR/L1010-27 05 3.18 10 10 120 10 8.5 9.5 24 TC*27... 2.5
STCR/L1212-27 0.5 3.18 12 12 120 12 10.5 8 24 TC*27... 2.5
STCR/L1616-27 0.5 3.18 16 16 120 16 14.5 6 24 TC*27... 2.5
STCR/L2020-27 0.5 83.18 20 20 120 20 18.5 2 24 TC*27... 2.5
Torque*: Recommended clamping torque (N-m)
\J
|
STCR/L1212-27-CHP

] Grooving and parting-off toolholder. High pressure coolant capability.

Right &
hgnd u;"

- o
- _—5/16"-24UNF
El=

Designation CWN CWwX H B LF LH HF WF2(1  HBH HBL Insert Torque*
STCR/L1212-27-CHP 0.5 3.18 12 12 120 23 12 1.5/10.5 8 24 TC*27... 25
(1) The above WF value is valid when an insert width of CW=3 is mounted.
*Torque: Recommended torque (N-m) for clamping
Make sure to avoid tool interferences when used on Swiss machines
STCR/L2020-27-CHP

External grooving and parthing-off toolholder with high pressure coolant supply

0 wz= g N
1 H B85 LE @
5 s

Right-hand (R) shown.
Designation ~ IETIIEETIEN  H B LF LH HF WF

STCR/L2020-27-CHP 0.5 3.18 20 20

Insert Torque*

120 23 20 18.5 TC*27... 2.5
Torque*: Recommended clamping torque (N-m)

SPARE PARTS (& %

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

Reference pages : STCR/L-27, STCR/L1212-27-CHP, STCR/L2020-27-CHP:
Inserts — G125 - G131, Standard cutting conditions — G131

G126 tungaloy.com




Il INSERT - FOR GROOVING AND PARTING OFF
TCL27

CUTDIA

iz
—
Bl steel

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and
. . Max. diameter (6D max
Designation CW:002| RE | CDX |CUTDIA ( )
N~
E T<3 |[T<3.5 T<4 |T<4.5| T<5 |T<5.5|T<5.7| T<6 |T<6.2|T<6.4
TCL27-150-015 1.5 015 | @ 5.7 11.4 « | 600 | 280 | 180 | 130 | 50 35 - - -
TCL27-200-020 2 02 | @ 6.4 12.8 « | 600|280 | 180 | 130 | 105 | 85 60 50 30
TCL27-250-020 2.5 02 | @ 6.4 12.8 «~ [ 600|280 | 180 | 130 | 105 | 85 60 50 30
TCL27-300-020 3 02 | @ 6.4 12.8 « | 600|280 | 180 | 135|105 | 95 | 85 | 78 | 55

5 pieces per package
@ : Line up

I HOW TO INDEX INSERTS

Miniature tool

4 1 2
1. Right-hand edge (R) is 2. Rotate the insert 3. Flip over the insert 4. Rotate the insert
used for the right- hand
toolholders.

Tungaloy G127




Il INSERT - FOR GROOVING AND PARTING OFF

TCS27
RE <,
Y

| CUTDIA
, , CUTDIA.

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *  : First choice
H Hard materials s/¢ : Second choice
Coated
‘ Relation of groove depth (T) and Max. diameter (gD max)
Designation Cw:002 | RE | CDX | CUTDIA
% T<1 T<2 | T<3 [T<35| T<4 |T<4.5| T<5 |T<55|T<5.7| T<6 [T<6.2|T<6.4
TCS27-050-000 0.5 0 | @ 1 2 o - - - - R R - B _ R _
TCS27-050-004 0.5 004 | @ 2.5 5 - IS - - - - B R B R R B
TCS27-075-010 0.75 01 | @ 2.5 5 o o - - - R B R B R N B
TCS27-080-000 0.8 0 | @ 1.6 3.2 o - - - - - R R - _ R _
TCS27-100-006 1 0.06 @ 3.5 7 oo oo o | 600 | - - - - - - - -
TCS27-100-010 1 0.1 | @ 3.5 7 oo 00 o | 600 | - - - - - - R B
TCS27-104-000 1.04 0 | @ 2 4 o 0 - - - R B - B _ N R
TCS27-120-000 1.2 [} 2 4 oo o - - - - B _ B _ _ _
TCS27-125-010 1.25 01 | @ 3.5 7 ) oo o« | 600 - - . - - - - -
TCS27-125-020 1.25 02 | @ 3.5 7 o 0 o | 600 | - - - - - - R B
TCS27-140-000 1.4 0 | @ 2 4 oo 0 - - - - B - R R _ B
TCS27-147-000 1.47 [ ) 2.5 5 o oo - - - - R - R _ _ N
TCS27-150-010 15 01 | @ 5.7 11.4 oo ) o0 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-150-020 1.5 02 | @ 5.7 11.4 o | o | o | 600|280 | 180|130 | 50 | 35 | - - -
TCS27-157-015 1.57 015 | @ 3 6 o o oo - - - B R B R N _
TCS27-170-010 1.7 01 | @ 3 6 oo o 0o - - - B _ B _ _ _
TCS27-175-010 1.75 01 | @ 3 6 oo o0 oo - - - R R - _ _ _
TCS27-175-020 1.75 02 | @ 3 6 o o 0 - - - B R B R R _
TCS27-178-018 1.78 018 | @ 3 6 o I o - - - B R B R N _
TCS27-185-020 1.85 02 @ 3 6 oo o 0o - - R B _ B _ N R
TCS27-196-015 1.96 015 | @ 3 6 oo o0 o - - R R R - R _ _
TCS27-200-010 2 0.1 [ ) 6.4 12.8 ) 3 oo 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCS27-200-020 2 02 | @ 6.4 12.8 ) oo oo 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCS27-222-015 2.22 015 | @ 3.5 7 ) =3 oo 600 - - - - - - - -
TCS27-230-020 2.3 02 | @ 3.5 7 oo oo o | 600 - - - - - - B -
TCS27-239-015 2.39 015 | @ 5.7 1.4 ) 3 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-247-020 2.47 02 | @ 5.7 11.4 ) oo oo 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-250-010 2.5 0.1 [ ] 5.7 11.4 ) o =3 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-250-030 2.5 03 | @ 5.7 11.4 ) =3 =3 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-270-010 2.7 0.1 [ ) 6.2 12.4 ) 3 o0 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCS27-287-020 2.87 02 | @ 6.2 12.4 ) oo oo 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCS27-300-000 3 0 [ ] 6.4 12.8 oo oo oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-020 3 02 | @ 6.4 12.8 ) o =3 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-030 3 03 | @ 6.4 12.8 ) 3 o0 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-040 3 04 | @ 6.4 12.8 ) oo oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCS27-315-015 3.15 015 | @ 6.4 12.8 o0 o0 o0 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCS27-318-020 3.18 02 | @ 6.4 12.8 ) o =3 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package
@ : Line up

Reference pages : Toolholders — G126, Standard cutting conditions — G131

G128 tungaloy.com




Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA
CUTDIA CUTDIA

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials < : Second choice
Coated Max. parting off
i i 0 dia. CUTDIA
Designation HAND|CW:0.02] RE | CDX |PSIRL|PSIRR :
% sg;'lfj Tube
TCS27-100-15R R 1 0.06 | @ 3.5 0° 15° 7 600
TCS27-100-15L L 1 0.06 | @ 3.5 15° 0° 7 600
TCS27-150-6R R 15 0.06 | @ 5.7 0° 6° 11.4 35
TCS27-150-6L L 15 0.06 | @ 5.7 6° 0° 11.4 35
TCS27-150-15R R 15 |0.06 @ 5.7 0° 15° 11.4 35
TCS27-150-15L L 15 0.06 | @ 5.7 15° 0° 11.4 35
TCS27-200-6R R 2 0.1 | @ 6.4 0° 6° 12.8 30
TCS27-200-6L L 2 0.1 | @ 6.4 6° 0° 12.8 30
TCS27-200-15R R 2 01 | @ 6.4 0° 15° 12.8 30
TCS27-200-15L L 2 01 | @ 6.4 15° 0° 12.8 30

5 pieces per package
@ : Line up

Miniature tool

B INSERT- FOR GROOVING AND PROFILING
TCsS27 (Full R)

Bl steel *
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and
Designation CW:002| RE |9 CDX Max. diameter (6D max)
~
E T<3 |T<35| T<4 |T<4.5| T<5 |T<5.5|T<57| T<6 |T<6.2|T<6.4
TCS27-157-079 157 | 079 | @ 3 ) - - - - - - - - -
TCS27-200-100 2 1 [ ) 3 0o - - - - - - - - -
TCS27-239-120 2.39 12 | @ 5.7 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-300-150 3 15 | @ 6.4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@®: Lineup

Reference pages : Toolholders — G126, Standard cutting conditions — G131
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Il INSERT- FOR GROOVING AND PARTING OFF
TCM27

CUTDIA
—

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys |k % : First choice
H Hard materials Y% : Second choice
Coated Relation of groove depth (T) and

Designation CW:002| RE | CDX [CUTDIA Max. diameter (6D max)

L % T<3 [T<35| T<4 |T<45| T<5 |T<55|T<57| T<6 [T<6.2 [T<6.4
TCM27-150-010 1.5 01 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-150-020 1.5 02 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-157-015 157 | 0.15 | @ 3 6 ) - - - - - - - - -
TCM27-170-010 1.7 01 | @ 3 6 ) - - - - - - - - -
TCM27-175-010 175 | 01 | @ 3 6 ) - - - - - - - - -
TCM27-175-020 175 | 02 | @ 3 6 o0 - - - - - - - - -
TCM27-178-018 1.78 | 0.18 | @ 3 6 ) - - - - - - - - -
TCM27-185-020 185 | 02 | @ 3 6 ) - - - - - - - - -
TCM27-196-015 1.96 | 0.15 | @ 3 6 ) - - - - - - - - -
TCM27-200-010 2 01 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-200-020 2 02 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-222-015 222 | 015 | @ 3.5 7 o | 600 | - - - - - - - -
TCM27-230-020 2.3 02 | @ 3.5 7 o | 600 | - - - - - - - -
TCM27-239-015 239 (015 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-247-020 2.47 02 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-010 2.5 01 | @ 5.7 11.4 c | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-030 2.5 03 @ 5.7 11.4 c | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-270-010 2.7 01 | @ 6.2 12.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-287-020 2.87 02 | @ 6.2 12.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-300-000 3 0 o 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-020 3 02 @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-030 3 03 | @ 6.4 12.8 oo | 600 | 280 | 180 | 135 | 105 | 95 | 85 | 78 | 55
TCM27-300-040 3 04 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-315-015 315 [ 015 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCM27-318-020 3.18 [ 0.02 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package
®: Line up

Reference pages : Toolholders — G126, Standard cutting conditions — G131
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B INSERT - FOR GROOVING AND PROFILING
TCM27 (Full R)

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * Y : First choice
H Hard materials < : Second choice
Coated Relation of groove depth (T) and
. . Max. diameter (gD max
Designation CW:002| RE [ CDX|CUTDIA ( )
N~
I T<3 T<3.5| T<4 |[T<4.5| T<5 |T<5.5|T<5.7| T<6 | T<6.2| T<6.4
< =
TCM27-157-079 157 | 079 | @ 6 o - - - - - - - - -
TCM27-200-100 2 1 [ ) 3 6 o - - - - - - - - -
TCM27-239-120 2.39 12 | @ 5.7 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-300-150 3 0.02 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
5 pieces per package
@ : Line up
s
QS
I STANDARD CUTTING CONDITIONS ]
=}
Cutting Feed: f (mm/rev) D:u%t?ogf . g
. . speed Grooving, Parting-off Profiling profiling =
IS0 Workpiece material Grades Ve parting-off (with hand) (with full radius insert) (v:aitdhitj:" =
(m/min) 36127 TCs27  TCM27  TCS27  TCS27  TCM27 insert)
Carbon steel
. S45C, etc. C45, etc. AH725 100-200 0.083-0.12 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15 0.5
Alloy steel
SCM435, etc. 34CrMod, etc. AH725 50-180 0.083-0.12 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15 0.5
M Sz el AH725 100-150 0.03-0.12 0.05-0.15 0.05-020 0.04-0.12 0.05-0.10 0.05-0.15 0.5

SUS304, etc. X5CrNi18-9, etc.
Fczigfyef:_sggg,"etc_ AH725  50-180 0.03-0.12 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15 05
. Ductile cast iron
FCD400, etc. 400-15, etc.
Titanium alloys
s Ti-6AI-4V, etc.

AHT725 50-120 0.03-0.12 0.05-0.15 0.05-0.20 0.04-0.12 0.05-0.10 0.05-0.15 0.5
AHT725 30-60 0.08-0.12 0.05-0.15 0.05-0.15 0.04-0.12 0.05-0.10 0.05-0.10 0.5

Superalloys
Inconel718, etc. AH725 20-50 0.03-0.12 0.05-0.15 0.05-0.15 0.04-0.12 0.05-0.10 0.05-0.10 0.5

Reference pages : Toolholders — G126, Standard cutting conditions — G131
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TETRAFCUT

STCR/L-38 (-CHP)
External grooving and parting toolholder

T : m VI
i i I i

fCWN-CWX 1
L
[N
2] =
2
HBL | 4HBH
- - Right hand (R) shown.
Designation CWN CWX H B LF HF WF HBH HBL Insert Torque*
STCR/L2020-38 1.5 4 20 20 120 20 18.1 5 35 TCL3S8... 25
Torque*: Recommended clamping torque (N-m)
SPARE PARTS (é
Designation Screw Wrench
“11 STCR****-38 (-CHP) SR16-212-01397L T-2010/5
STCL***-38 (-CHP) SR16-212-01397 T-2010/5

Il INSERT - FOR GROOVING AND PARTING OFF
TCL38 (for grooving and parting off)

ﬂ% 3 CUTDIA
ik i
5o

~ ////
\/ - Steel

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
B Relation of groove depth (T) and Max. diameter (6D max)
Designation CW:002| RE (& CDX |CUTDIA
':<|:: T=<5 T=<6 T=s7 T=<8 T=9 T=10
TCL38-150-020 1.5 02 | @ 9 18 oo 950 315 190 45 -
TCL38-200-020 2 02 | @ 9 18 o0 950 315 190 45 -
TCL38-300-020 3 02 | @ 10 20 =3 950 315 190 130 50
TCL38-400-030 4 03 | @ 10 20 oo 950 315 190 130 50

5 pieces per package
®: Line up

I STANDARD CUTTING CONDITIONS

Feed: f(mm/rev)

Cutting speed

1ISO Workpiece materials Grades Ve Grooving,
. Parting
(m/min)
TCL38
Carbon steel
. (S45C / C45, etc) ARTOZE 80 - 180 0.03-0.18
Alloy steel ) )
(SCM435 / 34CrMod, etc.) AL025 50 - 180 0.03-0.18
M Alloy steel AH7025 50150 0,05 014

(SCM435 / 34CrMo4, etc.)

Grey cast iron
AH702 -1 .03-0.14
. (FC250 / 250 / GG25, etc.) 025 50 - 180 0.03-0

Ductile cast iron

AH7025 50-120 0.03-0.14
(FCD400 / 400-15 / GGG400, etc.)
Titanium alloys _ _
. (Ti-BAI-4V, etc,) AH7025 30 - 60 0.03-0.14
Superalloys (Inconel718, etc.) AH7025 20-50 0.03-0.14

G132 tungaloy.com




J-SERIES

JSTGR/L
Screw-on external grooving toolholder, for Swiss lathes

- LF - Without offset !
I shi | o} v
I@ - .

==/ LH_

33| 7

£1 )
e |
£

B
|

Right-hand (R) shown.

Designation [T N7d H B LF LH HF WF HBH Insert  Torque*
JSTGR/L1010X3 0.33 3 10 10 120 18.5 10 10 JTGR/LS... 1.2
JSTGR/L1212F3 0.33 3 12 12 85 18.5 12 12 JTGR/LS... 1.2
JSTGR/L1212X3 0.33 3 12 12 120 18.5 12 12 JTGR/LS... 1.2
JSTGR/L1616X3 0.33 3 16 16 120 18.5 16 16 JTGR/LS... 1.2
JSTGL1616K3 0.33 3 16 16 125 18.5 16 16 JTGR/LS... 1.2

Torque*: Recommended clamping torque (N-m)
JS-TGL3
Screw-on external grooving toolholder, for Swiss lathes
(%5} ¥
2 H
w o] - 3
S0+ 8
- Vi
i M 5
g 2
Left-hand (L) shown. <
2
©
Designation [&TTINET7'@ DCONMS WF LF LH H wB Insert Torque*
JS19K-TGL3 0.33 3 19.05 125 20 18 11.5 JTGRS... 3.0 =
JS20K-TGL3 0.33 3 20 125 20 19 11.5 JTGRS... 3.0
JS22K-TGL3 0.33 3 22 125 20 21 11.5 JTGRS... 3.0
JS25K-TGL3 0.33 3 254 10 125 20 24 12.7 JTGRS... 3.0
Torque*: Recommended clamping torque (N-m)
Use left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & / /
Designation Clamping screw Wrench 1 (%';?;:alz)
JSTGR/L... CSTB-4SD T-8F (T-8L)
JS**-TGL3 CSTB-4S T-15F -

Reference pages : JSTGR/L, JS-TGL3: Inserts — G134 - G135,
Standard cutting conditions — G135
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Il INSERT
JTG (Sharp edge)

RE
x
&= 8
3.18 Right hand (R) shown.
* |k * PA¢
M Stainless * | %
Cast iron PAe *
l Non-ferrous *
S Superalloys * Y% : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
o Max.
Designation HAND|CW+3%5| RE | % o CDX | IC |groove
™ ~ 2 o et depth
I ~ (2] I
(77 M} Z =
JTGR3033F R 033 (003 @ @ { ] 0.7 9.53 0.7
JTGL3033F L 0.33 | 0.03 [ ] ([ J 0.7 9.53 0.7
JTGR3033F-005 R 0.33 | 0.05 | @ 07 | 953 | 07
JTGR3043F R 0.43 | 0.03 [ J 1.1 9.53 0.7
JTGR3050F R 0.5 003 | @ @ [ ] { ] 1.1 9.53 1.1
JTGL3050F L 05 (003 @ @ [} 1.1 9.53 | 1.1
JTGR3050F-005 R 05 |005|@ 1.1 9.53 | 1.1
JTGL3050F-005 L 0.5 0.05 | @ 1.1 9.53 1.1
JTGR3065F R 065 (003 @ @ 1.9 9.53 1.1
JTGR3065F-010 R 065 | 0.1 |@ 1.9 | 953 | 1.1
JTGR3075F R 075 (003 @ @ o ([ J 1.9 9.53 1.9
JTGL3075F L 075 (003 @ @ [ ] { ] 1.9 9.53 1.9
JTGR3075F-010 R 0.75 01 | @ 1.9 9.53 1.9
JTGL3075F-010 L 0.75 01 | @ 1.9 9.53 1.9
JTGR3080F R 08 (003 @ @ 19 | 953 | 1.9
JTGR3080F-010 R 0.8 01 | @ 1.9 9.53 1.9
JTGR3085F R 085 (003 @ @ 1.9 9.53 1.9
JTGR3095F R 095 (003 @ @ [ ] { ] 1.9 9.53 1.9
JTGL3095F L 095 (003 @ © ([} 1.9 9.53 1.9
JTGR3095F-010 R 0.95 01 | @ 1.9 9.53 1.9
JTGL3095F-010 L 0.95 01 | @ 1.9 9.53 1.9
JTGR3100F R 1 005 @ @ [ ] { ] 2.1 9.53 1.9
JTGL3100F L 1 005 ®@ @ ([ 2.1 9.53 | 1.9
JTGR3100F-010 R 1 01 |@ 2.1 9.53 | 1.9
JTGL3100F-010 L 1 01 |@ 2.1 9.53 | 1.9
JTGR3110F R 11 005 @ @ 2.1 9.53 1.9
JTGR3120F R 12 [ 005 | @ @ 2.1 9.53 | 1.9
JTGR3120F-010 R 1.2 01 | @ 2.1 9.53 1.9
JTGR3125F R 125 (005 | @ @ [ ] { ] 2.1 9.53 2.1
JTGL3125F L 125 (005 | @ @ { ] 2.1 9.53 2.1
JTGR3125F-010 R 1.25 01 | @ 2.1 9.53 2.1
JTGL3125F-010 L 1.25 01 | @ 2.1 9.53 2.1
JTGR3130F R 1.3 005 @ @ 2.1 9.53 2.1
JTGR3140F R 1.4 005 @ @ 2.1 9.53 2.1
JTGR3140F-010 R 1.4 01 |@ 2.1 9.53 | 2.1
JTGR3145F R 145 | 005 @ @ o (] 2.1 9.53 2.1
JTGL3145F L 1.45 | 0.05 [ J { ] 2.1 9.53 2.1
JTGR3145F-010 R 1.45 01 | @ 2.1 9.53 2.1
JTGR3150F R 15 | 005 @ @ o ] 2.1 9.53 | 2.1
JTGL3150F L 1.5 005 @ @ ([ J 2.1 9.53 2.1
JTGR3150F-010 R 1.5 01 | @ 2.1 9.53 2.1
JTGL3150F-010 L 1.5 01 |@ 2.1 9.53 | 2.1
JTGR3175F R 175 (005 | @ @ [ ] ([ J 2.1 9.53 2.1
JTGL3175F L 1.75 | 0.05 [} [ ) ([ ] 2.1 9.53 | 2.1
JTGR3175F-010 R 1.75 01 | @ 2.1 9.53 2.1

®: Line up
Reference pages: Toolholder — G133
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Bl stee! * | % * ¥
M Stainless * | %
Cast iron *
l Non-ferrous *
S  Superalloys * % : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
. . = Max.
Designation HAND|CW+3%%| RE |0 2 o CDX | IC |groove
o
I:E E ‘0;') E depth
€N S = =
JTGR3180F R 1.8 005 @ @ 2.1 9.53 2.1
JTGR3200F R 2 005 @ @ { ] [ 2.6 9.53 2.6
JTGL3200F L 2 005 @ @ [ ] 2.6 9.53 2.6
JTGR3200F-010 R 2 01 | @ 26 | 953 | 26
JTGL3200F-010 L 2 01 | @ 26 | 953 | 26
JTGR3225F R 2.25 005 @ @ 2.6 9.53 2.6
JTGR3250F R 2.5 005 @ @ { ] [ ] 2.6 9.53 2.6
JTGL3250F L 2.5 005 @ @ [ ] 2.6 9.53 2.6
JTGR3250F-010 R 2.5 01 | @ 26 | 953 | 26
JTGL3250F-010 L 2.5 01 | @ 26 | 953 | 26
JTGR3275F R 2.75 0.05 o 2.6 9.53 2.6
JTGR3300F R 3 005 @ @ 2.6 9.53 2.6
JTGR3300F-010 R 3 01 | @ 2.6 9.53 2.6
®: Line up
JTG (honed edge)
RE
<
& 8
8
318 Rignht hand (R) shown. %
©
* =
M Stainless =
Cast iron DA
l Non-ferrous
S  Superalloys Y ¥ : First choice
H Hard materials ¥% : Second choice
Coated
Max.
Designation HAND|CW-2%5| RE 3 CDX | IC |groove
[Yo) depth
=3
JTGR3100 R 1 0.05 | @ 2.2 9.525 2.1
JTGL3100 L 1 0.05 | @ 22 | 9525 | 2.1
JTGR3125 R 1.25 0.05 | @ 2.2 9.525 2.1
JTGL3125 L 1.25 0.05 | @ 2.2 9.525 2.1
JTGR3150 R 1.5 0.05 @ 2.2 9.525 2.1
JTGL3150 L 1.5 0.05 | @ 2.2 9.525 2.1
JTGR3200 R 2 0.05 | @ 2.7 9.525 2.6
JTGL3200 L 2 0.05 | @ 2.7 9.525 2.6
@: Line up
I STANDARD CUTTING CONDITIONS (J-Series grooving tool)
ISO Workpiece material Grade cv:zf,/sn?ﬁ;d f (ﬁ?;?rev)
SH725 50 - 200 0.01-041
Ggr“‘zrg' Zttie's J740 10- 100 0.01- 0.1
. C45"etc.' NS9530 50 - 150 0.01-041
J9530 50 - 150 0.03-0.13
Free-cutting steels SH725 50 - 200 0.01 - 0.1
SUM22, etc. J740 10 - 100 0.01-041
SH725 50 - 200 0.01-041
M Stainless steels J740 10-100 0.01-01
SUS303, SUS304, etc. NS9530 50 - 150 0.01-041
J9530 50 - 150 0.03-0.13
Aluminium alloys, copper alloys
. Si<12%,é3604%? i TH10 10 - 200 0.01-0.
Difficult-to-cut materials, titanium alloys
S TR 216 i v TH10 10-30 0.01-0.1

Tungaloy G135




J-SERIES

JSXGR/L

Screw-on toolholder without offset for front / reverse turning & external grooving

O Without offset Jiﬁ
-
w
sl o}
Zx L LF
&5 .
LT o | C-type
= £
Right hand (R) shown.
Designation ETIZy cbx H B LF LH HF WF Insert
JSXGR/L1010K8-C 0.7 2 6.7 10 10 125 29 10 10 JX*R/LS...
JSXGR/L1212K8-C 0.7 2 6.7 12 12 125 29 12 12 JX*R/LS...
JSXGR/L1616K8 0.7 2 6.5 16 16 125 29 16 16 JX*R/LS...
JSXGR/L2020K8 0.7 2 6.5 20 20 125 29 20 20 JX*R/LS...
Can be wrenched also from the back with a double-head screw.
“‘ This toolholders can be used for JXG insert (grooving), JFX insert (front-turning), JXK insert (reverse-turning)
SPARE PARTS & /o /
Designation Clamping screw Wrench 1 zgﬁ?;:af)
JSXGR/L CSTB-4SD T-8F (T-8L)
I INSERT
JXG (handed insert with sharp edge)
Cw RE
—\PSIRR [ =
o
&) 2 {0 i
‘ﬁ *Lﬂ Right hand (R) shown.
- Steel * DA
M Stainless *
Cast iron *
Non-ferrous >
Superalloys DA * % : First choice
H Hard materials Y% : Second choice
Coated | Uncoated
Designation HAND CW=0.025 RE ° o CDX| IC |PSIRR
q- bl
I
5 =
JXGR8070FA R 0.7 0 | @ 4.5 8 15
JXGL8070FA L 0.7 [N ) [ J 4.5 8 15
JXGR8070FA-005 R 0.7 0.05 | @ [ J 4.5 8 15
JXGR8100FA R 1 0 | @ 6 8 15
JXGL8100FA L 1 0 | @ [ J 6 8 15
JXGR8100FA-005 R 1 0.05 @ [ J 6 8 15
JXGR8100FA45 R 1 0 @ 4.5 8 15
JXGR8100FA45-005 R 1 0.05 | @ [ J 4.5 8 15
JXGR8150FA R 1.5 0 | @ 6 8 15
JXGL8150FA L 1.5 0 @ [ J 6 8 15
JXGR8150FA-005 R 1.5 0.05 | @ [ J 6 8 15
JXGR8150FA50 R 1.5 0o | @ 5 8 15
JXGR8150FA50-005 R 1.5 0.05 | @ [ J 5 8 15
JXGR8180FA R 1.8 0 | @ 6 8 15
JXGR8180FA-005 R 1.8 0.05 | @ [ J 6 8 15
JXGR8200FA R 2 0 @ 6 8 15
JXGL8200FA L 2 0 | @ [ J 6 8 15
JXGR8200FA-005 R 2 0.05 | @ [ J 6 8 0
JXGR8200FN R 2 0 | @ 6 8 0
JXGL8200FN L 2 0 | @ [ J 6 8 0
JXGR8200FN-005 R 2 0.05 | @ [ J 6 8 0

@: Line up

Reference pages: JSXGR/L: Standard cutting conditions — G138
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JSVGR/L

Screw-on external grooving toolholder, for Swiss lathes

Without offset %

] N LF
Zx| ™ = N
25~ NONE
QO ‘<—> o
-type
AN
Right hand (R) shown.
Designation  [STYNE7d  cDXx H B LF LH HF WF Insert  Torque*
JSVGR/L1010K-C 0.33 2 6.2 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 6.2 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K 0.33 2 6.2 16 16 125 23 16 16 JVGR/L... 2.3
e Torque: Recommended torque (N-m) for clamping
SPARE PARTS & /o /
Designation Clamping screw Wrench 1 Xgr:‘t?;ﬁaf)
JSVGR/L CSTB-3S T-9F (T-9L)
Il INSERT
JVG (with hand, sharp edge)
8
©
* 0 :
<
2
©
IC 3.18 .o
H *L Right hand (R) shown. é
Bl steel * | & * | |
M Stainless * %
Cast iron big *
Non-ferrous *
Superalloys PG * % : First choice
H Hard materials Y% : Second choice
Coated Cermet | Uncoated
o
Designation HAND|CW+¢%5| RE |&Q & o CDX | IC
I B -
s 5 z =
JVGRO33F R 0.33 0o @ e 0.7 7.94
JVGLO33F L 0.33 0 [ ] [ ] 0.7 7.94
JVGRO50F R 0.5 0o @ e 1.1 7.94
JVGLO50F L 0.5 0 @ 1.1 7.94
JVGRO75F R 0.75 0o @ e 1.9 7.94
JVGLO75F L 0.75 0 [ ] o 1.9 7.94
JVGRO95F R 0.95 0 [ 2N J 1.9 7.94
JVGLO95F L 0.95 0 @ [ J 1.9 7.94
JVGR100F R 1 0o @ e [ ] 5.5 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 @ [ J 7.94
JVGR150F R 1.5 0o @ e [ 5.5 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 @ [ J 5.5 7.94
@: Line up

Reference pages: JSVGR/L: Standard cutting conditions — G138
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Il STANDARD CUTTING CONDITIONS (JXG and JVG inserts)

i i Cutting speed Feed
ISO Workpiece material Grade 9 p
Vc (m/min) f (mm/rev)
SH725 50 - 200 0.01-041
Steel
S45C, etc. J740 10 - 100 0.01-041
C45, etc.
. NS9530 50 - 150 0.01-041
Free-cutting steel SH725 50 - 200 0.01-0.1
SUM22, etc.
11SMn28, etc. J740 10 - 100 0.01-041
SH725 50 - 200 0.01-041
Stainless steel
M SUS303, etc. J740 10-100 0.01-0.1
X5CrNi18-9, etc.
NS9530 50 - 150 0.01-041
Aluminium alloys, Brass
. Si < 12%, TH10 10 - 200 0.01-041
C3604B, etc. CW614N, etc.
Difficult-to-machine material, Titanium alloys
. Ti-6AI-4V, etc. TH10 10-30 0.01-041
N
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FPGN
. Lever-lock toolholder for external wide grooving and profiling
) CDX iﬁ
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Designation PETs  cox H B LF HF WF f2 Insert
FPGN1212X-10T20 10 25 12 12 125 12 11 5.5 PSGB10...
FPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSGB10...
FPGN2020K-10T20 10 25 20 20 130 20 15 55 PSGB10...
FPGN1616X-15T25 15 30 16 16 125 16 15.5 5.5 PSGB15...
FPGN2020K-15T25 15 30 20 20 130 20 17.5 55 PSGB15...
FPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSGB20...

PSGB insert blank is available for tailored inserts

SPARE PARTS % & § (

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

Reference pages: FPGN: Standard cutting conditions — G140

G138 tungaloy.com




SPGN
Screw-on toolholder for external wide grooving and profiling

mEEL T 5

t ® = LF =

I I
v
f2
Designation cDX H B LF HF WF 2 Insert
SPGN1212X-10T20 10 25 12 12 125 12 11 5.5 PSGB10
SPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSGB10
SPGN2020K-10T20 10 25 20 20 130 20 15 5.5 PSGB10
SPGN1616X-15T25 15 30 16 16 125 16 15.5 5.5 PSGB15
SPGN2020K-15T25 15 30 20 20 130 20 17.5 5.5 PSGB15
SPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSGB20
PSGB insert blank is available for tailored inserts. Can be used with profile grooving inserts, only
SPARE PARTS @ A
Designation Clamping screw Wrench
SPGN*****-10T20 CSTB-3L081 T-8F
SPGN*****-15T25 CSTB-4 T-15F
SPGN*****-20T..., 25T... CSTB-5 T-20F
Il INSERT =
]
p=
PSGB (Blank for wide profile grooving inserts*) )
=]
Specially tailored profile insert | .g‘
=
- Steel DAdb ¢
M Stainless *
Cast iron *
Non-ferrous *
Superalloys PAe ¥ : First choice
H Hard materials ¢ : Second choice
Uncoated
Designation CW:0025 o o INSL| S
- ™
T X
=2
PSGB10 102 @ @ 8] 4
PSGB15 152 @ @ 20 5
PSGB20 202 @ @ 27 | 65
PSGB25 252 @ @ 27 | 6.5
These are blanks (semi-finished products) for wide profile grooving inserts that can be tailored. Package quantity = 5pcs.
®: Lineup

Reference pages: SPGN: Standard cutting conditions — G140

Tungaloy G139




Il STANDARD CUTTING CONDITIONS

}g% Wide profile grooving

Hardness Cutting speed

ISO Workpiece material Grade
P (HB) Ve (m/min)
Steel
S45C, etc. <200 UX30 50 - 150
C45, etc.
Alloy steel
SCM440, etc. < 300 UX30 50-120
42CrMo4, etc.
Stainless steel
M SUS303, etc. <200 UX30 50 - 120
X5CrNi18-9, etc.
Grey cast iron
FC250, etc. - TH10 50 - 150
250, etc.
Ductile cast iron
FCD450, etc. - TH10 50 - 120
450-10S, etc.
Aluminium alloy _ TH10 100 - 500

Si < 12%, etc.

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

e Semi-finished blanks PSGB types are offered for purchase.
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A/E-STCIR/L

Internal grooving toolholder
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Right hand (R) shown.

Designation Material m DMIN DCONMS LH LF WF H Insert  Torque*
A12H-STCIR/L10-D105 Steel 1.5 3 10.5 12 25 100 8.3 11 TCIG10... 1
A12H-STCIR/L10-D120 Steel 1.5 3 12 12 31 100 8.3 11 TCIG10... 1
E12K-STCIR/L10-D150 Carbide 1.5 3 15 12 - 125 8.3 11 TCIG10... 1
A16J-STCIR/L12-D130 Steel 1.5 3 13 16 33 110 11.3 15 TCIG12... 1.3
A16J-STCIR/L12-D160 Steel 1.5 3 16 16 41 110 11.3 15 TCIG12... 1.3
E16M-STCIR/L12-D200 Carbide 1.5 3 20 16 - 150 11.3 15 TCIG12... 1.3

Torque*: Recommended clamping torque (N-m)

SPARE PARTS &
A/E-STCIR10-... CSTB-2.2L.053DR
A/E-STCIL10-... CSTB-2.2L053DL
A/E-STCIR12-... CSTB-2.5L054DR
A/E-STCIL12-... CSTB-2.5L.054DL

G140 tungaloy.com




I INSERTS
TCIG

- Steel
M Stainless

Cast iron

Non-ferrous

Superalloys

H Hard materials % : First choice
Coated
Designation Cw:0.025 RE | CDX | PDX
T
<
TCIG10-050-005 0.5 0.05 | @ 1 15
TCIG10-122-008 122 | 0.08 | @ 2 1.14
TCIG10-142-008 1.42 | 0.08 | @ 2 1.04
TCIG10-150-010 15 01 | @ 2 1
TCIG10-172-008 172 | 0.08 | @ 2 0.89
TCIG10-200-010 2 01 | @ 2 0.75
TCIG10-250-020 2.5 02 | @ 2 0.5
TCIG10-300-020 3 02 @ 2 0.25
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 25 02 @ 3 0.5
TCIG12-277-015 277 | 015 | @ 3 0.37
TCIG12-300-020 3 02 | @ 3 0.25
@ : Lineup

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.

| Application range i

g B |

o | |
g € 2.5

2E 2

8% 150 - * Max. groove depth
SE T max (mm)

;- L

3 1 TCIG10 !
z o5t \

1 |
10.5 11 12 13 14 15 16

Hole dia.: @ (mm)

Il STANDARD CUTTING CONDITIONS

. . . Cutting speed
ISO Workpiece material Hardness Priority

Vc (m/min)
Steel
. S45C, C45, < 300 HB First choice 30-80
SCM435, 34CrMo4, etc.
Stainless steel . .
M susaos xioomiste-s, etc. <200HB First choice 30-50
Titanium alloys <HRC 40 First choice 10- 50
Ti-6Al-4V, etc.

Miniature tool

Feed
f (mm/rev)

0.01-0.05
0.01-0.05

0.01-0.05

Tungaloy G141




SNG / CNG

A/E-SNGR

Toolholders for internal grooving, with through coolant

Fig.1 DM

e =T L
g Fig.2 DMIN 5
ﬁ@ - (5 ol
X & el t:
H

k CWN-CWX LH LF
|- > Right hand (R) shown.

Designation Material CDX DCONMS H B LF LH WF Insert Torque* Fig.
AO8H-SNGR06-D080  Steel 1 2 8 1.5 8 7 - 100 18 473 6GMR..,6GR.. 0.7 1
A08H-SNGR07-D100  Steel 1 2 10 15 8 7 - 100 23 58 7GMR.,7GR.. 1.0 1
A10K-SNGRO7-D120  Steel 1 2 12 15 10 9 - 125 29 68 7GMR.,7GR.. 1.0 1
A10K-SNGRO8-D140  Steel 15 35 14 2 10 9 - 125 15 76 8GMR..,8GR.. 1.0 2

A12M-SNGR08-D160  Steel ~ 1.5 35 16 2 12 11 115 150 18 86 8GMR..,8GR.. 10 2
| A16Q-SNGR09-D200  Steel 1.5 35 20 3 16 15 155 180 20 116 9GMR..,9GR.. 1.3 2
A20R-SNGR09-D240  Steel ~ 15 35 24 3 20 18 19 200 25 136 9GMR..,9GR.. 13 2
E08X-SNGRO7-D100  Carbide 1 2 10 15 8 7.5 - 1205 35 58 7GMR.,7GR.. 1.0 1
E10X-SNGRO7-D120  Carbide 1 2 12 15 10 9 - 1435 45 68 7GMR.,7GR.. 1.0 1
E10X-SNGR08-D140 Carbide 1.5 35 14 2 10 9 - 146 - 76 8GMR..,8GR.. 1.0 2
E12X-SNGR08-D160 Carbide = 1.5 35 16 2 12 11 - 1748 - 86 8GMR..,8GR.. 10 2
E16X-SNGR09-D200 Carbide 1.5 35 20 3 16 15 - 1946 - 116 9GMR..,9GR.. 1.5 2

Note: Use the right-hand insert (CJGR) with the right-hand holder (CJINGR).
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A*-SNGRO06-D... CSTB-2L040 T-6F
A**-SNGRO07-D... CSTB-2.2S T-7F
A*-SNGRO08-D... CSTB-2.2 T-7F
A*-SNGRO09-D... CSTB-2.5L080 T-8F
E**-SNGRO07-D... CSTB-2.2S T-7F
E**-SNGRO08-D... CSTB-2.2 T-7F
E**-SNGR09-D... CSTB-2.5L080 T-8F

Reference pages: A/E-SNGR: Inserts — G144, G145, Standard cutting conditions — G146

G142 tungaloy.com




SNGR/L

Toolholders for internal grooving

15° o

S Fig.1 DMIN ] 7778 -
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Right hand (R) shown.

Designation Material CDX DCONMS H LF LH WF Insert Torque* Fig.
SNGR/L08H06 Steel 1 2 8 1.5 8 7 100 18 4.7 6GMR..., 6GR/L... 0.7 1
SNGR/L08HO07 Steel 1 2 10 1.5 8 7 100 23 5.8 7GMR..., 7TGR/L... 1.0 1
SNGR/L10K07 Steel 1 2 12 1.5 10 9 125 29 6.8 7GMR..., 7GR/L... 1.0 1
SNGR/L10K08 Steel 1.5 3.5 14 2 10 9 125 15 7.6 8GMR..., 8GR/L... 1.0 2
SNGR/L12M08 Steel 1.5 3.5 16 2 12 11 150 18 8.6 8GMR..., 8GR/L... 1.0 2
SNGR/L16Q09 Steel 1.5 3.5 20 3 16 15 180 20 11.6  9GMR..., 9GR/L... 1.3 2
SNGR/L20R09 Steel 115 3.5 24 3 20 18 200 25 13.6 9GMR..., 9GR/L... 1.3 2
SNGR/L08K06SC Carbide 1 2 8 1.5 8 7 125 28 4.7 6GMR..., 6GR/L... 0.7 1
SNGR/L08K07SC Carbide 1 2 10 1.5 8 7 125 35 5.8 7GMR..., 7GR/L... 1.0 1
SNGR/L10M07SC Carbide 1 2 12 1.5 10 9 150 45 6.8 7GMR..., 7TGR/L... 1.0 1
SNGR/L10M08SC Carbide 1:5 3.5 14 2 10 9 150 45 7.6 8GMR..., 8GR/L... 1.0 2
SNGR/L12Q08SC Carbide 1.5 3.5 16 2 12 i 180 - 8.6 8GMR..., 8GR/L... 1.0 2
SNGR/L16R09SC Carbide 1.5 3.5 20 3 16 15 200 = 11.6  9GMR..., 9GR/L... 1.5 2

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

SPARE PARTS & /é

©
o)
Designation Clamping screw Wrench "q')‘
SNGR/L***06 CSTB-2L040 T-6F 5
2
SNGR/L***07 CSTB-2.2S T-7F .g
SNGR/L***08 CSTB-2.2 T-7F s
SNGR/L***09 CSTB-2.5L080 T-8F
SNGR/L***06SC CSTB-2L040 T-6F
SNGR/L***07SC CSTB-2.2S T-7F
SNGR/L***08SC CSTB-2.2 T-7F
SNGR/L***09SC CSTB-2.5L080 T-8F
CNGR/L
Toolholders for internal grooving
150 ¥ #
~ Clamp-on DMIN = | =
N N
/ —~_\! ‘ % T
[T
B &l el 1 & N1/
— [ LCWN-CWX LI
LH SELE
> LF
Right hand (R) shown.

Designation IETTTINETT@GTT cbXx DCONMS  H LF LH WF Insert  Torque*
5 25

CNGR/L25S15 2 5 32 23 250 30 18.1 15GR/L... 7
CNGR/L32T15 2 5 40 5 32 30 300 35 221 15GR/L... 7
CNGR/L40U15 2 5 48 5 40 38 350 45 26.1 15GR/L... 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) Optional par‘ts for CNG hOlderS

Use the following parts for screw clamp options.
SPARE PARTS @ (] o A

Designation Clamp set Screw Shim Wrench & V4 f

CNGR... CSpP22 DTS5-3.5 SGSR151 T-20F g Designation Clamping screw Wrench
CNGL... Csp22 DTS5-3.5 SGSL151 T-20F / CNGRI/L... CSTB-3.5L T-15F

Reference pages: SNGR/L, CNGR/L: Inserts — G144, G145, Standard cutting conditions — G146

Tungaloy G143




I INSERTS

*GMR/L
6GMR 8GMR
7GMR 9GMR
3 2
Single edge Double edge Right hand (R) shown.
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * ¥ : First choice
H Hard materials < : Second choice
Coated
: 0
;‘:}1 Designation HANDCW=0025 RE |& CDX| BW | S IC |INSL| D1
T
<
6GMR100-015 R 1 0.15 | @ 15 556 | 2.34 | 4.76 6.44 2.3
7GMR200-020 R 2 02 | @ 1.5 556 | 3.08 5.56 7.36 | 2.58
8GMR150-020 R 1.5 02 | @ 2 6.15 3.87 5.56 | 10.16 | 2.58
9GMR200-020 R 2 02 | @ 3 7.74 | 466 | 6.35 | 12.95 | 2.86
9GMR300-020 R 3 02 | @ 3 7.74 | 466 | 6.35 | 12.95 | 2.86

@ : Lineup

Reference pages: Toolholder — G142, G143, Standard cutting conditions — G146

G144 tungaloy.com




**GR/L

6GR/L

BW 8GR/L

7GR/L & [ mecow]| S 9GRL & ol F(Es
S ] 15GRIL Oy | [/ =
& &
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 °g CDX| BW | S IC |INSL| D1
-
2 £3
6GR100 R 1 02 @ [ I} 1.5 5.6 2.34 | 4.76 6.44 2.3
6GL100 L 1 0.2 [ ] 1.5 5.6 234 | 4.76 6.44 2.3
6GR150 R 15 02 | @ [ N J 1.5 5.6 2.34 | 476 6.44 2.3
6GL150 L 1.5 0.2 [ N} 1.5 5.6 2.34 4.76 6.44 2.3
6GR200 R 2 02 | @ [ I} 15 5.6 2.34 | 4.76 6.44 2.3
6GL200 L 2 0.2 [ BN ] 1.5 5.6 234 | 4.76 6.44 2.3
7GR100 R 1 02 | @ [ N J 15 5.6 3.08 | 556 | 7.36 | 2.58
7GR150 R 1.5 02 | @ [ N J 1.5 5.6 3.08 5.56 7.36 | 2.58
7GR200 R 2 02 | @ [ I} 15 5.6 3.08 5.56 7.36 | 2.58
7GL200 L 2 0.2 [ BN J 1.5 5.6 3.08 5.56 7.36 | 2.58
8GR150 R 1.5 02 | @ [ N J 2 6.2 3.87 5.56 | 10.16 | 2.58
8GR200 R 2 02 | @ [ I J 2 6.2 3.87 556 | 10.16 | 2.58
8GL200 L 2 0.2 [ ] 2 6.2 3.87 5.56 | 10.16 | 2.58
8GR250 R 2.5 02 | @ [ BN ] 2 6.2 3.87 5.56 | 10.16 | 2.58
8GL250 L 2.5 0.2 [ N J 2 6.2 3.87 5.56 | 10.16 | 2.58
8GR300 R 3 02 | @ [ I} 2 6.2 3.87 556 | 10.16 | 2.58
8GL300 L 3 0.2 [ I} 2 6.2 3.87 5.56 | 10.16 | 2.58
8GR350 R 3.5 0.2 [ BN J 2 6.2 3.87 5.56 | 10.16 | 2.58
9GR150 R 1.5 02 | @ [ N J 2 7.7 4.66 6.35 | 12.95 | 2.86
9GL150 L 1.5 02 | @ [ ] 2 7.7 4.66 6.35 | 12.95 | 2.86
9GR200 R 2 02 | @ [ I} 3 7.7 4.66 6.35 | 12.95 | 2.86
9GL200 L 2 02 @ [ I} 3 7.7 4.66 6.35 | 12.95 | 2.86
9GR250 R 2.5 02 | @ o 0o 3 7.7 4.66 6.35 | 12.95 | 2.86
9GL250 L 2.5 02 | @ [ ] 3 7.7 4.66 6.35 | 12.95 | 2.86
9GR300 R 3 02 | @ [ N} 3 7.7 4.66 6.35 | 12.95 | 2.86
9GL300 L 3 02 @ [ I} 3 7.7 4.66 6.35 | 12.95 | 2.86
9GR350 R 3.5 02 | @ [ N J 3 7.7 4.66 6.35 | 12.95 | 2.86
9GL350 L 3.5 02 | @ [ ] 3 7.7 4.66 6.35 | 12.95 | 2.86
15GR200 R 2 02 | @ [ I} 3 10.8 5.1 9.2 20.8 4.8
15GR250 R 2.5 02 @ [ 3N} 3 10.8 5.1 9.2 20.8 4.8
15GR300 R 3 02 | @ [ N J 3 10.8 5.1 9.2 20.8 4.8
15GL300 L 3 0.2 [ ) 3 10.8 5.1 9.2 20.8 4.8
15GR350 R 3.5 02 | @ [ N} 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: Toolholder — G142, G143, Standard cutting conditions — G146

Tungaloy G145
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I 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
(] n 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 fattis et TH10 20- 50 - 0.05-0.08
AH7025 20 -60 0.03-0.12 -
Superalloys
Inconel718, etc. TH10 10- 30 - 0.03 - 0.08

G146 tungaloy.com




TETRAMEUT

JS-STCFL18
Face grooving toolholder with round shank

AL

J

— - T

Y

— Left-hand (L) shown.
Designation m DCONMS LF LH H WF Insert Torque*

JS16F-STCFL18 0.5 2.5 16 85 20 15 6 TCF18L... 1.2
JS19G-STCFL18 0.5 2.5 19.05 90 20 18 6 TCF18L... 1.2
JS19X-STCFL18 0.5 2.5 19.05 120 20 18 6 TCF18L... 1.2
JS20G-STCFL18 0.5 2.5 20 90 20 19 6 TCF18L... 1.2
JS20X-STCFL18 0.5 225 20 120 20 19 6 TCF18L... 1.2
JS22X-STCFL18 0.5 2.5 22 120 20 21 6 TCF18L... 1.2
JS25H-STCFL18 0.5 2.5 25 100 20 24 6 TCF18L... 1.2
JS254X-STCFL18 0.5 2.5 25.4 120 20 24.5 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

THekw j
= :

Lt LF | §

g

=}

- E £

- — £

A HBH Right-hand (R) shown. S

Designation ~ IETIMNETE  H B LF LH HF  WF2 HBKW HBH  Insert Torque*

STCFVR1010H18 0.5 2.5 10 10 100 12 10 0 8.5 4.5 TCF18L... 1.2
STCFVR1212F18 0.5 2.5 12 12 85 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1212X18 0.5 2.5 12 12 120 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1616X18 0.5 2.5 16 16 120 20 16 0 2.5 0 TCF18L... 1.2

Note: The left hand insert (L) is used for the right hand toolholders (R).
Torque*: Recommended clamping torque: N-m

STCR/L-18

Precision grooving tools with uniquely shaped insert for swiss type machine and general lathes
= i
=T E w Vo
SN = & i
A - LF . ‘ LF P
<LH, & LH

CWN-CWX
B

0
1) <
1
L0 i I: B ‘ T
Fig. 1 A HBH. Fig. 2 Right-hand (R) shown.
Designation SIS H B LF LH HF WF  HBH  Insert Torque* Fig.

STCR/L1010X18 0.33 3.18 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 0.33 3.18 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 0.33 3.18 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

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

SPARE PARTS & /6

Reference pages :
JS**-STCFL18, STCFVR**18,STCL**18 CSTC-4L100DR T-1008/5 JS-STCFL18, STCFVR-18, STCR/L-18:
STCR*18 CSTC-4L100DL T-1008/5 Inserts, Standard cutting conditions — G149

Threading pitch range: 0.8 ~ 3 mm

Tungaloy G147
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TETRRAMCUT
STCR/L-18-CHP

External grooving and threading toolholder, high pressure coolant compatible

Right-hand = LF Left-hand 4 Fa—
gi= = T e
= == Tl
S P A o}
UL,
T
STCR/L1012H18-CHP
STCR/L1212X18B-CHP
Designation CWN CWX H B LF LH HBL HF WF2 HBH Insert Torque*
STCR/L1012H18-CHP 0.33 3.18 10 12 100 171 171 10 0/12 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 0.33 3.18 16 16 120 18.5 - 16 0/16 0 TC*18 1.2

- STCR/L-18-CHP
:\ﬂ

External grooving and threading toolholder. High pressure coolant capability.
i

e ST
=

Right-hand (| 22
=, 00

Designation CWN CwWX H B LF LH HBL HF WF20  HBH Insert Torque*
STCR/L1212F18B-CHP 0.33 3.18 12 12 85 18.5 17.5 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 WF dimension indicates WF = 0 for the right handed tool, WF = 12 for the left handed tool.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS & % @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench

DirectJet plug Wrench
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
STCL**F18B-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 = =
STCR*F18B-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 ° =

Threading pitch range: 0.8 ~ 3.0 mm

G148 tungaloy.com




B INSERT
TCF18L (Face grooving)

Left-hand (L) shown.

*
M Stainless *
Cast iron *

Non-ferrous
Superalloys *
H Hard materials

% First choice

Coated
Designation HAND|CW:0.02| RE |& CDX |DAXN
N~
T
n
TCF18L050F-005 L 0.5 005 | @ 1 6
TCF18L100F-005 L 1 005 | @ 25 6
TCF18L150F-005 L 1.5 005 | @ 2.5 6
TCF18L200F-005 L 2 005 | @ 3 6
TCF18L250F-005 L 2.5 005 | @ 3 6
5 pieces per package
@ : Line up
I STANDARD CUTTING CONDITIONS
TCF18L (Face grooving) 3
i)
i (0]
ISO Workpiece materials Grades c‘&:'{:ﬁ /fnpiﬁ;"d f (n':;e/fev) 5
e
Low carbon steel £
S15C, C15E, C15E4, S20C, C20, etc. S -1y Lo -0 =
Carbon steels, Alloy steel
. S55C, C55, SCM440, 42CrMoS4, etc. il - il - e
Prehardened steel
NAKSO, PX5, et SH725 30 - 100 0.01-0.04
Stainless steel
M SUS304, X5CrNi18-9, X5CrNiMo17-12-2, etc. s = il = i
Grey cast iron
. FC250, GG25, 250, FC300, GG30, 300, etc. s -y Loy -0
Ductile cast iron
FCD400, 400-15, FCD600, GGG60, 600-3, etc. Sz =y Ol = Wi
Titanium alloys
Ti-6AL-4V. etc. SH725 20 - 40 0.01-0.04
. Superalloys SH725 10-30 0.01-0.04

Inconel718, etc.

I PRECAUTIONS OF PROCESSING

Minimum diameter for face grooving

Minimum face Maximum groove
diameter depth
DAXN (mm) CDX (mm)
65 3

Tungaloy G149




MINIVERRLOOVE
QC12-SVER/L-CHP

Modular head for external grooving and threading, with high pressure coolant capability

Right-hand Left-hand %%
! &
2 x uf
= =
ool
Designation Pitch TPI H B LH HF WF () Insert Torque*
QC12-SVER/L10-CHP 04-15 64 -12 12 12 19.5 12 4.19/7.19 VG*10... 1.3
Torque*: Recommended clamping torque (N-m)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width.
The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
ifjj\‘
‘ SVER/L
External grooving and threading toolholder
Right-hand Left-hand %%
=
, gy B
R s H s
== L
00 = LF
2.7 1% i 2.15
4} L8 S
Fig.1 E1 <©) T} Fig2
Designation Pitch TPI H B LF HF WF () Insert Torque*  Fig.
SVER/L1010H10 04-15 64 -12 10 10 100 10 1.78/8.23 VG*10... 1.3 1
SVER/L1212X10 04-15 64-12 12 12 120 12 1.78/10.23  VG*10... 1.3 1
Torque*: Recommended clamping torque (N-m)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width.
The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
SVER/L-CHP
External grooving and threading toolholder, with high pressure coolant capability
Right-hand Left-hand %%
iy e
-,
TR
ool
2.7, t=
Ll.r E
I i il
Designation Pitch TPI H B LF HF WF () Insert Torque*
SVER/L1012H10-CHP 0.4-15 64 -12 10 12 100 10 1.78/10.23 VG*10... 1.3
SVER/L1212X10-CHP 04-15 64 -12 12 12 120 12 1.78/10.23 VG*10... 1.3

Compatible to the direct internal coolant supply system without the use of external coolant hose.
Torque*: Recommended clamping torque (N-m)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for

the right-hand holder and the second value after “/” for the left-hand holder.

SPARE PARTS

Designation

& A

Wrench 1

Clamping screw

Coolant plug

Wrench 2

DirectJet plug Wrench 3

QC12-SVER...

CSTB-2.5L054DL

T-7F

ORSS-0454.5X1.0NBR70 - -

QC12-SVEL... CSTB-2.5L054DR T-7F ORSS-0454.5X1.0NBR70 = = = =
SVER1012/1212... CSTB-2.5L054DL T-7F = SR5/16UNFTL360 P-4 SSHM4-6-TB P2
SVEL1012/1212... CSTB-2.5L054DR T-7F = SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

SVER0808... CSTB-2.2L053DL T-7F - - - o -

SVEL0808... CSTB-2.2L053DR T-7F - - - o -
SVER1010/1212... CSTB-2.5L054DL T-7F - - - o -
SVEL1010/1212... CSTB-2.5L054DR T-7F - - = o -

Reference pages: QC12-SVER/L-CHP, SVER/L, SVER/L-CHP:

Shank, Accessory — G095, G096

G150 tungaloy.com




I INSERT

VGT10 (For threading / sharp edge)
RE

< v
Z
o
Yo}
5 v
o [ep]
N

Bl stee! *
M Stainless *
Cast iron
Non-ferrous *
Superalloys *
H Hard materials % : First choice
Coated
Designation RE |& Pitch TPI PDX PNA
N~
I
()
VGT10F-60A-005 005 | @ 0.4-1 64 - 25 0.66 60°
VGT10F-60A-010 01 | @ 1-2 25-12 0.96 60°
VGT10F-55A-005 0.05 | @ 0.6-1.5 40 -16 0.85 55°
@® : Line up
Il STANDARD CUTTING CONDITIONS
Threading
. . Cutting speed Pitch
1ISO Workpiece materials Grade Ve (m/min) (mm) TPI
Low carbon steels SH725 50 - 150 04-2 64 - 12

S15C, SS400, etc. C15E4, E275A, etc.

Carbon steels, Alloy steels
. $55C, SCM440, etc. C55, 42CrMod, etc. SH25 50-150 0.4-2 G-tk

Miniature tool

Free cutting steels

SUH22, SUH23, etc. SH725 50 - 150 04-2 64 -12
Stainless steels

M SUS304, X5CrNi18-9, etc. SH725 50100 04-2 64-12

Aluminium alloys _ _ -
A5056, AGOG1, etc. SH725 150 - 200 04-2 64 -12

. Copper alloy _ - -
©2600, C280C, etc. SH725 100 - 200 04-2 64 -12
Titanium alloys SH725 30- 80 0.4-2 64 - 12

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

Superalloys SH725 30-80 04-2 64 -12

Inconel718, etc.

Tungaloy G151




TETRAMCEUT

QC12-STCR/L-Y

Y-axis turning modular head for external grooving and threading

04-3

Designation
QC12-STCR/L18-Y

Torque*: Recommended clamping torque (N-m)

Right-hand 1 Left-hand H*‘H*
= Tha)*
pistx | s tH .

H B
12 12

LH
19.5

S 3 P

LB
26

H2
18.6

DISTX
6.5

Insert
TC*18R/L...

Torque*
1.2

The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).

QC12-STCR/L-Y-CHP

Y-axis turning modular head for external grooving and threading, with high pressure coolant capability

Designation
QC12-STCR/L18-Y-CHP

04-3

Torque*: Recommended clamping torque (N-m)

LB p.
Right-hand ——_<=} ] Left-hand HL*HL %
0%\ J/— T )5@
s S8 =<2 -
pisx!| |4 LH
s e =
: o k
RSN _
| .
H B LH HF WF LB H2  DISTX Insert  Torque*
12 12 19.5 0 6 26 18.6 6.5 TC*18R/L... 1.2

The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).

Through-coolant head

&

Clamping screw
CSTC-4L100DL

CSTC-4L100DR
CSTC-4L100DL
CSTC-4L100DR

SPARE PARTS
Designation
QC12-STCR18-Y

QC12-STCL18-Y
QC12-STCR18-Y-CHP
QC12-STCL18-Y-CHP

A o
Wrench O-ring
T-1008/5 =
T-1008/5 -
T-1008/5 ORSS-0454.5X1.0NBR70
T-1008/5 ORSS-0454.5X1.0NBR70

Reference pages: QC12-STC/LR-Y, QC12-STCR/L-Y-CHP: Inserts — G156, G157
Shank, Accessory — G095, G096, Standard cutting conditions — G157

G152 tungaloy.com




QC12-STCR/L

Modular head for external grooving and threading

= Y ' '
Right-hand = i Left-hand @ | < (] %%
ight-han v m - eft-han £) TWT —mi
ud iy 2 i
% (518}
Designation [N H B LH HF HBH HBL WF Insert  Torque*
QC12-STCR/L18 04-3 12 12 21 12 3.9 18.3 9 TC*18R/L... 1.2

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

QC12-STCR/L-CHP

Modular head for external grooving and threading, with high pressure coolant capability

Right-hand ";" ("Hj i Left-hand 1 %%
- 5t T T =TT
zxt 1M e Tl
— = =
I OO - 2 : [51S)
m XS
I "I"r °g/‘ o T
e
HBL
Designation m H B LH HF HBH HBL WF Insert Torque*
QC12-STCR/L18-CHP 04-3 12 12 21 12 4.2 19.3 9 TC*18R/L... 1.2

Torque*: Recommended clamping torque (N-m)
The right hand insert (R) is used for the right hand toolholders (R), and the left hand insert (L) is used for the left hand toolholders (L).
Through-coolant head

Miniature tool

SPARE PARTS & %

0

Designation Clamping screw Wrench O-ring
QC12-STCR18-CHP CSTC-4L100DL T-1008/5 ORSS-0454.5X1.0NBR70
QC12-STCL18-CHP CSTC-4L100DR T-1008/5 ORSS-0454.5X1.0NBR70

QC12-STCR18 CSTC-4L100DL T-1008/5 -
QC12-STCL18 CSTC-4L100DR T-1008/5 -

Reference pages: QC12-STCR/L, QC12-STCR/L-CHP: Inserts — G156, G157
Shank, Accessory — G095, G096, Standard cutting conditions — G157

Tungaloy G153




TETRAMCUT

STCR/L-18
External grooving and threading toolholder

4 P
LF . W\M

—
A
¥ Ty
HBH Right-hand (R) shown.
Designation [T H B LF LH HF WF HBH Insert  Torque*

STCR/L1010X18 04-3 10 10 120 18.5 10 10 4.5 TC*18... 1.2
STCR/L1212F18 04-3 12 12 85 18.5 12 12 2.5 TC*18... 1.2
STCR/L1212X18 04-3 12 12 120 18.5 12 12 25 TC*18... 1.2
STCR/L1616X18 04-3 16 16 120 18.5 16 16 - TC*18... 1.2
STCR/L2020H18 04-3 20 20 100 18.5 20 20 - TC*18... 1.2
/| STCR/L2020X18 0.4-3 20 20 120 23.0 20 25 - TCH8... 1.2

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

STCR/L-H/X18-CHP

External grooving and threading toolholder, high pressure coolant compatible

Right-hand _ LF -~ Left-hand [} [} T @
N . e
L e =1
Sk = e
[_—"5/16"-24UNF Sl
_ =
= g WEES
STCR/L1012H18-CHP
STCR/L1212*18B-CHP
Designaton I H B LF LH HBL HF WF  HBH  Insert Torque*
STCR/L1012H18-CHP 04-3 10 12 100 171 171 10 0/12 4 TC™18 1.2
STCR/L1212X18B-CHP 04-3 12 12 120 18.5 17.5 12 0/12 4 TC*™18 1.2
STCR/L1616X18-CHP 04-3 16 16 120 18.5 = 16 0/16 0 TC*18 1.2

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

SPARE PARTS & /6/ @ ( & (

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

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 : STCR/L-18, STCR/L-H/X18-CHP: Inserts — G156, G157, Standard cutting conditions — G157

G154 tungaloy.com




STCR/L-F18-CHP

External grooving and threading toolholder. High pressure coolant capability.
Right-hand LF : Left-hand HL ]
= R —Sa —— B TS
i SE=s i
tZ 5/16”-24UNF N W@
s
L Sy - —— ——— T
+ oSO olE )

HBL |

ac

Designation W H B LF LH HBL  HF WF  HBH Insert Torque*
STCR/L1212F18B-CHP  04-3 12 12 85 185 175 12 012 4 TC18 12

® 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 WF dimension indicates WF = 0 for the right handed tool, WF = 12 for the left handed tool.

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

***: To be replaced with the new design

JS-STCL18

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

CWN-CWX ELJiL
c LF
LH 7] DCONMS W
|

WF

%WB
H

M= @

94°

Left-hand (L) shown. g

e

Designation m DCONMS H LF LH WB WF Insert Torque* 4%

JS14H-STCL18 04-3 14 13 100 20 14 6 TC*18R... 1.2 -g

JS159F-STCL18 04-3 15.875 15 85 20 14 6 TC*18R... 1.2 S
JS16F-STCL18 04-3 16 15 85 20 14 6 TC*18R... 1.2
JS19G-STCL18 0.4-3 19.05 18 90 20 14 6 TC*18R... 1.2
JS19X-STCL18 04-3 19.05 18 120 20 14 6 TC*18R... 1.2
JS20G-STCL18 04-3 20 19 90 20 14 6 TC*18R... 1.2
JS20X-STCL18 04-3 20 19 120 20 14 6 TC*18R... 1.2
JS22X-STCL18 04-3 22 21 120 20 12.25 10 TC*18R... 1.2
JS25H-STCL18 04-3 25 24 100 20 12.25 10 TC*18R... 1.2
JS254X-STCL18 04-3 25.4 24 120 20 12.25 10 TC*18R... 1.2

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

SPARE PARTS & /& @ (

Designation Clamping screw Wrench Coolant plug Wrench
STCL**18-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4
STCR**18-CHP. CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4

JS...STCL18 CSTC-4L100DL T-1008/5 - -

Reference pages : STCR/L-F18-CHP, JS-STCL18: Inserts — G156, G157, Standard cutting conditions — G157

Tungaloy G155




I INSERT
TCT18FR/R-ISO (Full profile threading insert)

PNA Right-hand (R) shown.
Bl steel * | %
M Stainless ) db ¢
Cast iron % | %
Non-ferrous
S Superalloys ) db ¢ % : First choice
H Hard materials Y< : Second choice
Coated
. . Pitch Pitch
Designation HAND| RE |8 & ) PDX | PNA
[ ~ N min  max
I I
n <
TCT18FR-051SO R | 006 @ 0.5 0.35 60°
TCT18FR-07ISO R 0.09 | @ 0.7 0.45 60°
TCT18FR-0751SO R 0.09 | @ 0.75 0.5 60°
TCT18FR-08ISO R 0.1 | @ 0.8 0.5 60°
TCT18R-10ISO R 0.13 [ ] 1 0.6 60°
TCT18R-125ISO R 0.17 [ ] 1.25 0.7 60°
TCT18R-15ISO R 0.2 o 1.5 0.8 60°
®: Lineup

TCT18R/L (for threading)

PNA
Bl steel *
M Stainless *
Cast iron *
Non-ferrous
S  Superalloys * % : First choice
H Hard materials Y + Second choice
Coated
i i Pitch | Pitch
Designation HAND| RE |& . PDX | CDX | PNA
~ min | max
I
<
TCT18R-60N-010 R 0.1 [ ] 0.8 3 1.6 2.67 60°
TCT18L-60N-010 L 01 | @ 0.8 3 1.6 | 2.67 | 60°
TCT18R-60N-020 R 02 | @ 15 3 1.6 2.57 60°
TCT18L-60N-020 L 02 | @ 1.5 3 1.6 | 2,57 | 60°

®: Lineup

Reference pages: Toolholder — G152 - G155

G156 tungaloy.com




TCT18FR (sharp edge for threading)
s @7
12

PNA Right-hand (R) shown.
Bl steel *|
M Stainless ) ¢
Cast iron *
Non-ferrous ‘
S Superalloys * % : First choice
H Hard materials ‘ ¥« : Second choice
Coated
. . Pitch | Pitch
Designation HAND| RE |& . PDX | CDX | PNA
N~ min max
T
n
TCT18FR-60A-005 R | 005 | @ 0.4 1 06 | 099 | 60°
TCT18FR-60A-010 R 01 | @ 1 2 1 1.63 60°
®: Lineup
Il STANDARD CUTTING CONDITIONS
TCT18FR/R-ISO (Full profile threading insert) / TCT18FR (Threading insert)
1ISO Workpiece materials Priority Grades Cutting sp_eed Pitch (mm) TPI
Vc (m/min)
Low carbon steel i i SH725 60 - 150 0.4-2.0 64 - 18 °
S15C, 520C, etc. First choice kel
C15, C20, etc. Toughness AH725 60 - 150 0.8-3.0 32-8 a)
Carbon steels, Alloy steel i i SH725 60 - 150 04-20 64 -18 5
. S55C, SCM440, etc. First choice 5
C55, 42CrMoS4, etc. Toughness AH725 60 - 150 0.8-3.0 32-8 i=
Prehardened steel First choice SH725 60 - 150 0.4-2.0 64 -18 =
NAKBO, PX5, etc. Toughness AH725 60 - 150 0.8-3.0 32-8
Stainless steel First choice SH725 50 - 80 0.4-20 64-18
M SUS304, etc
X5CrNi18-9, etc Toughness AH725 50-80 0.8-3.0 32-8
Grey cast iron First choice AH725 50 - 100 0.8-3.0 32-8
FC250, FC300, etc.
. 250, 300, etc. Sharpness SH725 50 - 100 0.4-2.0 64 -18
Ductile cast iron First choice AH725 50 - 100 0.8-3.0 32-8
FCD400, FCD600, etc.
400-15, 600-3, etc. Sharpness SH725 50 - 100 0.4-20 64 -18
Titanium alloys First choice SH725 30- 100 0.4-2.0 64 -18
S Ti-BAI-4V, etc. Toughness AH725 30 - 100 0.8-3.0 32-8
Superalloys First choice SH725 30- 100 0.4-2.0 64-18
Inconel718, etc. Toughness AH725 30-100 0.8-3.0 32-8

Reference pages: Toolholder — G152 - G155

Tungaloy G157




DUOJCUT

JSXXR/L
Parting toolholder, for Swiss lathes

: B [

VA 2xf L. LF o
== N
— Qo LH =~ o
W I8 =}
T
[an]
T Right hand (R) shown.
Designation  [GTNE0E H B LF* LH* HF  WF2 HBL* HBH Insert Torque*
JSXXR/L1010X09 06 25 10 10 120 19.65 10 0.2 19 3 JX*06..,12...,16...,20... 1.2
JSXXR/L1212F09 06 25 12 12 85 19.65 12 0.2 19 1.5 JX*06..,12...,16..,20... 1.2
JSXXR/L1212X09 06 25 12 12 120 19.65 12 0.2 1£) 1.5 JX*06..,12..,16...,20... 1.2
JSXXR/L1616X09 06 25 16 16 120 19.65 16 0.2 - - JXx06..,12..,16..,20... 1.2
JSXXR/L2020H09 06 25 20 20 100 22.5 20 0.2 = = JX*06..,12...,16...,20... 1.2

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

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than
the above values with JX*G12... and JXPG20...inserts, and 4 mm shorter for JXPGOS... insert.
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-S
Parting toolholder, for Swiss lathes (for sub spindle)

WF2
WB

| LH !—BO U%‘*%

L

zx| LF _
- == o~
(OX®] [52) | N ~
ST
L |
Right-hand 1 @ I}  Left-hand S Y=ot =
== i
=4 A
=
Designation  [STIHETU] H B LF*  LH* HF WF2  HBH Insert Torque*
JSXXR/L1010X09-S 06 25 10 10 120 26 10 0.2/5.5 3 JX*06..,12..,16... 1.2
JSXXR/L1212F09-S 0.6 2.5 12 12 85 26 12 0.2/5.5 1.5 JX06..,12..,16... 1.2
JSXXR/L1212X09-S 0.6 225 12 12 120 30 12 0:2/5:5 1.5 JX06..,12..,16... 1.2
JSXXR/L1616X09-S 0.6 2.5 16 16 120 30 16 0.2/5.5 - JX*06..,12..,16...,20... 1.2

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

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,
and 4 mm shorter for JXPGOB... insert. LF, LH, and HBL will all be 2 mm shorter with JXPG20... insert.
**JIXPG20... 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...).

SPARE PARTS @ %

Designation Clamping screw Wrench
JSXXR..., JSXXR*****09-S ~ CSTC-4L055DL T-1008/5
JSXXL..., JSXXL™****09-S ~ CSTC-4L055DR T-1008/5

Reference pages: JSXXR/L, JSXXR/L-S: Inserts — G160, Standard cutting conditions — G161

G158 tungaloy.com




JSXXR/L-F/H/X-CHP

Parting-off toolholders with high pressure coolant capability, for swiss lathes

[Direct connection [ Tube connection |
- A nght-& "ld LE . nght-a“r':drld LF . Uaﬁ -~ @
T = = W i

| == e R 1T R |1 | e 7
L g“ﬂﬁ ﬂ%?i’ggLH %%%iw

wy Left-hand
%# O/NYy Be (1T LIL%J
HBL HBH i HEH

S ID R X N kY] %@E

Fig. 1 Fig. 2

Designation M2 H B LF®  LH®  HF  WF2® HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 0.6 2.5 10 12 102 19.2 10 0.2/11.8 187 3 JX*06..,12..,16...,, 20... 1.2 1
JSXXR/L1212F09-CHP 0.6 2.5 12 12 85 19.4 12 0.2/11.8 18.8 2 JX*06..,12..,16...,, 20... 1.2 2
JSXXR/L1212X09-CHP® 0.6 2.5 12 12 120 19.4 12 0.2/11.8 18.8 2 JX*06...,12..,16..., 20... 1.2 1
JSXXR/L1616X09B-CHP® | 0.6 2.5 16 16 120 19.4 16 0.2/15.8 18.7 - JX*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... 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 WF 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...).

JSXXR/L-F/X-S-CHP
Parting-off toolholders with high pressure coolant capability, for swiss lathes (for sub spindle)

Direct connection Tube connection

o Right-hand Right-hand -~ °
N % LF N LF U 2
(DT ST i ] L
= £ N 7 o
AL B v o N A 1 [ B 1 s e o e T T 5
-— zxi ~A 2k | ~ Left-hand =
== w] 0 5/16"24UNF =~ =3 o] 6 Z5/16"-24UNF = =
35 A oo A 20 LH =
w T Epre—— T w O/, - = = Y w? =
SO e = HUS[Y & ST
e — e — N~
Fig. 1 d HBH Fig. 2 A HBH ©
Designation CWN CwX H B LF®  LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP®“ 06 25 12 12 85 26 12 0.2 4 JX*06..,12..,16..., 20... 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 0.2/55 2 JX*06..,12..,16..., 20... 1.2 2
JSXXR/L1212X09-S-CHP®:() 06 25 12 12 120 30 12 0.2/55 4 JX*06...,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... 1.2 1
JSXXR1616X09-S-CHP®@ 0.6 2.5 16 16 120 30 16 0.2 1.5 JX**06...,12...,16..., 20... 1.2 1
JSXXR/L1616X09B-S-CHP® 06 25 16 16 120 30 16 0.2/5.5 - 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 WF 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 & A @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR*F... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 = =
JSXXL*F... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 - -

JSXXR*™H/X... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB 22

JSXXLH/X... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: JSXXR/L-F/H/X-CHP, JSXXR/L-F/X-S-CHP:
Inserts — G160, Standard cutting conditions — G161

Tungaloy G159




DUOJICUT

JS-SXXL09

Round shanks, for threading

: .. )
] LH
L | [
[ ’* Ei & H_ DCONMS
-— P J{ﬁ ‘
A = W S —— -4 m
H S B = e
\ L 1
oA
=
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 JX*06,12*R 1.2
JS22X-SXXL09 22 21 21 120 21 15.4 10 6 JX*06,12*R 1.2
NS 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
Il INSERT
WV
Illlllllll_llllll JXTG12FR/L-60 (For Threading / Sharp edge)

Threading

Right hand Left hand

S G B
® ‘e o

R R
Detail of RE ‘< FlatE( Detail of RE >’ ijlat

PDX g

B steel *

M Stainless *

Cast iron *

Non-ferrous Y

Superalloys *

H Hard materials | % % : First choice
Coated
Designation HAND RE & Pitches| PDX | CDX | PNA

N~

ac

n
JXTG12FR-60A-000 R Flat 0.05 max | @ 02-0.4| 025 | 0.4 60°
JXTG12FL-60A-000 L Flat 0.05 max | @ 02-0.4| 025 | 0.4 60°
JXTG12FR-60B-000 R Flat 0.05 max | @ 0.2-0.4| 0.25 0.4 60°
JXTG12FL-60B-000 L Flat 0.05 max | @ 0.2-0.4| 0.25 0.4 60°
JXTG12FR-60A-005 R R 0.05 [ ] 0.4-1 0.6 0.99 60°
JXTG12FL-60A-005 L R 0.05 [ ] 0.4-1 0.6 0.99 60°
JXTG12FR-60B-005 R R 0.05 [ ] 0.4-1 1.9 0.99 60°
JXTG12FL-60B-005 L R0.05 o 04-1 19 | 099 | 60°
JXTG12FR-60N-010 R RO0.1 o 1-15 | 125 | 2.07 | 60°
JXTG12FL-60N-010 L RO.1 o 1-15 | 125 | 2.07 | 60°

@ : Line-up

Reference pages: Toolholder — G158 - G160

G160 tungaloy.com




Il STANDARD CUTTING CONDITIONS

ISO Workpiece materials Grades Clygi?rglrs‘:::ﬁ;ad
S15C, ssligg Z?fg?;éflémk etc. SH725 50 - 200
Bl o Stk oy e e
sﬁﬁiﬁ“étﬁﬂiéei'fc SH725 50 - 200
il SUS304, XeOrI16.5, et SH725 50- 200
. AASI(L)an;i’nKJGngse:I!o;sC. SH725 150 - 200
CZG%%?gzrszlgyetc. SH725 100 - 200
. ?.taél'\TTv‘”"L‘i? SH725 30-80
InconeT 18, otc. SH725 30- 80

Miniature tool

Tungaloy G161




TUNGTHREAD

JSE2R16-CHP
Screw-on external threading toolholders-High-pressure coolant capability with tube and direct connection

- LF ~ ) LF

%l g EAHe ﬁ%ﬂ ﬂ/ﬁ@

=
el ui*. “o/16m24UNF. \ 5/16”-24UNF

L ©¢ ﬂ% & o
Fig.1 Fig.2 Right hand (R) shown.
Designation H B LF LH HF WF2 GAMF Insert Fig.
JSE2R1212F16-CHP 12 12 85 19 12 0 1° 16ER... 1
JSE2R1212X16-CHP 12 12 120 19 12 0 1° 16ER... 2
JSE2R1616X16-CHP 16 16 120 19 16 0 1° 16ER...

SER-X-CHP-MC

Screw-on external threading toolholders-High-pressure coolant capability with tube and direct connection

N - M L;L: @ﬁ::::::@::::::::::::::E o W

Designation H B LF LH HF WF L5 Insert
SER2020X16-CHP-MC 20 20 107 36 20 25 27.9 16ER...

SPARE PARTS (& % @ @ @ (

Designation Clamping screw Wrench Shim screw Shim Coolant unit Coolant plug Wrench

JSE2R**16-CHP CSTB-3.5 T-15F SR5/16UNFTL360 P-4
SER*X16-CHP-MC CSTB-3.58T T-15F DTS5-3.5 A16-1DT CU-V-CHP  PLUGG1/8-6.5TL360 P-3.5
SER**X22-CHP-MC CSTB-4ST T-15F DTS6-4 GX22-1DT CU-CW-CHP PLUGG1/8-6.5TL360 P-4

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

Coolant is supplied from the tool post directly to the tools

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

Tool
Tool post

Reference pages: JSE2R16-CHP, SER-X-CHP-MC: Inserts — E010 -, Standard cutting conditions — E067

G162 tungaloy.com




JS-SEL16

External threading toolholder, for Swiss lathes

A
ui (S & DCON
— L } T
y
—
LH LF
Right hand (R) shown.
Designation DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 12,5 16ER...
JS19X-SEL16 19.05 18 120 30 12,5 16ER...
JS20G-SEL16 20 19 90 30 13 16ER...
JS20X-SEL16 20 19 120 30 13 16ER...
JS25H-SEL16 25 24 100 30 15.5 16ER...
JS254X-SEL16 25.4 24 120 30 15.7 16ER...
Note: Use left-hand toolholders (L) with right-hand inserts (R).
B-S/CER/L
External threading toolholder, for Swiss lathes
10 T%
m} e L
= m} -
L1 e H HE
L LF < i . LF = |
i A o)
- : I . I g
. (0]
B-SER B-CER/L Right hand (R) shown. X
Designation H B LF LH HF WF Insert e
B-SER10H16 20 10 100 15 10 16 16ER... s
B-SER12K16 24 12 125 18 12 18 16ER...
B-CER/L16M16 32 16 150 24 16 22 16ER/L...
BC-SER/L
External threading toolholder, for multi-functional Swiss lathes
L o
HE 20 | =
; g 4 o
w ~oh [ 7|8 95° ¢
© 123 o m
= (@2} s
17138 |wpa10°
HF
,ﬂfiH
Right hand (R) shown.
Designation H B LF HF WF HBKW Insert
BC-SER12K16 24 16 125 12 23 7 16ER..., CC*T09T3...

SPARE PARTS E@ @ ‘@ ﬁ

Designation Clamp set Shim set Clamping screw Wrench
JS***-SEL16, B-SER**16,
BC-SER12K16

B-CER/L16M16 CSP16 A16-1 = T-15F

= = CSTB-3.5 T-15F

Reference pages: JS-SEL16, B-S/CER/L: Inserts — E010 -, Standard cutting conditions — E067

BC-SER/L: Inserts — B112 - (CC*T09T3...), E010 - (16ER...),
Standard cutting conditions — E067

Tungaloy G163




TUNGTHREAD

SER

Screw-on external threading toolholders

Y5 - T
cave e LF

Designation H B LF HF WF2 GAMF Insert
SER0808H11 8 8 100 8 0 {558 11ER...
SER1010H11 10 100 10 0 1.5° 11ER...

J-SERIES
JSXBR/L

| "Screw-on external threading toolholder, for Swiss lathes

2| . DX

_ JUl |
JULIL = L

|
- B LF _
e |
RIS E

Right hand (R) shown.

Designation H B LF LH CDX HF WF Insert
JSXBR/L1010K8-C 10 10 125 29 6.7 10 5.7 JXT'R...
JSXBR/L1212K8-C 12 12 125 29 6.7 12 7.7 JXTR...
JSXBR/L1616K8 16 16 125 29 6.4 16 11.7 JXT'R...
JSXBR/L2020K8 20 20 125 29 6.4 20 15.7 JXTR...
JSXBR/L2525K8 25 25 125 29 6.4 25 20.7 JXT*R...

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

SPARE PARTS & /é /

Designation Clamping screw Wrench 1 XC\JII;?(?r?aIZ)
SER**H11 SR M2.6-L6.7-S11 T-8/5 =
JSXBR... CSTB-4SD T-8F (T-8L)
Il INSERT

JXT (sharp edge)

PNA
RE »

=
y

{Ej
E%j‘ﬁ?

&

IC
1-Type 2-Type
JXT1R JXT2R
Bl steel *
M Stainless *

Cast iron
Non-ferrous

PAd
Superalloys DA DA % : First choice
PAq

H Hard materials Y% : Second choice

Coated |Uncoated
Designation RE o PNA IC | S
o
w bl
I

5 =
JXT1R6000F 003 @ [ J 60° 8 |3.97
JXT2R6000F 003 | @ [ J 60° 8 |3.97
Machinable pitch range: 0.5 to 1 mm @ : Line up

Reference pages: SER: Inserts — E010 -, Standard cutting conditions — E067
G164 tungaloy.com




J-SERIES

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

s Fl ] iE i

T
\\m\mm\_l

s -
% 4 0] ¢ =

T

m

T Right hand (R) shown.

Designation H B LF LH HF WF HBH Insert

JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/LS...
JSTTR/L1212F3 12 12 85 18.5 12 11.5 - JTTR/LS...
JSTTR/L1212X3 12 12 120 18.5 12 115 - JTTR/LS...
JSTTR/L1616X3 16 16 120 18.5 16 15.5 - JTTR/LS...

Recommended clamping torque: 1.2 N-m

JS-TTL3
Screw-on external threading toolholder, for Swiss lathes
[¥p) -«
- Tl
LF zZ
o
| . &)
a)
= =}
1
©
e]
Left hand (L) shown. *+~
g
. . =}
Designation DCONMS WF LF H wB Insert T
JS19K-TTL3 19.05 10 125 18 11.5 JTTR30... £
JS20K-TTL3 20 10 125 19 11.5 JTTR30... =
JS22K-TTL3 22 10 125 21 11.5 JTTR30...
JS25K-TTL3 25.4 10 125 24 12.7 JTTR30...

Recommended clamping torque: 3.5 N-m

SPARE PARTS & /é /

Designation Clamping screw Wrench 1 E,CV)rpet?c()::alz)
JSTTRI/L... CSTB-4SD T-8F (T-8L)
JS**-TTL3 CSTB-4S T-15F -

Reference pages: JSTTR/L, JS-TTL3: Inserts, Standard cutting conditions — G166

Tungaloy G165




I INSERT
JTT (sharp edge)

& O

W\
Q@;tgé

Right hand (R) shown.

- Steel * |5 *
M Stainless * | Y¢
Cast iron * DA *
Non-ferrous *
S Superalloys D¢ * % : First choice
H Hard materials | * ¥¢ : Second choice
Coated Cermet |Uncoated
o
Designation RE |Q B o PNA| IC | S |PDX
TR8 Iz
w5 P =
JTTR3005F-55 005 @ @ 55° |9.525| 3.18 | 0.6
JTTL3005F-55 0.05 55° |9.525| 3.18 | 0.6
JTTR3005F 005 @ @ [ ] [ J 60° [9.525| 3.18 | 0.9
JTTL3005F 0.05 @ 60° [9.525| 3.18 | 0.9
JTTR3010F 0.1 [ N} [ J [ J 60° |9.525| 3.18 | 0.9
JTTL3010F 0.1 [ ) 60° |9.525| 3.18 | 0.9
Machinable pitch range: 0.5 to 1 mm ®: Lineup
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting sp.eed Pitch (mm)
Vc (m/min)
Low carbon steel
S15C, S25C, etc. SH725 60 - 150 0.5-1
C15, C25, etc.
Carbon steel, Alloy steel
. S55C, SCM440 etc. SH725 60 - 150 0.5-1
C55, 42CrMoS4, etc.
Pre-hardened steel _ -
NAKS0, PX5 etc. SH725 60 - 150 0.5-1
Stainless steel
M SUS304, SUS316 etc. SH725 50 - 80 0.5-1
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast iron
FC250, FC300, etc. TH10 50 -100 0.5-1
250, 300, etc.
Ductile cast iron
FCD400, etc. TH10 50-100 0.5-1
400-158, etc.
Titanium alloy _ _
s Ti-6AI-4V, efc. SH725 30-100 0.5-1
Heat resistant alloy SH725 30 - 100 0.5-1

Inconel 718, etc.

Reference pages: Toolholder — G165

G166 tungaloy.com

TPI

50 - 25

50 -25

50 - 25

50 - 25

50 - 25

50 -25

50 -25

50-25




ORCE

DuolFcuUT
JSXXR/L

Parting-off and front turning toolholders

Right-hand Right-hand

nl L = :

o

Left-hand
o\

WF2

F

H F’f

| I, LF ‘E* | LF & =
ii@\\ ! Iﬁwm 1
[ )
Parting-off Front turning Fig. 1 Fig. 2
Designation H B LF HF WF2() Insert Torque* Fig.

JSXXL0606X05 6 6 120 5.6 5.8 JV*N..., JVN... 1.3 1
JSXXR/L0707X05 7 7 120 6.6 0.2/6.8 JV*N..., JVN... 1.3 1
JSXXR/L0O808F05 8 8 85 7.7 0.2/7.8 JV*N..., JUN... 1.3 2
JSXXR/L0O808HO5 8 8 100 7.7 0.2/7.8 JV*N..., JVN... 1.3 2
JSXXR/L1010H05 10 10 100 9.7 0.2/9.8 JV*N..., JVN... 1.3 2

Torque*: Recommended clamping torque (N-m)
(1) The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
Use the right-hand insert (JV****R...) for a right-hand holder (JSXXR...); the left-hand insert (JV****L...) for a left-hand holder (JSXXL...).

SPARE PARTS @ ﬁ

Designation Clamping screw Wrench
JSXXR...05 CSTB-2.5L054DL T-7F
JSXXL...05 CSTB-2.5L054DR T-7F
I INSERTS
JVPN**R/L (For parting-off)
RE RE —
Righthand " Rl Left hand B P f{ﬂq oy S
] T "q‘)‘
PSIRR RE 5
% % PSlRL% 5
£
=

35°L

INSL Ref.

. TNOL Rl INSL Ref.

JVPN12L10F000-20L

Bl steel * CUTDIA
M Stainless Y
Cast iron
Non-ferrous * E‘B]‘
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cwz:0.025| RE "‘,_.3 CUTDIA| INSL |PSIRR | PSIRL
P
(%]
JVPN04R05F000-20 R 0.5 0 | @ 4 42.8 20° -
JVPNO04LO05F000-20 L 0.5 0 | @ 4 42.8 20° -
JVPNO4R05F005-20 R 0.5 005 @ 4 42.6 20° -
JVPNO4L0O5F005-20 L 0.5 0.05 @ 4 42.6 20° -
JVPNO7R06F000-20 R 0.6 0 | @ 7 42.8 20° -
JVPNO7L06F000-20 L 0.6 0 | @ 7 42.8 20° -
JVPNO7R06F005-20 R 0.6 0.05 @ 7 42.8 20° -
JVPNO7L06F005-20 L 0.6 0.05 @ 7 42.8 20° -
JVPN12R08F000-20 R 0.8 0 | @ 12 43.2 20° -
JVPN12L08F000-20 L 0.8 0 | @ 12 43.2 20° -
JVPN12R08F005-20 R 0.8 0.05 @ 12 43 20° -
JVPN12L08F005-20 L 0.8 0.05 | @ 12 43 20° -
JVPN12R10F000-20 R 1 0 | @ 12 43.4 20° -
JVPN12L10F000-20 L 1 0 | @ 12 43.4 20° -
JVPN12R10F005-20 R 1 005 @ 12 434 20° -
JVPN12L10F005-20 L 1 0.05 @ 12 43.4 20° -
JVPN12L10F000-20L L 1 0 | @ 12 43.4 - 20°

@ : Line up

Reference pages: JSXXR/L: Standard cutting conditions — G168

Tungaloy G167




I STANDARD CUTTING CONDITIONS

Parting-off
. . Cutting speed
ISO Workpiece materials Grade Ve (m/min)
Low carbon steels SH725 50 - 180

S15C, SS400, etc. C15E4, E275A, etc.

Carbon steels, Alloy steels
. S55C, SCM440, etc. C55, 42CMod, etc. SH725 2o

Free cutting steels

SUH22, SUH23, etc. SH725 50 - 180
Stainless steels
1Ml SUS304, X5CrNi18-9, etc. SH725 50 - 120
Aluminium alloys SH725 150 - 200
. A5056, AB061, etc.
Copper alloys ]
©2600, C280C, etc. SH725 100 - 200
Titanium alloys
) s Ti-6AI-4V, etc. SH725 30 - 80
|
Superalloys T 30 80

Inconel718, etc.

G168 tungaloy.com

Feed
f (mm/rev)

0.01 -0.05
0.01-0.05
0.01-0.05
0.01 -0.05
0.01-0.05
0.01 - 0.05
0.01 -0.05

0.01-0.05




DUOJCUT

JSXXR/L
Parting toolholder, for Swiss lathes

: B [

zxl * . LF .
== N
0o LH o)
18]S z}
T
[an]
T Right hand (R) shown.
Designation  [GTNE0E H B LF* LH* HF  WF2 HBL* HBH Insert Torque*
JSXXR/L1010X09 06 25 10 10 120 19.65 10 0.2 19 3 JX*06..,12...,16...,20... 1.2
JSXXR/L1212F09 06 25 12 12 85 19.65 12 0.2 19 1.5 JX*06..,12..,16...,20... 1.2
JSXXR/L1212X09 06 25 12 12 120 19.65 12 0.2 19 1.5 JX*06..,12...,16...,20... 1.2
JSXXR/L1616X09 06 25 16 16 120 19.65 16 0.2 - - JXx*06..,12..,16..,20... 1.2
JSXXR/L2020H09 06 25 20 20 100 22.5 20 0.2 = = JX*06..,12...,16...,20... 1.2

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

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than
the above values with JX*G12... and JXPG20...inserts, and 4 mm shorter for JXPGOS... insert.

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-S
Parting toolholder, for Swiss lathes (for sub spindle)

[aa]
N = -~
I T e 5
r m ] o
I o
i A +
Zx - LF <
oo oy N ~ ©
2. w9 S
L | k=
Right-hand I¢ © I¢ Left-hand ~Y=———=/ =
= L
o
==
Designation [N H B LF* LH* HF WF2  HBH Insert Torque*
JSXXR/L1010X09-S 06 25 10 10 120 26 10 0.2/5.5 3 JX*06..,12..,16... 1.2
JSXXR/L1212F09-S 06 25 12 12 85 26 12 0.2/5.5 1.5 JX*06..,12..,16... 1.2
JSXXR/L1212X09-S 06 25 12 12 120 30 12 0.2/5.5 1.5 JX*06..,12..,16... 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 torque (N-m) for clamping

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,
and 4 mm shorter for JXPGOB... insert. LF, LH, and HBL will all be 2 mm shorter with JXPG20... insert.
**JIXPG20... 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...).

SPARE PARTS & /&

Designation Clamping screw Wrench
JSXXR..., JSXXR****09-§ = CSTC-4L055DL T-1008/5
JSXXL..., JSXXL****09-S ~ CSTC-4L055DR T-1008/5

Reference pages: JSXXR/L, JSXXR/L-S: Inserts — G173 - G175, Standard cutting conditions — G176

Tungaloy G169
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DUOJCUT

JSXXR/L-F/H/X-CHP

Parting-off toolholders with high pressure coolant capability, for swiss lathes

Right-hand Right-hand -
TIPS 7,
At 2 - T

5/16"-24UNF

A\ A Left-hand
%{%}::::@:@:::::[{HIQ %;@II@Z@HEIQ %}ﬂﬁ‘:

HBL HBH HBL HBH

CWN-
CWX
—
I
5
<
3
N}
SRl
C
=z
m
CWN-
CWX
—
I
5

Fig. 1 Fig. 2

Designation cwN cwx [l B LFY LH® HF WF22 HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 0.6 2.5 10 12 102 19.2 10 0.2/11.8 18.7 8! JX*06...,12..,16..,, 20... 1.2 1
JSXXR/L1212F09-CHP 0.6 2.5 12 12 85 19.4 12 0.2/11.8 18.8 2 JX*06..,12..,16..., 20... 1.2 2
JSXXR/L1212X09-CHP® 0.6 2.5 12 12 120 19.4 12 0.2/11.8 18.8 2 JX*06..,12...,16..., 20... 1.2 1
JSXXR/L1616X09B-CHP® 0.6 2.5 16 16 120 19.4 16 0.2/15.8 18.7 - JX*06..,12..,16..., 20... 1.2 1

N Torque*: Recommended clamping torque (N-m)
‘“*f ‘ (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**08... insert.
(2) The first value before “/” indicates the WF 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...).

JSXXR/L-F/X-S-CHP

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

Right-hand Right-hand -
LR T : LS
‘ |%ﬂ%””::%£:§:::7[zﬂ m# T ’Ziiiiiiﬁiigmm$ Left'hand

Zxh ™~ ~
== | © 5/16”-24UNF s Z5/16"-24UNF Q| >
$18) 3‘0‘ LH _ |~
SOy Se ([Tl N @ S i
—— r A b5
Fig. 1 A HBH HBH 0
Designation [cwN cwx [ilY B LF® LH® HF W2F® HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® 06 25 12 12 85 26 12 0.2 4 JX*06...,12..,16..., 20... 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 02/55 2 JX*06...,12..,16..., 20... 1.2 2
JSXXR/L1212X09-S-CHP®®) 0.6 2.5 12 12 120 30 12 0.2/55 4 JX*06...,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... 1.2 1
JSXXR1616X09-S-CHPE®) 06 25 16 16 120 30 16 0.2 1.5 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 WF 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 (& %g @ ( & (

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

JSXXR*F... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 - -

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

Reference pages: JSXXR/L-F/H/X-CHP, JSXXR/L-F/X-S-CHP:
Inserts — G173 - G175, Standard cutting conditions — G176

G170 tungaloy.com




EHOW TO SELECT TOOLS

Large-diameter machining of workpiece with rigidity Small-diameter machining of workpiece with short overhang
Sub-spindle tooling
Main-spindle toolin Sub-spindle toolin Workpiece with long overhang ;
P 9 P 9 at the side of sub-spindle for %::%rtlgvverrli(pigfe
the process after parting-off giaity
[=
L
=
©
L
s
o 1
< -
-—-""‘-...:-FF-'-..
p——
_— — ——
Main spindle Sub-spindle Main spindle Sub-spindle Main spindle Sub-spindle Main spindle
Position of parting-off is at the Position of parting-off is at the Position of parting-off is at the side | Position of parting-off is at the side
side of the main spindle side of the sub-spindle of the main spindle of the sub-spindle
Toolholder| R-hand (JSXXR type) L-hand (JSXXL type) R-hand (JSXXR-S type) L-hand (JSXXL-S type)
Right-hand insert with lead Left-hand insert Right-hand insert Left-hand insert
Insert |angle to remove center core (XPG*L** type) (UXPG*R* type) (UXPG*L** type)
(XPG*R***-15 type) yp yp yp
Bl HOW TO SELECT TOOLHOLDERS FOR SUB-SPINDLE
Sub-spindle dia. Parting-off dia. B LF Insert Toolholder
240 ~ 06 10 116 JXPGO6* JSXXR/L1010X09-S
240 ~ 06 12 81 JXPG06* JSXXR/L1212F09-S
240 ~012 10 118 JXPG12* JSXXR/L1010X09-S
040 ~012 12 83 JXPG12* JSXXR/L1212F09-S
240 ~ 016 10 120 JXPG16* JSXXR/L1010X09-S
040 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
040 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
050 ~ 06 12 116 JXPGO6* JSXXR/L1212X09-S
050 ~ 06 16 116 JXPGO6* JSXXR/L1616X09-S
050 ~ 012 12 118 JXPG12* JSXXR/L1212X09-S
250 ~012 16 118 JXPG12* JSXXR/L1616X09-S
050 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
250 ~ 016 12 120 JXPG16* JSXXR/L1212X09-S
250 ~ 016 16 120 JXPG16* JSXXR/L1616X09-S
250 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
050 ~ 020 12 122 JXPG20* JSXXR/L1212X09B-S-CHP
250 ~ 020 16 122 JXPG20* JSXXR/L1616X09-S
EMAX. PARTING-OFF DIA. & DEPTH

Main-spindle tooling

Sub-spindle tooling

Main spindle

Sub-spindle

Main spindle

There will be no tool-workpiece interference when parting off the workpiece with the cutting
edge position apart from the workpiece center by 0.8 mm or more.

Tungaloy 6171

Miniature tool




DUOJCUT

JS-SXXL09

Threading toolholder with round shank

e “LH = = %me
AR A —————————————) a %

oi

Designation  [S[WE74 DCONMS  H B LF LH wB WF f2 Insert  Torque*
JS19G-SXXL09 0.6 2.5 19.05 18 18 90 21 15.43 10 6 JX*06,12*R 1.2
JS19X-SXXL09 0.6 2.5 19.05 18 18 120 21 15.43 10 6 JX*06,12'R 1.2
JS20G-SXXL09 0.6 25 20 19 19 90 21 15.4 10 6 JX*06,12*R 1.2
JS20X-SXXL09 0.6 2.5 20 19 19 120 21 15.4 10 6 JX*06,12*'R 1.2
JS22X-SXXL09 0.6 2.5 22 21 21 120 21 15.4 10 6 JX*06,12*R 1.2
™ JS25H-SXXL09 06 25 25 24 24 100 21 15.4 10 6 JX*06,12°R 1.2
JS254X-SXXL09 0.6 2.5 25.4 24 24 120 21 15.4 10 6 JX*06,12*R 1.2

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

SPARE PARTS (& %

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

Reference pages: JS-SXXL09: Inserts — G173 - G175, Standard cutting conditions — G176

G172 tungaloy.com




Il INSERT

JXPS**R/L-F (with 3D chipbreaker, sharp edge)

RE ©
w .<CDX i

2
$)

INSL Ref. Right-hand (R) shown.

- Steel *
M Stainless Y
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND |cw=0.025| RE | CUTDIA| CDX* | INSL
T
n
JXPS06R06F R 0.6 0.05 @ 6 3.5 21
JXPS06L06F L 0.6 005 | @ 6 3.5 21
JXPS12R08F R 0.8 005 @ 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 1 005 | @ 12 6.5 25
JXPS12R15F R 1.5 0.05 @ 12 6.5 25
JXPS12L15F L 15 0.05 | @ 12 6.5 25
JXPS16R15F R 15 | 005 | @ 16 8.5 29 g
JXPS16L15F L 1.5 0.05 | @ 16 8.5 29 °
JXPS20R20F R 2 |005|@ 20 105 33 E
JXPS20L20F L 005 | @ 20 105 33 2
*Max grooving depth (CDX) varies depending on @ : Lineup =
workpiece diameters.
JXDX**R-F (PCD insert)
BE CDX
=
(@]
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys
H Hard materials % : First choice
PCD
Designation HAND |cw=0.05) RE |2 CDX | INSL
At
3
JXDX12R20F R 2 <01 @ 6 25
JXDX12R25F R 2.5 <01| @ 6.5 25
JXDX16R25F R 25 <01 @ 7 29
@ : Lineup

Tungaloy 6173




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

g RE
PSIRR w©
o
INSL Ref.
Right hand (R) shown.

Bl steel *

M Stainless *

Cast iron *

Non-ferrous *

Superalloys * % : First choice
H Hard materials |y Yt : Second choice
Coated
Designation HAND |cw:0025) RE | CUTDIA| INSL PSIRR/L

("] =
JXPGO6R10F R 1 005 | @ 6 21 0°
JXPGO6L10F L 1 005 | @ 6 21 0°
JXPGO6R15F R 1.5 0.05 |@ 6 21 0°
JXPGO6L15F L 1.5 0.05 @ 6 21 0°
JXPGO6R10F-15 R 1 0.05 (@ 6 21 15°
JXPGO6L10F-15 L 1 005 | @ 6 21 15°
JXPGO6R15F-15 R 1.5 0.05 |@ 6 21 15°
JXPGO6L15F-15 L 1.5 0.05 |@ 6 21 15°
JXPG12R15F R 1.5 005 (@ 12 25 0°
JXPG12L15F L 1.5 0.05 @ 12 25 0°
JXPG12R20F R 0.05 |@ 12 25 0°
JXPG12L20F L 2 0.05 |@ 12 25 0°
JXPG12R15F-15 R 1.5 005 (@ 12 25 15°
JXPG12L15F-15 L 1.5 0.05 |@ 12 25 15°
JXPG12R20F-15 R 005 | @ 12 25 15°
JXPG12L20F-15 L 2 0.05 |@ 12 25 15°
JXPG16R15F R 1.5 005 | @ 16 29 0°
JXPG16L15F L 1.5 0.05 |@ 16 29 0°
JXPG16R20F R 005 | @ 16 29 0°
JXPG16L20F L 2 005 | @ 16 29 0°
JXPG16R15F-15 R 1.5 005 @ 16 29 15°
JXPG16L15F-15 L 1.5 0.05 |@ 16 29 15°
JXPG16R20F-15 R 005 | @ 16 29 15°
JXPG16L20F-15 L 2 0.05 |@ 16 29 15°
JXPG20R15F R 1.5 005 | @ 20 33 0°
JXPG20L15F L 1.5 0.05 |@ 20 33 0°
JXPG20R20F R 005 | @ 20 33 0°
JXPG20L20F L 2 0.05 |@ 20 33 0°
JXPG20R15F-15 R 1.5 0.05 (@ 20 33 15°
JXPG20L15F-15 L 1.5 0.05 |@ 20 33 15°
JXPG20R20F-15 R 005 | @ 20 33 15°
JXPG20L20F-15 L 2 0.05 |@ 20 33 15°

@ : Line-up

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

Reference pages: Toolholders — G086 - G088, G090, Standard cutting conditions — G176

G174 tungaloy.com




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

Right hand Left hand CDX
RE |
PNA [ >l
cox* |=

- Steel *
M Stainless *
Cast iron *
Non-ferrous *
Superalloys * % : First choice
H Hard materials | ¥¢ : Second choice
Coated
Designation HAND| RE |& Pitches| PDX | CDX | PNA
-
JXTG12FR-60A-000 R |ooina @ 02-04| 025 | 04 | 60°
JXTG12FL-60A-000 L | odsmao| @ 0.2-04| 025 | 04 | 60°
JXTG12FR-60B-000 R |oosmay| @ 02-04| 225 | 04 | 60°
JXTG12FL-60B-000 L | odamao| @ 0.2-04| 225 | 04 | 60°
JXTG12FR-60A-005 R 005 @ 0.4-1 0.6 0.99 60°
JXTG12FL-60A-005 L 005 @ 04-1| 0.6 0.99 60°
JXTG12FR-60B-005 R 005 @ 04-1] 1.9 0.99 60°
JXTG12FL-60B-005 L 005 @ 04-1] 1.9 0.99 60°
JXTG12FR-60N-010 R 01 | @ 1-15] 125 | 2.07 60°
JXTG12FL-60N-010 L 01 | @ 1-15] 125 | 2.07 60°

@ : Line-up
Packing quantity = 5 pcs.

Miniature tool

Reference pages: Toolholders — G086 - G088, G090, Standard cutting conditions — G176

Tungaloy 6175




DUOJICUT
B STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
1ISO Workpiece materials Grades Ve (m/min) f (mm/rev)
Low carbon steels
S15C, SS400, etc. G15E4, E275A, etc. Sle[e 50-200 0.01-0.05
Carbon steels, Alloy steels ~ B
. S55C, SCM440, etc. C55, 42CrMod, etc. SHT25 50-200 0.01-005
Free cutting steels
SUH22, SUH23, etc. SH725 50 - 200 0.01 - 0.05
Stainless steels
[ SUS304, X5CrNi18-9, etc. SH725 50200 001-005
Aluminium alloys
. A5056, ABO61, etc. SH725 150 - 200 0.01 -0.05
Copper alloy i )
N ‘ C2600. C280C, etc. SH725 100 - 200 0.01-0.05
Titanium alloys _ _
s Ti-BAI-4V, etc, SH725 30-80 0.01 -0.05
Sliperedlos SH725 30- 80 0.01-0.05
Inconel718, etc.
For aluminium and non-ferrous metal PCD insert
. . . Cutting speed Feed Depth of cut
ISO Workpiece materials Grades Operation Ve (m/min) f (mm/rev) ap (mm)
DX110 Grooving 100 - 300 0.03 - 0.15 -
Aluminium alloys
A5056, A6061, etc.
DX110 Turning 100 - 300 0.03-0.15 <6

G176 tungaloy.com




TUNGCUT

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

Right-hand gl% j.‘ m¢ Jip”%r
[ Y LF
CUTDIA <LH

Left-hand

|_HBH

Designation PET seatsize CUTDIA  H B LF LH HF  WF20 HBH  Torque*
JTTER/L1010H1.2D12 12 0.9 12 10 10 100 17 10 0/10 = 1.5
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 0/12 - 1.5
JTTER/L1212X1.2D16 1.2 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 1.5
JTTER/L1616X1.2D20 12 0.9 20 16 16 120 21 16 0/16 = 2

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

JTTER/L-S
External grooving and parting toolholder, for Swiss lathes (for sub spindle)

Right-hand gl% - / mt %U%ﬁ

LY LF J

CUTDIA LH Left-hand 5

. o ‘ﬁil Q

b 47 ER

=1 HBH S 2

=

Designation PN seatsize CUTDIA  H B LF LH HF  WF20  HBH Torque*

JTTER/L1010H1.2D12-S 1.2 0.9 12 10 10 100 17 10 0/7.7 - 1.5
JTTER1212F1.2D16-S @ 1.2 0.9 16 12 12 85 19 12 0 - 1.5
JTTER/L1212X1.2D16-S 1.2 0.9 16 12 12 120 21 12 0/7.7 - 1.5
JTTER/L1212X1.2D20-S 1.2 0.9 20 12 12 120 21 12 0/7.7 2 15
JTTER/L1616X1.2D20-S 1.2 0.9 20 16 16 120 21 16 0/7.7 - 1.5

(1) “WF” value is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF 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 @ % y

Designation Clamping screw Clamping pin Wrench

JTTER/L1010, 1212...,
JTTER/L**-S

JTTER/L1616... SRM5-24145-RL PIN-32121 P-2.5F

SSM3.5x0.35 PIN-SL-TC P-2F

Reference pages: JTTER/L, JTTER/L-S: Inserts — G182 - G189, Standard cutting conditions — G190

Tungaloy G177




TUNGCUT

QC12-JTTER/L-CHP

Modular head for external grooving and parting, with high pressure coolant capability

Designation

QC12-JTTER/L1.2D20-CHP
QC12-JTTER/L1.4D20-CHP

QC12-JTTER/L2D20-CHP

PETA seatsize CUTDIA  H

1.2 0.9 20 12
1.4 1 20 12
2 2 20 12

12
12
12

LH
22
22
22

HF
12
12
12

WE®
6/9
6/9
6/9

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

JCTER/L

Torque*: Recommended clamping torque (N-m)

OAW
15
15
15

Right-hand LH Left-hand hLJiL
= =
\ K©) @) —
255 s W
L s TDIA
[ ] P \‘CU
LILi \\<“ ;/)’ = Ii

External grooving and parting toolholder, for Swiss lathes

Designation
JCTER/L1010X1.4T10
JCTER/L1212F1.4T12
JCTER/L1212X1.4T12
JCTER/L1414-1.4T12
JCTER/L1616X1.4T16
JCTER/L1010X2T10
JCTER/L1212F2T12
JCTER/L1212X2T12
JCTER/L1414-2T12
JCTER/L1616X2T16
JCTER/L1212F3T12
JCTER/L1212X3T12
JCTER/L1616X3T16
JCTER/L2020H3T16

PET seatsize CUTDIA
1.4 1 20

1.4 1 24
1.4 1 24
1.4 1 24
1.4 1 32
2 2 20
2 2 24
2 2 24
2 2 24
2 2 32
3 3 24
3 3 24
3 3 32
3 3 32

5151, =
B LF o
~ !
< I
CUTDIA = =
\? ‘j ¢ T
N B
A
H B LF LH HF WE®
10 10 120 18 10 10.2
12 12 85 19.5 12 12.2
12 12 120 19.5 12 12.2
14 14 125 19.5 14 14.2
16 16 120 24 16 16.2
10 10 120 19 10 10.1
12 12 85 19 12 121
12 12 120 19 12 121
14 14 125 19 14 141
16 16 120 24 16 16.1
12 12 85 19 12 12.3
12 12 120 19 12 12.3
16 16 120 24 16 16.3
20 20 100 24 20 20.3

(1) The value for "WF" is true when the insert with the width, indicated in "CW" in the table is mounted. ¢ CUTDIA: Maximum parting-off diameter
Torque*: Recommended torque (N-m) for clamping

SPARE PARTS
Designation
QC12-JTTER/L...

JCTER/L...

Clamping screw Clamping screw 1

- SSM3.5x0.35
CSHB-4-A =

y

Clamping pin
PIN-SL-TC

i

Wrench

T-15F

>

Wrench 1
P-2F

(@)

O-ring

Right hand (R) shown.

HBH

ORSS-0454.5X1.0NBR70

Reference pages: QC12-JTTER/L-CHP, JCTER/L: Inserts — G182 - G189
Shank, Accessory — G095 - G096, Standard cutting conditions — G190

G178 tungaloy.com
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JCTER/L2012
External grooving and parting toolholder, for Swiss lathes

=y a "'y
G Ll

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

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

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

‘
B B g
LF 2 J%
CUTDIA
&
T -
L JE)
[} Right hand (R) shown. -
Designation  [IIETI Seat size CUTDIA®  CDX H B LF LH HE  WF®  HBH <+
CGER/L2020-1.4T14 1.4 1 29/29 9.7 20 20 125 31 20 20.2 - ;
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 12.1 6 g
CGER/L1616-2T17 2 2 35/35 11.8 16 16 150 31 16 16.1 2 5
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 3 3 38/40 12 12 12 150 31 12 12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/L2020-3T19 @ 3 38/45 13.2 20 20 125 31 20 20.3 -
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 20.4 -

(1) DG*/SG* Maximum diameter of parting off Dmax, can be increased by using SG* insert for some toolholders. (2) "WF" value is calculated with groove width "CW" shown in the table.
Wrench, CRW**, should be ordered separately. Insert is clamped by the elastic deformation of upper jaw.

SPARE PARTS & %’g ?

Designation Clamping screw Wrench Wrench (Option)
JCTER/L2012... CSHB-4-A T-15F -
CGER/L2020-1.4T14 - - CRW23
CGER/L™***-2T17 - 4T19 - - CRW33

Reference pages: JCTER/L2012, CGER/L: Inserts — G182 - G189, Standard cutting conditions — G190

Tungaloy G179




TUNGCUT
JCTER/L-CHP

External grooving and parting-off toolholder, high pressure coolant compatible

Left-hand LF ~ Right-hand H’—«H’—
i : ot m¢
LEE)

2

5/16”-24UNF E@Z
=

Designation Seatsize CUTDIA H B LF LH HBL HF WF20 HBH Torque*
JCTER/L1212X2T12-CHP 2 2 25 12 12 120 24.7 24.7 12 0/12 5 3.0
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 24.5 16 0/16 1 3.0
JCTER/L1616X2T16-CHP 2 2 32 16 16 120 24.7 24.7 16 0/16 4 3.0
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 - 20 0/20 0 3.0

INS (1) "WF" value is calculated with groove width "CW" shown in the table. ¢ CUTDIA: Max. parting off dia.
[ - 1 Torque*: Recommended torque (N-m) for clamping

CHGP

Parting-off and external grooving blade

L

Designation Seat size CUTDIA HF D

CHGP52-2T 2 2 52 27 48.3
CHGP52-3T 3 3 52 27 483
CHGP82-3T 3 3 82 42 69.3
CHGP82-4T 4 4 82 42 69.3

\When depth is deeper than insert length - 1.5mm, 1 corner type is recommended

SPARE PARTS & ﬁ @ ( & ( 9

Wrench

Designation Clamping screw Wrench Coolant plug DirectJet plug Wrench (Olst?on)
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2 -

CHGP... - - - - - - CRW33

Reference pages: JCTER/L-CHP, CHGP: Inserts — G182 - G189, Toolblock — G192
Standard cutting conditions — G190

G180 tungaloy.com




CGP

External deep grooving and parting blade

' CUTDIA CUTDIA ' [
9 . I CcwW, é 9
B . = ”Er
w = LF - '
T CW CUTDIA
Fig.2 -
B ’ I#
_ LF
Designation [T Seatsize  CUTDIA H B LF HF Fig. Torque*
CGP26-1.4S 1.4 1 26 26 1 150 21.4 1 -
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S 2 2 40 26 1.8 150 21.4 1 E
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S 3 3 50 26 2.4 150 21.4 1 E
CGP32-3D 3 3 100 32 2.4 150 24.8 2 -
CGP26-4S 4 4 80 26 3.2 150 21.4 1 E
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D 4 4 120 45 3.2 150 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 -
CGP32-8S-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)
Caution
Newly developed clamp unclamp :O—®@
. . . . . —
.Insert is clamped by the elastic deformation of upper jaw clamp -0 Ie)
.Low clamping stress increases the stability and tool life %
2
o
=
=
CTBU
Tool blocks for CGP blade
,:i . == = =
>_ H\H Q H\H H\H Q H\H
7 ] Z
< T o
L
I Y
B |t OAL .
- -5 -
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...
4 { 2
SPARE PARTS ﬁ ¢

Designation Clamping screw
CGP**-1.4* - - - CRW23
CGP**-2/3/4/5/6 - - - CRW33
CGP32-8S-CL = CM4X0.7X20-M0-A P-3
CTBU20-26 CT-86 CM6X30-S P-5
CTBU25-26 CT-105 CM6X30-S [2=55)
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32, CTBU32-32 CT-110 CM6X30-S R25]

Reference pages: CGP: Inserts — G182 - G189, Standard cutting conditions — G190
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CTBU-CHP

Tool block for CGP-CHP blade with high

pressure internal coolant capacity

e T &
A
>
T
éiﬁ G =
: Y S
] v il Ll
B, Th A Gi/87-28 A
<OAW |2
. . 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 @ & (@)
Designation Clamping screw Clamp Wrench O-ring
| N w CTBU25-32-CHP 12.9-SRM6X16DIN912 110-CT 5-P OR14X2.5NN

TUNGCUT

Il CHIPBREAKER GUIDE
External grooving and parting

DGS type (2 corners) For Swiss lathes

SGStype (1 corner)
m%- Unique-designed edge

d and chipbreaker
Parting-off

Handed insert available
CW=12-4mm

B Standard feed

T J

0.5
0.4

0.3

0.2

S onkh

042 14 2 3 4

Feed: f (mm/rev)

G189

G184, G187 Groove width: CW (mm)
DGM type (2 corners)| High fracture resistance W Standard feed % UHrj
SGM type (1 corner) 0.5 * /
Smooth chip evacuation Y
Well-designed edge with g o[ |
high strength - o2l W I
Handed insert available E 0.1 l rrrrrr I 1
CW=2-4mm O 5——7—
G185, G186 Groove width: CW (mm)
DGLtype (2 corners) 1st choice for mild steel W Standard feed <HL Ugr j/
Chipbreaker with excellent 3 g:i
chip control at low feed E 03
Suitable for mild steel that w oo 8
often has difficulties in chip 3 o I
control oo 5 3 4
CW=2-4mm Groove width: CW (mm)

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

Reference pages: CTBU-CHP: Blade — F231

G182 tungaloy.com




External grooving

DGE type (2 corners)

For shallow grooves with high

M Standard feed

G188

delivers fine surface finish
CW=2-4mm

0

accuracy 0.5
. 3 04
Excellent chip control =
0.3
CW=1-215mm £
- 0.2
e
§ 0.1 DD ..... I D I
0713 16 185215
G188 Groove width: CW (mm)
For non-ferrous materials A
DGG type (2 corners) and titanium alloys W Standard feed % j/
Chipbreaker with low cutting E z'j
o
force £ 03
Sharp cutting edge that 5 02
prevents vibration and i
3 4

2

Groove width: CW (mm)

External grooving of hardened steels

SGN-CBN type
(1 corner)

G189

For hardened steel cutting

Optimum cutting edge shape for
grooving of hardened steels
Close tolerance width for finishing
(W = +0.025 mm)

CW=2-4mm

W Standard feed

Feed: f (mm/rev)

0.1

0.08 -
oos/ I M
oo/ I W

0.02

0

2 3 4
Groove width: CW (mm)

Miniature tool

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

Tungaloy G183




Il INSERT
DGS

External grooving and parting

Reference pages:

Toolhoders — G177 - G181, Standard cutting conditions — G190

G184 tungaloy.com

Neutral PSIRL Left hand Right hand
e m—— _
(@) RE I PSIRR |}
7% INSL Ref. o INSL Ref. 'i INSL Ret.
R I
Bl stee || e[ o[ 2 k| k||
M Stainless ) dbAdh '9b 4b ¢
Cast iron * * Y % S DA
l Non-ferrous Dig
S | Superalloys * |k * % : First choice
H Hard materials | | s : Second choice
_ Coated Cermet Uncoated
h Designation Seat |, Nplcwsoos) RE 0 S 2 8 88 |3 L INSL| h |PSIRLPSIRR
size YRRIBr-3 |8 3
o ZLITIIICI 2] 0
F<ICCO L 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 [ J 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 [ BN J ([ J 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 [ J 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ J 20 5 0° 0°
DGS2-020 2 N 2 02 @ ®© @06 00 [ [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 [ N J ([ J 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 [ 2N ) [ ] 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ J ([ J 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 [ BN J ([ J 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ 2N ) [ ] 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 © ®© 0 000 [ ([ 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 [ 3N ) [ ] 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 o 0 ([ ] 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 o ([ J 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ J ([ J 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 [ 2N ) ® 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 [ BN ] ([ J 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 [ 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 © © © 06 060 [ [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 [ N J ([ J 20 5 0° 4°
DGS4-030-4L 4 L 4 0.3 o0 ([ 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 © ®© © 06 060 [ [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 © © © 6 060 [ 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 (] [ ] ([ 30 6.7 0° 0°
@ : Line up
Caution ~
The tool will interfere with the workpiece when grooving larger diameters than gDmax. & . & E
Designation oDmax (mm) Designation oDmax (mm) 4,06\
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 2 | T \
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34 /|




DGM

External grooving and parting

RE Neutral
3 ——"
. INSL Ref.

il S

PSIRL

Left hand

RE
s

RE Right hand
[ VW —— .
PSIRR|} ——7
INSL Ref.

Il stee || v K| ||| [
M Stainless * Y % * %
Cast iron * b dhAdhAdh ¢ DA DA
Non-ferrous PAS
Superalloys b 'dhidh 'db ¢ * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet Uncoated
Desi i Seat Qwdwo® 2 [T
gnation size | HAND |CW=005 RE Qoo omd 0 ] INSL| h |[PSIRLPSIRR
SEER2EXE |8 ?
| S - - SO B § P X
DGM2-020 2 N 2 02 © @ @00 [ I} [ o 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 [ N ) [ 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 [ N ) [ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ I ) [ ] 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ ) [ ] 20 5 8 0°
DGM2-020-15R 2 R 2 0.2 [ N ) [ 20 5 0° 15°
DGM2-020-15L 2 L 2 0.2 [ 2N ) [ J 20 5 15° 0°
DGM2-002-15R 2 R 2 0.02 o [ ] 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 o [ ] 19.35 5 15° 0°
DGM2.39-020 2 N 2.39 0.2 [ ] [ ] (] 20 5 0° 0° 5
DGM3-020 3 N 3 02  © @00 0 0o [ J o 20 5 0° 0° ie]
DGM3-020-6R 3 R 3 0.2 [ [ ] 20 5 0° 6° %
DGM3-020-6L 3 L 3 0.2 [ ) [ ] 20 5 6° 0° ©
DGM3-002-6R 3 R 3 0.02 o [ ] 19.45 5 0° 6° é
DGMS3-002-6L 3 L 3 0.02 [ ) [ ] 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 [ I ) [ ] 20 5 0° 15°
DGM3-020-15L 3 L 3 0.2 [ ) [ ] 20 5 15° 0°
DGM3.18-020 3 N 3.18 0.2 [ ] [ ] (] 20 5 0° 0°
DGM4-030 4 N 4 03  ©© © 0000 [ J o 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 [ I J [ ] 20 5 0° 4°
DGM4-030-4L 4 L 4 0.3 [ ) [ ] 20 5 40 0°
DGM4-030-15R 4 R 4 0.3 [ N ) [ ] 20 5 0° 15°
DGM4-030-15L 4 L 4 0.3 [ 2N ) [ J 20 5 15° 0°
DGM4.76-040 5 N 4.76 0.4 [ ) [ ) (] 25 55 0° 0°
DGM5-030 5 N 5 03 © 00060600 [ ) ® 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ I ) [ ] 25 55 0° 4°
DGM6-030 6 N 6 03 © 0 0606 00 ([ J 25 5.5 0° 0°
DGM6.35-040 6 N 6.35 0.4 o [ ([} 25 5.5 0° 0°
DGM8-040 8 N 8 04  © ®© @@ [ I ) ® 30 6.7 0° 0°
@ : Line up

Reference pages: Toolhoders — G177 - G181, Standard cutting conditions — G190
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SGM

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
R
e e——m= | W=
RE// PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
- e Dw B e
Il steo * | ¥ | | v |
M Stainless ) dbidh 4 4b ¢
Cast iron * ¥ Y % DA
Non-ferrous Dig
Superalloys * | ¢ % * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Desianati Seat NwSdod |u
esignation size |HAND|CW:005) RE |S & & ® & 5 INSL| h |PSIRLIPSIRR
:\q NN OO = © o
| I ITIII (7]
A< O X
SGM2-020 2 N 2 02 © © ®© 06 O [ ] 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°
SGMS3-020-6R 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 [ J 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ [ ] 20 5 0° 40
SGM4-030-4L 4 L 4 03 @ @ [ ] 20 5 40 0°
SGM5-030 5 N 5 03 ©®© @ @ 00O o 25 55 0° 0°
SGM6-030 6 N 6 03 © © ®© 0O o 25 55 0° 0°
SGM8-040 8 N 8 04 | @ [ ] ([ J ([ ) 30 6.7 0° 0°
@ : Line up

Reference pages: Toolhoders — G177 - G181, Standard cutting conditions — G190

G186 tungaloy.com




SGS

External deep grooving and parting

Neutral

INSL Ref.

PSIRL

RE

Left hand

INSL Ref.

-
O w

Right hand
RE

PSIRR
o INSL Ref. -

j}_
kT

Bl steel * | [ [k
M Stainless ) dbidh '9b 4b ¢
Cast iron * b dhidh ¢ DA
Non-ferrous Pig
Superalloys * | Y5 % * % : First choice
H Hard materials * : Second choice
Coated Uncoated
Designation Seat | AND|CW=005| RE § Q § b § = INSL| h |PSIRL|PSIRR
size RN - ® |3
IIIICZ 1)
A COC X
SGS2-020 2 N 2 02 © ®© ®© 06 0 [ ] 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ [ J 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 @ @ [ J 20 5 15° 0°
SGS3-020 3 N 3 0.2 © @0 00 ([ J 20 5 0° 0°
SGS3-020-6R 3 R 3 02 (@ @ ® 20 5 0° 6°
SGS3-020-6L 3 L 3 02 (@ @ ® 20 5 6° 0° _
SGS3-002-6R 3 R 3 | 002 ° ° 198 | 5 0° 6° S
SGS3-002-6L 3 | L] 3 |02 e @ 98| 5 | & | 0° ©
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 | o002 e o 198 | 5 | 0° | 15° =
SGS3-002-15L 3 L 3 0.02 ° ® 198 | 5 15° | 0°
SGS4-030 4 N 4 03 ©® 6 060 [ ] 20 5 0° 0°
SGS5-030 5 N 5 03 ©®©® 0 © ® 25 | 55 | o0° 0°
SGS6-030 6 N 6 03 © 0 O [ ] 25 5.5 0° 0°
SGS8-040 8 N 8 04 | @ [ J [ J 30 6.7 0° 0°
@® : Lineup

Reference pages: Toolhoders — G177 - G181, Standard cutting conditions — G190

Tungaloy G187




DGE

External grooving (for high precision)

RE CDX(

;
01:
7 INSL Ref.

- Steel D dRAdRAG *
M Stainless ¥* | Y |
Cast iron * DA DA
Non-ferrous
Superalloys * | Y¥  : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
0 o
Designation | 5% cw.02 RE S 9 B a CDX | INSL| h
NN & o}
NS I T I %)
("] =I<06 Z
DGE100-000 2 1 0 [ BN ] [ J 2.5 20 5
DGE130-000 2 1.3 0 [ BN ] [ J 25 20 5
DGE160-010 2 1.6 0l | @ @ @ [ J 25 20 5
DGE185-010 2 18 | 01 @ @ @ [ 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 gDmax
the groove depth, G.D. Please refer to the following table. 1\ G.D.
g P 9 G.D = Groove depth Va 4\
Designation Max. groove oDmax (mm) 4{,*,!7,
depth(mm) | G.D.=1 |G.D.=15 | G.D.=2 | GD.=25| GD.=3 P
DGE100-000 T
DGE130-000 2 - -
DGE160-010 o 18.6 11.5 Relevant area
DGE185-010 3 8.8 7 (Interference)
DGE215-015 .
DGG
External grooving (for high precision)
RE
=
(&)
7° INSL Ref.
B
B steel * *
M Stainless *
Cast iron * Pig Pig
Non-ferrous *
Superalloys * PA¢ % : First choice

H Hard materials 3¢ : Second choice

Coated Cermet | Uncoated
Designation | 52! cw.oe2| RE | 3 m INSL| h
9 size e I © v
N~ (223 o
I (] ()]
< P4 X
DGG200-020 2 2 02 |@ [ ] ([ 20
DGG300-020 3 3 02 |@ [ J [ J 20 5
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

Reference pages: Toolhoders — G177 - G181, Standard cutting conditions — G190

G188 tungaloy.com




DGL

External grooving and parting

RE
B =
7° INSL

-

Bl stee! * |9 | %
M Stainless v [ | %
Cast iron ¥ % %
Non-ferrous
Superalloys ¥* | % % : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat |ow.005 RE N S © INSL| h
size A3 I
I I T
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 © @0 25 5.5
DGL6-080 6 6 08 @ @ @ 25 5.5
@ : Line up
SGN
External grooving
RE
EY | 3
<
S
7 INSL Ref. ©
£
B ;
- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y ¢ : Second choice
CBN Edge prep.
Designation Seat w005 RE |9 INSL| h |2
size 2 % S |H
ey 2
SGN200-020 2 2 02 | @ 20 5 (@)
SGN200-020-S 2 2 02 | @ 20 5 O
SGN200-020-H 2 2 02 @ 20 5 O
SGN300-020 3 3 02 | @ 20 5 @)
SGN300-020-S 3 3 02 @ 20 5 (@)
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 5.5 O
SGN500-020-H 5 5 02 @ 25 5.5 O
Bl Edge preparations ®: Line up
\ No symbol | -S | -H
0.13 mm 0.13 mm
‘4—»} ||
-honi 25° R
Ao R-honing>‘\2 o 35
R-honing

Reference pages: Toolhoders — G177 - G181, Standard cutting conditions — G190

Tungaloy G189




I STANDARD CUTTING CONDITIONS

ISO

K
S

Please see page G182, G183 for feed: f (mm/rev).

Workpiece material

Steel

S45C, SCM435, etc.

C45, 34CrMod4, etc.

Stainless steel

SUS3083, SUS304, etc.
X10CrNiS18-9, X5CrNi18-9, etc.

Grey cast iron
FC250, etc.
250, etc.

Ductile cast iron
FCD450, etc.
450-10S, etc.

Aluminium alloys
Si<12%

Superalloys
Inconel718, etc.

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

Hardened steel

SCM435, SUJ2, etc.

34CrMo4, B1, etc.

G190 tungaloy.com

Hardness

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

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

> HRC 50

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

First choice

Grade

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

BX360

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

80 - 150




ADDFCUT

QSER/L

External toolholders for grooving and parting

"l

§ % CDX 5
Y
1B LF J
LH
£ T
J Right hand (R) shown.
Designation PETRE @ seat size H B LF LH HF WF
QSER/L2020-2T26 2 26 2 20 20 125 36 20 20.1
QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2020-3T26 3 26 3 20 20 125 36 20 20.3
QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2020-4T33 4 33 4 20 20 125 42 20 20.4
QSP
Blades for external deep grooving and parting
+ +
‘ LF
°
- e}
i)
<
Designation cw CUTDIA Seat size H B LF HF =]
QSP26-2D 2 50 2 26 1.8 150 21.4 e
QSP32-2D 2 66 2 32 1.8 150 24.8 s
QSP26-3D 3 75 3 26 2.4 150 21.4
QSP32-3D 3 120 3 32 2.4 150 24.8
QSP26-4D 4 80 4 26 3.2 150 21.4
QSP32-4D 4 120 4 32 3.2 150 24.9
QSP32-5D 5 120 5 32 4 150 24.9
CTBU
Tool block for QSP blades
_ SR = S = S
ol e Q - - Q e
> E
2 ] 2 D C
<
2 TS
L
T Y
B, OAL
= -
OAW T
. . Blade
Designation B OAL HFASSY HBH OAH OAW (Optional)
CTBU20-26 21 86 20 9 43 38 QSP26...
CTBU20-32 19 100 20 13 50 38 QSP32...
SPARE PARTS % @ (
Designation Clamp Clamping screw Wrench
QSER/L..., QSP... - - QL-39
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

Reference pages: QSER/L, QSP: Inserts — G193, Standard cutting conditions — G194

Tungaloy G191




ADDFCUT

QSG

Parting-off and external grooving blade

Sl

QSG52-2T 2 52 27 48.3
QSG82-2T 82 42 69.3
QSG52-3T 52 27 48.3
QSG82-3T 82 42 69.3

QSG52-4T
QSG82-4T

52 27 69.3
82 42 69.3

Designation “ Seat size CUTDIA HF D
2
2
3
3
4
4

A DA W ODN

CHTBR/L
Tool block for QSG blade

[
i
i)
H
é\
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/L2020-82 82 20 20.5 140 20 75 26.5 53

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 / ( Maximum

Designation Clamping screw Grip Torx bit Wrench g\i/gr:!fgtieefe groove depth
QSG... 5 - - QL-39 oD T max .
CHTBR/L... SR ISO 14580 M4X10 SW6-SD BLDT20/S7 - y

B Maximum groove depth (T max) as function of workpiece diameter (gD1)
Designation oD1
CHTBR/L***-D52 53 54 55 56 58 60 62 65 68 72 78 84 92 102 115 133 159 198
CHTBR/L**-D82 104 108 112 116 121 127 134 142 151 162 176 192 212 237 270 313 375 468
T max 21 20 19 18 17 16 15 14 13 12 11 10 9 8 7 6 5 4

Designation oD1
CHTBR/L***-D82 83 84 84 85 86 87 89 90 92 94 96 98 101
T max 25 24 23 22
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Reference pages: QSG: Inserts — G193, Standard cutting conditions — G194
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I INSERTS
QGM

External deep grooving and parting

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials  : First choice
Coated
Designation Seat | ow.005| RE '§ INSL| h
size 2
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
QGM5-030 5 5 03 | @ 13 7.3
@: Line up
QGS 3
External deep grooving and parting ;
RE -§
@
INSL Ref. \
I &
Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Seat | cw.05| RE § INSL| h
size 2
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

Reference pages: Toolhoders — G191, G192, Standard cutting conditions — G194
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I STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness Grade Cutting speed
Ve (m/min)
. C45 3féerﬁ/llso4 etc =ROUlRE AH7025 50 - 180
Wl X1§tgrllr\11|iess1$8?;e(2tc SZLE 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 AH7095 20 60
s Inconel718, etc.
Titanium alloys <HRC 40 AH7025 20 - 80

Ti-6AI-4V, etc.

G194 tungaloy.com
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