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Internal Toolholder - Content structure

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

How to use the page

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

Method @ Select an item from Quick Guide on D004 - D013.

Rhombic, 80° Rhombic, 80° Rhombic, 70°
with hole with hole with hole

MINIFTO=2N é;IL'NRR/LEAMJETBAR

S-SCLXR/L-H Lever-lock boring bar, for negative 80°/70° rhombic inserts
Screw-on clamp exchangeable boring head, for CXMU inserts

DMIN

g 2
& 9
=

s =

] &S @
/il JTAHR &%"*

0
O

LA
DMIN

DCONMS|

Cutting edge style L Fiaht hand () shown.
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Reference pages: S-SCLXR/L-H: Insert — B120, Shank — D090 - D092 @

Standard cutting conditions — D096 Reference pages: A-PCLNR/L: Insert — B054 -, BO75, GBN — B168 -, PCD — B211_)

D026 tungaloy.com/us Tungaloy po27

© : Insert shape @ : Dimension drawing (conforming to 1ISO13399)
@ : Series name of indexable boring bars @ : Applicable insert
© : Dimension table @ : Spare parts
@ : Toolholder designation ® : Insert selection
e.g. To select right-handed steel shank with © : Reference pages
minimum machining diameter 0.750"

- a12-scL.cR3-D16

When ordering

- Please specify the designation and quantity.
e.g. A12-SCLCR/L3-D16 ... 1 (one boring bar per package)
* Inserts are not included. Please order those separately.
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Main products

Inch Metric

v
BOREMEISTER
Boring head suitable for L/D=10
@ Shank 20.625" - 2.500" D014
ORCE \/ \/
MINIFTURN
Economical double-sided inserts with excellent sharpness
@ Shank 20.375" - 1.000", 10 - 20 mm D017
' co v v
¥ IsoETfuaN o0 - Dods
Small-sized “Eco” insert series for maximized profits ’
D064 -, D077
\i @ Shank 21.000" - 1.250", 16 - 32 mm D085
v v
STREAM JETBAR
Highly rigid toolholders providing good chip evacuation
@ Shank 20.313" - 1.250", g4 - 50 mm D015
v v
Y=-rPrRO SERIES
Inserts with 25° corner angle for profiling
@ Shank 20.500" - 0.625", 12 - 16 mm D088. D089
v v
TURNINGA 5031, Dods
Highly rigid clamping system with excellent repeatability ’ ’
D055, D065,
@ Shank 21.000" - 22.000", 25 - 50 mm D078, D085
TUNG TUET ah
Toolholders for high pressure coolant supply
@ D028, D044
ORE « «
TUNGEMINI
Multifunctional tool for drilling, external turning and internal turning
@ Shank 8 - 12 mm D016
v v
Sleeve
D093 -

Tungaloy D003




Internal Toolholder - Quick Guide

STREAMJETSAR
MINIFTURN

Simple clamping mechanism.
Smart shape without over-
hang area.

Minimum bore diameter:
0.250", 4.5 mm.

Good cutting action by using
positive inserts.

Carbide shanks that have
excellent resistance to
chatter.

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

TURNINGA

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

Enlarged insert holding area
of the clamp allows more ac-
curate cutting edge position-
ing. It delivers high
performance even when using
VNMG type (35° corner angle)
inserts, which tend to destabi-
lize cutting edge positioning.
Simple structure keeps cost
low. Easy clamping with only
one wrench.

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

The insert is positively held
into a two wall pocket, excel-
ling in indexing accuracy.
Minimum bore diameter:
1.250", 20 mm.
“Tsuppari-lchiban” shanks
that are reinforced with car-
bide plates are also stocked.

e Clamp-on type insert locking
mechanism assures secure
holding & accurate indexing.
For inserts without a hole,

it provides stronger cutting
edge strength than S-type
tools & can withstand heavier
cutting conditions.

Minimum bore diameter:

216 mm

Tool selection according

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

Steel shank Carbide reinforced Carbide shank BoreMeister
L/D<3 L/D<4 L/D<5 L/D <10
For custom tooling inquiries, contact Tungaloy
Positive type g
Inch © @
e
i
n S
: 3
5 W E
%] m . . i
) . . . £ Min. bore diameter DMIN (in)
Appli- Style Designation Insert  Material Throush ~ 0w Page
cation coolant - iy (i ln 0 0.375 0.750 1.125 1.500 2.000
Steel
S-SCLCR/L-H CC... O 20.787" D021
Carbide
o
£
§ Steel 20.250"
5 SEXPR/L EP... O D048
c Carbide 20.250"
@
= R Steel 0.500 1.250
_—T eel 20. " ol. "
-t e — SCLCR/L  CC.. O D018
= Carbide 20.500" 21.250"
S
m o
Steel 20.500" 00.875"
SCLPR/L CP... O D022
Carbide 20.500" 20.875"

D004 tungaloy.com/us




Positive type
Inch " ﬁ
u &
]
n s
33
g U
. o . s @ Min. bore diameter DMIN (in)
Appli- Style Designation Insert Material """ 5 @ |= Page
cation coolnt & @ W O 0375 0.750 1.125 1.500 2.000
_ S Steel g
S-SDUCR/L-H DC... 4 20.787" o D034 S
Carbide 35
kel
Steel £
S-SVUCR/L-H  VC... O 21.063"| 01.220" D073
Carbide
Steel
S-SVLCR/L-H  VC... O 21.575"[ | D072
Carbide 21.969"
Steel
S-DDUNR/L-H  DN... O 21.575" | D046 F
Carbide 21.969"
Steel
S-DVUNR/L-H  VN... 0 22.205"| D079
o Carbide
£
° Steel 00.625" [ 21.000"
o SDUCR/L DC... 0 D032
g Carbide 00.625"  1.000
[0
kS
) SVUCR/L VC... Steel O 20.875" | 21.000" D072
£
S
m
SVUBR/L VB... Steel O |21.000" D068
SDQCR/L  DC..  Stel (O 00.625"| 00.875" D035
SVQCR/L  VC..  Stel (O 20.688" | 1.000" D074 J
SVQBR/L VB... Steel O |21.000" D069
S Steel |#1.000"
SYUBR/L YW... D088
Carbide 20.875" | 1.000"

Tungaloy D005




Internal Toolholder - Quick Guide

Positive type
Inch
Appli Style Designation  Insert Material Throush
cation coolant
2 [ l—7 = Steel
5 STUPR/L TP...
oM Carbide
91T : ’ Steel
/ i S-STFPR/L-H  TP...
= > Carbide
kS
O
2 STFPR/L TP..  Carbide
e
e}
£ —
m —T
IB’f— STFCRI/L TC..  Carbide
] o
g.g_g’ 30° Steel
25% SYQBR/L YW...
555 Carbide
oo
- I
30; SDZCR/L DC.. Steel
(o))
£ ,77
o
S 50@ SVZCR/IL  VC..  Steel
[&]
©
m -
@ e .
(@]
= SVJCR/L VC... Steel
T 5
co
Qo
£5
S % SVJBR/L VB..  Steel
w

D006 tungaloy.com/us

ISO Insert

SORKEMEISTER

N  STREAMIETBAR

Min. bore diameter DMIN (in)

Page
0 0375 0.750 1.125 1.500 2.000
00.438"  o1.250"

D060
00.438"  20.875"

0.787" ICEEE DO59
©0.500"  21.000" D057
©0.500" |©1.000" D056

0.750" | 20.875"
D089

20.750" | 90.875"
|20.875" D037
©0.750" | 21.000" D076
|21.000" D071
|#1.000" D075
|#1.000" D070




Positive double side

Inch
.4
L 2
z 0
s I 9
m3i
g yE
) Min. bore diameter DMIN (in
Appli- Style Designation Insert  Material Through £ 0 z (in) Page
cation coolant a @ i 0 0375 0.750 1.125 1.500 2.000
o | A g Steel kS
£ % S-SCLXR/L-H  CX... O |/ 21.260" 21 clicl D026 °
8 Carbide 5
- =4
@ ]
£ i Steel =
2| % S-SWLXR/L-H WX... O 21.260" 21 ol D082
= Carbide
o3
(o))
C —— n n
£ Steel 20.500"  1.250
c% SWLXR/L WX... O D081
Carbide 20.500"  o1.250"

100° T N Steel
S-SDXXR/L-H DX... O
Carbide

ARl 21.969" D040 F

Boring & internal
profiling

o Steel 20.625" ©1.000"
@ SDXXR/L DX... @) D040
Carbide 20.625"  21.000"
g5 = SDZXR/L DX... Steel O 20.625"  20.875 D041
S52 9w [ A Steel
£5% S-SXUORO05-H XOMU O 20.984"  01.260" D087
QES Carbide
Negative type .
Inch d
T
-y
nS
! 1T}
Lever lock 2 S
ever loc ﬁ m
: ) . . o 0 E Min. bore diameter DMIN (in)
Appli- Style Designation Insert  Material Through 0 = Page
cation oot Ml @ W 0 0375 0.750 1.125 1.500 2.000
L2 s j,a’ni ' CN..,  Steel
£5% = ) S-PCLNR/L-H " 1O rars e1.575"[ | D030
Cg S Carbide ol 969"
Dg,?g N 50"
£8% PVUNR/L  VN.. stel O M4 4 01.250" D077
528 21.650"
o . | Steel
£ ‘imi
= S-PTFNR/L-H  TN... |/ 21.575" D064
S :;Li Carbide O m!eg"

Tungaloy D007




Internal Toolholder - Quick Guide

Negative type

Inch

¢y
:
Double clamp o U %
[0
. o , 2 "ol @  Min. bore diameter DMIN (in)
Appli- Style Designation Insert  Material Through ~ J Page
eation woent » Wl |2 0 0500 1.000 1.500 2.000 2.500
g ACLNR/L ON-w el O VArav4 21.250" 22:500 I 13
30 GN...
o8
C —
| —
ne @ AWLNR/L ~ WN.. St O 01.250" G21500 V-1
o [ ___ " 8
06;.—5 @ ADUNR/L E,\']‘ Steel O 21.250" 2.000" D045
=
2a
=1 — T
c
@ g @jw AVUNR/L ‘\’(';‘q steel O 21.560" | ©2.000" D078
"7 ’’’’’’’’’ T
E ATFNR/L TN.. Stel (O 21.250" | 01.560" D065
2
g —
@ ASKNR/L SN.. Stel O 21.250" | 21.500" D055
Screw-on =
) ﬁ Min. bore diameter DMIN (in
Appli- Style Designation Insert  Material Through = (in) age
cation coolant 1,500 2.000 2.500 3.000 3.500 4.000
4| 22.090" 03.350" D050

Boring &
internal
facing
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Positive type l!
Metric " d
u &
1]
n s
33
Y
: ) ) ) £ 14 Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material Throush ~ 0= Page
cation coolant %) (il m 0 10 20 30 40 50
Steel 045 o7 3
SEXPR/L EP... v/ D048 S
o Carbide 64.5. o7 S
£ k!
Q P
= Steel o5 e27 e
] D018 -
c .
5 SCLCR/L CC.. Caide O o5/ e27 D020
fs Reinforced 216 _ 232
g Steel 010 [ 027
2 . D022
SCLPRI/L CP.. Cabide O o0/ 20 D024
Reinforced ¢14_ 232 F
J— Steel 13  o32
30° SDUCR/L DC... D032
Carbide o13 - 227
= Steel o15 022
155 SDUPR/L DP... - D038
Carbide o15 - 22
. Steel o6 032
@°’ SVUCR/IL  VC.. Cabide O o18 [0 032 Bg;g
Reinforced 232 I
= o Steel 020 | g32
= 50° .
5 @ SVUBR/L  VB.. Cabide O 0245034 D068
2‘ Reinforced 025 |
5]
c
: ses ot [ 030
= — T D035
3 5 SDQCR/L DC...  Carbide
A== 0 o13 [N 025 Do
£ Reinforced 220 -z32 J
o)
m
T Steel o15 - 022
30° SDQPR/L DP... D039
Carbide o15]  o22
Steel o135 0215
@255 SVQCR/L  VC.. Cabide O o135 0 0215 D074
Reinforced 032 I
. Steel e17 2305
@255 SVQBR/L  VB.. Cabide (O o177 0305 ngg
Reinforced @25 |

Tungaloy D009




Internal Toolholder - Quick Guide

Positive type l!
Metric ﬁ
b=
L]
%
iy
. ) . . = Min. bore diameter DMIN (mm)
Appli- Style Designation Insert Material T"ouh ~ = Page
cation coolant %) m 0 10 20 30 40 50
G2 - , Steel @20 I
oc.E 60
£55 SYUBR/L  YW.. , v D088
SEs Carbide 220 . 024.5
] Steel 26 . 08
SWUBR/L WB... ) O D080
Carbide 06 . o8
2
sl - Steel o8 o3
M . D060 -
STUPR/L TP..  Carbide () @8 e27 D0R?
Reinforced ol4 _ 231
2 Steel o100 027
5 STFPR/L TP... 0 D057
3 Carbide a10- 022
)
©
< Steel o12| o018
i< STFCR/L TC... . O D056
= Carbide 12 - 018
5o A —
g% l’G"‘ SSKPR SP.. Stel (O 020 | 031 D052
£
o3 I
5—8 o w© Steel o17 . 221.5
253 SYQBR/L YW... ) O D089
g5a Carbide g17. 221.5
— Steel ot [ 025
30; SDZCRI/L DC... O D037
Carbide o18 . 022
2 50@ SVZCR/L VC..  Stel (O 16 | D076
S
a
6 o
g @ svzBRIL | VB Sedl (O o0 [ o0 Do
LI Steel 055/ 06.5
o—— SEZPR/L EP... O D049
Carbide ¢5.5| 26.5
o
£ SVJCR/L VC..  Stel (O 016 | 020 D075
<5
co
Qo
f=g}
§ % SVJBR/L VB... Steel (O 225 230 D070

D010 tungaloy.com/us




Positive type

Metric

) . . . Min. bore diameter DMIN (mm)
Appli- Style Designation Insert Material Through Page
cot 9 10 20 30 40 50

LCE B e T s
So @ T Steel o6 o040 3
5 CTFPR/L L v D058 =
23 Without  Garpide 216 | 220 s
o hole i)
n— :
FoEe eem O o= [ c20 [ o2 D053
=8 ithout
= hole
Positive double side 14 F
11}
Metric N
z 0
3 I )
03
gy
Min. bore diameter DMIN (mm
Appli- Style Designation Insert Material Through £ 0 z (mm) Page
cation coolant E m i 0 10 20 30 40 50
E b p— Steel 012 022
S | 0% SCLXR/L  CX. _ v [ D025
fo Carbide o2 022
3G
28 —T Steel o2 022
= SWLXR/L  WX.. RG] D081
m Carbide o012 - 022
oag = S~ 15.5° Steel 213 - 024
£5¢ @ SDXXR/L  DX.. O D040
REs Carbide o13 - @24
- N — Steel o14 020
85| o5 SDZXR/L DX... O D041 J
©a Carbide 218 . @22
Steel 210|014
A/E-SXUOR/L XOMU O D086
o Carbide 210/ o014
.é
TBM XOMU  Steel O 210/ o16 D086

Tungaloy Do11




Internal Toolholder - Quick Guide

Negative type .
Metric ﬁ
i
Z3 b
PR
1
Lever lock o 0= -
[0
: ) . . g Ilol E Z  Min. bore diameter DMIN (mm)
Appli- Style Designation Insert  Material Throush ~ = D Page
cation coolant 1) m m '_ 20 30 40 50 60 70
g
S | N 9 N o8 oy
5 GN... eioreed O o3 D029
c
)
£
o3
D083
2 PWLNR/L  WN.. Stel (O AR 50 Dose
5
om

o2 [ 068 g
40 063 D044

''''' — DN Steel
el LIl FN... Reinforced O
S o0 VN...,

Boring &
internal profiling

D077
Steel
D066
PTUNR/L  TN..
= Reinforced D067
5
; D063
PTENR/L  TN..  Stel (O Does
3
2% PSKNRIL  SN..  Seel (O D054
Qo
=
i PDZNR/L DN Steel (O D046
83 D047

D012 tungaloy.com/us




Negative type

Metric

co

isoEfuanN
U TURNINGA

Double clamp

Min. bore diameter DMIN (mm)

Appli- Style Designation Insert Material Through
cation coolant

@ ACLNR/L g',:l' steel (O PAIZ

@ I .. |
F DN...,
ADUNR/L EN Steel O

—
o VN...,
If ’’’’’’’’’ T

Page

ISO Insert

20 30 40 50 60 70

e32 063 DO31

Int. Toolholder

e32 63 Dogs

Boring &
internal facing

o3[ e63 D045

Boring &
internal profiling

@40 250 D078 F

232|040 D065

Boring

032 040 D055

Screw-on

RNTEC

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

cation coolant = 40 50 60 70 80 90 J

’’’’’’’’’ T
E STLANRLL  LNMX  Stee 72 osmess D050

Boring &
internal
facing

Tungaloy D013




SOREMEISTER

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

I Vibration Dampening Mechanism

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

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

The vibrations die out quickly eliminating noise and chatter marks.

- Tool vibrations with and without

vibration damper
Springs 0.6

- Concept image of dampening

o4 I —— w/o damper
e o
:E% 02 .“““ —— w/ damper
Q
§ 0.0 MMJ\MMRAVI\VAVAV/\Vf\V/\Vf\v/\V/\VAVAVAAA
5 o i
8 04 “'H”'
é é 05T

0 ! ! ! !
_ o oz 04 o8 o8 1o
S

prings Time (sec.)

I Standard Lineup

BoreMeister is comprised of the anti-vibration bar and interchangeable boring head,
featuring serrated interfaces for high precision indexing. They are connected by
screws, allowing the fitting of a wide range of cutting heads for great flexibility.
- Minimum bore diameter : @20 mm (0.787")

Anti-vibration bar

Boring head

Serration

Reference pages: D021, D026, D030, D034, D040, D046, D059, D064, D072, D073, D079, D082, D090 - D092

D014 tungaloy.com/us




STREAMIUETBAR A

Int. Toolholder

Engineered for tool strength and
optimal chip evacuation F

I Tool body of special alloy steel, designed to reduce chatter !

ExcellentZsurface‘quallty

Competitor STREAM _ETBAR
I Minimum bore diameter from 20.177" (24.5 mm)
B Steel and carbide shank available

I New pocket design for excellent chip evacuation

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

Damage to the work surface from chips is also eliminated.

STREAMIETBAR | |Competitor

Direction of chip evacuation

cuation

Chip packing is likely to occur.

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

Reference pages: D018 -, D032 -, D048 -, D052 -, D056 -, D070 -, D076 -, D080 -

Tungaloy D015




TUNGEMINI

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

I Minimum number of tools for maximum productivity

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

Drrill Boring holder Ex holder

Py

No rotating tools

in lathe Conventional
B N Y Tooling -

2 3 Tools

t’

. Face ID oD
Drilling turning turning turning

Accelerated
Tooling -
1 Tool

I PVD grade: AH725

AHT725 features a super tough substrate
with a new PVD coating layer. Special surface technology

PrREMIUMTEC

Coating layer
with excellent
adhesion strength

PVD coating

Remarkable toughness
Fine grain carbide

Reference pages: D086 -

D016 tungaloy.com/us




MINIFFU=2N A

Int. Toolholder

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

and high performance.

B Insert
CXMU 22... 4 edges, rhombic 80° DXM/GU 22...

&9

9 - ~ 9 L =z N
o o

WXGU 22... 6 positive cutting edges

J

R !
é § ~
VAR A

@ao | @59 J

I Low cutting force machining with high rake angle

4 edges, rhombic 55°

9/

Conventional
A12M-SCLCR06-D140

MINIFFURN
A12M-SCLXR06-D140

Reference pages: D025, D026, D040, D041, D081, D082

Tungaloy D017




Rhombic, 80°
with hole
Positive 7°

STREAMUETBAR

A/E-SCLCR/L

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

LF

DCONMS

DMIN
N — =

95° . i =

] % — oL

s vy BT
< 95° =

N —
Cutting edge style L B

Material DMIN DCONMS WF LF LH

A05-SCLCR/L2-D06 Steel 0.375 0.313 0.200 4.500 0.630
A06-SCLCR/L2-D08 Steel 0.500 0.375 0.281 5.000 0.750
A08-SCLCR/L2-D11 Steel 0.687 0.500 0.406 5.000 1.000
A10-SCLCR/L3-D14 Steel 0.875 0.625 0.531 7.000 1.250
A12-SCLCR/L3-D16 Steel 1.000 0.750 0.594 7.000 1.438
A16-SCLCR/L3-D20 Steel 1.250 1.000 0.687 7.000 1.750
C E06-SCLCR/L2-D08 Carbide  0.500 0.375 0.281 5.000 0.750
E08-SCLCR/L2-D11 Carbide  0.688 0.500 0.406 5.000 1.000
E10-SCLCR/L2-D14 Carbide  0.875 0.625 0.531 7.000 1.250
E10-SCLCR/L3-D14 Carbide  0.875 0.625 0.531 7.000 1.250
E12-SCLCR/L3-D16 Carbide  1.000 0.750 0.594 7.000 1.438
E16-SCLCR/L3-D20 Carbide  1.250 1.000 0.687  10.000  1.750

Material DMIN DCONMS WF LF LH

AO04F-SCLCR/L03-D050 Steel 5 4 2.5 80 8
AO05F-SCLCR/L03-D060 Steel 6 5 3 80 9
A06G-SCLCR/L04-D070 Steel 7 6 3.5 90 11
A07G-SCLCR/L04-D080 Steel 8 7 4 90 12
A08H-SCLCR/L06-D100 Steel 10 8 5.5 100 16
A10F-SCLCR06-D120 Steel 12 10 6 80 20
A10K-SCLCR/L06-D120 Steel 12 10 6 125 20
A12H-SCLCR06-D140 Steel 14 12 7 100 24
A12M-SCLCR/L06-D140 Steel 14 12 7 150 24
A12H-SCLCR06-D160 Steel 16 12 9 100 24
A12M-SCLCR/L06-D160 Steel 16 12 9 150 24
A16K-SCLCR09-D180 Steel 18 16 9 125 32
A16Q-SCLCR/L09-D180 Steel 18 16 9 180 32
A16K-SCLCR09-D200 Steel 20 16 11 125 32
A16Q-SCLCR/L09-D200 Steel 20 16 11 180 32
A20R-SCLCR/L09-D220 Steel 22 20 11 200 32
A25S-SCLCR/L09-D270 Steel 27 25 13.5 250 45
E04G-SCLCR/L03-D050 Carbide 5 4 2.5 90 9
E05G-SCLCR/L03-D060 Carbide 6 5 3 90 10
E06H-SCLCR/L04-D070 Carbide 7 6 3.5 100 12
E07H-SCLCR/L04-D080 Carbide 8 7 4 100 14
E08G-SCLCR06-D100 Carbide 10 8 5.5 90 22
E08K-SCLCR/L06-D100 Carbide 10 8 5.5 125 22
E10F-SCLCR06-D120 Carbide 12 10 6 80 25
E10H-SCLCR06-D120 Carbide 12 10 6 100 25
E10M-SCLCR/L06-D120 Carbide 12 10 6 150 25
E12G-SCLCR06-D140 Carbide 14 12 7 90 27
E12J-SCLCR06-D140 Carbide 14 12 7 110 27
E12Q-SCLCR/L06-D140 Carbide 14 12 7 180 27
E12G-SCLCR06-D160 Carbide 16 12 9 90 27
E12J-SCLCR06-D160 Carbide 16 12 9 110 27
E12Q-SCLCR/L06-D160 Carbide 16 12 9 180 27
E16H-SCLCR09-D180 Carbide 18 16 9 100 32
E16L-SCLCR09-D180 Carbide 18 16 9 130 32
E16R-SCLCR/L09-D180 Carbide 18 16 © 200 32

D018 tungaloy.com/us

H
0.300
0.350
0.475
0.600
0.725
0.975
0.350
0.475
0.600
0.600
0.725
0.975

H
3.8
4.8

5.75
6.75
7.5

11
11
11
11
15
15
15
15
18
23
3.8
4.8
5.75
6.75
7.5
7.5

11
11
11
11
11
11
15
15
15

GAMP GAMF RE*

o
0°
o
0°
o
0°
o
0°
N
0°
0
0°

-14°
-9°
-6°
-7°

0.016
0.016
0.016
0.016
0.031
0.031
0.016
0.016
0.016
0.016
0.031
0.031

GAMP GAMF RE*

0°
0°

0°

-15°
-13°
-13°
-11°
=iEF
-10°
-10°
_8°
_8°

-10°
-10°
-10°

0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.2
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8

©

Righthand(R)shown.

Insert

CC™21.5...
CC*21.5...
CC*™ 21.5...
CC* 325...
CC* 32.5...
CC* 32.5...
CC*™21.5...
CC*™215...
CC*™21.5...
CC*™ 325...
CC*™ 325...
CC*™ 325...

Insert

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

Torque
0.89
0.89
0.89

2.2
2.2
2.2
0.89
0.89
0.89
2.2
2.2
2.2

Torque*
0.6
0.6
0.6
0.6
1.2
1.2
1.2
1.2




Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
E16H-SCLCR09-D200 Carbide 20 16 11 100 32 15 0° -9° 0.8 CC*09T3... 3
E16L-SCLCR09-D200 Carbide 20 16 11 130 32 15 0° e 0.8 CC*09T3... 3
E16R-SCLCR/L09-D200 Carbide 20 16 11 200 32 15 0° -9° 0.8 CC*09T3... 3
E20S-SCLCR09-D220 Carbide 22 20 11 250 36 18 0° -8° 0.8 CC*09T3... 3
E25T-SCLCR09-D270 Carbide 27 25 13.5 300 45 23 0° -6° 0.8 CC*09T3... 3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).
INCH & %g
SPARE PARTS
Designation Clamping screw Wrench
A*-SCLCR/L2-D... CSTB-2.58 T-8F
A**-SCLCR/L3-D... CSTB-4S T-15F
E06-SCLCR/L2-D08 CSTB-2.58 T-8F -
o)
E**-SCLCR/L2-D... CSTB-2.5B T-8F %
E**-SCLCR/L3-D... CSTB-4S T-15F =
k!
METRIC & %g =
SPARE PARTS
Designation Clamping screw Wrench
A*-SCLCR/L03-D... CSTA-1.6 T-6F
A**-SCLCR/L04-D... CSTB-2 T-6F
A**-SCLCR/L06-D... CSTB-2.58 T-8F
A*-SCLCR/L09-D... CSTB-4S T-15F
E**-SCLCR/L03-D... CSTA-1.6 T-6F
E**-SCLCR/L04-D... CSTB-2 T-6F
E**-SCLCR/L06-D... CSTB-2.58 T-8F
E16*-SCLCR/L09-D... CSTB-4L060 T-15F
E2**-SCLCR/L09-D... CSTB-4S T-15F
B INSERT SELECTION
P Precision A Finishing to S Precision S Finishing to
. it finishing bibishing medium cutting M Application finishing Finishing medium cugming
Grade SH725 NS9530 SH725 T9215 Grade SH725 AH6225 SH725 AH6225
JP PSS Js PS JP PSS Js PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions BO18
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Chipbreaker
Shape shape
Cutting conditions B0O16 Cutting conditions B018
. Application m:jir;::sr:lliggttt‘i)n g . Application Zﬁgﬁfg Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM DIA with rake DA AL
Breaker Breaker
Shape Shape a l J @;’ O
Cutting conditions B020 Cutting conditions B022
it Precision S Finishing to e Precision A
Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP
Breaker ﬂ Breaker .
Shape v Shape v
Cutting conditions B024 Cutting conditions

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

Rhombic, 80°
with hole
Positive 7°

T-SCLCR/L

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

@

Reinforced carbide *

|
I

@%

L3 2
LH L PENEINE
‘ 8
GAMPY = KS)
Cuttlng edge style L e Righthand(R)shown.
Material DMIN CNT DCONMS WF LF LH L3 H GAMF GAMP RE** Insert  Torque
T12M-SCLCR/L06 Reinforced 16 = 12 9 150 22 59 11 -10° 0° 0.4 CC*0602... 1.2
T16Q-SCLCR/L09 Reinforced 20 - 16 11 180 27 59 15 -10° 0° 0.8 CC*09T3...
T20R-SCLCR/L09C Reinforced 25 Rc1/4 20 13 200 35 49 18 -8° 0° 0.8 CC*09T3... 3
T25S-SCLCR/L09C Reinforced 32 Rc1/4 25 17 250 40 64 23 -6° 0° 0.8 CC*™09T3...
Torque: Recommended clamping torque: N-m
**RE: Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
c Note: Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).
SPARE PARTS '& A
Designation Clamping screw Wrench
T12M-SCLCR/L06 CSTB-2.5 T-8F
T16Q-SCLCR/L09 CSTB-4S T-15F
T20R-SCLCR/L09C CSTB-4S T-15F
T25S-SCLCR/L09C CSTB-4S T-15F
B INSERT SELECTION
P Precision A Finishing to S Precision S Finishing to
. it finishing bibishing medium cutting M Application finishing Finishing medium cﬂtting
Grade SH725 NS9530 SH725 T9215 Grade SH725 AH6225 SH725 AH6225
JP PSS Js PS JP PSS Js PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions BO18
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Chipbreaker
Shape shape
Cutting conditions B0O16 Cutting conditions B018
. Application m:jir;::sr:lliggttt‘i)n g . Application Zﬁgﬁfg Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM DIA with rake DA AL
Breaker Breaker
Shape Shape Kﬁ I | 4 \aﬁz
Cutting conditions B020 Cutting conditions B022
. Application ':Ir:lg;ﬁ'r?; Finishing meF(Iir::an'llglgjttt?n 9 H Application :’;ﬁg;:fg Finishing
Grade BX470 AH8005 AH8015 Grade BXA10 BXA20
CBN .. PS PS HP
Breaker “ Breaker .
Shape v Shape v
Cutting conditions B024 Cutting conditions

Reference pages: T-SCLCR/L: Insert — B112 -

, CBN — B189 -, PCD — B213
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SOREMEISTER

S-SCLCR/L-H

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

Cutting edge style L

S$16-SCLCR/L06-H
S20-SCLCR/L09-H
S25-SCLCR/L09-H
832-SCLCR/L09-H
S40-SCLCR/L12T-H

DMIN DCONMS WF

0.787 0.630 0.433
0.984 0.787 0.512
1.260 0.984 0.669
1.575 1.260 0.866
1.969 1.575 1.063

W
DCONMS

>

]

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

&

i

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

Cutting conditions

. Application  Medium cutting

T9215

Grade

PM
Breaker
Shape
Cutting conditions B016
- Finishing to
. Application medium cutting
Grade T515
CM
Breaker
Shape

Cutting conditions B020
Application REC IO
finishing

Grade BX470
CBN _
Breaker n
Shape
Cutting conditions

@

Right hand (R) shown.

LF Shank Insert
0.787 D/G.625 CC*™215...
0.787 D/G.750 CC* 325... ﬁ
0.787 D1.00 CC* 32.5... §
o
1.260 D1.25 CC*™ 32.5... i)
1.496 D1.50, D2.00, D2.50 CC*™ 43... g
Shim screw
SRTC-4
sopcsion iy e SRR
Grade SH725 AH6225 SH725 AH6225
JP PSS Js PS
Chipbreaker
shape

B016 Cutting conditions B018
M Application  Medium cutting
Grade AH6225
PM
Chipbreaker
shape
Cutting conditions B018
G Precision A n .
. Application finishing Finishing Medium cutting
Grade DX120 DX140 KSO05F
DIA with rake DA AL
Breaker G a
Shape \ I' \#—! .
Cutting conditions B022
Finishing t L Precisi
Finishing m e(lir;:.usmlgﬂtt?n . H Application fi':ig;;?; Finishing
AHB8005 AHB8015 Grade BXA10 BXA20
PS PS HP HS
Breaker .
o Shape v
B024 Cutting conditions B026

Reference pages: S-SCLCR/L-H: Insert = B112 -, CBN — B189 -, PCD — B213
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Rhombic, 80°
with hole
Positive 11°

STREAM_UETBAR

A/E-SCLPR/L

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

vl =

Cutting edge style L

A06-SCLPR/L2-D08
A08-SCLPR/L2-D11
A10-SCLPR/L3-D14
E06-SCLPR/L2-D08
E08-SCLPR/L2-D11
E10-SCLPR/L3-D14

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

Material
Steel
Steel
Steel

Carbide
Carbide
Carbide

Material
Steel

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

DMIN
0.500
0.687
0.875
0.500
0.688
0.875

DMIN
10
12
12
14
14
16
18
20
22
27
10
12
12
12
14
14
14
14
16
16
16
18
18
18
20
20
20

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

**RE: Standard corner radius

- n
GAME &l = LF 2
8
GAM P{E 1
DCONMS WF  LF  LH H GAMP GAMF
0.375 0.281 5.000 0.750 0.350 & -5°
0.500 0.406 5.000 1.000 0.475 5° -2°
0.625 0.531 7.000 1.250 0.600 & -2°
0.375 0.281 5.000 0.750 0.350 0° -9°
0.500 0.406 5.000 1.000 0.475 0° -6°
0.625 0531 7.000 1250  0.600 0° -7
DCONMS WF  LF  LH H GAMP GAMF
8 515 100 16 7.5 & -8°
10 6 125 20 9 5° -5°
10 6 125 20 9 5° -5°
12 7 150 24 11 5° -4°
12 7 150 24 11 & -4°
12 9 150 24 11 5° -3°
16 9 180 32 15 5° -3.5°
16 11 180 32 15 5° -3°
20 11 200 36 18 58 -2°
25 13.5 250 45 23 5° -1°
8 515 125 22 7.5 5 -8°
10 6 150 25 9 5° -5°
10 6 100 25 9 58 -5°
10 6 150 25 9 5° -5°
12 7 180 27 11 5 -4°
12 7 90 27 11 5° -4°
12 7 110 27 11 58 -4°
12 7 180 27 11 5° -4°
12 9 90 27 11 58 -3°
12 9 110 27 11 5° -3°
12 9 180 27 11 & -3°
16 9 100 32 15 5° -3.5°
16 9 130 32 15 5° -3.5°
16 9 200 32 15 5° -3.5°
16 11 100 32 15 & -3°
16 11 130 32 15 5° -3°
16 11 200 32 15 5° -3°

DMIN

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

Reference pages: A/E-SCLPR/L: Insert — B118 -, CBN — B192
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RE*
0.016
0.016
0.016
0.016
0.016
0.032

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

V@

“p)

Righthand(R)shown.

Insert

CP*™21.5..
CP*21.5..
CP** 32.5...
CP*21.5..
CP** 21.5...
CP*32.5...

Insert

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

Torque
0.89
0.89
2.21
0.89
0.89
2.21

Torque*
1.2
1.2
1.4
1.2




INCH
SPARE PARTS @ /<§

Designation Clamping screw Wrench
A06-SCLPR/L2-D08 CSTB-2.5L042 T-8F
A08-SCLPR/L2-D11 CSTB-2.58 T-8F
A10-SCLPR/L3-D14 CSTB-4L070 T-15F
E06-SCLPR/L2-D08 CSTB-2.58 T-8F
E08-SCLPR/L2-D11 CSTB-2.5B T-8F
E10-SCLPR/L3-D14 CSTB-4S T-15F
METRIC @ /é
SPARE PARTS
Designation Clamping screw Wrench
A*-SCLPR/L06-D... CSTB-2.5S T-8F
A10K-SCLPR/L08-D120 CSTB-3L042 T-9F
A12M-SCLPR/L08-D... CSTB-3L050 T-9F =
A*-SCLPR/L09-D... CSTB-4L060 T-15F ﬁ
E**-SCLPR/L06-D... CSTB-2.5S T-8F %
E10*-SCLPR/L08-D... CSTB-3L042 T-9F =]
E12*-SCLPR/L08-D... CSTB-3L050 T-9F E
E16*-SCLPR/L09-D... CSTB-4L060 T-15F

Il INSERT SELECTION

Application Finishing Finishing to 10 4iuum cutting Application Finishing Finishing to  p64ium cutting
medium cutting medium cutting
. Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS - PSS PS PM
Breaker Chipbreaker
Shape shape
Cutting conditions BO16 Cutting conditions B0O18
Application ~_Finishing to Application Finishin,
PP medium cutting PP 9
Grade T515 Grade DX140
CM DIA
Breaker Breaker H
Shape Shape \/’
Cutting conditions B020 Cutting conditions B022
. Application Finishing meF(Iir::an'llg?jttt?n 9
Grade AH8005 AHB8015
PSS PS
Breaker
Shape
Cutting conditions B024

Tungaloy D023




CP

Rhombic, 80°
with hole
Positive 11°

T-SCLPR/L

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

Reinforced carbide

Cutting edge style L

Material DMIN CNT DCONMS WF  LF LH L3 H GAMF GAMP RE*

T12M-SCLPR08-D14 Reinforced 14 = 12 7 150 22 59 11 -4° 5°
T12M-SCLPR/LO8 Reinforced 16 - 12 9 150 25 59 11 -3° 5°
T16Q-SCLPR09-D18 Reinforced 18 - 16 < 180 27 59 15 -3.5° 5°
T16Q-SCLPR/L09 Reinforced 20 - 16 11 180 30 59 15 -4° 5°
T20R-SCLPR09C-D22 Reinforced 22 Rc1/4 20 11 200 35 49 18 =27 5°
T20R-SCLPR/L09 Reinforced 25 - 20 13 200 35 49 18 -2° 5°
c T25S-SCLPR09C-D27 Reinforced 27 Rc1/4 25 185 250 40 64 23 =il 5°
T25S-SCLPR/L09 Reinforced 32 - 25 17 250 40 64 23 0° 5°

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

SPARE PARTS @ 7 Q

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

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

I INSERT SELECTION

Application Finishing m::lr:::sr:‘\irc‘:gttt(i)n g Medium cutting M Application Finishing m:(iir;ijsr?liggttt?ng Medium cutting
. Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM o PSS PS PM
Breaker . Chipbreaker
Shape ; s shape
Cutting conditions BO16 Cutting conditions B0O18
Application ~_Finishing to Application Finishin
PP medium cutting PP 9
Grade T515 Grade DX140
CM DIA
Breaker Breaker H
Shape 0 Shape \’,o”
Cutting conditions B020 Cutting conditions B022
. Application Finishing meFllri‘Lsn'?\igﬂttt?n 9
Grade AH8005 AHB8015
PSS PS
Breaker
Shape
Cutting conditions B024

Reference pages: T-SCLPR/L: Insert - B118 -, CBN — B192
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. L;" d ==
L LH LF - L3 -
GAMF ;
GAMPR— = |

DCONMS

0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8

3

Righthand(R)shown.

Insert

CP**0802...
CP*0802...
CP**0908...
CP**0908...
CP**0908...
CP*0908...
CP*0908...
CP**0903...

Torque




Rhombic, 80°
with hole

MINIFTURN

A/E-SCLXR/L

Screw-on boring bar, for CXMU inserts

@

c,) P~
LF - S S
P4 o
1S <
i “ A |9
Cuttlng edge style L Right hand (R) shown. g
Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque
A10K-SCLXR/L06-D120 Steel 12 10 6 125 20 9 -10° -14.5° 0.4 CXMUO0603**L/R... 0.9
A12M-SCLXR/L06-D140 Steel 14 12 7 150 24 11 -10° -12.5° 0.4 CXMUO0603**L/R... 0.9
A16Q-SCLXR/L06-D180 Steel 18 16 9 180 32 15 -10° -9.5° 0.4 CXMUO0603**L/R... 0.9
A20R-SCLXR/L06-D220 Steel 22 20 11 200 36 18 -10° -8° 0.4 CXMU0603**L/R... 0.9
E10M-SCLXR/L06-D120 Carbide 12 10 6 150 25 9 -10°  -14.5° 0.4 CXMUO0603**L/R... 0.9
E12Q-SCLXR/L06-D140 Carbide 14 12 7 180 27 11 -10°  -12.5° 0.4 CXMUO0603*L/R... 0.9
E16R-SCLXR/L06-D180 Carbide 18 16 9 200 32 15 -10° -9.5° 0.4 CXMUO0603**L/R... 0.9
E20S-SCLXR/L06-D220 Carbide 22 20 11 250 36 18 -10° -8° 0.4 CXMUO0603*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 & /°
Designation Clamping screw Wrench
A/E**-SCLXR/L... SR34-514 T-7F
@ Use the right hand toolholder (R) for the left hand insert (L)
@ Use the left hand toolholder (L) for the right hand insert (R)
CXMUO0603**L SCLXR... SCLXL... CXMUO0603**R
@ Right hand toolholder with left hand insert shown @ Left hand toolholder with right hand insert shown

B INSERT SELECTION

Fraet T Finishing to q 5 S Finishing to o q
. Application 2o G Medium cutting M Application o cutting Medium cutting

Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions D096 Cutting conditions D096
. Application m:&?:,s:iggttt?n 9 Medium cutting Application m:::lri‘li.us;iggttt?n g Medium cutting
Grade T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker Breaker
Shape Shape
Cutting conditions D096 Cutting conditions D096

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

Tungaloy D025



CX

Rhombic, 80°
with hole

MINIFTURN

S-SCLXR/L-H

Screw-on clamp exchangeable boring head, for CXMU inserts

Cutting edge style L

S§25-SCLXR/L06-H
S$32-SCLXR/L06-H
S40-SCLXR/L06-H

>

L
DCONMS

WF
(-

DMIN DCONMS WF LF
1.260 0.984 0.669 0.787
1.575 1.260 0.866 1.260
1.969 1.575 1.063 1.260

Shank
D1.00

D1.25
D1.50, D2.00, D2.50

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

(o] SPARE PARTS

Designation

S§**-SCLXR/L06-H

& 8

Clamping screw Wrench
SR34-514 T-7F

I INSERT SELECTION

. Application

Grade

Breaker
Shape

Cutting conditions

. Application

Grade

Breaker
Shape

Cutting conditions

Finishing to 7 q —— Finishing to i 0
FER I G Medium cutting M Application o cutting Medium cutting
T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker
Shape
D096 Cutting conditions D096
Finishing to . " Ayt Finishing to g A
medium cutting Medium cutting Application medium cutting Medium cutting
T9215 T9215 Grade AH8015 AH8015
TS TS TS TS
Breaker
Shape
D096 Cutting conditions D096

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

Standard cutting conditions — D096

D026 tungaloy.com/us

@

Right hand (R) shown.

Insert
CXMU 22**L/R...

CXMU 22*L/R...
CXMU 22*L/R...




CN GN
O themtic s [ O ermtie
STREAMIETBAR

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

LF 3

> o

H s

I =

Cutting edge style L Righthand(Rshown. £

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque

A16M-PCLNR/L0904-D200 Steel 20 16 11 150 32 15 3 -6° -16° 08 CN"/GNMGO904.. 1.7
A20Q-PCLNR/L0904-D250  Steel 25 20 13 180 36 18 3 6> -12° 08 CN*/GNMG0904.. 1.7
A16M-PCLNR/L09-D200 Steel 20 16 11 150 32 15 3 6 14> 08 CN™0903... 1.7
A20Q-PCLNR/L09-D250 Steel 25 20 13 180 36 18 3 6 -12° 08 CN™0903... 1.7
A25R-PCLNR/L09-D320 Steel %2 25 17 200 45 23 45 -6° -11° 08 CN**0903... 1.7
A25R-PCLNR/L12-D320 Steel 3% 25 17 200 45 23 45  -6° -13° 08 CN*/GNGA1204.. 27
A32S-PCLNR/L12-D400 Steel 40 32 22 250 50 30 6 6> -11° 0.8 CN"/GNGA1204... 4.8
A40T-PCLNR/L12-D500 Steel 50 40 27 300 60 37 7 6°  -10° 0.8 CN“/GNGA1204.. 4.8
A50U-PCLNR/L12-D630 Steel 63 50 35 350 65 47 10  -6° -8° 0.8 CN"/GNGA1204.. 4.8

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

SPARE PARTS /E/ y ( @ & @ &

Designation i nggw qg %lgp;\;:llgg Wrench 1 Wrench 2 Spring pin Lever 332 g’#@gm* forS;i Irivgl e
A16M-PCLNR/L0904-D200 - - LCS33 P-2F - - LCL33N - SSHM3-4
A20Q-PCLNR/L0904-D250 S = LCS33 P-2F = = LCL33N EA-20 SSHM3-4

A**-PCLNR/L09-D**0 - LCS22A - P-2F - - LCL32N EA-25 SSHM5-6
A25R-PCLNR/L12-D320 - LCS43 - - P-2.5 - LCL43N EA-25 SSHM5-6
A32S-PCLNR12-D400 LSC42BR - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM5-6
A32S-PCLNL12-D400 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNR12-D500 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNL12-D500 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNR12-D630 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNL12-D630 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
*Optional

Il INSERT SELECTION

- Application Zﬁgﬁ:?g" Finishing Medium cutting Med'zﬂ‘tﬁ?‘;eaw M Application Finishing Medium cutting Med"é'l? tlggeavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF " SM SH
Breaker Q Chipbreaker = T
Shape e ‘ shape G
Cutting conditions B004 Cutting conditions B006
Application Finishing Medium cutting MediléLnntiz;eavy Application Zﬁgﬁﬁ’; Finishing Medium cutting
Grade T515 T515 T515 Grade DX1 20 DX140 TH10
All-round All-round, All-round with rake DA
Breaker Breaker I !
Shape Shape \ \
Cutting conditions B008 Cutting conditions B0O10
. Application fir:ig;ﬁlr?; Finishing Medium cutting H Application ';ﬁg;ﬁ':g" Finishing
Grade BX815 AHB8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « @ ) Breaker .
Shape = 2] Shape & - r '\';_:'/’
\-.f' - ;4?,
Cutting conditions B012 Cutting conditions B014

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

Tungaloy D027




CN

Rhombic, 80°
with hole

GN

TUNGCARP

C-PCLNL-CHP

Rhombic, 70°
with hole

Lever-lock boring bar with TungCap connection, with 95° approach angle,

for negative 80°/70° rhombic inserts, with high pressure coolant capability

95}/’ DMIN o) w 8 N @
L Y
y—ie 2R > =
- Ll 8>
o A\ V 8 L @ ©
0 o
95° . ’7‘7 ~ LB
Cutting edge style L - LF Lefthand(L)shown.
DMIN DCONMS BD LF LB WF f2 RE** Insert
CBPCLNL17100-12-CHP 32 63 25 100 67.5 17 4.5 0.8 CN*/GNGA1204...
Applicable for 14 MPa coolant
**RE: Standard corner radius
A
- ¢ B
SPARE PARTS &
Designation Clamping screw Coolant unit Wrench Lever
c C6PCLNL17100-12-CHP LCS43 S-CU-CHP P-2.5F LCL43N
S-PCLNR/L
Lever-lock boring bar, for negative 80°/70° rhombic inserts
H
G et
G fe1e
LH 2
LF =
o]
=7= o
. || O
Cutting edge style L Righthand (R)shown.
Material DMIN DCONMS WF LF LH H B GAMP GAMF RE* Insert Torque
S16M-PCLNR/L09 Steel 20 16 11 150 30 15 15.5 -6° -14° 0.8 CN*0908... 1.7
S20Q-PCLNR/L09 Steel 25 20 13 180 35 18 19 -6° -12° 0.8 CN*0903... 1.7
S25R-PCLNR/L09 Steel 32 25 17 200 40 23 24 -6° -11° 0.8 CN*0908... 1.7
S32S-PCLNR/L12 Steel 40 32 22 250 50 30 29.5 -6° -11° 0.8  CN*/GNGA1204.. 4.8
S40T-PCLNR/L12 Steel 50 40 27 300 55 37 37.5 -6° -10° 0.8 CN*/GNGA1204.. 4.8
S50U-PCLNR/L12 Steel 63 50 35 350 65 47 47.5 -6° -8° 0.8 CN*/GNGA1204.. 4.8

Torque: Recommended clamping torque: N-m

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

y

SPARE PARTS

Designation

L)

Clamping screw 1

Y
©
@

Clamping screw 2

Wrench 1

{

Wrench 2

s

S$**-PCLNR/L09
S32S-PCLNR/L12
S40T-PCLNR/L12
S50U-PCLNR/L12

LSC42BR/L
LSC42BR/L
LSC42BR/L

LCS22A

LCS4
LCS4
LCS4

P-3
P-3
P-3

Spring pin
- LCL32N
LSP4 LCL4
LSP4 LCL4
LSP4 LCL4

Reference pages:

C-PCLNL-CHP, S-PCLNR/L:

Insert — B054 -, BO75, CBN — B168 -, PCD — B211

D028 tungaloy.com/us




T-PCLNR

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

95° —

95°

Cutting edge style L

GAMF

4
GAMP %ﬁ =

Reinforced carbide

al
i

L3

LF

Material DMIN CNT DCONMS WF LF
T16Q-PCLNR09 Reinforced 20 = 16 11 180
T20R-PCLNR09C Reinforced 25 Rc1/4 20 13 200
T25S-PCLNR09C Reinforced 32 Rc1/4 25 17 250
T32U-PCLNR12C Reinforced 40 Rc1/2 32 22 350
T40V-PCLNR12C Reinforced 50 Rc1/2 40 27 400
T50W-PCLNR12C Reinforced 63 Rc1/2 50 35 450

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

LH
27
35
40
50
55
65

DCONMS|

LY

Righthand(R)shown.

L3 H GAMP GAMF RE* Insert

59 15 -6° -14° 0.8 CN*0908...

49 18 -6° -12° 0.8 CN*™0903...

64 23 -6° /1 0.8 CN*0903...
103 30 -6° -11° 0.8 CN*/GNGA1204...
88 37 -6° -10° 0.8 CN*™/GNGA1204...
63 47 -6° -8° 0.8 CN*"/GNGA1204...

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

R

SPARE PARTS

AL 4 m R

Torque
1.7

1.7
1.7
4.8
4.8
4.8

Designation
T**-PCLNRO09... -

Clamping screw 1
LCS22A

T**-PCLNR12C LSC42BR °

Il INSERT SELECTION

Application Zﬁ:ﬁ'ﬁg Finishing Medium cutting
Grade NS9530 GT9530 T9215

Breaker
Shape
Cutting conditions B004
. Application Finishing Medium cutting Medilérl?tttizgheavy
Grade T515 T515 T515
Breaker
Shape
Cutting conditions B008
. Application ':::‘s"rﬁlr‘])gn Finishing Medium cutting
Grade BX815 AH8005 AH8005
CBN HRF HRM
Breaker )
Shape ":. : ’
Cutting conditions B012

Medi

LCS4

um to heavy
cutting

T9215

TF TSF 4 ™ TH
&S $

Clamping screw 2

Wrench 1 Wrench 2 Spring pin
P-2F - - LCL32N
- P-3 LSP4 LCL4
Application Finishing Medium cutting Medilémttiﬁ;eavy
Grade T6215 AH6225 AH6225

SF SM SH
Chipbreaker - ,- L,
shape ST b

Cutting conditions B006
Application Ff’lr:z::':gn Finishing Medium cutting
Grade DX120 DX140 TH10
DIA with rake DA P
Breaker
= QPN O
Cutting conditions B0O10
S Precision P
Application finishing Finishing
Grade BXA10 BXA20
HP HS
Breaker
Shape \fﬁ \(‘.{\,‘. /f
Cutting conditions B0O14

Reference pages: T-PCLNR: Insert — B054 -, B075, CBN — B168 -, PCD — B211

Tungaloy D029
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Rhombic, 80° Rhombic, 70°
with hole with hole

S0OREMEISTER

S-PCLNR/L-H

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

]
1 r g
95° . > - G i
[] w 8
2| fo v
LF
Cutting edge style L
DMIN DCONMS WF LF
S32-PCLNR/LO9-H 1.575 1.260 0.866 1.260
S40-PCLNR/LO9-H 1.969 1.575 1.063 1.260

S-PCLNR/L-H-SP

Shank
D1.25

D1.50, D2.00, D2.50
Note: Use right-hand toolholders (PCLNR**) with left-hand inserts (L); and left-hand toolholders (PCLNL**) with right-hand inserts (R).

SPARE PARTS & & @ %’g

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

@

Right hand (R) shown.
Insert
CN**/GNMG 38...
CN**/GNMG 38...

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

A
n
| [ S
o P4
95¢ > - —~ =38
o
o [T el
G 2 fo '
) LF
Cutting edge style L
DMIN DCONMS WF LF
S25-PCLNR/L12-H-SP 1.260 0.984 0.669 1.38
S32-PCLNR/L12-H-SP 1.575 1.260 0.866 1.38
S40-PCLNR/L12-H-SP 1.969 1.575 1.063 1.57
E & Lol /8
SPARE PARTS
Designation Lever Clamping screw Shim Spring pin Wrench
S**-PCLNR/L12-H-SP ~ WCD.ER3.101.000 WCD.ER4.101.107 WCD.ER2.101.0038 WCD.ER1.101.000 P-2F
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade AH6225 AH6225

TSF ™ SS SM
Chipbreaker Chipbreaker
shape shape

Cutting conditions B004 Cutting conditions B006
. Application  Medium cutting . Application  Medium cutting
Grade T515 Grade AH8015
™ ™
Chipbreaker Chipbreaker
shape shape
Cutting conditions B008 Cutting conditions B012

inserts

Shank
D/G1.00
D/G1.25

D/G1.50/D2.00/D2.50

@

Right hand (R) shown.

Insert
CNMG 43...
CNMG 43...
CNMG 43...

Reference pages: S-PCLNR/L-H, S-PCLNR/L-H-SP: Insert — B054 -, BO75, CBN — B168 -, PCD — B211

Shank — D090 - D092

D030 tungaloy.com/us




TURNINGA

A-ACLNR/L

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

DMIN H @
2, ' 7
95/’[ RC
Yl 9
[ - | - =& LF =
- 95° P 8
| l ©
GAMP \ I a
Cutting edge style L Righthand (R)shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque
A16-ACLNR/L33-D20 Steel 1250 1.000 0.672 12.000 1.750 0.906 0.172 -6° -13°  0.031 CN*/GNMG 383... 2.21
A20-ACLNR/L33-D25 Steel 1.560 1.250 0.859 14.000 1.938 1.188 0.234 -6° -10°  0.031 CN**/GNMG 383... 2.21 ﬁ
A16-ACLNR/L4-D20 Steel 1.250 1.000 0.640 12.000 1.750 0.906 0.177 -6° -13°  0.031 CN*/GNGA 43... 2.21 §
[}
A20-ACLNR/L4-D25 Steel 1.560 1.250 0.770 14.000 1.930 1.180 0.236 -6° -10°  0.031 CN**/GNGA 43... 2.21 i)
A24-ACLNR/L4-D32 Steel 2.000 1.500 0.890 14.000 2.160 1.450 0.275 -6° -8° 0.031 CN*/GNGA 43... 2.21 g
A32-ACLNR/L4-D40 Steel 2.500 2.000 1.280 16.000 2.550 1.850 0.393 -6° -7° 0.031 CN*/GNGA 43... 2.21
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A25R-ACLNR/L0904-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 CN**/GNMGO0904... 3
A32S-ACLNR/L0904-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 CN**/GNMGO0904... 3
A25R-ACLNR/L12-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 0.8 CN*/GNGA1204... 3
A32S-ACLNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 CN*/GNGA1204... 3
A40T-ACLNR/L12-D500 Steel 50 40 27 300 55! 37 7 -6° -8° 0.8 CN**/GNGA1204... 3
A50U-ACLNR12-D630 Steel 63 50 35 350 65 47 10 -6° -7° 0.8 CN*/GNGA1204... 3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE: Standard corner radius
-
SPARE PARTS §® & f [o] & Vs
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
Fp ACP3S-E ACS-5W BP-7 SP-2.5 ASC322 CSTB-3.5 TA15F
AR ST ACP4S ACS-5W BP-7 SP-2.5 ASC422 CSTB-3.5 T-15F
I INSERT SELECTION
Application ':Irrz:;::_?; Finishing Medium cutting Medilé':'ntiz gheavy M Application Finishing Medium cutting Medigﬁ'ﬁtiﬁ éleavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF . SM SH
Breaker Chipbreaker 1
Shape . Q 3 e ‘ shape - i
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting MediléTﬂti?‘ ;eavy . Application 2';3;;:':; Finishing Medium cutting
Grade 515 T515 T515 Grade DX120 DX140 TH10
All-round All-round, All-round DIA with rake DA P
Breaker Breaker
= @ @ @ = QO
Cutting conditions B008 Cutting conditions B010
. Application ';ﬁg;ﬁ'r“’; Finishing  Medium cutting H  Avplication ':IV:I‘S’;:':; Finishing
Grade BX815 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker « o @ @ Breaker =B -
Shape : G Shape L . &= e
9 N &S
Cutting conditions B012 Cutting conditions B014

Reference pages: A-ACLNR/L: Insert — B054 -, BO75, CBN — B168 -, PCD — B211

Tungaloy D031




DC

Rhombic, 55°

with hole

Positive 7°

STREAM_UETBAR

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

DMIN H
L ®

%)
LF ;
-8
I
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A06-SDUCR2-D10 Steel 0.625 0.375 0.406 5.000 0.750 0.350 0.218 0° -8° 0.016 DC**21.5... 0.89
A08-SDUCR/L2-D11 Steel 0.688 0.500 0.406 5.000 1.000 0.475 0.156 0° -6° 0.016 DC*21.5... 0.89
A10-SDUCR2-D14 Steel 0.875 0625 0.531 7.000 1.250 0.600 0.218 0° -4° 0.016 DC*21.5... 0.89
A12-SDUCR/L3-D16 Steel 1.000 0.750 0.594 10.000 1.500 0.700 0218  0° -2 0.032 DC*325. 22
E06-SDUCR2-D10 Carbide 0.625 0.375 0.406 5.000 1.000 0.375 0.218 0° -7° 0.016 DC**21.5... 0.89
E08-SDUCR2-D11 Carbide 0.688 0.500 0.406 5.000 1.062 0.475 0.156 0° -6° 0.016 DC**21.5... 0.89
E10-SDUCR2-D14 Carbide 0875 0.625 0.531 7.000 1.250 0.600 0.218 0° -4° 0.016 DC**21.5... 0.89
E12-SDUCR/L3-D16 Carbide 1.000 0.750 0.594 7.000 1.438 0.750 0218  0° -5°  0.032 DC*325. 22
= Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-SDUCR/L07-D130 Steel 13 10 7 125 20 9 2 0° -10° 0.4 DC**0702... 1.2
A12M-SDUCR/L07-D160 Steel 16 12 93 150 24 11 3.3 0° -6° 0.4  DC™0702.. 1.2
A16Q-SDUCR/L07-D200 Steel 20 16 11.3 180 32 15 3.3 0° -5° 0.4 DC**0702... 1.2
A20R-SDUCR/L11-D270 Steel 27 20 16.1 200 36 18 6.1 0° -5° 0.8 DC*11T3... 3
A25S-SDUCR/L11-D320 Steel 32 25 18.6 250 45 23 6.1 0° -4° 0.8 DC*11T3... 8!
E10H-SDUCRO07-D130 Carbide 13 10 7 100 25 9 1.9 5° -3.5° 0.4 DC**0702... 1.2
E10M-SDUCR/L07-D130 Carbide 13 10 7 150 25 9 2 0° -10° 0.4 DC**0702... 1.2
E12J-SDUCRO07-D160 Carbide 16 12 9.3 110 27 11 3.2 0° -6° 0.4 DC*0702... 1.2
E12Q-SDUCR/L07-D160 Carbide 16 12 9.3 180 27 11 888 0° -6° 0.4 DC**0702... 1.2
E16L-SDUCR07-D200 Carbide 20 16 11.3 130 32 15 3.2 0° -5° 0.4  DC™0702.. 1.2
E16R-SDUCR/L07-D200 Carbide 20 16 11.3 200 32 15 &8 0° -5° 0.4 DC**0702... 1.2
E20S-SDUCR11-D270 Carbide 27 20 16.1 250 36 18 6.1 0° -5° 0.8 DC*11T3... 3

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

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

D032 tungaloy.com/us




INCH @ ﬁ
SPARE PARTS
Designation Clamping screw Wrench
A/E06-SDUCR2-D10,
A/E10-SDUCR2-D14 Sl T-8F
A08-SDUCR/L2-D11
E08-SDUCR2-D11 CEIE-RLE LSS
A12-SDUCR/L3-D16 CSTB-3.5 T-15F
E12-SDUCR/L3-D16 CSTB-4S T15-F
METRIC @ %g
SPARE PARTS
Designation Clamping screw Wrench
A1**-SDUCR/L07-D1*0 CSTB-2.5S T-8F
A16Q-SDUCR/L07-D200 CSTB-2.5 T-8F
A2**-SDUCR/L11-D**0 CSTB-4S T-15F
E1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F =
E16*-SDUCR/L07-D200 CSTB-2.5 T-8F §
o
E20S-SDUCR11-D270 CSTB-4S T-15F %
k!
s
<
B INSERT SELECTION
—— Precision P Finishing to rr Precision P Finishing to
. Application finishing Binishing medium cutting M Application finishing (RITEE medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
e Finishing to I Precision A Finishing to
. Application medium cutting . Rl finishing inishing medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcMm DIA with rake AL
Breaker Breaker — e
Shape ‘ Shape » 1_,_.‘Ha > @
Cutting conditions B020 Cutting conditions B022
A Precision S Finishing to i oo Precision S
. Application finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AHB8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP
Breaker = ﬁ — Breaker “
Shape W o o Shape v
Cutting conditions B024 Cutting conditions

Tungaloy D033




DC

Rhombic, 55°

with hole

Positive 7°

BOREMEISTER

S-SDUCR/L-H

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

93° /" [ [

@

30°
Cutting edge style U Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert
S16-SDUCR/L07-H 0.787 0.630 0.433 0.787 D/G.625 DC* 21.5...
S20-SDUCR/L11-H 0.984 0.787 0.512 0.787 D/G.750 DC** 32.5...
S$25-SDUCR/L11-H 1.260 0.984 0.669 0.787 D1.00 DC** 32.5...
S32-SDUCR/L11T-H 1.575 1.260 0.866 1.260 D1.25 DC** 32.5...
S40-SDUCR/L11T-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 DC** 32.5...
Note: Use right-hand toolholders (SDUCR**) with left-hand inserts (L); and left-hand toolholders (SDUCL**) with right-hand inserts (R).
SPARE PARTS & /& 7 &
D Designation Clamping screw Wrench Shim Shim screw
S16-SDUCR/L07-H SR14-548 T-7/5 - -
S20-SDUCR/L11-H SR16-236P T-15/5 = =
S25-SDUCR/L11-H SR16-236P T-15/5 = =
S32-SDUCR/LI1T-H SR16-236P T-15/5 TDC3-1P SRTC-3P
S40-SDUCR/L11T-H SR16-236P T-15/5 TDC3-1P SRTC-3P
B INSERT SELECTION
—— Precision P Finishing to rr Precision P Finishing to
. Application finishing Binishing medium cutting M Application finishing (RITEE medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker Breaker
Shape ﬁ 0 0 0 Shape ﬁ o o o
Cutting conditions B016 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
- Finishing to o Precision PP Finishing to
. Application medium cutting . Rl finishing inishing medium cthtting
Grade T515 Grade DX120 DX140 KSO05F
CcMm DIA with rake AL
Breaker Breaker — e
Shape ‘ Shape 'ﬁll‘ - - » @
n - o
Cutting conditions B020 Cutting conditions B022
Application RiEcision Finishing nishinglio Application Precision Finishin
finishing medium cutting H PP finishing 9
Grade BX470 AHB8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker = ﬁ = Breaker “ - q 1
Shape w o o Shape v ‘\...:-""5
Cutting conditions B024 Cutting conditions B026

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

Shank — D090 - D092
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STREAM_UETBAR

A/E-SDQCR/L

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

DMIN H @
o x] E i @ 4
107.5 D ‘ _
\ 185 A ?\1 Y 5
L : N =
- o LH -l LF §
S 2
Cutting edge style Q ’ Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque
A06-SDQCR2-D10 Steel 0.625 0.375 0.406 5.000 0.750 0.350 - 0° -7° 0.016 DC*21.5... 0.89
A08-SDQCR2-D11 Steel 0.688 0.500 0.406 5.000 1.000 0.475 - 0° -6° 0.016 DC*21.5... 0.89 S
A10-SDQCR2-D14 Steel 0.875 0.625 0.5831 7.000 1.250 0.600 = 0° -4° 0.016 DC*21.5... 0.89 %
k!
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque* +
A10K-SDQCR/L07-D130 Steel 13 10 7.6 125 20 9 2.6 0° -8° 0.4 DC**0702... 1.2
A12M-SDQCR/L07-D160 Steel 16 12 8.6 150 24 11 2.6 0° -6° 0.4 DC**0702... 1.2
A16Q-SDQCR/L07-D200 Steel 20 16 10.6 180 32 15 2.6 0° -5° 0.4 DC*0702... 1.2
A20R-SDQCR/L11-D250 Steel 25 20 13.7 200 36 18 3.7 0° -7° 0.8  DC*11T3... 3
A25S-SDQCR/L11-D300 Steel 30 25 16.2 250 45 23 3.7 0° -4° 0.8 DC*11T3... 3
E10H-SDQCRO07-D130 Carbide 13 10 7.6 100 25 9 2.5 0° -8° 0.4 DC**0702... 1.2
E10M-SDQCR/L07-D130 Carbide 13 10 7.6 150 25 9 2.6 0° -8° 0.4 DC*0702... 1.2
E12J-SDQCR07-D160 Carbide 16 12 8.6 110 27 11 25 0° -6° 0.4  DC*™0702... 1.2
E12Q-SDQCR/L07-D160 Carbide 16 12 8.6 180 27 11 2.6 0° -6° 0.4 DC**0702... 1.2
E16L-SDQCR07-D200 Carbide 20 16 10.6 130 32 15 2.5 0° -5° 0.4 DC**0702... 1.2
E16R-SDQCR/L07-D200 Carbide 20 16 10.6 200 32 15 2.6 0° -5° 0.4 DC*0702... 1.2
E20S-SDQCR/L11-D250 Carbide 25 20 13.7 250 36 18 3.7 0° -7° 0.8  DC*11T3... 3

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

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
A*-SDQCR2-D... CSTB-2.5B T-8F
A1**-SDQCR/L07-D**0 CSTB-2.58 T-8F

A2**-SDQCR/L11-D**0 CSTB-4S T-15F
E1**-SDQCR/L07-D**0 CSTB-2.5S T-8F

E20S-SDQCR/L11-D250 CSTB-4S T-15F

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

Rhombic, 55°

with hole

Positive 7°

T-SDQCR/L
Screw-on boring bar, for positive 55° rhombic inserts (Tsuppari-lchiban)
[ Reinforced carbide H @
EV
T ——— g
A A
LH o F 1 S
GAMF ~ =5
GAMP % o= "H _________ (6]
Cutting edge style Q °
utting edge style Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert Torque
T16Q-SDQCR/L07 Reinforced 20 = 16 11 180 27 59 15 3 0° -6° 0.4 DC**0702... 1.2
T20R-SDQCR/L11C Reinforced 25 Rc1/4 20 13 200 35 49 18 3 0° -6° 0.8 DC*11T8... 3
T25S-SDQCR/L11C Reinforced 32 Rc1/4 25 17 250 40 64 23 4.5 0° -4° 0.8 DC*™11T3... 3
Torque: Recommended clamping torque: N-m
**RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**) with right-hand inserts (R).
SPARE PARTS & A
Designation Clamping screw Wrench
T16Q-SDQCR/L07 CSTB-2.5 T-8F
T20R-SDQCR/L11C CSTB-4M T-15F
T25S-SDQCR/L11C CSTB-4 T-15F
B INSERT SELECTION
—— Precision P Finishing to rr Precision P Finishing to
. Application finishing Binishing medium cutting M Application finishing (RITEE medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Shape Shape
Cutting conditions B016 Cutting conditions B018
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PM PM
Breaker Breaker
Shape Shape
Cutting conditions BO16 Cutting conditions B018
- Finishing to o Precision PP Finishing to
. Application medium cutting . Rl finishing inishing medium cthtting
Grade T515 Grade DX120 DX140 KSO05F
CcMm DIA with rake AL
Breaker Breaker — e
Shape ‘ Shape "ﬁ'! L . - » @
Cutting conditions B020 Cutting conditions B022
AsrelfEst Precision S Finishing to i oo Precision S
pplication finishing Finishing medium cutting H Application finishing Finishing
Grade BX470 AHB8005 AH8015 Grade BXA10 BXA20
CBN PS PS HP HS
Breaker = a = Breaker “ = q )
Shape EQ’“':{“J o o Shape W ‘-H,\;_.—'J
Cutting conditions B024 Cutting conditions B026

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

A/E-SDZCR/L

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

Cutting edge style Z

A10-SDZCR2-D14

A12M-SDZCR/L07-D140
A16Q-SDZCR/L07-D160
A20R-SDZCR/L11-D200
A25S-SDZCR/L11-D250
E12Q-SDZCR/L07-D180
E16R-SDZCR/L07-D220

Material
Steel

Material
Steel
Steel
Steel
Steel

Carbide
Carbide

DMIN

DMIN DCONMS WF
0.875 0.625 0.531

DMIN DCONMS

14
16
20
25
18
22

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

**RE : Standard corner radius

12
16
20
25
12
16

WF
10.5
12.5
15.5
18
10.5
12.5

LH

LF

7.000

LF
150
180
200
250
180
200

LH L3
1.250 0.500
LH L3
30 12.5
35 12.5
40 15.0
50 15
= 12.5
- 12.5

H

f2 GAMP GAMF RE*

0.600 0.219 0°

H
11
15
18
23
11
15

f2
4.5
4.5
5.5
5.5
4.5
4.5

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

SPARE PARTS @ /8
Designation Clamping screw Wrench
A10-SDZCR2-D14 CSTB-2.5 T-8F
A1**-SDZCR/L07-D1*0 CSTB-2.5 T-8F
A2**-SDZCR/L11-D2*0 CSTB-4S T-15F
E1**-SDZCR/L07-D**0 CSTB-2.5 T-8F
I INSERT SELECTION
. Application Zﬁgﬁ:?g" Finishing
Grade SH725 SH725 NS9530

Finishing

to

medium cutting

T9215

JP Js PSS PS
Breaker
Shape

Cutting conditions

. Application  Medium cutting

Grade T9215
PM

Breaker
Shape

Cutting conditions B0O16

- Finishing to
. Application medium cutting
Grade 515
CM

Breaker
Shape

Cutting conditions B020

I Precision
. Application finishing

Grade BX470

CBN PS PS
Breaker = =
e e &

Cutting conditions

Finishing
AHB8005

B024

B016

Finishing to

medium cutting

AHB8015

Application
Grade

Breaker
Shape

Precision
finishing
SH725

L3
Carbide shank

Right hand (R) shown.

Insert Torque

-4°  0.016 DC*21.5... 0.89
>
kel
GAMP GAMF RE* Insert Torque* §
0° -9° 0.4 DC*0702... 1.2 §
0° -8° 0.4 DC*0702... 1.2 <
0° -8° 0.8 DC™1T3.. 3 -
0° -6° 0.8 DC*11T3... 3
0° -8° 0.4 DC*0702... 1.2
0° -6° 0.4 DC*0702... 1.2
T Finishing to
Binishing medium cutting
SH725 AH6225 AH6225

B018

Cutting conditions

Application
Grade

Breaker
Shape

Medium cutting

PM

AH6225

€

Cutting conditions

Application
Grade

Breaker
Shape

B018

Precision
finishing
DX120

DIA with

Cutting conditions

Application
Grade

Breaker
Shape

HP

e

Cutting conditions

Precision
finishing
BXA10

Finishing
DX140

rake

B022

Finishing
BXA20

HS

B026

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

Finishing to
medium cutting
KSO05F

AL

Tungaloy D037




DP

Rhombic, 55°

with hole

Positive 11°

STREAM UETBAR

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

DMIN i @
P u‘f B g
» -9
N A (7]
< LH, | LF _ %
GAMP{\T/—l 18
Cutting edge style U - Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE+  Insert Torque
A12M-SDUPR07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5| 0 0.4 DPMTO0702... 1.2
A12M-SDUPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.4 DPMTO0702... 1.2
A12M-SDUPR07-D180-P Special alloy steel 18 12 10.3 150 24 11 4.3 5) 0 0.4 DPMTO0702... 1.2
A12M-SDUPL07-D180-P Special alloy steel 18 12 10.3 150 24 11 4.3 5 0 0.4 DPMTO0702... 1.2
A16Q-SDUPRO07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5) 0 0.4 DPMTO0702... 1.2
A16Q-SDUPL07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPR07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPL07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPR07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2
D E12Q-SDUPL07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2
E16R-SDUPRO07-D220 Carbide 22 16 12.3 200 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
E16R-SDUPL07-D220 Carbide 22 16 12.3 200 32 15 4.3 5 0 0.4 DPMTQ702... 1.2

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

SPARE PARTS & 7 <

Designation Clamping screw Wrench
A*-SDUPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDUPR/L07-D**0 CSTB-2.58 T-8F

I INSERT SELECTION

. Application Finishing m:zijr;j.lsr?]igtgntt?n g M Application Finishing mgzijri‘ijs;iggttt?n o
Grade NS9530 T9215 Grade AH6225 AH6225
PS PS PS PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions B018
. Application Finishing m::i'::frglgugjttt?n g . Application Finishing meril'}Lsnr:iggttt?n g
Grade NS9530 T9215 Grade AH8015 AH8015
PS PS PS PS
Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions B024

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

A/E-SDQPR/L

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

DMIN H @
w v /
'y &
© I
ik
sl LF 18
: o
. GAMPL="] Re
Cutting edge style Q Right hand (R) shown.

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque

A12M-SDQPR07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.40 DPMTO0702... 1.2
A12M-SDQPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.40 DPMTO702... 1.2 g
A12M-SDQPR07-D180-P Special alloy steel 18 12 9.6 150 24 11 3.6 5 0 0.40 DPMTO0702... 1.2 %
A12M-SDQPL07-D180-P Special alloy steel 18 12 9.6 150 24 1 3.6 5 0 0.40 DPMTO0702... 1.2 i)
A16Q-SDQPR07-D220-P Special alloy steel 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2 g
A16Q-SDQPL07-D220-P Special alloy steel 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPR07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPL07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPR07-D180 Carbide 18 12 9.6 180 27 11 3.6 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPL07-D180 Carbide 18 12 9.6 180 27 11 3.6 5 0 0.40 DPMTO0702... 1.2
E16R-SDQPR07-D220 Carbide 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E16R-SDQPL07-D220 Carbide 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO702... 1.2

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

SPARE PARTS & ﬁ

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

Il INSERT SELECTION

. Application Finishing m::jr::.lsrglgtgjttt?n g M Application Finishing mgzijri‘ijsr:iggttt?n o
Grade NS9530 T9215 Grade AH6225 AH6225
PS PS PS PS
Breaker Chipbreaker
Shape shape
Cutting conditions B016 Cutting conditions B018
. Application Finishing m::i'::frglgugjttt?n g . Application Finishing meF:;'}Lsnr:iggttt?n g
Grade NS9530 T9215 Grade AH8015 AH8015
PS PS PS PS
Breaker Breaker
Shape Shape
Cutting conditions B020 Cutting conditions B024

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

Tungaloy D039




a Rhombic, 55°
with hole
MINIFTURN

A/E-SDXXR/L

Screw-on boring bar, for DXG/MU inserts

! 03{ 15.5° N @
LA LF &
~ (&)

GAMP*’\‘“ i ‘ U =

Cutting edge style X

Material DMIN DCONS WF LF LH H  f2 GAMP GAMF RE**
A06-SDXXR/L2-D10 Steel 0.625 0.375 0.406 5.000 0.750 0.350 0.218 -14° -16° 0.016
A08-SDXXR/L2-D11 Steel 0.688 0.500 0.406 5.000 1.000 0.475 0.156 -14° -14° 0.016
A10-SDXXR/L2-D14 Steel 0.875 0.625 0.531 7.000 1.250 0.600 0.218 -13° -13°  0.016
A12-SDXXR/L2-D16 Steel 1.000 0.750 0.593 7.000 1.438 0.725 0.218 -13° -12°  0.016
E06-SDXXR/L2-D10 Carbide 0.625 0.375 0.406 5.000 1.000 0.350 - -14° -16° 0.016
E08-SDXXR/L2-D11 Carbide 0.688 0.500 0.406 5.000 1.063 0.475 - -14° -14°  0.016
E10-SDXXR/L2-D14 Carbide 0.875 0.625 0.531 7.000 1.250 0.600 - -13° -13°  0.016
E12-SDXXR/L2-D16 Carbide 1.000 0.750 0.593 7.000 1.438 0.725 - -13° -12°  0.016
Material DMIN DCONS WF LF LH H  f2 GAMP GAMF RE**

A10K-SDXXR/L07-D130 Steel 13 10 7.6 125 20 9 2.6 -14° -16° 0.4
D A12M-SDXXR/L07-D160 Steel 16 12 8.6 150 24 11 2.6 -14° -14° 0.4
A16Q-SDXXR/L07-D200 Steel 20 16 10.6 180 32 15 2.6 -13° -13° 0.4
A20R-SDXXR/L07-D240 Steel 24 20 12.6 200 36 18 2.6 -13° -12° 0.4
E10M-SDXXR/L07-D130 Carbide 13 10 7.6 150 25 9 2.6 -14° -16° 0.4
E12Q-SDXXR/L07-D160 Carbide 16 12 8.6 180 27 11 2.6 -14° -14° 0.4
E16R-SDXXR/L07-D200 Carbide 20 16 10.6 200 32 15 2.6 -13° -13° 0.4
E20S-SDXXR/L07-D240 Carbide 24 20 12.6 250 36 18 2.6 -13° -12° 0.4

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

Right hand (R) shown.

Insert Torque
DXG/MU 22*L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66
DXG/MU 22**L/R... 0.66

Insert Torque*

DXG/MUQ0703**L/R... 0.9
DXG/MU0703**L/R... 0.9
DXG/MUQ0703**L/R... 0.9
DXG/MU0703**L/R... 0.9
DXG/MUQ0703*L/R... 0.9
DXG/MU0703*L/R... 0.9
DXG/MUQ0703**L/R... 0.9
DXG/MU0703**L/R... 0.9

S-SDXXR/L-H
Screw-on clamp exchangeable boring head, for DXG/MU inserts
ol @
| (P — =
100° T)fle =43
/s g
t— !
Cutting edge style X Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert
$25-SDXXR/LO7-H 1.260 0.984 0.669 0.787 D1.00 DXG/MU 22*L/R...
$32-SDXXR/L07-H 1.575 1.260 0.866 1.260 D1.25 DXG/MU 22*L/R...
S40-SDXXR/LO7-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 DXG/MU 22*L/R...

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

& 8

SPARE PARTS

Designation Clamping screw Wrench
A/E**-SDXXR/L... SR34-514 T-7F
S**-SDXXR/L07-H SR34-514 T-7F

Reference pages: A/E-SDXXR/L: Insert — B126 -
S-SDXXR/L-H: Insert = B126 -, Shank — D090 - D092
Standard cutting conditions — D096

D040 tungaloy.com/us




MINIFTURN

A/E-SDZXR/L

Screw-on boring bar, for DXG/MU inserts

o

>

z

z‘
'DCONMS

®

LF

. LR SR
Cutting edge style Z Right hand (R) shown.
Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque
A08-SDZXR/L2-D10 Steel 0.625 0.500 0.438 5.000 1.125 0.500 0.475 0.188 -10° -14° 0.016 DXG/MU 22**R/L... 0.66
A10-SDZXR/L2-D11 Steel 0.688 0.625 0.500 7.000 1.250 0.500 0.600 0.188 -10° -12.5° 0.016 DXG/MU 22**R/L... 0.66 ﬁ
A12-SDZXR/L2-D14 Steel 0.875 0.750 0.563 7.000 1.375 0.500 0.725 0.188 -10° -10.5° 0.016 DXG/MU 22**R/L... 0.66 §
S
Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque* +
A12M-SDZXR/L07-D140 Steel 14 12 10.5 150 30 13 11 4.5 -10°  -14° 0.4 DXG/MUO0703**R/L... 0.9
A16Q-SDZXR/L07-D160 Steel 16 16 12.5 180 35 13 15 4.5 -10° -12.5° 04 DXG/MUO0703**R/L... 0.9
A20R-SDZXR/L07-D200 Steel 20 20 145 200 40 13 18 4.5 -10° -10.5° 0.4 DXG/MUO0703**R/L... 0.9
E12Q-SDZXR/L07-D180 Carbide 18 12 10.5 180 - 13 11 4.5 -11° -11° 0.4 DXG/MU0703**R/L... 0.9
E16R-SDZXR/L07-D220 Carbide 22 16 12.5 200 = 13 15 4.5 -11° -9° 0.4 DXG/MUO0703**R/L... 0.9
Torque: Recommended clamping torque: Ibs-ft (*N-m) **RE : Standard corner radius
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
SPARE PARTS & 4
Designation Clamping screw Wrench
A/E**-SDZXRI/L... SR34-514 T-7F
B INSERT SELECTION
. Application Zﬁg;ﬁ':g" Finishing mgjjr;:js;"iggttt?ng M Application 2':25':; Finishing ms&i:ir;iusnr']lirt]:gttt‘i)n g
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH8015 AH8015
Js JTS Sss TS Js JTS SSs TS
Breaker Chipbreaker -
Shape shape
Cutting conditions D096 Cutting conditions D096
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH8015
TS T
Breaker Chipbreaker
Shape shape
Cutting conditions D096 Cutting conditions D096
. Application Ff’l'::;.ﬁ"?; Finishing m:Lr;EnI:iggtt'(?ng Application Finishing mggi"i.ls,:‘]iggttt?ng Medium cutting
Grade SH725 SH725 NS9530 T9215 Grade KSO05F KSO05F KSO05F
Js JTS SSs TS Ss TS TS
Breaker # @ ° 0 Breaker o vy = ‘,Q: > = ‘,Q: .
Shape Shape 3 i
Cutting conditions D096 Cutting conditions D096
. Application  Medium cutting . Application '?.Le.‘;:f.',?; Binishing m:H;Lsrrr:iggttt?ng
Grade T9215 Grade SH725 SH725 AH8015 AH8015
TS Js JTS Ss TS
Breaker @ Breaker @ @ @ o
Shape Shape
Cutting conditions D096 Cutting conditions D096

Application  Medium cutting

Grade AH8015
TS
Breaker
Shape
Cutting conditions D096

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

Standard cutting conditions — D096
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DN  FN
Rrombic, 55 Rromblc 45
STREAMJETSAR

A-PDUNR/L
Lever-lock boring bar, for negative 55°/45° rhombic inserts

DMIN H
] v < p;

ni
LF =
o
| ©
e
Cutting edge style U S Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque
A20Q-PDUNR/L1104-D250 Steel 25 20 13 180 36 18 3 -6° -14° 0.8 DN**/FNMG1104... 1.7
A20Q-PDUNR/L11-D250 Steel 25 20 13 180 36 18 3 -6° -14° 0.8 DN**/FNMG1104... 1.7
A25R-PDUNR/L11-D320 Steel 32 25 17 200 45 23 4.5 -6° -12° 0.8 DN*/FNMG1104... 2.7
A32S-PDUNR/L15-D400 Steel 40 32 22 250 50 30 6 -6° -13° 0.8 DN**/FNGA1504... 4.8
A40T-PDUNR/L15-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 DN**/FNGA1504... 4.8
A50U-PDUNR/L15-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8 DN**/FNGA1504... 4.8
A32S-PDUNR/L1506-D400 Steel 40 32 22 250 50 30 6 -6° -13° 0.8 DN**/FNGA15086... 4.8
A40T-PDUNR/L1506-D500 Steel 50 40 27 300 60 37 7 -6° -11° 0.8 DN**/FNGA15086... 4.8
D A50U-PDUNR/L1506-D630 Steel 63 50 B85] 350 65 47 10 -6° -10° 0.8 DN**/FNGA15086... 4.8

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

F SPARE PARTS Y. -4 )y ( @ & & &

Designation i 2z$5\,iqg (’)Slzg\;,)vlr;g Wrench 1 Wrench 2 Spring pin Lever ag!g#rzgm* forsocilrivgle*
A20Q-PDUNR/L1104-D250 = LCS22A = P-2F = = LCL33NL EA-20 SSHM2.5-3
A20Q-PDUNR/L11-D250 - LCS22A - P-2F - - LCL33NL EA-20 SSHM2.5-3
A25R-PDUNR/L11-D320 ELSD317BR/L - LCS3 - P-2.5 LSP3 LCL33L EA-25 SSHM3-4
A32S-PDUNR/L15-D400 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM5-6
A40T-PDUNR/L15-D500 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PDUNR/L15-D630 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A32S-PDUNR/L1506-D400 ELSD42 - ELCS4 - P-3 LSP4S LCL44 EA-20 SSHM5-6
A40T-PDUNR/L1506-D500 ELSD42 - ELCS4 - P-3 LSP4S LCL44 - SSHMé6-6
A50U-PDUNR/L1506-D630 ELSD42 - ELCS4 - P-3 LSP4S LCL44 - SSHM6-6
*Optional

Reference pages: A-PDUNRY/L: Insert — B066 -, B0O75, CBN — B172 -, PCD — B211

D042 tungaloy.com/us




S-PDUNR/L

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

DMIN H
; I
Y m
- T @l
n
LF ]z
o)
| O
A 0
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF  RE* Insert
S20Q-PDUNR/L11 Steel 25 20 13 180 35 18 19 -14° 0.8 DN*/FNMG1104...
S25R-PDUNR/L11 Steel 32 25 17 200 40 23 24 -12° 0.8 DN*/FNMG1104...
S32S-PDUNR/L15 Steel 40 32 22 250 50 30 295 -13° 0.8 DN*/FNGA1504... 2
o
S40T-PDUNR/L15 Steel 50 40 27 300 55 37 375 -10° 0.8 DN**/FNGA1504... i)
S50U-PDUNR/L15 Steel 63 50 35 350 65 47 475 -8° 0.8 DN*/FNGA1504... £

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

SPARE PARTS V. 74 \‘9‘@ /<> ( @ &

Designation Shim Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin Lever
S20Q-PDUNR/L11 - LCS22A - P-2F - - LCL33NL
S25R-PDUNR11 ELSD317BR - LCS3 - P-2.5 LSP3 LCL33L
S25R-PDUNL11 ELSD317BL - LCS3 - P-2.5 LSP3 LCL33L
S32S-PDUNR15 LSD42BR - LCS4 - P-3 LSP4 LCL4
S32S-PDUNL15 LSD42BL - LCS4 - P-3 LSP4 LCL4
S40T-PDUNR15 LSD42BR - LCS4 - P-3 LSP4 LCL4
S40T-PDUNL15 LSD42BL - LCS4 - P-3 LSP4 LCL4
S50U-PDUNR15 LSD42BR - LCS4 - P-3 LSP4 LCL4
S50U-PDUNL15 LSD42BL - LCS4 - P-3 LSP4 LCL4

Il INSERT SELECTION

. Application ':Irr:g_ﬁ':gn Finishing Medium cutting Medilémt';g gheavy M Application Finishing Medium cutting MediléLnﬁtig;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker Chipbreaker 15
- g o S are .
Cutting conditions B004 Cutting conditions B006
Application Finishing Medium cutting Medilézluti?‘;eavy Application 2?'2;:';’; Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA with rake D] A P
Breaker Breaker
Shape - - - Shape 5 - » LI | ®
Cutting conditions B008 Cutting conditions B0O10
N Precision - ong A . L Precision N
. Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker - - 9 Breaker @ z -
Shape Shape [ g
Cutting conditions B012 Cutting conditions B014

Reference pages: S-PDUNR/L: Insert — B066 -, BO75, CBN — B172 -, PCD — B211

Tungaloy D043




Rhombic, 55° Rhombic, 45°
with hole with hole

T-PDUNR
Lever-lock boring bar, for negative 55°/45° rhombic inserts (Tsuppari-Ichiban)
DMIN é Reinforced carbide ‘J:L‘ @
_ Y 2 —
I bLLH ] of L3 g
GAMF = LF z
o L O
) “’* \ } [a}
Cutting edge style U Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMF RE** Insert
T32U-PDUNR15C Reinforced 40  Rcl/2 32 22 350 50 103 30 6 -13° 0.8  DN*/FNGA1504...
T40V-PDUNR15C Reinforced 50 Rc1/2 40 27 400 55 88 37 7 -10° 0.8  DN*/FNGA1504...
T50W-PDUNR15C Reinforced 63 Rc1/2 50 35 450 65 63 47 10 -8° 0.8  DN*/FNGA1504...

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

SPARE PARTS ( @ &

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

1 TUNGCAP

C-PDUNL-CHP

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

\ 8 %

DMIN A

@
WF
[

J)
DCONMS
=k
f2

0
- | LB
Cutting edge Style U - LE Left hand (L) shown.
DMIN DCONMS BD LF LB WF f2 RE** Insert
C6PDUNL17100-1104-CHP 32 63 25 100 67.5 17 4.5 0.8 DN**/FNMG1104...
Applicable for 14 MPa coolant
**RE : Standard corner radius
@
V% > - ( @ &
SPARE PARTS ° & ©

Designation Coolant unit Spring pin
C6PDUNL17100-1104-CHP ELSD317BL LCS43 S-CU-CHP P-2.5 LSP3 LCL33L

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

D044 tungaloy.com/us




TURNINGA

A-ADUNR/L

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

DMIN H

L
v
= | l
| 1
A LH [ [%]
S J3
(©]
Y _=N 1 Q
. | |
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF B° RE** Insert Torque
A16-ADUNR/L33-D20 Steel 1.250 1.000 0.672 12.000 1.750 0.906 0.172 -6° -13° 20 0.031  DN*/FNMG 33... 2.21
A20-ADUNR/L33-D25 Steel 1.560 1.250 0.859 14.000 1.938 1.188 0.234 -6° -11° 20 0.031  DN*/FNMG 33... 2.21 g
A16-ADUNR/L4-D20 Steel 1.250 1.000 0.672 12.000 1.770 0.906 0.177 -6° -13° 30 0.031 DN**/FNGA 43... 2.21 §
o
A20-ADUNR/L4-D25 Steel 1.500 1.250 0.859 14.000 1.960 1.180 0.236 -6° -11° 20 0.031 DN**/FNGA 43... 2.21 i)
A24-ADUNR/L4-D32 Steel 2.000 1.500 1.063 14.000 2.160 1.450 0.275 -6° -8° 15 0.031 DN**/FNGA 43... 2.21 §
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF B° RE** Insert Torque*
A25R-ADUNR/L1104-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 20 0.8 DN*/FNMG1104... 3
A32S-ADUNR/L1104-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN*/FNMG1104... 3
A25R-ADUNR/L15-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 30 0.8 DN**/FNGA1504... 3
A32S-ADUNR/L15-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**/FNGA1504... 3
A40T-ADUNR15-D500 Steel 50 40 27 300 55 37 7 -6° -8° 15 0.8 DN*/FNGA1504... 3
A50U-ADUNR15-D630 Steel 63 50 35 350 65 47 10 -6° -7° 15 0.8 DN**/FNGA1504... 3
A25R-ADUNR/L1506-D320 Steel 32 25 17 200 45 23 4.5 -6° -13° 15 0.8 DN**/FNGA1506... 3
A32S-ADUNR/L1506-D400 Steel 40 32 22 250 50 30 6 -6° -11° 20 0.8 DN**/FNGA1506... 3
Torque: Recommended clamping torque: lbs-ft (*N-m)
**RE : Standard corner radius
=
SPARE PARTS <§@ & / & A
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
A**-ADUNR/L33-D...,
A*-ADUNR/L1104-D... ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F
A**-ADUNR/L4-D...,
A*-ADUNR/LA5-D. . ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F
A**-ADUNR/L1506-D... ACP4S ACS-5W BP-7 SP-2.5 ASD423 CSTB-3.5 T-15F
I INSERT SELECTION
. Application ':Irr:g_ﬁ':gn Finishing Medium cutting Medilémt';g gheavy M Application Finishing Medium cutting MediléLnﬁtig;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker Chipbreaker 15
Shape @ = @ @ shape . T 0 o
Cutting conditions B004 Cutting conditions B006
Application Finishing Medium cutting Medilézluti?‘;eavy Application 2?'2;:';’; Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA with rake D] A P
Breaker Breaker
Shape - - - Shape - » LI | ®
Cutting conditions B008 Cutting conditions B010
. Application 'f’lrrﬁ:;:':; Finishing  Medium cutting H Aeplication ';ﬁ‘s’;ﬁ'r“’; Finishing
Grade BX470 AH8005 AHB8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Shape = - ) @ e Shape = . .’ “-__?_,.—"'
S <l
Cutting conditions B012 Cutting conditions B014

Reference pages: A-ADUNRY/L: Insert — B066 -, B0O75, CBN — B172 -, PCD — B211

Tungaloy D045




DN FN
e /O winats
SBOREMEISTER

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

92}
>
A B o
w 1}
2 Oy
y
Cutting edge style U Right hand (R) shown.
T pmin DCONMS WF LF Shank size Insert
S32-DDUNR/L11T-H 1.575 1.260 0.866 1.260 D1.25 DN**/FNMG 33...
S40-DDUNR/L15T-H™M 1.969 1.575 1.063 1.496 D1.50, D2.00, D2.50 DN**/FNGA 44(43)...

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (DDUNL** type), and the left hand insert (L) is used for the right hand
toolholders (DDUNR** type).
(1) DN**/FNGA 43... inserts require a separate shim (# RDT443).

SPARE PARTS [o] [o] & ea & & s

Shim 2

Designation (Optional) Shim screw Clamping screw Wrench

D S32-DDUNR/L11T-H RDT3-2 - SR40085! LCGR-3 SRRC3 KSP3 HW2.5

S40-DDUNR/L15T-H RDT433 (RDT443) SR14-506 DLM4 DLS4 DSP4 HW3.0
A-PDZNR/L

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

o L @
FEN | o] @
Y 1% |
! s
e LH
GAMF LF -8
o
e — 8
Cutting edge style Z Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A32S-PDZNR/L15-D400 Steel 40 32 22 250 50 30 11.5 -6° -13° 0.8 DN**/FNGA1504... 4.8
A40T-PDZNR/L15-D500 Steel 50 40 27 300 60 37 145 -6° -10° 0.8 DN**/FNGA1504... 4.8
A50U-PDZNR/L15-D630 Steel 63 50 35 350 65 a7 14.5 -6° -8° 0.8 DN**/FNGA1504... 4.8

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

) (
SPARE PARTS £o/ ( @ J% & &

Designation Shim c';;?gwg Wrench Spring pin Lever ag!sﬁf’;zm, forsc::ilrivz\)lle*
A32S-PDZNR15-D400 LSZ42BR LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A32S-PDZNL15-D400  LSZ42BL LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PDZNR15-D500 LSZ42BR LCS4 P-3 LSP4 LCL4 - SSHM5-6
A40T-PDZNL15-D500  LSZ42BL LCS4 P-3 LSP4 LCL4 - SSHM5-6
A50U-PDZNR15-D630 LSZ42BR LCS4 P-3 LSP4 LCL4 = SSHM6-6
A50U-PDZNL15-D630  LSZ42BL LCS4 P-3 LSP4 LCL4 = SSHM6-6

*Optional

Reference pages: S-DDUNR/L-H: Insert = B066 -, BO75, CBN — B172 -, PCD — B211
Shank — D090 - D092
A-PDZNRY/L: Insert — B066 -, B075, CBN — B172 -, PCD — B211

D046 tungaloy.com/us




STREAM_UETBAR

S-PDZNR/L

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

DMIN ! H
P
{’ N i % N il N m¢
& 2§ Ner2 - It
N 25 =
i =P L z
GAMF B LF 8
o ~ = O
© e
T :
Cutting edge style Z Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 B GAMF RE* Insert
S32S-PDZNR/L15 Steel 40 32 22 250 30 30 6 29.5 -13° 0.8 DN**/FNGA1504...
S40T-PDZNR15 Steel 50 40 27 300 35 37 7 37.5 -10° 0.8 DN**/FNGA1504... ﬁ
S50U-PDZNR15 Steel 60 50 35 350 40 47 10 47.5 -8° 0.8 DN**/FNGA1504... §
[}
**RE : Standard corner radius =
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L) =
&
o & (M
SPARE PARTS o/ %
Designation Shim Clamping screw Wrench Spring pin Lever
S32S-PDZNR15 LSZ42BR LCS4 P-3 LSP4 LCL4
S32S-PDZNL15 LSZ42BL LCS4 P-3 LSP4 LCL4
S*0*-PDZNR15 LSZ42BR LCS4 P-3 LSP4 LCL4
I INSERT SELECTION
. Application 'f)lrrﬁg;'lsl:'?; Finishing Medium cutting Medilé?n';tr)‘;eavy M Application Finishing Medium cutting MediléLnﬁtig;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker Chipbreaker 15
Cutting conditions B004 Cutting conditions B006
Application Finishing Medium cutting Medilézluti?‘;eavy Application 2:?;;::?; Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA withrake DA P
Breaker Breaker
Cutting conditions B008 Cutting conditions B0O10
. Application 'f’lrrﬁg;:':; Finishing  Medium cutting H Aeplication '?.ﬁilf‘.'r?;' Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker 4
Cutting conditions B012 Cutting conditions B014

Reference pages: S-PDZNR/L: Insert — B066 -, BO75, CBN — B172 -, PCD — B211
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. Rhombic, 75°

with hole
Positive 11°

STREAMJIETBAR

A/E-SEXPR/L

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

DMIN s H
)—ﬂ :
- o LH | E b
GAMF 2 LF -3
GAMPT \ 1=
Cutting edge style X
Material DMIN DCONMS WF LF LH H GAMP GAMF RE*
A05-SEXPR/L04-D04 Steel 0250 0313 0.125 5000 0812  0.287 0° -12°  0.016
E05-SEXPR04-D04 Carbide 0250 0313 0125 5000 1562  0.287 0 -12°  0.016
Material DMIN DCONMS WF LF LH H GAMP GAMF RE*
AO4F-SEXPR/L03-D045 Steel 45 4 2.3 80 8 3.8 0° -15° 0.2
AO4F-SEXPR/L03-D050 Steel 5 4 2.5 80 8 3.8 0° -13° 0.2
AO5F-SEXPR/L04-D055 Steel 5.5 5 2.75 80 9 4.8 0° -12° 0.4
A0BG-SEXPR/L04-D070 Steel 7 6 3.6 2 11 5.75 0 -12° 0.4
AO8H-SEXPR/L04-D055 Steel 55 8 275 100 16 75 0 2 0.4
AO8H-SEXPR/L04-D070 Steel 7 8 3.6 100 20 75 0° -12° 0.4
E04G-SEXPR/L03-D045 Carbide 4.5 4 2.3 ) 9 3.8 0° -15° 0.2
E04G-SEXPR/L03-D050 Carbide 5 4 25 2 9 3.8 0° -13° 0.2
E05G-SEXPR/L04-D055 Carbide 5.5 5 2.75 2 10 4.8 0° s 0.4
E E06H-SEXPR/L04-D070 Carbide 7 6 3.6 100 12 5.75 0° -12° 0.4
E08K-SEXPR/L04-D055 Carbide 5.5 8 2.75 125 28 75 0° -12° 0.4
E08K-SEXPR/L04-D070 Carbide 7 8 3.6 125 40 75 0° -12° 0.4

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

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

J-SERIES

Insert

EPGT 52...
EPGT 52...

Insert

EP**03X1...
EP**03X1...
EP**0401...
EP*0401...
EP**0401...
EP**0401...
EP**03X1...
EP**03X1...
EP**0401...
EP**0401...
EP**0401...
EP**0401...

Right hand (R) shown.

Torque
0.44
0.44

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

LF
100

JS-SEXPR/L

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

Cutting edge style X

Material DMIN DCONMS WF
JS08H-SEXPR045 Steel 55 8 2.7
JS08H-SEXPR047 Steel 7 8 3.6

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

100

[T
. . =
— [ \J
g
< tH
- LF 3
o
o
LH H GAMF  RE*
16 7 12° 0.4
20 7 12° 0.4

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

& A

SPARE PARTS

Designation Clamping screw Wrench
A**-SEXPR/LO3-D... CSTA-1.6 T-6F
A**-SEXPR/L04-D... CSTB-2 T-6F
E**-SEXPR/LO03-D... CSTA-1.6 T-6F
E**-SEXPR/L04-D... CSTB-2 T-6F
JS08H-SEXPRO4... CSTB-2 T-6F

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

D048 tungaloy.com/us

@ =

Right hand (R) shown.

Insert

EP**0401...
EP**0401...

Torque
0.6
0.6




STREAM_UETBAR

A/E-SEZPR/L

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

DMIN

-

@

LF

DCONMS

Cutting edge style Z

Material DMIN DCONMS WF LF LH H f2

AO4F-SEZPR/L03-D055 Steel 5.5 4 3.2 80 4 3.8 1.2
AO5F-SEZPR/L03-D065 Steel 6.5 5 3.7 80 5 4.8 1.2
E04G-SEZPR/L03-D055 Carbide 5.5 4 3.2 90 5 3.8 1.2
E05G-SEZPR/L03-D065 Carbide 6.5 5 3.7 90 6 4.8 1.2

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

GAMP GAMF RE**

0° -8° 0.2
0° -6° 0.2
0° -8° 0.2
0° -6° 0.2

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

SPARE PARTS @ %&

Designation Clamping screw Wrench
A*-SEZPR/L03-D... CSTA-1.6 T-6F
E**-SEZPR/L03-D... CSTA-1.6 T-6F

Il INSERT SELECTION

Application Finishing M Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725
Js Js Js
Breaker Breaker Breaker
Shape Shape Shape
Cutting conditions BO16 Cutting conditions B018 Cutting conditions B020
. Application Zﬁg;:'r?g" Finishing H Application ':,',ﬁﬁﬁ',?;
Grade DX140 SH725 Grade BX310
DIA Js CBN )
Breaker Breaker n
Shape " Shape J
Cutting conditions B022 Cutting conditions B026

Application Finishing
Grade SH725

Right hand (R) shown.

Insert

EP**03X1...
EP**03X1...
EP**03X1...
EP**03X1...

Js
Breaker
Shape

Cutting conditions B024

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

Tungaloy D049

Torque
0.6
0.6
0.6
0.6

Int. Toolholder



TURNTEC

S-TLANR/L
Screw-on boring bar for roughing, for negative tangential inserts

DMIN
e j
Ei i
(90
L e LF g
Ii ‘;ﬂ | ] %
| I 8
Cutting edge style A Right hand (R) shown.
Material DMIN DCONMS WF LF LH H HF Insert
S16-TLANR/L12-D34 Steel 2.090 1.000 0.670 12.000 1.500 0.920 0.460 LNMX1204**L/R...
S20-TLANR/L12-D34 Steel 2.090 1.250 0.870 14.000 1.750 1.140 0.570 LNMX1204**L/R...
S24-TLANR/L12-D34 Steel 2.090 1.500 1.060 16.000 2.000 1.340 0.670 LNMX1204**L/R...
S32-TLANR/L16-D54 Steel 3.350 2.000 1.460 16.000 2.360 1.810 0.905 LNMX1606**L/R...
Material DMIN DCONMS WF LF LH H HF Insert
S25T-TLANR/L12-D530 Steel 58] 25 17 300 40 23 11.5 LNMX1204**L/R...
S32U-TLANR/L12-D530 Steel 53 32 22 350 45 30 15 LNMX1204**L/R...
S40V-TLANR/L12-D530 Steel 58] 40 27 400 53 37 18.5 LNMX1204*L/R...
S50U-TLANR/L16-D850 Steel 85 50 37 350 63 47 23.5 LNMX1606**L/R...

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

SPARE PARTS & & = % / %&

Designation Clamping screw Shim screw Shim Spring pin Wrench 1 Wrench 2
A2 Da  CSTB-35L115-5 CSTF-2L055-S  TSL12L/RI - KEYV-T10 T-6F-S
BT AN DS, CsTB-aL15-S . TSL16LI PSP-16 KEYV-T15 -
s%gﬁ-}iiwﬂ%-%sa‘go CSTB-4L115-S = TSL16RI PSP-16 KEYV-T15 -

Reference pages: Standard cutting conditions — D097

D050 tungaloy.com/us




Bl INSERT

LNMX12/16/24
INSL RE
. = NQ@%
LR oy &=
e —
, I,
k. ([
XL Y
- Steel % % %
M Stainless PAe S
Cast iron DA dhikd bie
l Non-ferrous
S Superalloys % : First choice g
H Hard materials ¥< : Second choice E
Coated S
Designation HAND BE v 1 Q E.’W INSL S =
(in) 1= & K (in) | (in) | (in)
o o L
<
LNMX120408R-TDR R |0031 | @ @ 0.189 | 0.472 | 0.457
LNMX120408L-TDR L (0031 @ @ 0.189 | 0.472 | 0.457
LNMX120412R-TDR R |0047 | @ @ 0.189 | 0.472 | 0.457
LNMX120412L-TDR L |0047 @ @ 0.189 | 0.472 | 0.457
LNMX160608R-TDR R |0031 | @ @ 0.252 | 0.638 | 0.531
LNMX160608L-TDR L (0031 @ @ 0.252 | 0.638 | 0.531
LNMX160612R-TDR R 0047 | @ @ 0.252 | 0.638 | 0.531
LNMX160612L-TDR L |0047 @ @ 0.252 | 0.638 | 0.531
LNMX160616R-TDR R 0063 @ @ 0.252 | 0.638 | 0.531
LNMX160616L-TDR L (0063 @ @ 0.252 | 0.638 | 0.531
LNMX241016R-TDR R |0063 @ @ 0.370 | 0.945 | 0.807
LNMX241016L-TDR L | 0063 @® @ 0.370 | 0.945 | 0.807
LNMX241024R-TDR R [00%4 @ @ 0.370 | 0.945 | 0.807
LNMX241024L-TDR L [00% @ @ 0.370 | 0.945 | 0.807
LNMX160608R-MDR R | 0031 | @ [ J 0.252 | 0.638 | 0.531
LNMX160608L-MDR L | 0031 | @ [ J 0.252 | 0.638 | 0.531
LNMX160612R-MDR R 0047 | @ o 0.252 | 0.638 | 0.531
LNMX160612L-MDR L 0047 | @ [ J 0.252 | 0.638 | 0.531
LNMX160608R-TWR R | 0031 | @ 0.252 | 0.638 | 0.531
LNMX160608L-TWR L |0031 @ @ 0.252 | 0.638 | 0.531
LNMX160612R-TWR R 0047 | @ @ 0.252 | 0.638 | 0.531
LNMX160612L-TWR L (0047 @ @ 0.252 | 0.638 | 0.531

@ : Line up

Tungaloy D051




SP

Square

O | withhole

Positive 11°

STREAMIETBAR

A-SSKPR
Screw-on boring bar, for positive square inserts

DMIN . @
¢ ‘ez - ©
) ol |
% LH
GAMF > LF

DCONMS

@
>
<
%T
1]
\
|
|
|
|
|
i

Cutting edge style K

Right hand (R) shown.

Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque
A16Q-SSKPR09-D200 Steel 20 16 11 180 32 15 5° -6° 0.8 SP**0908... 3
A20R-SSKPR09-D240 Steel 24 20 13 200 36 18 5° -2° 0.8 SP**0908... 3
A25S-SSKPR12-D310 Steel 31 25 17 250 45 23 5° -2° 0.8 SP**1204... 6

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

SPARE PARTS @ %’g

Designation Clamping screw Wrench
A**-SSKPR09-D2*0 CSTB-4L060 T-15F
A25S-SSKPR12-D310 CSTB-5S T-20F

I INSERT SELECTION

- Finishing to S Finishing to
Application 0 iim cutting M Application . iiym cutting

Grade T9215 Grade AH6225
PS PS
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018
o Finishing to
. Lappllieiien medium cutting
Grade 515
CM

Breaker
Shape

Cutting conditions B020

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

D052 tungaloy.com/us




SP

Square
without hole
Positive 11°

S/C-CSKPR/L

Clamp-on boring bar, for positive square inserts

DMIN n H
Y i
_ (e m# 5
} P I ks
n o
<tH. LF = S
GAMF - > Z k!
Wl ‘ 3 .
. b ] | 8 =
Cuttlng edge style K Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S16Q-CSKPR09 Steel 20 16 11 180 30 15 15 -4° 0.8 SP**0903...
S20R-CSKPR/L09 Steel 25 20 13 200 40 18 18.5 -2° 0.8 SP**0903...
S25S-CSKPR12 Steel 32 25 17 250 45 23 225 0° 0.8 SP**1203...

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

SPARE PARTS @ (

Designation Clamp set Wrench
S$16Q-CSKPR09 CSG-58 P-2.5
S20R-CSKPR/L09 CSG-5 P25
§25S-CSKPR12 CSG-6 P-3

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

Tungaloy D053




SN

@ Square

with hole

STREAMIETBAR

A-PSKNR/L

Lever-lock boring bar, for negative square inserts

DMIN H

75° j
(e]

%)
=
LF -2
(&)
ﬂo
Cutting edge style K Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A32S-PSKNR/L12-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8 SN**1204... 4.8
A40T-PSKNR/L12-D500 Steel 50 40 27 300 60 37 7 -6° -10° 0.8 SN**1204... 4.8
A50U-PSKNR/L12-D630 Steel 63 50 35 350 65 47 10 -6° -8° 0.8 SN**1204... 4.8
Torque: Recommended clamping torque: N-m
**RE : Standard corner radius
Note: Use right-hand toolholders (PSKNR**) with left-hand inserts (L); and left-hand toolholders (PSKNL**) with right-hand inserts (R).
@
{ " E & ¢
SPARE PARTS @

Designation Shim Screw Wrench Spring pin Lever aggfﬁn‘:g%* forsocilr?'lvgle*
A32S-PSKNR/L12-D400 LSS42BR/L LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PSKNR/L12-D500 LSS42BR/L LCS4 P-3 LSP4 LCL4 = SSHM6-6
A50U-PSKNR/L12-D630 LSS42BR/L LCS4 P-3 LSP4 LCL4 - SSHM6-6

*Optional
S-PSKNR
S Lever-lock boring bar, for negative square inserts
DMIN H
y
= L ) i Y
= o ok
- LF =
| ‘ P
ol T Q
Cutting edge style K Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
S32S-PSKNR12 Steel 40 32 22 250 50 30 29.5 -10° 0.8 SN**1204...
S40T-PSKNR12 Steel 50 40 27 300 55 37 37.5 -10° 0.8 SN**1204...
S50U-PSKNR12 Steel 63 50 35 350 65 47 47.5 -8° 0.8 SN**1204...

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

SPARE PARTS @ ( @ J%

Designation Shim Clamping screw Wrench Spring pin Lever
S**-PSKNR12 LSS42BR LCS4 P-3 LSP4 LCL4

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

D054 tungaloy.com/us




TURNINGA

A-ASKNR/L

Double-clamp boring bar, for negative square inserts

75"

Cutting edge style K

Material DMIN DCONMS WF LF

A16-ASKNR/L4-D20 Steel 1.250 1.000 0.672 12.000
A20-ASKNR/L4-D25 Steel 1.500 1.250 0.859 14.000

Material DMIN DCONMS WF LF
A25R-ASKNR/L12-D320 Steel 32 25 17 200
A32S-ASKNR/L12-D400 Steel 40 32 22 250

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

LF

A

| L

LH H
1.770 0.906 0.177
1.960 1.180 O.

LH H
45 23
50 30

SPARE PARTS & <& & /
Designation Clamp Clamp screw Spring Spring pin
A*-ASKNR/L... ACP4S ACS-5W BP-7 SP-2.5
I INSERT SELECTION
Application Zﬁgﬁﬁ’; Finishing Medium cutting Medilé:]ntiz ;eavy M Application
Grade NS9530 GT9530 T9215 T9215 Grade
TF TSF . ™™ TH
Breaker .' - | Chipbreaker
Shape e | Shape
==
Cutting conditions B004 Cutting conditions
. Application Finishing Medium cutting Medilé:_?ﬂ';ﬁ ;eavy . Application
Grade T515 T515 T515 Grade
All- All- All-
round round round
Breaker Breaker
Shape Shape
Cutting conditions B008 Cutting conditions
e Precision AP . .
. Application finishing Finishing Medium cutting
Grade BX480 AHB8005 AHB8005
T-CBN - HRF HRM
Breaker <
Shape ‘

S

Cutting conditions

f2

DCONMS

GAMP GAMF RE**

&

Right hand (R) shown.

Insert Torque

-6° -13°  0.031 SN** 43... 2.21
236 -6° -10°  0.031 SN* 43... 2.21 g
2
f2 GAMP GAMF RE* Insert  Torque* §
4.5 -6° -13° 0.8 SN**1204... 3 £
6 -6° -10° 0.8 SN**1204... 3 -

B

&

Dl

Shim Shim screw Wrench
ASS422 CSTB-3.5 T-15F
Finishing  Medium cutting Me"“é'u"ﬁtiﬁgea"y
T6215 AH6225 AH6225
SF ; SM SH
A,
'l-.- ‘: H .
B006
Finishing Medium cutting
DX140 TH10
T-DIA P
o Nay
- T
BO10

Reference pages: A-ASKNR/L: Insert — B077 -, CBN — B180, PCD — B211
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TC
A 9

with hole
Positive 7°

STREAMIETBAR

A/E-STFCR/L

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

===

Cutting edge style F

E06-STFCR/L2-D08
E08-STFCR2-D11
E10-STFCR2-D14
E12-STFCR3-D16

A10K-STFCR/L1103-D120
A12M-STFCR/L1103-D140
A16Q-STFCR/L1103-D180
E10M-STFCR/L1103-D120
E12Q-STFCR/L1103-D140
E16R-STFCR/L1103-D180

DMIN
=
e~
) ?\«K -
GAMF ;ALH = LF N %
CAVPL o 18
[N | |
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
Carbide 0500 0.375 0281 5000 1.000 0350 - 0 o
Carbide  0.688 0.500 0.406 5000 1.062 0475 - 0 -6
Carbide  0.875 0625 0531 7.000 1250 0600 - 0 -5
Carbide ~ 1.000 0.750 0.594 7.000 1.438 0750 - 0 5
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
Steel 12 10 65 125 20 9 06  0° -1
Steel 14 12 7 150 24 11 05 00 -10°
Steel 18 16 9 180 32 15 05 00 -7°
Carbide 12 10 65 150 25 9 07 00 18
Carbide 14 12 180 27 11 05 0 -10°
Carbide 18 16 9 200 32 15 05 00 7

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

**RE : Standard corner radius

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

SPARE PARTS

&

i

Designation Clamping screw Wrench
E**-STFCR/L2-D... CSTB-2.5 T-8F
E12-STFCR3-D16 CSTB-4S T15-F
A*-STFCR/L1103-D... CSTB-2.5 T-8F
E**-STFCR/L1103-D... CSTB-2.5 T-8F

I INSERT SELECTION
N Precision A Finishing to
. GEElcation finishing Qinishing medium cutting
Grade SH725 SH725 T9215
Breaker
Shape

Cutting conditions

- Finishing to
. Application o ium cutting
Grade T515
cMm
Breaker
Shape
Cutting conditions B020
e Precision
Application finishing
Grade SH725
Breaker
Shape
Cutting conditions

BO16
L Finishing to
Finishing medium cutting
SH725 AH6225

B024

Medium cutting M

T9215

AA A A

Medium cutting

AH6225

‘AA A A

Application

Grade

Breaker
Shape

Cutting conditions

. Application

Grade

Breaker
Shape

Cutting conditions

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

D056 tungaloy.com/us

Precision
finishing
SH725

Finishing
SH725

R

Right hand (R) shown.

RE** Insert Torque
0.016 TC*™21.5.. 0.89
0.016 TC*™21.5... 0.89
0.016 TC** 21.5... 0.89
0.032 TC*32.5... 2.2
RE** Insert  Torque*
0.4 TC**1108... 1.2
0.4 TC*1103... 1.2
0.4 TC*1103... 1.2
0.4 TC**1108... 1.2
0.4 TC**1108... 1.2
0.4 TC*1103... 1.2
AH6225 AH6225

B018

Precision Finishing to
finishing medium cutting
DX120 KSO05F
DIA with mKeAL
Y /
[= =
E————

B022




TP
A 9

with hole
Positive 11°

STREAMIETBAR

A/E-STFPR/L

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

DMIN w H
i ' ®
>a P 17 @
N C\l‘ (é)
GAMF FLH, LF 2 3
&) kel
N = 1= £
Cutting edge style F Right hand (R) shown. E
e
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque
E06-STFPR2-D08 Carbide 0.500 0.375 0.281 5.000 1.000 0.350 = 0° -5° 0.016  TP*™21.5.. 0.89
E08-STFPR2-D11 Carbide 0.688 0.500 0.406 5.000 1.062 0.475 - 0° -3° 0.016  TP*™21.5.. 0.89
E10-STFPR2-D14 Carbide 0.875 0.625 0.531 7.000 1.250 0.605 = 0° -2° 0.016 TP*21.5.. 0.89
E12-STFPR/L3-D16 Carbide 1.000 0.750 0.594 7.000 1.438 0.725 - 0° -2° 0.032 TP*32.5.. 2.2
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A08H-STFPR/L09-D100 Steel 10 8 515) 100 16 7.5 0.7 & -8° 0.4 TP**0902... 0.9
A10K-STFPR/L1102-D120 Steel 12 10 6.5 125 20 9 0.7 5° -6° 0.4 TP*™1102... 1.2
A12M-STFPR/L1102-D140 Steel 14 12 7.0 150 24 11 0.6 & -4° 0.4 TP**1102... 1.2
A16Q-STFPR/L13-D180 Steel 18 16 9 180 32 15 0.7 5° -2° 0.4 TP**1308... 1.4
A20R-STFPR13-D220 Steel 22 20 11 200 36 18 0.8 & -2° 0.4 TP**13083... 1.4
A25S-STFPR16-D270 Steel 27 25 135 250 45 23 0.6 5° -1° 0.4 TP**16T3... 3
EO8K-STFPR/L09-D100 Carbide 10 8 515) 125 22 7.5 0.7 & -8° 0.4 TP**0902... 0.9
E10M-STFPR/L1102-D120 Carbide 12 10 6.5 150 25 9 0.7 5° -6° 0.4 TP*1102... 1.2
E12Q-STFPR/L1102-D140 Carbide 14 12 180 27 1 0.6 & -4° 0.4 TP**1102... 1.2
E16R-STFPR13-D180 Carbide 18 16 200 32 15 0.7 5° -2° 0.4 TP**1308... 1.4
E20S-STFPR13-D220 Carbide 22 20 11 250 36 18 0.8 58 -2° 0.4 TP**1308... 1.4
Torque: Recommended clamping torque: Ibs-ft ("N-m) **RE : Standard corner radius
Note: Use right-hand toolholders (STFPR**) with left-hand inserts (L); and left-hand toolholders (STFPL**) with right-hand inserts (R).
TPGH, TPGM, and TPGA inserts cannot be used.
INCH @ /é METRIC @ /é
SPARE PARTS SPARE PARTS
Designation Clamping screw Wrench Designation Clamping screw Wrench
E06-STFPR2-D08 CSTB-2.5B T-8F A08H-STFPR/L09-D100 CSTB-2.2S T-7F
E08/10-STFPR2-D1... CSTB-2.5 T-8F A10K-STFPR/L1102-D120 CSTB-2.5B T-8F
E12-STFPR/L3-D16 CSTB-4S T-15F A12M-STFPR/L1102-D140 CSTB-2.5 T-8F
A16Q-STFPR/L13-D180 CSTB-3S T-9F
A20R-STFPR13-D220 CSTB-3 T-9F
A25S-STFPR16-D270 CSTB-4M T-15F
E08K-STFPR/L09-D100 CSTB-2.28 T-7F
E10M-STFPR/L1102-D120 CSTB-2.5B T-8F
E12Q-STFPR/L1102-D140 CSTB-2.5 T-8F
E16R-STFPR13-D180 CSTB-3S T-9F
E20S-STFPR13-D220 CSTB-3 T-9F
I INSERT SELECTION
. Application Finishing ~Finishing fo o Mediumcutting [\]  Appiication Finishing ~_Finishing to g Medium cutting
Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM PSS PS PM
Breaker A A A Breaker A A A
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
. Application m:g:lijs:‘iggéiong Application 2':2;:':; s Application ';r:lg';'%‘ H Application Zﬁgﬁfg Finishing
Grade T515 Grade DX140 Grade BX470 Grade BXA10 BXA20
cMm DA wihrake CBN _ HP HS
w A W A e P T .
— St -—
Cutting conditions B020 Cutting conditions B022 Cutting conditions B024 Cutting conditions B026

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

Triangular
without hole
Positive 11°

S/C-CTFPR/L
Clamp-on boring bar, for positive 60° triangular inserts

DMIN H
_ g
@ ‘
-m
1 A Y
(7)) ‘
LF =
=z
1O
. 1Q
Cutting edge style F Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE** Insert
S12M-CTFPR/L11 Steel 16 12 9 150 25 11 115 -6° 04  TP*1103...
$16Q-CTFPR/L11 Steel 20 16 11 180 30 15 15 -4° 04  TP*1103...
S20R-CTFPR/L16 Steel 25 20 13 200 40 18 18,5 7 0.8  TP*1603...
S25S-CTFPR/L16 Steel 32 25 17 250 45 23 225 0° 0.8  TP*1603...
S32T-CTFPR/L16 Steel 40 32 22 300 50 30 295 0° 08  TP*1603...
C12Q-CTFPR/L11 Carbide 16 12 9 180 - 11 - -6° 0.4 TP**1103...
C16R-CTFPR/L11 Carbide 20 16 11 200 - 15 - -4° 04  TP*1108..

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

SPARE PARTS @ @ ( @ &

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

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

D058 tungaloy.com/us




Triangular
A with hole
Positive 11°

SBOREMEISTER

S-STFPR/L-H

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

91° > . 4+ z
D ";" ~ =
v
LF
Cutting edge style F
DMIN DCONMS WF LF Shank
S16-STFPR/L09-H 0.787 0.630 0.433 0.787 D/G.625
S16-STFPR/L11-H 0.787 0.630 0.433 0.787 D/G.625
S20-STFPR/L11-H 0.984 0.787 0.512 0.787 D/G.750
S25-STFPR/L11-H 1.260 0.984 0.669 0.787 D1.00
S32-STFPR/L16-H 1.575 1.260 0.866 1.260 D1.25
S40-STFPR/L16-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50

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

SPARE PARTS @ /<§

Designation Clamping screw Wrench
S16-STFPR/L09-H CSTB-2.2S T-7F
S$16-STFPR/L11-H CSTB-2.5 T-8F
S20-STFPR/L11-H CSTB-2.5 T-8F
S25-STFPR/L11-H CSTB-2.5 T-8F
S32-STFPR/L16-H CSTB-4M T-15F
S40-STFPR/L16-H CSTB-4M T-15F

Il INSERT SELECTION

. Application Finishing m:iir;:;snﬁigﬂttt?ng Medium cutting M Application Finishing m:jjr;li.lsnhnizgttt?n g Medium cutting
Grade NS9530 T9215 T9215 Grade AH6225 AH6225 AH6225
PSS PS PM PSS PS PM
Breaker Breaker
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
e Finishing to Ao Precision
. Application 10 jium cutting . aSblicatcl finishing
Grade T515 Grade DX140
cM DIA with rake
Break Break A
reaker reaker
Shape Shape A
T
Cutting conditions B020 Cutting conditions B022
- Precision - Precision S
. Application finishing H Application finishing Finishing
Grade BX470 Grade BXA10 BXA20
CBN _ HP ) HS
Breaker Breaker
Shape a Shape . '.
St -_—
Cutting conditions B024 Cutting conditions B026

Reference pages: S-STFPR/L-H: Insert — B142 -, CBN — B199 -, PCD — B216 -
Shank — D090 - D092

@

Int. Toolholder

Right hand (R) shown.

Insert
TP** 73...
TP** 21.5...
TP** 21.5...
TP** 21.5...
TP** 32.5...
TP** 32.5...

Tungaloy D059



Triangular
A with hole
Positive 11°

STREAM ETBAR

A/E-STUPR/L
Screw-on boring bar, for positive 60° triangular inserts

o " ®
QE'V' / J gr B
o= .
N | &'lLH 2
| =] - LF N §
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A05-STUPR/L7-D07 Steel 0.438 0.313 0.250 5.00 0.625 2.880 = 5° -7° 0.016 TP*73.." 0.66
A06-STUPR/L2-D08 Steel 0.500 0.375 0.281 5.00 0.750 0.350 - 5° -5° 0.016 TP*21.5..0" 0.89
A08-STUPR/L2-D11 Steel 0.688 0.500 0.406 5.00 1.000 0.475 - 5° -3° 0.016 TP*215..0 089
A10-STUPR/L2-D14 Steel 0.875 0.625 0.531 7.00 1.250 0.600 - 5° -2° 0.016 TP*21.5..M" 1.00
A10-STUPR/L2.5-D14 Steel 0.875 0.625 0.531 7.00 1.250 0.600 - & -2° 0.016 TP**22..M" 1.00
A12-STUPR/L3-D16 Steel 1.000 0.750 0.594 7.00 1.437 0.725 - 5° -2° 0.032 TP*32.5..M 1.00
A16-STUPR/L3-D20 Steel 1250 1.000 0.688 7.00 1.750 0.975 = & 0° 0.032 TP=325.0 220
E05-STUPR7-D07 Carbide 0.438 0.313 0.250 5.00 0.625 2.880 - 5° -7° 0.016 TP*73..0 0.66
E06-STUPR2-D08 Carbide 0.500 0.375 0.281 5.00 0.750 0.350 - 58 -5° 0.016 TP*215..0 0.89
E08-STUPR2-D11 Carbide 0.688 0.500 0.406 5.00 1.000 0.475 - 5° -3° 0.016 TP*21.5..0" 0.89
E10-STUPR2.5-D14 Carbide 0.875 0.625 0.531 7.00 1.250 0.600 - 5° -2° 0.016 TP*22.M 1.00

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*

A07G-STUPR/L07-D080 Steel 8 7 4 90 12 6.75 0.4 5° -10° 0.4  TP*0701... 0.9
A08H-STUPR/L07-D080 Steel 8 8 4 100 195 7.5 0.5 5° -10° 0.4  TP*0701... 0.9
A08H-STUPR/L09-D100 Steel 10 8 5.5 100 16 7.5 0.6 5° -8° 0.4 TP=0902.."" 0.9
A10F-STUPR1102-D120 Steel 12 10 6.5 80 20 9 1.4 5° -6° 04 TP*1102.00 12
A10K-STUPR/L1102-D120 Steel 12 10 6.5 125 20 9 0.7 5° -6° 04 TP*1102.00 1.2
A10K-STUPR/L1103-D120 Steel 12 10 6.5 125 20 9 0.6 5° -10° 0.4 TP*1103.0 14
A12H-STUPR1102-D140 Steel 14 12 7 100 24 11 0.8 5° -4° 04 TP*1102.00 1.2
A12M-STUPR/L1102-D140 Steel 14 12 7 150 24 11 0.8 5° -4° 04 TP™1102.00 12
A12M-STUPR/L1103-D140 Steel 14 12 7 150 24 11 0.6 5° -6° 04 TP*1103.00 14
T A12H-STUPR1102-D160 Steel 16 12 9 100 24 11 0.6 5° -3° 04 TP*1102.0 1.2
A12M-STUPR/L1102-D160 Steel 16 12 9 150 24 11 0.6 5° -3° 04 TP*1102.00 12
A16K-STUPR13-D180 Steel 18 16 9 125 32 15 0.8 5° -3° 04 TP*1303.0 14
A16Q-STUPR/L1103-D180 Steel 18 16 9 180 32 15 0.8 5° -4° 04 TP*1103.00 14
A16Q-STUPR/L13-D180 Steel 18 16 9 180 32 15 0.8 5° -3° 04 TP*1303..0 14
A16K-STUPR13-D200 Steel 20 16 11 125 32 15 0.6 5° -3° 04 TP*1303..") 1.4
A16Q-STUPR/L13-D200 Steel 20 16 11 180 32 15 0.6 5° -3° 04 TP*1303..0 14
A20R-STUPR/L1103-D220 Steel 22 20 11 200 36 18 0.7 5° D2 0.4 TP*1103..) 1.4
A20R-STUPR/L13-D220 Steel 22 20 11 200 36 18 0.7 5° -2° 04 TP*1303.0 14
A25S-STUPR/L16-D270 Steel 27 25 135 250 45 23 0.5 5° -1° 0.8 TP*16T3..0 3
A32T-STUPR/L16-D340 Steel 34 32 17 300 50 30 0.7 5° 0° 0.8  TP*™16T3.. 3
E07H-STUPR/L07-D080 Carbide 8 7 4 100 14 6.75 0.3 5° -10° 0.4  TP*0701... 0.9
E08G-STUPR07-D080 Carbide 8 8 4 90 445 7.5 0.5 5° -10° 0.4  TP*0701... 0.9
E08K-STUPR/L07-D080 Carbide 8 8 4 125 445 7.5 0.5 5° -10° 0.4  TP*0701... 0.9
E08G-STUPR09-D100 Carbide 10 8 5.5 90 22 7 0.6 5° -8° 04 TP=0902.." 0.9
E08K-STUPR/L09-D100 Carbide 10 8 515 125 22 7 0.6 52 -8° 04 TP~0902." 0.9
E10F-STUPR1102-D120 Carbide 12 10 6.5 80 25 9 0.5 5° -6° 04 TP*1102.0 12
E10H-STUPR1102-D120 Carbide 12 10 6.5 100 25 9 0.6 5° =68 04 TP*1102.00 12
E10M-STUPR/L1102-D120 Carbide 12 10 6.5 150 25 9 0.6 5° -6° 04 TP1102.00 12
E10M-STUPR/L1103-D120 Carbide 12 10 6.5 150 25 9 0.7 5° -10° 0.4 TP*1103.0 14
E12G-STUPR1102-D140 Carbide 14 12 7 90 27 11 0.8 5° -4° 04 TP1102.00 12
E12J-STUPR1102-D140 Carbide 14 12 7 110 27 11 0.8 5° -4° 04 TP1102.00 12
E12Q-STUPR/L1102-D140 Carbide 14 12 7 180 27 11 0.8 5° -4° 0.4 TP*1102..0 1.2
E12Q-STUPR/L1103-D140 Carbide 14 12 7 180 27 11 0.7 5° -6° 0.4 TP*1103..) 1.4
E12G-STUPR1102-D160 Carbide 16 12 9 90 27 11 0.6 5° -3° 04 TP*1102.00 1.2
E12J-STUPR1102-D160 Carbide 16 12 9 110 27 11 0.6 5° -32 04 TP*1102.00 12

D060 tungaloy.com/us




E12Q-STUPR/L1102-D160
E16H-STUPR13-D180
E16R-STUPR/L1103-D180
E16L-STUPR13-D180
E16R-STUPR/L13-D180
E16H-STUPR13-D200
E16L-STUPR13-D200
E16R-STUPR/L13-D200
E20S-STUPR1103-D220
E20S-STUPR13-D220
E25T-STUPR16-D270

Material
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

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

**RE : Standard corner radius

DMIN DCONMS WF

16
18
18
18
18
20
20
20
22
22
27

25

LF

9 180
< 100
9 200
© 130
9 200
1 100
ih 130
1 200
11 250
11 250
13.5 300

LH H
27 11
32 15
32 15
32 15
32 15
32 15
32 15
32 15
36 18
36 18
45 23

f2
0.6
0.9
0.8
0.6
0.6
0.6
0.6
0.6
0.7
0.6
0.5

GAMP GAMF
5° -3°
5° -3°
5° -3°
5° -3°
5° -3°
5° -3°
5° -3°
5° -3°
5° -2°
5° 22
50 e

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

INCH
SPARE PARTS

Designation
A05-STUPR/L7-D07

A06-STUPR/L2-D08
A08-STUPR/L2-D11
A10-STUPR/L2-D14
A10-STUPR/L2.5-D14
A12-STUPR/L3-D16
A16-STUPR/L3-D20
E05-STUPR7-D07
E06-STUPR2-D08
E08-STUPR2-D11
E10-STUPR2.5-D14

&

Clamping screw

CSTB-2.28
CSTB-2.58
CSTB-2.5B
CSTB-2.5
CSTB-2.5
CSTB-4M
CSTB-4M
CSTB-2.28
CSTB-2.58
CSTB-2.5B
CSTB-3

Il INSERT SELECTION

. Application

Grade

Breaker
Shape

Cutting conditions

it Finishing to
. applcion medium cutting
Grade T515
Cc™m
Breaker
Shape
Cutting conditions B020
Application Precision
s finishing
Grade BX470
CBN _
Breaker
Shape a
Cutting conditions B024

Finishing
NS9530

AAA

Finishing to
medium cutting
T9215

B016

Dl

Wrench

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

T-15F

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

Medium cutting M

T9215

METRIC
SPARE PARTS

Designation

Cutting conditions

A/EQ7*-STUPR/LO7-...
A/E08*-STUPR/LO7-...

A/E08*-STUPR/L09-...
A/E10*-STUPR/L1102-...
A/E10*-STUPR/L1103-...
A/E12*-STUPR/L1102-...
A/E12*-STUPR/L1103-...
A/E16*-STUPR/L1103-...

A/E16*-STUPR/L13-...

A/E20*-STUPR/L1103-...
A/E20*-STUPR/L13-...
A/E25*-STUPR/L16-...

A32*-STUPR/L16-...

Application
Grade

Breaker
Shape

. Application

Cutting conditions

Cutting conditions

Grade

Breaker
Shape

Application
Grade

Breaker
Shape

Finishing
AH6225

Precision
finishing
DX140
DIA
ks

E———
B022
Precision
finishing
BXA10
HP

Finishing to
medium cutting

with rake

HS

B026

&

Clamping screw
CSTB-2.2.038

CSTB-2.2L038
CSTB-2.2L038

CSTB-2.58

CSTB-3L050

CSTB-2.5B

CSTB-3L050

CSTB-3S
CSTB-3S
CSTB-3S
CSTB-3
CSTB-4M
CSTB-4M

AH6225

B018

Finishing
BXA20

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

AH6225

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

A

Wrench

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

Medium cutting

Insert

TP*1102...
TP**1308...
TP*1108...
TP**1308...
TP*1308...
TP**1308...
TP**1308...
TP**1308...
TP*1108...
TP**1308...

TP**16T3.

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

3

Int. Toolholder

Tungaloy D061




Triangular
A with hole
Positive 11°

T-STUPR/L

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

Cutting edge style U

Material
T12M-STUPR11-D14 Reinforced
T12M-STUPR/L11 Reinforced
T16Q-STUPR13-D18 Reinforced
T16Q-STUPR/L13 Reinforced
T20R-STUPR13C-D22 Reinforced
T20R-STUPR/L13 Reinforced
T25S-STUPR16C-D27 Reinforced
T25S-STUPR/L16 Reinforced

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

GAMF

GAMP

Reinforced carbide

DMIN CNT DCONMS WF  LF

14 =
16 -
18 -
20 -
22 Rci/4
24 -
27  Rci/4
31 -

12
12
16
16
20
20
25
25

7 150
9 150
< 180
" 180
11 200
13 200
185 250
17 250

1

%‘HT\

LH
24
24
30
30
35
40
40
45

L3
59
58
59
59
49
49
64
64

H GAMP GAMF RE*

11
11
15
15
18
18
23
23

Fe
50
=
5
=
50
=
5

_4°
-4°
-3.5°
-3°
-2°
o0
-1°
0°

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

SPARE PARTS @
Designation Clamping screw
T12M-STUPR11-D14 CSTB-2.5B
T12M-STUPR/L11 CSTB-2.5
T16Q-STUPR13-D18 CSTB-3S
T16Q-STUPR/L13 CSTB-3
T20R-STUPR13C-D22 CSTB-3S
T20R-STUPR/L13 CSTB-3
T25S-STUPR/L16... CSTB-4S

I INSERT SELECTION

Al

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

T-15F

Medium cutting

AH6225

. Application Finishing meF:ir:LsnTréﬁttt‘i)ng Medium cutting M Application Finishing m:g;f;";gttt?n g
Grade NS9530 T9215 T9215 Grade AH6225 AH6225
PSS PS PM PSS PS PM
Breaker Breaker
Shape Shape
Cutting conditions B0O16 Cutting conditions B018
e Finishing to Ao Precision
. Application 0 jium cutting . aSblicatcl finishing
Grade T515 Grade DX140
cM DIA with rake
Break Break A
reaker reaker
Shape Shape ~
E———
Cutting conditions B020 Cutting conditions B022
- Precision - Precision S
. Application finishing H Application finishing Finishing
Grade BX470 Grade BXA10 BXA20
CBN _ HP ) HS
Breaker Breaker
Shape a Shape . ‘
St -_—
Cutting conditions B024 Cutting conditions B026

Reference pages: T-STUPR/L: Insert = B142 -, CBN — B199 -, PCD — B216 -
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0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8

AR

Right hand (R) shown.

Insert Torque

MP*102... 1.2
TP*1102... 1.2
TP*1308... 1.4
TP*1308... 1.4
TP*1308... 1.4
TP**1303... 1.4
TP*16T3... 3

TP*16T3... 3




TN

Triangular
with hole

STREAMIETBAR
A-PTFNR/L
Lever-lock boring bar, for negative triangular inserts

DMIN H @
91° _» ,/7 ; q g
il = u o g
o <}
' = LF =
| 2 -
. = =
Cuttlng edge style F Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A25R-PTFNR/L1104-D320 Steel 32 25 17 200 45 23 1.31 -6° -12° 0.8 TN**1104... 2
A32S-PTFNR/L1104-D400 Steel 40 32 22 250 50 30 1.25 -6° -10° 0.8 TN**1104... 2
A25R-PTFNR/L16-D320 Steel 32 25 17 200 45 23 1.2 -6° -12° 0.8 TN**1604... 2.7
A32S-PTFNR/L16-D400 Steel 40 32 22 250 50 30 1.1 -6° -10° 0.8 TN**1604... 2.7
A40T-PTFNR/L16-D500 Steel 50 40 27 300 60 37 1.1 -6° -10° 0.8 TN**1604... 2.7
A50U-PTFNR/L16-D630 Steel 63 50 35 350 65 47 1.1 -6° -8° 0.8 TN**1604... 2.7

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

SPARE PARTS /©\ & ( @ & @ &

Designation B Gl Spring pin aftaohment' foroil hole*
A25R-PTFNR/L1104-D320 - LCS23A - P-2.5 - LCL23 EA-25 SSHM4-5
A32S-PTFNR/L1104-D400 - LCS23A - P-2.5 - LCL23 EA-32 SSHM4-5

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

A32S-PTFNR/L16-D400 LST317BR/L - LCS3 P-2.5 LSP3 LCL3 EA-32 SSHM4-5

A40T-PTFNR/L16-D500 LST317BR/L - LCS3 P-2.5 LSP3 LCL3 - SSHM6-6

A50U-PTFNR/L16-D630 LST317BR/L - LCS3 P-2.5 LSP3 LCL3 - SSHM6-6
*Optional

Il INSERT SELECTION

Application ':f;g;ﬁ':; Finishing  Medium cutting MU to ;ea"y M Avplication Finishing  Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF TSF A ™ TH SF p SM
\
Breaker 4 Breaker
e 5l
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting MediLérJ\ﬂi;?];eaw . Application Zﬁ:ﬁfg Finishing Medium cutting

Grade T515 T515 T515 Grade DX120 DX140 TH10

All-round All-round All-round DIA with rake DA

Breaker Breaker ’:"
Shape ‘ Shape @ L — i\

Cutting conditions B008 Cutting conditions B010
. Application Zﬁgﬁfg Finishing Medium cutting H Application F;::g'r:'r?g" Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN _ HRF HRM HP HS .
Breaker Breaker 2
b . - pr i ——
Cutting conditions B012 Cutting conditions B014

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

Triangular
with hole

S-PTFNR/L
Lever-lock boring bar, for negative 60° triangular inserts
DMIN ' H
Zans ]
Z e | ‘ ‘©)-o
Ni¥ §§_>L \ J N
/ Yy | B :
L H
- > LF =
GAMF 5
@r ‘ { O
. ‘ a
Cuttlng edge Style F Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE* Insert Torque
S32S-PTFNR/L16 Steel 40 32 22 250 50 30 29.5 -10° 0.8 TN**1604... 27
S40T-PTFNR/L16 Steel 50 40 27 300 55 37 37.5 -10° 0.8 TN**1604... 27
S50U-PTFNR16 Steel 63 50 35 350 65 47 47.5 -8° 0.8 TN**1604... 2.7

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

SPARE PARTS

{

|

Es

Designation Shim Clamping screw Wrench Spring pin Lever
S32S-PTFNR16 LST317BR LCS3 P-2.5 LSP3 LCL3
S32S-PTFNL16 LST317BL LCS3 P-2.5 LSP3 LCL3
S40T-PTFNR16 LST317BR LCS3 P-2.5 LSP3 LCL3
S40T-PTFNL16 LST317BL LCS3 P-2.5 LSP3 LCL3
S50U-PTFNR16 LST317BR LCS3 P-2.5 LSP3 LCL3

SBOREMEISTER

S-PTFNR/L-H

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

T
of @
91 o ‘ ( %
. ) 7 =1
DS T o
= I8
_ LF
Cutting edge style F Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert
S32-PTFNR/L11-H 1.575 1.260 0.866 1.260 D1.25 TN™ 23...
S40-PTFNR/L11-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 TN 23...

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

SPARE PARTS
Designation
S**-PTFNR/L11-H

s

Lever
LCL23

&

Clamping screw
LCS23A

A

Wrench
P-2.5

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

S-PTFNR/L-H: Insert — B087 -
Shank — D090 - D092
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TURNINGA

A-ATFNR/L

Double-clamp boring bar, for negative 60° triangular inserts

DMIN é

oo 17

Y

DCONMS

Cutting edge style F

Material DMIN DCONMS WF LF LH H
A16-ATFNR/L3-D20 Steel 1250 1.000 0.672 12.000 1.770 0.906
A20-ATFNR/L3-D25 Steel 1.560 1.250 0.859 14.000 1.960 1.180

Material DMIN DCONMS WF LF LH H
A25R-ATFNR/L16-D320 Steel 32 25 17 200 45 23
A32S-ATFNR/L16-D400 Steel 40 32 22 250 50 30

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

& &

Clamp screw

SPARE PARTS

Designation

Spring pin

Right hand (R) shown.

f2 GAMP GAMF RE* Insert Torque
0.177 -6° -13° 0.031 TN** 383... 2.21
0.236 -6° -10° 0.031 TN™ 33... 2.21 g
2
f2 GAMP GAMF RE** Insert  Torque* §
4.5 -6° -13° 0.8 TN**1604... 3 £
6 -6° -10° 0.8 TN*1604... 3 -

Dl

Shim screw Wrench

ACP3S ACS-5W BP-7

A™-ATFNR/L...

Il INSERT SELECTION

Application ':I’rﬁg;ﬁ'r:’; Finishing  Medium cutting MU to ;ea"y M Avplication
Grade NS9530 GT9530 T9215 T9215 Grade
TF TSF A ™ TH
Breaker . Breaker
Shape i ondiny Shape
e
Cutting conditions B004 Cutting conditions
. Application Finishing Medium cutting Medité:lﬂm;eavy . Application
Grade T515 T515 T515 Grade
All-round All-round All-round
Breaker Breaker
Shape Shape
Cutting conditions B008 Cutting conditions
. Application Zﬁg;ﬁfg Finishing Medium cutting H Application
Grade BX470 AH8005 AH8005 Grade
CBN _ HRF HRM
Breaker Breaker
Cutting conditions B012 Cutting conditions

SP-2.5

AST322 CSTB-3.5 T-15F

Finishing Medium cutting
T6215 AH6225
SF SM
n
(-
B006
Zﬁ:ﬁ":’; Finishing Medium cutting
DX120 DX140 TH10
DIA with rake DA P
'y - /I
- - i\
== rr=—
B010
Precision A
finishing Binishing
BXA10 BXA20
HP HS
g "

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

Triangular
with hole

STREAM_UETBAR

A-PTUNR/L

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

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

Torque: Recommended clamping torque: N-m **RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Toolholder length may not conform to ISO standard.

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

L & &

SPARE PARTS

Y(@&

&

&

. . Clamping Clamping . . QOil supply Screw for oil
Designation ——- a2 Wrench 1 Wrench 2 Spring pin attachment* hole*
A25R-PTUNR/L1104-D320 = LCS23A = = P-2.5 = LCL23 EA-25 SSHM4-5
A32S-PTUNR/L1104-D400 - LCS23A - - P-2.5 - LCL23 EA-32 SSHM4-5
A16M-PTUNR/L11-D200 - LCS22A - P-2F - - LCL22N - SSHM3-4
A20Q-PTUNR/L11-D250 = LCS22A - P-2F - - LCL22N EA-20 SSHM3-4
A25R-PTUNR/L16-D320 ELST317BR/L = LCS3 = P-2.5 LSP3 LCL33 EA-25 SSHM4-5
A32S-PTUNR/L16-D400 LST317BR/L - LCS3 - P-2.5 LSP3 LCL3 EA-32 SSHM4-5
*Optional
I INSERT SELECTION
Application ';’rﬁg;fl':; Finishing  Medium cutting MU to ;ea"y M Avplication Finishing  Medium cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225
TF TSF o ™ TH SF p SM
i \
Breaker Breaker E
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Mediléﬂ‘ﬂ';?];eaw . Application Zﬁ:ﬁfg Finishing Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round DIA vith rake T-DJ A P
Break Breaker A ’f‘
reaker
Shape Shape o - . ;\
Cutting conditions B008 Cutting conditions B010
P Precision A A g S Precision A e
. Application finishing Finishing Medium cutting H Application finishing Finishing
Grade BX470 AHB8005 AH8005 Grade BXA10 BXA20
CBN _ HRF HRM HP HS
Breaker Breaker 2
= e A & T ey 2
b . -
Cutting conditions B012 Cutting conditions B014

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

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

DMIN @
L H J
g il
Iz P~
P & E)o}
LH 2
- LF =
GAMF ‘ 3
. ol ]
Cutting edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE* Insert Torque
S16M-PTUNR/L11 Steel 20 16 11 150 30 15 15.5 -14° 0.4 TN**1103... 1.7
S20Q-PTUNR/L11 Steel 25 20 13 180 35 18 19 120 0.4 TN**1103... 17 8
S25R-PTUNR/L16 Steel 32 25 17 200 40 23 24 -12° 0.8 TN*1604... 27 2
o
A32S-PTUNR/L16 Steel 40 32 22 250 50 30 29.5 120 0.8 TN**1604... 27 °
£

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

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

Toolholder length may not conform to ISO standard.

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

SPARE PARTS /@ y ( @ & @

Designation Shim 2?:2\‘3?9 C;I::;\;,)vir;g Wrench 1 Wrench 2 Spring pin Lever ag!s#gzm*
S*-PTUNR/L11 - LCS22A - P-2F - - LCL22N -
S25R-PTUNR16 ELST317BR - LCS3 - P-2.5 LSP3 LCL33 =
S25R-PTUNL16 ELST317BL - LCS3 - P-2.5 LSP3 LCL33 -
A32S-PTUNR16 LST317BR - LCS3 - pP-2.5 LSP3 LCL3 EA-32
A32S-PTUNL16 LST317BL - LCS3 - P-2.5 LSP3 LCL3 EA-32

*Optional
T-PTUNR
Lever-lock boring bar, for negative 60° triangular inserts (Tsuppari-lchiban)
DMIN Reinforced carbide H @
F:@’
%)
=
z
o
g
Cutting edge style U Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 H GAMF RE* Insert Torque
T16Q-PTUNR11 Reinforced 20 - 16 11 180 27 59 15 =42 0.4 TN*1103... 1.7
T20R-PTUNR11C Reinforced 25 Rc1/4 20 13 200 35 49 18 -12° 0.4 TN*1103... 1.7
T25S-PTUNR16C Reinforced 32 Rc1/4 25 17 250 40 64 23 -12° 0.8 TN**1604... 2.7
T32U-PTUNR16C Reinforced 40 Rc1/2 32 22 350 50 103 30 -10° 0.8 TN*1604... 2.7
T40V-PTUNR16C Reinforced 50 Rc1/2 40 27 400 55 88 37 102 0.8 TN*1604... 2.7
T50W-PTUNR16C Reinforced 63 Rc1/2 50 35 450 65 63 47 -8° 0.8 TN*1604... 2.7

Torque: Recommended clamping torque: N-m

**RE : Standard corner radius

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

Toolholder length may not conform to ISO standard.

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

SPARE PARTS @ }y ( @ &

Designation Clamping screw 1 Clamping screw 2 Wrench 1 Wrench 2 Spring pin
T**-PTUNR11... = LCS22A = P-2F = = LCL22N
T25S-PTUNR16C ELST317BR - LCS3 - P-2.5 LSP3 LCL33
T*-PTUNR16C LST317BR - LCS3 - P-2.5 LSP3 LCL3

Reference pages: A/S-PTUNR/L, T-PTUNR: Insert — B087 -, CBN — B182 -, PCD — B212
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Rhombic, 35° with hole

Positive 5°

STREAM UETBAR

A/E-SVUBR/L

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

Cutting edge style U

Right hand (R) shown.

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque
A12-SVUBR2-D16 Steel 1.000 0.750 0.594 10.000 1.425 0.725 0.218 -0° -6° 0.016 VB 22... 0.89
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
A16Q-SVUBR/L11-D200 Steel 20 16 155 180 35 15 8 0° -8° 0.4 VB**1103... 1.2
A20R-SVUBR/L11-D250 Steel 25 20 17.5 200 40 19 8 0° -7° 0.4 VB**1103... 1.2
A25S-SVUBR/L16-D320 Steel 32 25 20.5 250 50 23 8.5 0° -6° 0.8 VB**1604... 3
E16R-SVUBR/L11-D245 Carbide 24.5 16 16 200 - 15 8 0° -8° 0.4 VB**1103... 1.2
E20S-SVUBR/L11-D285 Carbide 28.5 20 18 250 - 19 8 0° -7° 0.4 VB**1103... 1.2
E25T-SVUBR/L16-D340 Carbide 34 25 21 300 - 23 8.5 0° -6° 0.8 VB**1604... 3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVUBR**) with left-hand inserts (L); and left-hand toolholders (SVUBL**) with right-hand inserts (R).
T-SVUBR
Screw-on boring bar, for positive 35° rhombic inserts (Tsuppari-lchiban)
EMIﬂ § Reinforced carbide ‘Jj»‘ @
//N Y [ — | @
K[B A ? [ 2
% LEHo b g JlFle L8 IS
GAMF y - > %
GAMPm | | (6]
q ; o
v Cutting edge style U Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 L4 H f2 GAMP GAMF RE** Insert Torque
T20R-SVUBR11C Reinforced 25 Rcl1/4 20 14 200 30 59 121 18 4 0° -8° 04 VB*1103.. 1.2

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

& A

SPARE PARTS
Designation Clamping screw Wrench
A12-SVUBR2-D16 CSTB-2.5 T-8F
A**-SVUBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVUBR/L16-D320 CSTB-3.5 T-15F
E**-SVUBR/L11-D2*5 CSTB-2.5 T-8F
E25T-SVUBR/L16-D340 CSTB-3.5 T-15F
T20R-SVUBR11C CSTB-2.5 T-8F

Reference pages: A/E-SVUBR/L, T-SVUBR: Insert — B150 -, CBN — B207 -
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STREAM_UETBAR

A/E-SVQBR/L

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

DMIN H @
|

P s

GAMF LH LF 3
- =8
_ GAMP{ = 1o
Cutting edge style Q Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque
A10-SVQBR2-D16 Steel 1.000 0625 0500 7.000 1.250 0600 0.188 -5°  -6° 0016 VB*22.. 089
>
ke
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque* 2
A12M-SVQBR/L11-D170 Steel 17 12 105 150 24 1M 45 5 107 04 VBUM103. 12 8
A16Q-SVQBR/L11-D215 Steel 215 16 13 180 30 15 5 -5° -8 04  VB"103. 12 .
A20R-SVQBR/L11-D255 Steel 255 20 15 200 36 18 5 5  -6° 04 VB*1103.. 12
A25S-SVQBR/L16-D305 Steel 305 25 175 250 45 23 5 -5° -8 0.8 VB*1604.. 3
E12Q-SVQBR/L11-D170 Carbide 17 12 105 180 27 11 45 -5 -10° 04 VB*1103.. 12
E16R-SVQBR/L11-D215 Carbide 215 16 13 200 32 15 5 5° -8 04  VB™1103.. 1.2
E20S-SVQBR/L11-D255 Carbide 255 20 15 250 36 18 5 5° 6> 04 VB"1103.. 12
E25T-SVQBR/L16-D305 Carbide 305 25 175 300 45 23 5 5> -8 0.8 VB™1604. 3

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
A10-SVQBR2-D16 CSTB-2.5 T-8F
A*-SVQBR/L11-D... CSTB-2.5 T-8F
A25S-SVQBR/L16-D305 CSTB-3.5 T-15F
E**-SVQBR/L11-D... CSTB-2.5 T-8F
E25T-SVQBR/L16-D305 CSTB-3.5 T-15F

B INSERT SELECTION

—— Precision Ao Finishing to - Precision O Finishing to
. Application finishing Libishing medium cutting M Application finishing binishing medium cutting
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225
JP Js PSS PS JP Js PSS PS
Breaker o Chipbreaker o
Shape @ o shape @
Cutting conditions BO14 Cutting conditions BO16
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Chipbreaker
Shape w shape %
Cutting conditions B014 Cutting conditions B0O16
s Finishing to - SIS Finishing to
. Application CRINT G . Application Finishing medium cutting
Grade T515 Grade AH8005 AH8015
cMm PS PS
Breaker Breaker
Shape Shape @ %
Cutting conditions B020 Cutting conditions B024
H Application Ff’:::;:::)g Finishing
Grade BXA10 BXA20
HP HS
Breaker

Shape H:;-a._:z—;fd =0 o
g

Cutting conditions B026

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

Rhombic, 35° with hole

Positive 5°

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

DMIN Reinforced carbide v H @
% LH N LF LL’%
GAMF = 8

GAMP {2 n s

Cutting edge style Q

Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque
T20R-SVQBR11C Reinforced 25 Rc1/4 20 14 200 30 59 18 4 -5° -7° 0.4 VB**1103... 1.2

Torque: Recommended clamping torque: N-m

**RE : Standard corner radius

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

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

STREAM_UETBAR

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

LF ‘

: @
H &
(92]
=
&
8

|

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

Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque
A10-SVJBR/L2-D16 Steel 1.000 0.625 0.156 7.000 1.250 0.600 -5° -6° 0.016 VB*™ 22.. 0.89
1/ Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*

A20R-SVJBR/L11-D250 Steel 25 20 2 200 40 18 -5° -5° 0.4 VB**1103... 1.2
A25S-SVJBR/L11-D300 Steel 30 25 35 250 50 23 -5° -5° 04  VB*1103.. 1.2

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

SPARE PARTS @ %g

Designation Clamping screw Wrench
T20R-SVQBR11C CSTB-2.5 T-8F
A*-SVJBR/L... CSTB-2.5 T-8F

Reference pages: T-SVQBR, A-SVJBR/L: Insert = B150 -, CBN — B207 -
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STREAM_UETBAR

A-SVZBR/L

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

Cutting edge style Z

DMIN LH ‘ ﬁ
[@NS|
Wi N =
3# N %)
L3 LF %
GAMF - ~l 8
e \ 1O

Material DMIN DCONMS WF  LF LH L3 H f2 GAMP GAMF RE*

Right hand (R) shown.

Insert  Torque

A12-SVZBR2-D16 Steel 1.000 0.750 0.594 10.000 1.425 0.500 0.725 0.219 0° -5°  0.016 VB™22.. 0.89
S
Material DMIN DCONMS WF  LF LH L3 H f2 GAMP GAMF RE** Insert Torque* 2
A16Q-SVZBR/L11-D200 Steel 20 16 15.5 180 35 12.5 15 8 0° -8° 0.4 VB**1103... 1.2 §
A20R-SVZBR/L11-D250 Steel 25 20 17.5 200 40 12.5 18 8 0° -7° 0.4 VB**1103... 1.2 £
A25S-SVZBR/L16-D320 Steel 32 25 24 250 50 17.5 23 12 0° -6° 0.8 VB**1604... 3 -
A32T-SVZBR/L16-D400 Steel 40 32 27.5 300 72 17.5 30 12 0° -5° 0.8 VB**1604... 3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE : Standard corner radius
Note: Use right-hand toolholders (SVZBR**) with right-hand inserts (R); and left-hand toolholders (SVZBL**) with left-hand inserts (L).
SPARE PARTS & /é
Designation Clamping screw Wrench
A12-SVZBR2-D16 CSTB-2.5 T-8F
A**-SVZBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVZBR/L16-D320 CSTB-3.5 T-15F
A32T-SVZBR/L16-D400 CSTB-3.5L T-15F
B INSERT SELECTION
. Application ';ﬁg;ﬁ:?g" Finishing mgiir:::sr:‘\irc‘:gttt?ng M Application 2‘:‘;‘;‘%‘ Finishing ms&i:ir;ilsnr:irt]:gttt‘i)n g
Grade SH725 SH725 NS9530 T9215 Grade SH725 SH725 AH6225 AH6225

JP Js PSS PS JP Js PSS PS
Breaker - Chipbreaker ;
e i e < e wi

Cutting conditions BO14 Cutting conditions
. Application  Medium cutting M Application  Medium cutting
Grade T9215 Grade AH6225
PS PS
Breaker Chipbreaker
Shape ® shape @
Cutting conditions B014 Cutting conditions B0O16
s Finishing to - SIS Finishing to
. Application CRINT G . Application Finishing medium cutting
Grade T515 Grade AH8005 AH8015
cMm PS PS
Breaker Breaker
Shape Shape & w
Cutting conditions B020 Cutting conditions B024
- Precision S
H Application finishing Finishing
Grade BXA10 BXA20
HP HS
Breaker
Shape 'Qu;-__ﬂ,_?_ﬂ.;;d 1 ----JE,-:—-—
Cutting conditions B026

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

Rhombic, 35° with hole
Positive 7°

2S0OREMEISTER

S-SVLCR/L-H

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

uJ
DCONMS

95
'/ 50°
®

Cutting edge style L

DMIN DCONMS WF LF Shank
S§32-SVLCR/L16T-H 1.575 1.260 0.866 1.260 D1.25
S40-SVLCR/L16T-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50

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

SPARE PARTS & %’g /E/ &

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

STREAM_UETBAR

A/E-SVUCR/L

@

Right hand (R) shown.

Insert
VC** 33...
VC* 33...

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

DMIN UH H
Zi ;ué E\ |
4 e ——
P £PE 2
Ny LF =
GAMF ==
GAMP{-= | |=
Cutting edge style U -

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF

vV A10-SVUCR6-D14 Steel 0.875 0.625 0.531 7.000 1.250 0.600 0.218 0° -5°
A12-SVUCR2-D16 Steel 1.000 0.750 0.594 10.000 1.420 0.725 0.218 0° -5°

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF

A12M-SVUCR/L08-D160 Steel 16 12 11 150 30 11 5.5 0° -8°
A25S-SVUCR/L16-D320 Steel 32 25 19 250 45 23 6.5 0° -5°
E12Q-SVUCR/L08-D180 Carbide 18 12 11.5 180 = 11 5.5 0° -8°
E25T-SVUCR/L16-D320 Carbide 32 25 19 300 - 23 6.5 0° -5°

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

SPARE PARTS @ 7 Q

Designation Clamping screw Wrench
A10-SVUCR6-D14 CSTB-2L T-6F
A12-SVUCR2-D16 CSTB-2.5 T-8F

A12M-SVUCR/L08-D160 CSTB-2L T-6F
A25S-SVUCR/L16-D320 CSTB-3.5 T-15F
E12Q-SVUCR/L08-D180 CSTB-2L T-6F
E25T-SVUCR/L16-D320 CSTB-3.5 T-15F

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

D072 tungaloy.com/us

RE**
0.016
0.016

RE*
0.4
0.8
0.4
0.8

Right hand (R) shown.

Insert

VC* 63...
VC* 22...

Insert

VC*0802...
VC**1604...
VC*0802...
VC**1604...

Torque
0.44
1.0

Torque*
0.6
3
0.6
3




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

Reinforced carbide

g
=
S
T
“p)

L
P | — @
\[9 i 7 %)
s LH_|ov < L3 =
GAMF LF =
GAMP | = D 1S
Cutting edge style U Right hand (R) shown.
Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque
T25S-SVUCR16C Reinforced 32 Rc1/4 25 19 250 40 64 23 6.5 0° -5° 0.8 VC**1604... 8]

Torque: Recommended clamping torque: N-m **RE : Standard corner radius
*The hole specification of applicable inserts conforms to ISO standard.
Note: Use right-hand toolholders (SVUCR**) with left-hand inserts (L).

Int. Toolholder

S0REMEISTER

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

@

RN
DCONMS

|« WF_,

Right hand (R) shown.

Cutting edge style U

DMIN DCONMS WF LF Shank Insert
S§20-SVUCR/L11-H 1.063 0.787 0.630 0.787 D/G.750 VC*22...
S$25-SVUCR/L11-H 1.220 0.984 0.669 0.984 D1.00 VC* 22...

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

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
T25S-SVUCR16C CSTB-3.5L T-15F
S$**-SVUCR/L11-H SR14-560 T-8/5

I INSERT SELECTION

. Application Finishing ms&'}fnﬁigﬂ;?ng M Application Finishing mg&?{fnﬁigﬂttt?ng
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Shape 0 ‘ shape ‘
Cutting conditions B016 Cutting conditions B018
. Appiication o ERSNING L0 Application  Frecison Finishing ~ Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
cM DIA with rake DJA AL
Breaker Breaker =) o T
Shape ‘ Shape \‘!_J' b w
Cutting conditions B020 Cutting conditions B022
- A Finishing to — Precision e
Application Finishing medium cutting H Application finishing Finishing
Grade AH8005 AH8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
e D phend RS e
B024 B026

Reference pages: T-SVUCR: Insert — B152 -, CBN — B209, PCD — B220
S-SVUCR/L-H: Insert — B152 -, CBN — B209, PCD — B220
Shank — D090 - D092
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Rhombic, 35° with hole

Positive 7°

STREAM ETBAR

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

DMIN H @
3

! ]
SYIL I

n
‘2
LF &
(&)
12

Cutting edge style Q

Right hand (R) shown.

[T Material  DMIN DCONMS WF LF LH  H 2 GAMP GAMF RE~  Insert Torque

A08-SVQCR6-D11 Steel 0.688 0.500 0.375 5.000 1.000 0.475 0.125 -5° -8° 0.016  VC*™63... 0.44
A10-SVQCR2-D16 Steel 1.000 0.625 0.500 10.000 1.250 0.600 0.188 -5° -8° 0.016  VC*™22.. 0.89

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*

A10K-SVQCR/L08-D135 Steel 13.5 10 8 125 20 9 3 -5° -8° 0.4 VC**0802... 0.6
A16Q-SVQCR/L11-D215 Steel 21.5 16 13 180 30 15 4.9 -5° -8° 0.4 VC*11083... 1.2
E10M-SVQCR/L08-D135 Carbide 13.5 10 8 150 25 © 3 -5° -8° 0.4 VC*0802... 0.6
E16R-SVQCR/L11-D215 Carbide 215 16 13 200 32 15 4.9 -5° -8° 0.4 VC*1108... 1.2

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

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

DMIN Reinforced carbide H @
/

W -
% - &»g
GAMF %4‘*‘ LF 3
- o
()]

!
|

GAMP {\g/_(
\'/ Cutting edge style Q Right hand (R) shown.

Material DMIN CNT DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque
T258-SVQCR16C Reinforced 32 Rcl/4 25 17 250 40 64 23 4.5 0° -5° 0.8  VC*™1604... 3

Torque: Recommended clamping torque: N-m

**RE : Standard corner radius

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

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

SPARE PARTS @ 7 Q

Designation Clamping screw Wrench
A08-SVQCR6-D11 CSTB-2L T-6F
A10-SVQCR2-D16 CSTB-2.5 T-8F
A10K-SVQCR/L08-D135 CSTB-2L T-6F
A16Q-SVQCR/L11-D215 CSTB-2.5 T-8F
E10M-SVQCR/L08-D135 CSTB-2L T-6F
E16R-SVQCR/L11-D215 CSTB-2.5 T-8F

T25S-SVQCR16C CSTB-3.5L T-15F

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

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

@ e ¢

\W—ﬂﬁ
L %)
GAMF LH LF =
3
| S | — =
. GAMP{ - I |
Cutting edge style J Right hand (R) shown.
Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque
A10-SVJCR2-D16 Steel 1.000 0.625 0.156 7.000 1.750 0.600 -5° -6° 0.016 VC* 22.. 0.89
(<5}
ke
Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque* 2
A12M-SVJCR/L08-D160 Steel 16 12 2 150 28 11 -5° -5° 0.4 VC*0802... 0.6 §
A16Q-SVJCR/L08-D200 Steel 20 16 2 180 35 15 -5° -5° 0.4 VC**0802... 0.6 =

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
A*-SVJCR/L... CSTB-2L T-6F

Il INSERT SELECTION

. Application Finishing mgj;;jf,t‘,";ﬂ;?ng IV Avplication Finishing mg&?{fﬁ,igﬂﬁ?ng
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Shape 0 ° shape o ‘
Cutting conditions B014 Cutting conditions BO16
. Application mgm;ﬂ:‘gﬂé?ng . Application Zﬁzﬁfg Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA AL
Breaker Breaker o = T
Shape ’ shape gLl WO e
Cutting conditions B020 Cutting conditions B022
. Application Finishing m:tliri‘:lsr:"(]:gttt?ng H Application Ff’.f.;ﬁfg Finishing
Grade AH8005 AH8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
e D v S W S
Cutting conditions B024 Cutting conditions B026

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

Rhombic, 35° with hole

Positive 7°

STREAM_UETBAR

A-SVZCR/L

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

DMIN LH

DCONMS

Cutting edge style Z

[T Material DMINDCONMS WF LF LH L3 H  f2 GAMP GAMF RE*

A08-SVZCR6-D12 Steel 0.750 0.500 0.438 5.000 1.000 0.395 0.475 0.188 0° -6°
A12-SVZCR2-D16 Steel 1.000 0.750 0.593 10.000 1.425 0.500 0.725 0.218 0° -7°

0.016
0.016

Material DMIN DCONMS WF  LF LH L3 H f2 GAMP GAMF RE*

A12M-SVZCR/L08-D160 Steel 16 12 11 150 30 10 11 5.5 0° -8°

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

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

SPARE PARTS @ /<§

Designation Clamping screw Wrench
A08-SVZCR6-D12 CSTB-2L T-6F
A12-SVZCR2-D16 CSTB-2.5 T-8F

A12M-SVZCR/L08-D160 CSTB-2L T-6F

V' B INSERT SELECTION

. Application  Finishing | FNSMI910  IMJ Application  Finishing  FASHRO 10,
Grade NS9530 T9215 Grade AH6225 AH6225
PSS PS PSS PS
Breaker Chipbreaker
Cutting conditions B016 Cutting conditions B018
. Application m:&?:frnlgﬂé?ng . Application Zﬁg;ﬁfg Finishing Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CcM DIA with rake DJA
Breaker Breaker —
Shape ‘ Shape Ql; ‘-:.-,.L__o :_."' w
Cutting conditions B020 Cutting conditions B022
I N Finishing to A Precision MR
. Application Finishing TRl @i H Application finishing Finishing
Grade AHB8005 AH8015 Grade BXA10 BXA20
PS PS CBN CBN
Breaker Breaker
see D WS ape G e R
Cutting conditions B024 Cutting conditions B026

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

D076 tungaloy.com/us

0.4

{%

Right hand (R) shown.

Insert

VC* 63...
VC* 22...

Insert

VC**0802...

Torque
0.44
0.44

Torque*
0.6




Rhombic, 35°

Rhombic, 25°
with hole

with hole

STREAM_UETBAR

A-PVUNR/L

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

®!

LH | 2
GAMF = < LF -2
GAMPv \ “ H 8
Cutting edge style U J( Right hand (R) shown.
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque
A16-PVUNR/L2.33-D20 Steel 1.250 1.000 0.672 12.000 1.750 0.906 0.197 -6° -13°  0.031 VN** 2.33 2.2
A16-PVUNR/L2.33-D24 Steel 1.500 1.000 0.859 12.000 1.750 0.906 0.315 -6° -10°  0.031 VN** 2.33... 2.2
A20-PVUNR/L2.33-D26 Steel 1.650 1.250 0.859 14.000 2.000 1.188 0.217 -6° -10°  0.031 VN** 2.33... 2.2
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A25R-PVUNR/L1204-D320 Steel 32 25 18 200 45 23 5.0 -5° -15° 0.8 VN**1204... 3
A25R-PVUNR/L1204-D370 Steel 37 25 22 200 45 23 8.0 -4° -15° 0.8 VN**1204... 3
A32S-PVUNR/L1204-D400 Steel 40 32 22 250 50 30 515) -6° -12° 0.8 VN**1204... 3
A25R-PVUNR/L16-D370 Steel 37 25 22 200 45 23 9.5 -5° -14° 0.8 VN**/YN**1604... 2.7
A32S-PVUNR/L16-D400 Steel 40 32 22 250 50 30 -5° -12° 0.8 VN**/YN**1604... 2.7
A40T-PVUNR/L16-D500 Steel 50 40 27 300 60 37 7 -5° -10° 0.8 VN**/YN**1604... 2.7
Torque: Recommended clamping torque: Ibs-ft (*N-m) **RE: Standard corner radius
&
N
SPARE PARTS <> ( @ & @ &

Clamping

Designation

Wrench Spring pin Lever

Oil supply Screw

screw
A16-PVUNR/L2.33-D...,

attachment* for oil hole*

A25R-PVUNR/L1204-D. . LSv212 LCS3V P-2.5 LSP3 LCL3V EA-25 SSHM4-5
A20-PVUNR/L2.33-D26,

A32S-PVUNR/L1204-D400 LSva12 LCS3V P-2.5 LSP3 LCL3V EA-32 SSHM4-5
A25R-PVUNR/L16-D370 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-25 SSHM4-5
A32S-PVUNR/L16-D400 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-32 SSHM4-5
A40T-PVUNR/L16-D500 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V = SSHM5-6

*Optional
I INSERT SELECTION
. Application 2':§ﬁ':gn Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6215 AH6225
TF TSF ™ SF SM
Breaker - Chipbreaker i
Shape - = shape
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medi::‘l“tiz;eavy Application :ﬁgﬁfg
Grade T515 T515 T515 Grade DX120
All-round All-round All-round DIA with rake
Breaker Breaker
e e SNess e Shape il
Cutting conditions B008 Cutting conditions BO10
s Application Zﬁgﬁfg Finishing Medium cutting H Application Zﬁgﬁfg Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Shape ¢ b ] @ o Shape - ] --___!L-—f'"
Cutting conditions B012 Cutting conditions B014
Reference pages: A-PVUNR/L: Insert — B098 -, B110, CBN — B186 -, PCD — B212

Int. Toolholder

Tungaloy D077



Rhombic, 35°
witzTroIIZ

Rhombic, 25°
with hole

TURNINGA

A-AVUNR/L

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

Cutting edge style U

[TE Material DMIN DCONMS WF LF LH  H 2 GAMP GAMF RE*
A20-AVUNR/L3-D25 Steel 1.560 1.250 0.859 14.000 1.960 1.180 0.236 -6 -10 0.031
A24-AVUNR/L3-D32 Steel 2.000 1.500 1.060 14.000 2.160 1.440 0.275 -6 -8 0.031

Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE*
A32S-AVUNR/L16-D400 Steel 40 32 22 250 50 30 6 -6° -10° 0.8
A40T-AVUNR/L16-D500 Steel 50 40 27 300 55 37 7 -6° -8° 0.8
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE : Standard corner radius
=
SPARE PARTS C& & f < &
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw
A*™-AVUNRV/L... ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5
V' B INSERT SELECTION
Application Zﬁz;::_?g Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6215 AH6225
TF TSF ™ SF SM
Breaker Chipbreaker 3
Y Shape @ = .- o - shape 4 - ‘
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting MediﬂTﬂEﬁ;eavy Application Zﬁgﬁfg
Grade 515 T515 T515 Grade DX120
All-round All-round All-round DIA with rake
Breaker Breaker
G S = S S e
Cutting conditions B008 Cutting conditions B010
. Application ':Iﬁ‘;;ﬁ'r“’; Finishing ~ Medium cutting | ]~ Application ':Ifl‘s’;fl':; Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker
Shape  Simp e @ o Shape e B Pl
Cutting conditions B012 Cutting conditions B014

LF

v

DCONMSE(

Reference pages: A-AVUNR/L: Insert = B098 -, B110, CBN — B186 -, PCD — B212

D078 tungaloy.com/us

Right hand (R) shown.

Insert Torque
VN**/YN** 33... 2.21
VN*/YN** 33... 2.21

Insert Torque*

VN**/YN**1604... 3
VN**/YN**1604... 3

I

Wrench
T-15F




S0O0REMEISTER

S-DVUNR/L-H
Double-clamp exchangeable boring head, for negative 35° rhombic inserts

o @
2
— =i 5
[V O
= o
Y
B LF
Cutting edge style U Right hand (R) shown.
DMIN DCONMS WF LF Shank Insert
S40-DVUNR/L16T-H 2.205 1.575 1.339 1.496 D1.50, D2.00, D2.50 VN** 33...
S
[=]
& ~ & & /S E
SPARE PARTS S
Designation Shim Shim screw Clamp Clamp screw Spring Wrench t
S40-DVUNR/L16T-H ASV322 SR35080I1 DLM3V SR10402267 KSP5 HW4.0 =
I INSERT SELECTION
Application F;Ir::g;_ﬁ::’; Finishing Medium cutting M Application Finishing Medium cutting
Grade NS9530 GT9530 T9215 Grade T6215 AH6225
TF TSF ™ SF SM
Breaker . - Chipbreaker -
Shape “h-ag_::'f shape x
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Medité:lﬂié::;;eavy Application Zﬁ:ﬁfg
Grade T515 T515 T515 Grade DX120
All-round All-round All-round DIA with rake

Breaker Breaker ®|
Shape Shape Mg r

Cutting conditions B008 Cutting conditions B010
. Application '?.'rﬁiiﬁ'ﬁ;' Finishing ~ Medium cutting | ] Application ':ﬁg;:‘:; Finishing
Grade BX470 AH8005 AH8005 Grade BXA10 BXA20
CBN HRF HRM HP HS
Breaker Breaker -
Shape Gl Sl @ ‘ Shape Wil Sl
Cutting conditions B012 Cutting conditions BO14

Reference pages: S-DVUNR/L-H: Insert — B098 -, B110, CBN — B186 -, PCD — B212
Shank — D090 - D092

Tungaloy D079




WB

Trigon, 80°
@ with hole
Positive 5°

STREAM ETBAR

A/E-SWUBR/L

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

DMIN H @
= v
= o e
)y
GAMF 5 LF -2
fr—— 8
GAMP 1\ o
. S ————
Cuttlng edge style U Right hand (R) shown.
Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque
AO05F-SWUBR/L03-D060 Steel 6 5 3 80 9 4.8 0° -13° 0.4 WB**0301... 0.6
A06G-SWUBR/L03-D070 Steel 7 6 3.5 90 11 5.75 0° -12° 0.4 WB**0301... 0.6
A07G-SWUBR/L03-D080 Steel 8 7 4 90 12 6.75 0° -11° 0.4 WB**0301... 0.6
A08H-SWUBR03-D060 Steel 6 8 3.1 100 18 7.5 0° -12° 0.4 WB**0301... 0.6
A08H-SWUBRO03-D070 Steel 7 8 3.6 100 20 7.5 0° -12° 0.4 WB**0301... 0.6
EO05G-SWUBR/L03-D060 Carbide 6 5 3 90 10 4.8 0° -13° 0.4 WB**0301... 0.6
E06H-SWUBR/L03-D070 Carbide 7 6 3.5 100 12 5.75 0° -12° 0.4 WB**0301... 0.6
E07H-SWUBR/L03-D080 Carbide 8 7 4 100 14 6.75 0° -11° 0.4 WB**0301... 0.6
E08K-SWUBR03-D060 Carbide 6 8 3.1 125 30 7.5 0° -12° 0.4 WB**0301... 0.6
E08K-SWUBRO03-D070 Carbide 7 8 3.6 125 40 7.5 0° -12° 0.4 WB**0301... 0.6

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

SPARE PARTS @ %’S

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

B INSERT SELECTION

Application Finishing M Application Finishing - Application Finishing Application Finishing
w 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 B022

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

D080 tungaloy.com/us




WX

@ Trigon, 80°
with hole

MINIFTURN

A/E-SWLXR/L

Screw-on boring bar, for WXGU inserts

)

——
™ | — Al —

95:/ ; i} —— k3

LF g 2

/= | b4 S

+95° 9 i

; Ia =

Cutting edge style L Right hand (R) shown.
Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque
A0B-SWLXR/L2-D08 Steel 0500 0375 0281 5000 0750 0.350 -10°  -14°  0.016 WXGU22“lL/R.. 0.66
A08-SWLXR/L2-D11 Steel  0.688 0500 0406 5000 1.000 0475 -10°  -10° 0.016 WXGU22“L/R..  0.66
A10-SWLXR/L2-D14 Steel 0.875 0.625 0.531 7.000 1.250 0.600 -10° -8° 0.016 WXGU 22**L/R... 0.66
A12-SWLXR/L2-D16 Steel  1.000 0750 0593 7.000 1.438 0725 -10°  -7°  0.016 WXGU22“lL/R..  0.66
A16-SWLXR/L2-D20 Steel 1250 1.000 0625 7.000 1.438 0938 -10°  -7°  0.016 WXGU22“lL/R.. 0.66
E06-SWLXR/L2-D08 Carbide 0500 0375 0281 5000 1.000 0350 -10° -14° 0016 WXGU22"L/R..  0.66
E08-SWLXR/L2-D11 Carbide 0.688 0.500 0.406 5.000 1.063 0.475 -10° -10° 0.016  WXGU 22*L/R... 0.66
E10-SWLXR/L2-D14 Carbide 0.875 0625 0531 7.000 1250 0600 -10°  -8° 0016 WXGU22"L/R..  0.66
E12-SWLXR/L2-D16 Carbide 1.000 0750 0593 7.000 1.438 0725 -10°  -7° 0016 WXGU22"L/R.. 0.66
E16-SWLXR/L2-D20 Carbide 1.250 1.000 0625 10.000 1.812 0938 -10°  -7° 0016 WXGU22"L/R..  0.66
Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*

A10K-SWLXR/L04-D120 Steel 12 10 6 125 20 9 -10°  -16° 04 WXGUO403“L/R.. 0.9
A12M-SWLXR/L04-D140 Steel 14 12 7 150 24 11 -10°  -14° 04 WXGUO403"L/R.. 0.9
A16Q-SWLXR/L04-D180 Steel 18 16 9 180 32 15 -40°  -11° 04 WXGUO403*L/R.. 09
A20R-SWLXR/L04-D220 Steel 22 20 11 200 36 18 -40°  -10° 04 WXGUO403"L/R.. 0.9
E10M-SWLXR/L04-D120 Carbide 12 10 6 150 25 9 -10°  -16° 04 WXGUO403“L/R.. 0.9
E12Q-SWLXR/L04-D140 Carbide 14 12 7 180 27 11 -10°  -14° 04 WXGUO403"L/R.. 0.9
E16R-SWLXR/L04-D180 Carbide 18 16 9 200 32 15 -40°  -11° 04 WXGUO403*L/R.. 0.9
E20S-SWLXR/L04-D220 Carbide 22 20 11 250 36 18 -40°  -10° 04 WXGUO403"L/R.. 0.9

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

SPARE PARTS <@ 7/ (

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

Reference pages: A/E-SWLXR/L: Insert — B157 -, CBN — B210
Standard cutting conditions — D096

Tungaloy D081




w

WX

O Trigon, 80°
with hole

MINIFTURN

S-SWLXR/L-H

Screw-on clamp exchangeable boring head, for WXGU inserts

©

3

L
DCONMS

Cutting edge style L

@

Right hand (R) shown.

DMIN DCONMS WF LF Shank Insert
S25-SWLXR/L04-H 1.260 0.984 0.669 0.787 D1.00 WXGU...
S32-SWLXR/L04-H 1.575 1.260 0.866 1.260 D1.25 WXGU...
S40-SWLXR/L04-H 1.969 1.575 1.063 1.260 D1.50, D2.00, D2.50 WXGU...
Note: Use right-hand toolholders (SWLXR**) with left-hand inserts (L); and left-hand toolholders (SWLXL**) with right-hand inserts (R).
SPARE PARTS & /®
Designation Clamping screw Wrench
S**-SWLXR/L04-H SR34-514 T-7F
I INSERT SELECTION
Aty Precision A feir Finishing to Frmget Precision oA Finishing to
. Application finishing Finishing medium cutting M Apblication finishing Finishing medium ctgjtting
Grade SH725 SH725 NS9530 AH8015 Grade SH725 SH725 AH8015 AH8015
Js JTS Ss TS Js JTS Ss A TS
Breaker Chipbreaker -
Shape shape -
Cutting conditions D096 Cutting conditions D096
. Application  Medium cutting M Application  Medium cutting
Grade AH8015 Grade AH8015
TS TS
Breaker Chipbreaker
Shape shape
Cutting conditions D096 Cutting conditions D096
. Application l;rrzg;_ﬁ::’g" Finishing m:&?f;igﬂé?ng Application Finishing ng::fnt‘l";ﬂttt?n g Medium cutting

Grade SH725 SH725 NS9530 AH8015 Grade KSO05F KSO05F KSO05F

JS JTS SS TS ss -~ TS ™S .
Break Break
= A8 a4 = aas

Cutting conditions D096 Cutting conditions D096
S . q it Precision T
. Application  Medium cutting . Application finishing Finishing
Grade AH8015 Grade SH725 SH725 AH8015
TS Js JTS Ss s
Breaker Breaker 1
Shape Shape -
Cutting conditions D096 Cutting conditions D096
H Application Finishing m:('ir;:‘sr:";gé?n g Medium cutting . Application  Medium cutting
Grade BXA10 BXA20 BXA20 Grade AH8015
HP .= CBN CBN TS
E= A PR PR e é
Cutting conditions D096 Cutting conditions D096

Reference pages: S-SWLXR/L-H: Insert = B157 -, CBN — B210, Shank — D090 - D092
Standard cutting conditions — D096

D082 tungaloy.com/us

Finishing to
medium cutting
AH8015

e




WN

@ Trigon, 80°
with hole

STREAMIETBAR

A-PWLNR/L

Lever-lock boring bar, for negative 80° trigon inserts

Cutting edge style L

A16M-PWLNR/L0604-D200
A20Q-PWLNR/L0604-D250
A16M-PWLNR/L06-D200
A20Q-PWLNR/L06-D250
A25R-PWLNR/L06-D320
A32S-PWLNR/L06-D400
A25R-PWLNR/L08-D320
A32S-PWLNR/L08-D400
A40T-PWLNR/L08-D500

Material
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel

@

%)} _

LF S S

3 2

e S

| =]

Right hand (R) shown. &

DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque

20 16 11 150 32 15 3 -8°  -17° 0.8 WN™0604.. 1.7
25 20 13 180 36 18 3 -6°  -14° 0.8  WN™0604.. 1.7
20 16 11 150 32 15 3 -8°  -17° 0.8 WN™0604.. 1.7
25 20 13 180 36 18 3 -6° 14> 0.8  WN"0604.. 1.7
32 25 17 200 45 23 45 -6°  -12° 0.8 WN™0604.. 27
40 32 22 250 50 30 6 6>  -11° 0.8  WN™0604.. 2.7
32 25 17 200 45 23 45 -6° -13° 0.8 WN"0804.. 2.7
40 32 22 250 50 30 6 -6°  -11° 0.8 WN™0804.. 4.8
50 40 27 300 60 37 7 -6° -10° 0.8 WN™0804.. 4.8

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

SPARE PARTS

S

Clamping

&

Clamping

Y(@&

&

Designation oAl o B Wrench 1 Wrench 2
A16M-PWLNR/L0604-D200 = = LCS33 P-2F =
A20Q-PWLNR/L0604-D250 = = LCS33 P-2F =

A16M-PWLNR/L06-D200 - LCS33 - P-2F -
A20Q-PWLNR/L06-D250 - LCS33 - P-2F -
A25R-PWLNR/L06-D320 LSW312BR/L = LCS3B = P-2.5
A32S-PWLNR/L06-D400 LSW312BR/L = LCS3 = P-2.5
A25R-PWLNR/L08-D320 - LCS43 - - P-2.5
A32S-PWLNR/L08-D400 LSW42BR/L - LCS4 - P-3
A40T-PWLNR/L08-D500 LSW42BR/L = LCS4 = P-3
*Optional
Il INSERT SELECTION
. Application Zﬁg;ﬁﬁ; Finishing Medium cutting Medltérdlttltr:‘;eavy M Application
Grade NS9530 GT9530 T9215 T9215 Grade
TF TSF ., ™ TH
Breaker Breaker
= L 88 =
-

Cutting conditions B004 Cutting conditions
Application Finishing Medium cutting Medilé';‘n‘iz; eavy Application
Grade T515 T515 T515 Grade

All-round All-round All-round
Breaker Breaker
Shape Shape
Cutting conditions B008 Cutting conditions
H Application Zﬁg;ﬁfg Finishing
Grade BXM10 BXM20
CBN CBN
Breaker
Shape L fm ey
s = ~ il
Cutting conditions B014

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

= LCL33N = SSHM3-4
= LCL33N EA-20 SSHM3-4
= LCL33N - SSHM3-4
- LCL33N EA-20 SSHM3-4
LSP3 LCL3 EA-25 SSHM4-5
LSP3 LCL3 EA-32 SSHM4-5
- LCL43N EA-25 SSHM4-5
LSP4 LCL4 EA-32 SSHM4-5
LSP4 LCL4 = SSHM4-5
Finishing Medium cutting Meditér':\tttiz;eavy
T6215 AH6225 AH6225
SF P SM SH
A
B006
Zﬁ:ﬁfg Finishing Medium cutting
BX480 AH8005 AH8005
CBN _ HRF HRM
= A

B012

Tungaloy D083




WN

@ Trigon, 80°
with hole
S-PWLNR/L
Lever-lock boring bar, for negative 80° trigon inserts
DMIN rﬂL
ZIN e Qﬁ /‘\ —m[
L et fe | &
1 < LH | LF ‘ ‘é’
‘L“ = = =z
GAMF =71 ]
. | = | Q
Cutting edge style L Right hand (R) shown.
Material DMIN DCONMS WF LF LH H B GAMF RE* Insert
S16M-PWLNR/L0O6 Steel 20 16 11 150 30 15 11515 -17° 0.8 WN*0604...
$20Q-PWLNR/L06 Steel 25 20 13 180 35 18 19 -14° 0.8 WN*0604...
S25R-PWLNR/L06 Steel 32 25 17 200 40 23 24 -12° 0.8 WN*0604...

**RE : Standard corner radius
Note: Use right-hand toolholders (R

o)

Shim

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

g &L Y (( n

SPARE PARTS

Designation

&

Clamping screw 1 Clamplng screw?2  Wrench 1 Wrench Spring pin

S**-PWLNR/L06 = LCS33 = P-2F = =
S25R-PWLNRO6 LSW312BR = LCS3B = P-2.5 LSP3
S25R-PWLNLO6 LSW312BL = LCS3B = P-2.5 LSP3
I INSERT SELECTION
- Application Finishing Medium cutting M Application Finishing Medium cutting
w Grade T9215 T9215 Grade AH6225 AH6225
TSF ™ Ss SM
Breaker Chipbreaker
Shape shape
Cutting conditions B004 Cutting conditions B006
. Application  Medium cutting
Grade T515
™
Breaker
Shape
Cutting conditions B008

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

D084 tungaloy.com/us

Lever
LCL33N
LCL3
LCL3




TURNINGA

A-AWLNR/L

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

DMIN H
- pr— g ©
gl D= e n
T— ‘LH N F _ %
- 95° o]
GAMP%@ 18
Cutting edge style L
Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE**
A16-AWLNR/L33-D20 Steel 1250 1.000 0672 12.000 1.750 0906 0172 -6°  -13°  0.031
A20-AWLNR/L33-D25 Steel 1560 1.250 0.859 14.000 1.938 1.188 0234 -6°  -10°  0.031
A16-AWLNR/L3-D20 Steel  1.250 1.000 0.672 12.000 1.770 0906 0177 -6°  -13°  0.031
A20-AWLNR/L3-D25 Steel 1560 1.250 0.859 14.000 1.960 1.180 0236 -6°  -10°  0.031
A16-AWLNR/L4-D20 Steel 1250 1.000 0672 12.000 1.770 0906 0177 -6° -13°  0.031
A20-AWLNR/L4-D25 Steel 1560 1.250 0.859 14.000 1.960 1.180 0236 -6°  -10°  0.031
A24-AWLNR/L4-D32 Steel  2.000 1.500 1.060 14.000 2.160 1.460 0275 -6°  -8°  0.031
A32-AWLNR/L4-D40 Steel 2500 2.000 1.370 16.000 2.550 1.850 0.393 -6°  -7°  0.031
Material DMIN DCONMS WF  LF  LH H f2 GAMP GAMF RE**
A25R-AWLNR/L0604-D320 Steel 32 25 17 200 45 23 45 6 -13° 08
A32S-AWLNR/L0604-D400 Steel 40 32 22 250 50 30 6 6 -10° 08
A25R-AWLNR/L06-D320 Steel 32 25 17 200 45 23 45 60 -13° 08
A32S-AWLNR/L06-D400 Steel 40 32 22 250 50 30 6 6> -10° 0.8
A25R-AWLNR/L08-D320 Steel 32 25 17 200 45 23 45 6 -13° 08
A32S-AWLNR/L08-D400 Steel 40 32 22 250 50 30 6 6> -10° 0.8
A40T-AWLNR/L08-D500 Steel 50 40 27 300 55 37 7 6 -8 08
A50U-AWLNR/LO08-D630 Steel 63 50 35 350 65 47 10 6  -7° 08

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

**RE: Standard corner radius

SPARE PARTS

Designation

&

Clam

p screw

Spring pin

&

Shim screw

Right hand (R) shown.

@

Insert Torque
WN** 33... 2.21
WN** 33... 2.21
WN** 33... 2.21
WN** 33... 2.21
WN** 43... 2.21
WN* 43... 2.21
WN** 43... 2.21
WN** 43... 2.21

Insert  Torque*

WN**0604... 3
WN**0604... 3
WN**0604... 3
WN**0604... 3
WN**0804... 3
WN**0804... 3
WN**0804... 3
WN**0804... 3

i

A**-AWLNR/L33-D...,

A*-AWLNR/LOG04-D... ACP3S-E ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
A*-AWLNR/L3-D...,
A*-AWLNR/LO6-D... ACP3S ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
A**-AWLNR/L4-D...,
A*-AWLNR/LO8-D... ACP4S ACS-5W BP-7 SP-2.5 ASW422 CSTB-3.5 T-15F
I INSERT SELECTION
. Application 2':2;3:_?9'1 Finishing Medium cutting Medil.émttitr)‘;eavy M Application Finishing Medium cutting Medilémttiﬁ ; eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF ™ TH SF P SM SH
Breaker Breaker i
= &e ~»48 8046
Cutting conditions B004 Cutting conditions B006
. Application Finishing Medium cutting Mediléﬁ'ntig gheavy s Application ’f)lrnelgltfllr?gn Finishing Medium cutting
Grade T515 T515 T515 Grade BX480 AH8005 AH8005
All-round All-round All-round CBN _ HRF HRM
Breaker Breaker
= = = S
Cutting conditions B008 Cutting conditions B012
H Application 2ﬁ§;‘ﬁfg Finishing
Grade BXM10 BXM20
CBN CBN
Breaker
Shape . =y 4
ag =0

Cutting conditions

BO14

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

Tungaloy D085

Int. Toolholder
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TUNGEMINI

A/E-SXUOR/L

Screw-on boring bar, for XOMU rhombic inserts

2y @

i
@i=

Y
GAMF — LF = g
Z
GAMP L | 15
V=T S
Cutting edge style U
DMIN DCONMS WF LF LH H GAMP GAMF Insert
A08H-SXUOR/L05-D100 10 8 5 100 16 7.5 -7° -0.8° XOMU05X204-PS
A12M-SXUOR/L07-D140 14 12 7 150 24 11 -7.2° 3.2° XOMUQ7H304-PS
E08K-SXUOR/L05-D100 10 8 5 125 22 7.5 -7° -0.8° XOMU05X204-PS
E12Q-SXUOR/L07-D140 14 12 7 180 27 11 -7.2° 3.2° XOMUO7H304-PS
SPARE PARTS & /
Designation Clamping screw Wrench
A08H-SXUOR/L05-D100 CSTB-2L040 T-6F
A12M-SXUOR/L07-D140 CSPB-2.5 IP-8D
E08K-SXUOR/L05-D100 CSTB-2L040 T-6F
E12Q-SXUOR/L07-D140 CSPB-2.5 IP-8D
TBM
Maximum hole depth for LH/DC = 2.25
= ®
95‘"/'
Z @
= Wi T Eh=
g Te———uil ] %¢ S
[a=)
« LU |\
LPR L LS -
DMIN DCONMS LU LS LPR CNT Insert
TBM10R/LF12-2.25 10 12 22,5 4.5 28.45 UNF 5/16-24 XOMU05X204-PS
TBM12R/LF16-2.25 12 16 27 43.9 33.53 G1/8 XOMUO0BH204-PS
TBM14R/LF16-2.25 14 16 31.5 46.4 38.57 G1/8 XOMUO7H304-PS
TBM16R/LF20-2.25 36 57.1 42.9 G1/8 XOMUO08T304-PS

16 20
SPARE PARTS @ /

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

Reference pages: Insert — D087
Standard cutting conditions — D098

D086 tungaloy.com/us




S0OREMEISTER

S-SXUORO05-H

Screw-on clamp exchangeable boring head, for XOMU inserts

i
=
i EX-
w O
¢ O
_ < LF |
Cutting edge style U
DMIN DCONMS WF
S20-SXUORO05-H 0.984 0.787 0.512
S25-SXUOR05-H 1.260 0.984 0.669
SPARE PARTS @ /®
Designation Clamping screw Wrench
§**-SXUOR05-H CSTB-2L040 T-6F
Il INSERT
XOMU-PS

RE
N7

LF
0.787
0.787

@

Right hand (R) shown.

Shank Insert
D/G.750 XOMU05X204-PS
D1.00 XOMUO05X204-PS

Int. Toolholder

- Steel *
M Stainless *
- Cast iron *
- Non-ferrous *
- Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated
Designation BE & S I.'E
(in) |~ (in) | (in)
I
<
XOMUO05X204-PS 0.016 | @ 0.091 | 0.219
XOMUO06H204-PS 0.016 | @ 0.106 | 0.248
XOMUO7H304-PS 0.016 | @ 0.130 | 0.287
XOMUO08T304-PS 0.016 | @ 0.156 | 0.327
®: Line up

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

Tungaloy D087
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Rhombic, 25°
with hole

Positive 7°

Y=-rPrRO SERIES

A/E-SYUBR/L

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

RE*
0.016
0.016
0.016

RE*
0.4
0.4
0.4

DMIN LH
A A \
93° 4;% N\60° U 7L T w4 I | W
o =) g r/ 5 P 21
- i LF =
GAMF 8
GAMP {\f:ﬁ ! =
Cutting edge style U
[T Material  DMIN DCONMS WF LF LH  H  f2  GAMP GAMF
A10-SYUBR/L2-D16 Steel 1.000 0.625 0.625 7.000 1.250 0.600 0.312 0° -8°
E08-SYUBR/L2-D14 Carbide 0.875 0.500 0.563 5.000 1.060 0.475 0.307 0° -8°
E10-SYUBR/L2-D16 Carbide 1.000 0.625 0.625 7.000 1.250 0.600 0.307 0° -8°
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
A16Q-SYUBR/L11-D200 Steel 20 16 15.5 180 35 15 8 0° -8°
E12Q-SYUBR/L11-D200 Carbide 20 12 13.5 180 27 11 7.5 0° -8°
E16R-SYUBR/L11-D245 Carbide 24.5 16 16 200 32 15 8 0° -8°
Torque: Recommended clamping torque: Ibs-ft (*N-m)
**RE : Standard corner radius
SPARE PARTS & /A
Designation Clamping screw Wrench
A*-SYUBRI/L... CSTB-2L T-6F
E**-SYUBRI/L... CSTB-2L T-6F
I INSERT SELECTION
. Application Finishing mgjjril:;s;iggttt?ng Medium cutting M Application Finishing m::i?ijsr:izgttt?ng Medium cutting
Grade GT9215 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF M ZF
Breaker _ Breaker
Y Shape P s e Sl Shape ‘bl e SN
Cutting conditions BO16 Cutting conditions B018
. Application Finishing m:g::]snlliglgj&?n g Medium cutting Application Finishing m:(ijri‘ijsr?liglgntt?n g Medium cutting
Grade GT9530 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF zM ZF ZF ZM
Break . - = Break
e e = T - - <
Cutting conditions B020 Cutting conditions B024

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

D088 tungaloy.com/us

Right hand (R) shown.

Insert

YW11T2...
YW1T2...
YW11T2...

Insert

YW11T2...
YW1T2...
YW=11T2...

Torque
0.44
0.44
0.44

Torque*
0.6
0.6
0.6




Y=-PrRO SERIES
A/E-SYQBR/L
Screw-on boring bar, for positive 25° rhombic inserts

DMIN H @
Y 7/
122.5° e W g) l @J
30° S 2 ¢ o]
LH | o
GAMF i EES Z
8]
AMP]— = | 18
_ CAMP=—e= | |
Cuttlng edge style Q Right hand (R) shown.
[TE Y Material  DMIN DCONMS WF - LF LH  H  f2 GAMP GAMF RE* Insert  Torque
A08-SYQBR2-D12 Steel 0.750 0.500 0.438 5.000 1.000 0.475 0.188 -5° -10° 0.016 YW*11T2... 0.44
A10-SYQBR2-D14 Steel 0.875 0.625 0.500 7.000 1.250 0.600 0.188 -5° -8° 0.016 YW*11T2... 0.44 ﬁ
E08-SYQBR2-D12 Carbide 0.750 0.500 0.438 5.000 1.000 0.475 0.188 -5° -10° 0.016 YW*11T2... 0.44 §
o
E10-SYQBR2-D14 Carbide 0.875 0.625 0.500 7.000 1.250 0.600 0.188 -5° -8° 0.016 YW*11T2... 0.44 i)
£
Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert Torque*
A12M-SYQBR/L11-D170 Steel 17 12 10.5 150 24 11 4.5 -5° -10° 0.4  YW™11T2... 0.6
A16Q-SYQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8° 0.4  YW™11T2... 0.6
E12Q-SYQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10° 0.4  YW11T2... 0.6
E16R-SYQBR/L11-D215 Carbide 21.5 16 13 200 32 15 5 -5° -8° 0.4  YW™11T2... 0.6

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

SPARE PARTS @ %’g

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

Il INSERT SELECTION

. Application Finishing mgiri‘:;sglggttt?ng Medium cutting M Application Finishing mg;?f,:iﬂﬂttt?ng Medium cutting
Grade GT9215 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF ZM ZF
Breaker Breaker
Shape P s e Sl Shape ‘bl e SN
Cutting conditions BO16 Cutting conditions B018
. Application Finishing m:g:LSnI:irc‘:ﬁttt?ng Medium cutting Application Finishing m'e:(iiri‘ijsn':i'::gttt?ng Medium cutting
Grade GT9530 T9215 T9215 Grade AH8015 AH8015 AH8015
ZF ZF M ZF ZF ZM
e e T e —iie <
Shape X w Shape
Cutting conditions B020 Cutting conditions B024

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

Tungaloy D089




Technical Guide

S0REMEISTER

Anti-vibration bar

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

1) | OHX |
2 7 @
. P4
Fig. 1 8 ' — A
=) 'BD OAL - L8 B,
Fg.2 3 i §
8 [BD < LS -
Material DCONWS DCONMS BD OAL LS OHX CNT Fig.
D.625-16.14-7D-C Steel 0.630 0.625 0.630 6.140 3.600 3.500 G1/8 1
G.625-18.03-10D-E Carbide 0.630 0.625 0.630 8.030 5.220 5.500 - 1
D.750-L7.87-7D-C Steel 0.787 0.750 0.787 7.870 4.940 4.400 G1/4 1
G.750-L10.24-10D-E Carbide 0.787 0.750 0.787 10.240 6.770 7.000 - 1
D1.00-L10.2-7D-C Steel 0.984 1.000 0.984 10.200 6.830 6.200 G1/4 1
D1.00-L13.21-10D-C Steel 0.984 1.000 0.984 13.210 8.650 9.200 G1/4 1
D1.25-L12.48-7D-C Steel 1.260 1.250 1.260 12.480 7.370 7.500 G3/8 1
D1.25-L16.24-10D-C Steel 1.260 1.250 1.260 16.240 9.670 11.200 G3/8 1
D1.50-L15.26-7D-C Steel 1.575 1.500 1.575 15.260 9.130 9.200 G1/2 1
D1.50-L19.8-10D-C Steel 1.575 1.500 1.575 19.800 13.350 13.700 G1/2 1
D2.00-L20.74-7D-C Steel 1.575 2.000 2.000 20.740 o 12.700 G1/2 2
D2.00-L26.73-10D-C Steel 1.575 2.000 2.000 26.730 - 18.700 G1/2 2
D2.50-L.26.2-7D-C Steel 1.575 2.500 2.500 26.200 = 16.200 G3/4 2
D2.50-L.33.72-10D-C Steel 1.575 2.500 2.500 33.720 - 23.700 G3/4 2
SPARE PARTS @ /é
Designation Clamping screw Wrench
D.625..., G.625... SRM3X10DIN912 HW2.5
D.750..., G.750... SR55-2M3.5X10 HW2.5
D1.00... SRM4X12DIN912 HW3.0
D1.25... SRM5X12DIN912 HW4.0
D190 0200 SRM6X16DIN912-12.9 HWS5.0
C6-9D-C

PSC adapter with anti vibration, L/D = 9

r—
(og)

DCONWS
Y

DCONMS
1
|
||
i
|
||
i
|
||
|
i
e

Material DCONWS DCONMS LPR LB WT (kg)

C6-D25-L230-9D-C Steel 25 63 230.5 200.1 1.65
C6-D32-L288-9D-C Steel 32 63 288.5 259.5 2.73
C6-D40-L368-9D-C Steel 40 63 368.5 339 4.45
SPARE PARTS @ /é

Designation Clamping screw Wrench

C6-D25... SRM4X12DIN912 HW3.0

C6-D32... SRM5X12DIN912 HW4.0

C6-D40... SRM6X16DIN912-12.9 HWS5.0

D090 tungaloy.com/us




SBOREMEISTER

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

PSC compatible adapter with steel or carbide core

%) 1%}
LPIIi%B . % % @
0l B - 8 nl 8
2 I — =
o i V;H = o)
8 f 2,
Fig. 1 S
_8
Material DCONWS DCONMS LPR LB Fig. g
C4-SH-D16-2.5D-CHP Steel 16 40 40 20 1 t
C4-SH-D20-2.5D-CHP Steel 20 40 50 30 1 =
C4-SH-D25-2.5D-CHP Steel 25 40 55| 35 1
C4-SH-D32-2.5D-CHP Steel 32 40 75 55 1
C4-SH-D40-3D-CHP Steel 40 40 80 80 1
C6-SH-D20-5D-E-CHP Carbide 20 63 100 78 2
C6-SH-D25-5D-E-CHP Carbide 25 63 115 93 2
C6-SH-D32-5D-E-CHP Carbide 32 63 150 128 2
C6-SH-D40-5D-E-CHP Carbide 40 63 185 163 2
SPARE PARTS &\\\S\Q %ﬁ
Designation Clamping screw Wrench
C4**D16... SRM3X10DIN912 HW2.5
C4/C6*D20... SR55-2M3.5X10 HW2.5
C4/C6**D25... SRM4X12DIN912 HW3.0
C4/C6**D32... SRM5X12DIN912 HW4.0
C4/C6**D40... SRM6X16DIN912-12.9 HWS5.0
D#4D-SH
Steel shank for internal turning, with through coolant
= @
%) A= (&)
=21 B —————————————
e = = )=
8 1 s = i
A—>
B OAL N DCONMS
A-A cross section
Material DCONWS DCONMS OAL CNT H
D1.00-L7.2-4D-SH Steel 1.000 1.000 7.200 UNF-2B 1/2"-20 0.921
D1.25-1L8.74-4D-SH Steel 1.250 1.250 8.740 UNF-2B 1/2"-20 1.142
D1.50-L10.75-4D-SH Steel 1.575 1.500 10.75 UNF-2B 1/2"-20 1.339
D2.00-L14.72-4D-SH Steel 1.575 2.000 14.72 UNF-2B 1/2"-20 1.811
D2.50-L18.74-4D-SH Steel 1.575 2.500 18.74 UNF-2B 1/2"-20 2.283
SPARE PARTS ﬁ
Designation Clamping screw Wrench
D1.00-L7.2-4D-SH SR M4X12DIN912 HW 3.0
D1.25-1.8.74-4D-SH SR M5X12 DIN912 HW 4.0
D1.50-110.75-4D-SH SRM6X16DIN912-12.9 HW 5.0
D2.00-L14.72-4D-SH SRM6X16DIN912-12.9 HW 5.0
D2.50-L18.74-4D-SH SRM6X16DIN912-12.9 HW 5.0

Tungaloy D091
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SOREMEISTER

RSL sleeve

Split sleeve for anti-vibration bar

[a)]
m

n

0.236" 2

o =z

o)

(6]

a

DCONWS DCONMS BD LB H

RSL-31.8-15.9-L66 0.625 1.250 1.654 2.362 1.210
RSL-31.8-19-L66 0.750 1.250 1.654 2.362 1.210
RSL-31.8-25.4-L66 1.000 1.250 1.654 2.362 1.210
RSL-38.1-15.9-L106 0.625 1.500 1.969 3.937 1.461
RSL-38.1-19-L106 0.750 1.500 1.969 3.937 1.461
RSL-38.1-25.4-L106 1.000 1.500 1.969 3.937 1.461
RSL-38.1-31.8-L106 1.250 1.500 1.969 3.937 1.461
RSL-50.8-19-L126 0.750 2.000 2.362 4.724 1.941
RSL-50.8-25.4-L126 1.000 2.000 2.362 4.724 1.941
RSL-50.8-31.8-L126 1.250 2.000 2.362 4.724 1.941
RSL-50.8-38.1-L126 1.500 2.000 2.362 4.724 1.941
RSL-63.5-31.8-L156 1.250 2.500 2.756 5.906 2.441
RSL-63.5-38.1-L156 1.500 2.500 2.756 5.906 2.441
RSL-63.5-50.8-L156 2.000 2.500 2.756 5.906 2.441

AVC-SET

Center height set up device

DCONMS H LPR LB Applicable shank
AVC-SET16-25 0.787 0.591 0.571 0.350 D/G.625, D/G.750, D1.00
AVC-SET32-60 1.142 0.630 0.689 0.450 D1.25, D1.50, D2.00, D2.50

D092 tungaloy.com/us




STREAM_ETBAR

BLM sleeve

Round shank sleeve for StreamJetBar-Mini series

[ H Lo
&l
T
\iii,//EJ
=
=z
S
(m)
DCONMS  DCONWS
BLM159-04 15.875 (0.625") 4
BLM159-05 15.875 (0.625") 5
BLM159-06 15.875 (0.625") 6
BLM159-07 15.875 (0.625") 7
BLM16-04 16 4
BLM16-05 16 5
BLM16-06 16 6
BLM16-07 16 7
BLM19-04 19.05 (0.750") 4
BLM19-05 19.05 (0.750") 5
BLM19-06 19.05 (0.750") 6
BLM19-07 19.05 (0.750") 7
BLM20-04 20 4
BLM20-05 20 5
BLM20-06 20 6
BLM20-07 20 7
BLM22-04 22 4
BLM22-05 22 5
BLM22-06 22 6
BLM22-07 22 7
BLM25-04 25 4
BLM25-05 25 5
BLM25-06 25 6
BLM25-07 25 7
BLM254-04 25.4 (1.000") 4
BLM254-05 25.4 (1.000") 5
BLM254-06 25.4 (1.000") 6
BLM254-07 25.4 (1.000") 7

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

&

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

Clamping screw A

S2 S3
S1 -
—+Tl
2l |
!

A B

110,mm LF
BD LF H
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
18 100 18
18 100 18
18 100 18
18 100 18
13 100 19
14 100 19
15 100 19
16 100 19
13 125 21
14 125 21
15 125 21
16 125 21
13 125 24
14 125 24
15 125 24
16 125 24
13 125 24
14 125 24
15 125 24
16 125 24

&

Clamping screw B, C

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

{

Wrench

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

&

Seal cap*

(inner screw)

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

[S0N¢, B, B &, BINS, IN G, B &) B &, @) G B &) B &) BN @) BN S [N &) BN &) IR @) BN G [ &) BN &) I @) B &) I &) BN ©) IS B 6) B &) B 6)

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

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

Int. Toolholder

Tungaloy D093



Technical Guide

STREAM ETBAR

BLS sleeve

Square shank sleeve for boring bars (regular length)
A LF
v
T ol el ke Sty 6 T
 — i vwwwg
S| 4-M6 (3-M6) @
= = - 12.
. =45 o & ©
Q If ””””” R b = e - i - 8 . 3/\\ 1—¢
A (Unit: mm)
DCONWS LF H
BLS16-08 8 125 28
BLS16-10 10 125 28
BLS16-12 12 125 28
SPARE PARTS (
BLS16-... P-3
BLS-C sleeve
Square shank sleeve for boring bars (short type)
<10
= 12.5
=T
= B
(Unit: mm)
DCONWS LF H
BLS16-08C 8 100 28
BLS16-10C 10 100 28
BLS16-12C 12 100 28
SPARE PARTS (
BLS16-"*C P-3

D094 tungaloy.com/us
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BLM sleeve
Round shank sleeve for boring bars

DCONWS 3-M5X0.8

0 m

DCONMS

2
o
DCONWS DCONMS LF H B <
BLM19-08 8 19.05 100 18 18 2
BLM20-08 8 20 100 18 19 §
BLM22-08 8 22 125 21 21
BLM254-08 8 25.4 125 24 24
BLM25-08C 8 25 585 23 24
BLM25-10C 10 25 55 23 24
BLM25-12C 12 25 585 23 24
SPARE PARTS (
BLM... P-2.5

BLC sleeve
Round shank sleeve for boring bars

Flat
\ -
) E
e : |
% )
=]
DCONWS LB LF DCONMS
BLC40-8 8 73 13 40
BLC40-10 10 73 13 40
BLC40-12 12 73 13 40
BLC40-16 16 73 13 40
BLC32-8C 8 45 20 32
BLC32-10C 10 45 20 32
BLC32-12C 12 45 20 32
BLC40-8C 8 55 13 40
BLC40-10C 10 55 13 40
BLC40-12C 12 55 13 40
BLC40-16C 16 55 13 40
SPARE PARTS (
BLC40-8 P-3
BLGC40-1... P-4
BLC32-8C P-3
BLC32-1°C P-4
BLC40-8C P-3
BLC40-1"C P-4

Tungaloy D095
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MINIFTURN
B STANDARD CUTTING CONDITIONS

FOR INTERNAL TURNING

ISO Workpiece material Grade Cutting speed  Depth ?f cut Fe_ed

First choice Second choice Ve (sfm) ap (in) f (ipr)
T9215 - 394 - 1148 0.012 - 0.079 0.003 - 0.012
T9225 - 328 - 984 0.012 - 0.079 0.003 - 0.012
Low carbon steel / Low alloy steel AH8015 - 164 - 656 0.012 - 0.079 0.003 - 0.012
- AH725 164 - 591 0.012 - 0.079 0.003 - 0.012
- NS9530 262 - 820 0.012 - 0.079 0.003 - 0.012
- GT9530 262 - 984 0.012 - 0.079 0.003 - 0.012
. T9215 - 262 - 1148 0.012 - 0.079 0.003 - 0.012
T9225 - 262 - 984 0.012 - 0.079 0.003 - 0.012
Garbon steel / Alloy stesl AH8015 - 164 - 656 0.012 - 0.079 0.003 - 0.012
- AH725 164 - 591 0.012 - 0.079 0.003 - 0.012
- NS9530 262 - 820 0.012 - 0.079 0.003 - 0.012
- GT9530 262 - 984 0.012 - 0.079 0.003 - 0.012
AH8015 - 164 - 492 0.012 - 0.079 0.003 - 0.012
Stainless steel (Austenitic) - AH725 164 - 492 0.012 - 0.079 0.003 - 0.012
- T9215 164 - 656 0.012 - 0.079 0.003 - 0.012
AH8015 - 164 - 492 0.012 - 0.079 0.003 - 0.012
M Stainless steel (Martensitic and ferritic) - AH725 164 - 492 0.012 - 0.079 0.003 - 0.012
- T9215 164 - 656 0.012 - 0.079 0.003 - 0.012
AHB015 - 164 - 492 0.012 - 0.079 0.003 - 0.012
Stainless steel (Precipitation hardening) - AH725 164 - 492 0.012 - 0.079 0.003 - 0.012
- T9215 164 - 656 0.012 - 0.079 0.003 - 0.012
T9215 - 328 - 1148 0.012 - 0.079 0.003 - 0.012
T9225 - 328 - 1148 0.012 - 0.079 0.003 - 0.012
Gray castiron - AH8015 164 - 656 0.012 - 0.079 0.003 - 0.012
- AH725 164 - 591 0.012 - 0.079 0.003 - 0.012
- NS9530 262 - 820 0.012 - 0.079 0.003 - 0.012
- GT9530 262 - 984 0.012 - 0.079 0.003 - 0.012
. T9215 - 328 - 1148 0.012 - 0.079 0.003 - 0.012
T9225 - 328 - 1148 0.012 - 0.079 0.003 - 0.012
- AH8015 164 - 656 0.012 - 0.079 0.003 - 0.012

Ductile cast iron

- AH725 164 - 591 0.012 - 0.079 0.003 - 0.012
- NS9530 262 - 820 0.012 - 0.079 0.003 - 0.012
- GT9530 262 - 984 0.012 - 0.079 0.003 - 0.012
Aluminum alloys KS05F - 328 - 984 0.012 - 0.079 0.003 - 0.012
. Copper alloys KS05F - 328 - 984 0.012 - 0.079 0.003 - 0.012
Titanium alloys AH8015 - 66 - 262 0.012 - 0.079 0.003 - 0.012
s Nickel-based alloys AH8015 - 66 - 262 0.012 - 0.079 0.003 - 0.012
H Hardened steel BXA20 - 164 - 722 0.005 - 0.031 0.004 - 0.012
- BXA10 164 - 722 0.005 - 0.031 0.004 - 0.012

Reference pages: A/E-SCLXR/L — D025, S-SCLXR/L-H — D026
A/E-SWLXR/L — D081, S-SWLXR/L-H — D082
A/E-SDXXR/L — D040, A/E-SDZXR/L — D041
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TURNTEC

I STANDARD CUTTING CONDITIONS

LNMX1204
ISO  Workpiece material Chip Grade
breaker
TDR T9115
Steels
1045, 4130, etc.
TDR T9125
TDR T9115
M Stainless steels
304, 316, etc.
TDR T9125
LNMX1606
ISO Workpiece material Chip Grade
breaker
TDR T9115
Steels TDR T9125
. 1045, 4130, etc.
TWR T9115
TWR T9125
TDR T9115
TDR T9125
MDR T9115
Stainless steels
M 304, 316, etc.
MDR AH725
TWR T9115
TWR T9125
LNMX2410
ISO  Workpiece material Chip Grade
breaker
TDR T9115
Steels
1045, 4130, etc.
TDR T9125
TDR T9115
Stainless steels
M 304, 316, etc.
TDR T9125

Reference pages: S-TLANR/L — D050

Cutting speed
Ve (sfm)

390 - 820

260 - 590

330 - 590

260 - 590

Cutting speed

Vc (sfm)

390 - 820

260 - 590

390 - 820

260 - 590

330 - 590

260 - 590

330 - 490

160 - 490

330 - 590

260 - 590

Cutting speed

Ve (sfm)

390 - 820

260 - 490

330 - 590

260 - 490

*Values in red are for facing.

Depth of cut: ap (in) Feed: f (ipr)
RE : 0.031 RE : 0.047 RE : 0.031 RE : 0.047
0.020 - 0.195 0.031 - 0.195
0.020 - 0.086 0.031 - 0.086 0.006 - 0.024 0.010 - 0.031
0.020 - 0.195 0.031-0.195
20 B O] - B 0.006 - 0.024 0.010 - 0.031
(&)
ie]
0.020 - 0.195 0.031-0.195 S
0.020 - .086 0031-008s ~ 006-0024  0010-0.031 £
ke
0.020 - 0.195 0.031-0.195 =
T o e 0.006 - 0.024 0.010-0.031 £
Depth of cut: ap (in) Feed: f (ipr)

RE:0.031 RE:0.047 RE:0.063
0.020 - 0.197 0.031 - 0.236 0.039 - 0.315
0.020-.126  .031-.126 0.039 - 0.126
0.020 - 0.197 0.031-0.236 0.039 - 0.315
0.020-.126  .031-.126 0.039 - 0.126
0.020 - 0.197 0.031 - 0.236
0.020 - 0.126 0.031-0.126
0.020 - 0.197 0.031 - 0.236
0.020 - 0.126 0.031 - 0.126
0.020 - 0.197 0.031-0.236 0.039 - 0.315
0.020-0.126 0.031-0.126 0.039 - 0.126
0.020 - 0.197 0.031-0.236 0.039 - 0.315
0.020-0.126 0.031-0.126 0.039 - 0.126
0.059 - 0.236 0.059 - 0.276
0.020-0.126 0.031-0.126
0.059 - 0.236 0.059 - 0.276
0.020 - 0.126 0.031 - 0.126
0.020 - 0.197 0.031 - 0.236
0.020 - 0.126 0.031-0.126
0.020 - 0.197 0.031 - 0.236
0.020 - 0.126 0.031-0.126

RE:0.031 RE:0.047 RE:0.063

0.006 - 0.024 0.010-0.031 0.012 - 0.039

0.006 - 0.024 0.010-0.031 0.012 - 0.039

0.006 - 0.024 0.010 - 0.031 =

0.006 - 0.024 0.010 - 0.031 -

0.006 - 0.024 0.010-0.031 0.012 - 0.039

0.006 - 0.024 0.010-0.031 0.012 - 0.039

0.004 - 0.020 0.006 - 0.028 °

0.004 - 0.020 0.006 - 0.028 o

0.006 - 0.024 0.010 - 0.031 °

0.006 - 0.024 0.010 - 0.031 o

Depth of cut: ap (in) Feed: f (ipr)

RE : 0.063 RE : 0.094 RE : 0.063 RE : 0.094
RDsE 010 oonoom  oow-oms
i QIO oonoow  oo-ooks
100% 0180 oonoms  oorz-onis
RIS 010 oonoom  oow-oms
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Technical Guide

TUNGEMINI
B STANDARD CUTTING CONDITIONS

DMIN

210 mm
(20.394")

212 mm
(20.472")

214 mm
(20.551")

216 mm
(20.630")

Description Depth of cut
Insert ap (in)
XOMUO05X204-PS 0.020 - 0.118
XOMUO0BH204-PS 0.020 - 0.138
XOMUO7H304-PS 0.020 - 0.177
XOMUO08T304-PS 0.020 - 0.197

Feed
f (ipr)

0.002 - 0.008

0.240

0.200

0.160

0.120 1

0.080

Depth of cut: ap (in)

0.040

0.000

'XOMUO8
XOMUO7

XOMUO06

XOMU05

0

0.002 0.004 0.006 0.008

Feed: f (ipr)

Reference pages: A/E-SXUOR/L — D086, D087

D098 tungaloy.com/us

0.010

Cutting speed: Vc (sfm)

Carbon steel, Alloy steel

164 - 591

Stainless steel

164 - 525
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