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Parting, Grooving - Content structure

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

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

How to use the page
Method D

Select the application (@) at the left end of each page and
choose a designation you need (@) in the dimension table

(®). Applicable inserts are shown in (®).

Method @

Select the tool series name on F004 - FO05 and

check the details on the product page.

Machining Overview

External grooving

FO14 page

TETRAMEUT o pece
TETRAFEDT o0 paoe
GBR/L Fi12page

Max. groove depth: 0.252" (6.4 mm)  Max. groove depth: 1.969" (50 mm)

Fot6 page

Fotd page

Fo73 page

F107 page

Fo78 page

Internal grooving -

General internal grooving and turning
€D ApclETY i34 page
TUNGEUT F140 page
ApoPFETT 136 page
MY-T SERIES  risi pe
GBR/L Fi79page
SN& / CNE F1s2 page

F004

FO02 tungaloy.com/us

STCR/L-18
Precision grooving tools with uniquely shaped insert for swiss type machine and general lathes
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B INSERTS
@ TCS18RI/L (3D chipbreaker, honed edge)
Aghthand 3 snoun.
*
W saness |k
Castion | %
e b Non-forous
0013 0125 0500 0.500 4750 0.740 0.500 0.500 1 Superaliovs] *
: ] Hard materias st choice
0013 0125 0.750 0.750 4.750 0.900 0.750 1.000 2 Coated
100 1000 5500 0800 1000 1250 2 Designation v RE [g cox
(mm) | (n) | (i) (in)
W B LF LW W WF Fig.
10 10 120 185 1 1 1 TCS18R100-010 R 1 0.039 [ 0.004 0.079
1 TCS18L100-010 L 1 0.039 [ 0.004 0.079
1 TCS18R120-010 R 12 [ 0047 [0.004 0.079
1 TCS18L120-010 L 1.2 | 0.047 | 0.004 0.079
1 TCS18R125-010 R 1.25 | 0.049 [0.004 0.079
2 TCS18L125-010 L 1.25 | 0.049 [0.004 0.079
STCR/L2625218 - g 2 TCS18R125-020 R 125 | 0.049 | 0.008 0.079
i T TCST8L125-020 T [z [ oow [o00s G078
Tora e clamng orqu: st () TCSTBRT30-020 " [ 73 [ oot [oow o738
v e TCST8R120-010 R | 14 [ oo [o00e o1
STCK/L-18-CHP O TCST8LIZ0-010 T[4 {00 oo [E]
External grooving and threading toolholder, high pressure coolant compatible TCS18R140-020 R [ 14 0055 [0008 5138
— TCSTBLT40-020 T[4 [ oo [oos o158
wervnans Rl i ) TCSTBRTAE-010 " [ 745 | o057 [000s BE]
TCSTBLIE010 T [ 745 oo oo o138
TCS18ATE0-010 " | 15 [ oo [oom o158
TCSTBLIB0-010 T 75 oo [oo o
TCSTRTS0-020 " 75 [ oo [0om o138
i TCST8LT50-020 L[ s [ oo oo o138
S TCSTBRT60-020 " | o | oow oo o5
Wb oW e W W e Tome TosTaL w0t L5 Toom fooe ]
STCROBX1B-CHP 0500 0500 470 0728 069 0500 000 0130 TC8, 080
STCRTOX18.0HP 0013 0125 o065 0e5 475 o078 - O&s o0& - TOT 089 ToS18L170-020 L1 17 [o0o7 10ooe 013
TCSTBRTT5-010 " [ 75 | oow [oo0t o738
-:W M B LF LM HBL HE  WE2 HBH  nset  Torque TCST8L175-010 [ 175 [ 006 [oont 013 (@)]
STCR/L1012H18-CHP. 10 12 100 171 171 10 012 4 TCH8. 12 TCS18R175-020 R 1.75 | 0.069 | 0.008 0138 C
STORLIZI2KBBCOHP 033 a8 12 12 120 18 ws 2 oz 4 Towm 12 TCSTBLIT5-020 T [ 775 0069 o008 o738 =
storLeioxscre  [OSSIMNSHEN o e 20 tes -t ot o ot 12 TCSTBRTE5-020 " [ 185 [ o0r [oom BE] >
— TCST8L185-020 T [ | 0om [o00s e o
Toraue Recammendad campng torgue: 5 (1) TCST8A195-020 " | 795 | oorr oo o738 )
TCSTBLIS5-020 T [ 755 o077 o008 B o
TCS18R200-010 " | 2 oo oo [RE]
T e 10}
SPARE PARTS & A @ ( ' ( TCS18R200-020 R 2 0.079 [ 0.008 0.138
e LS - E , - TCS18L200-020 L[ 2 [ooms oo o158
eTctal RIS 2 5 2 TCS18R225-020 7 [ 22 [oom [oom o3
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5 pioces per packae
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Reference pages: Inserts — F053 - F059, Standard cutting conditions — FO60
Parts for coolant hose > F290 Reference pages: Toolholders — F046 - F52, Standard cutting conditions — FO60
‘ F046 tungaloy.com/us F054 tungaloy.com/us

: Application
: Tool series name

I STANDARD CUTTING CONDITIONS

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

oOO®e

Feed: f (ipr)
1so Workpiece materials Grade Ve (sfm) ToLie Tosie Toois . DI ens'on tab|e
Lovicartoniasel AHTO25 262-591 0001-0005  0.002-0.006  0.002-0.006
P bon tee Ay avizc2s 22-591  0001-0005 0002-0006  0002-0.006 : Toolholder des|gnat|on
m ey miws o oom-ows owe-com  0oz-oms e.g. right-hand, 08 square shank
E mm e e omem omem STC R 08 18
Supecaliov AHT025 66131 0001-0.005  0.002-0.006  0.002-0.006

Inconel7 18, c.

R/L in the designation means the stock either right or left hand respectively.

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

50 Workpiece materals priorty Grades  Cotingapeed  Foud @ : Dimension (conforming to 1ISO13399)
® oo st Aoy st Frstehoee S Seo- o1 coot-000t @ Applicable insert

1055, 4140, efc. Toughness AHT725 262 - 591 0,001 - 0.004

B e i ma @ : Spare parts

304, 316, etc. Toughness AHT25 164 - 394 0,001 - 0.004

T Feschics s o 00010004 ® : Insert

No.2508, No.3008, etc. ‘Sharpness SH725 164 - 591 0.001 - 0.004

et e wm wew owoom © : Standard cutting conditions
- Ti-BAI-4V, etc. Toughness AHT25 98- 262 0,001 - 0.004 .

S e vp—— @ : Reference pages

When ordering
- Please specify the designation and quantity for toolholders.
e.g. CTER10-2TO08 ... 1
- Please specify the designation and quantity for shank and adapter set when ordering both.
e.g. CHSR12-CHP ... 1, CAER-2T20-CHP... 1 (one shank per package, one adapter per package)
* Clamp screw for adapter is included.
- Please specify the designation, grade, and quantity for inserts.
e.g. DGS3-020 AH7025 ... 10 (10 inserts per package)
*You will find a note if the number per package is not 10.

Tungaloy F003




Machining Overview

External grooving

FO014 page

Max. groove depth: 0.252" (6.4 mm)
TETRAMCAEUT ross page
TETRAFCUT s page

GBR/L F112 page

Max. groove depth: 1.969" (50 mm)

TUNGCUT

ADppDPFCUT
DUCJIEUT

EAV Y

TUNGHEROOVE
MY-T SERIES

FO016 page

F014 page

FO073 page

F107 page

FO079 page

Internal grooving

F134 page

General internal grooving and turning

ApDICUT F134 page
TUNGCUT F140 page
ADDFCUT F136 page
MY=T SERIES Fi61page
GBR/L F179 page

SNG / CN& F182 page

FO04 tungaloy.com/us




Face grooving

F190 page
TUNGCUT F196 page
EASYMEUT F190 page

TETRAMCEUT  r223pa00
MY=T SERIES  r238page

Grooving

Parting

F248 page

General parting

AﬁDF&TjT F248 page
TUNGCUT F254 page

TETRAFEUT FO61 page
TETRAMCEUT  rosspage
DUOJEUT F272 page
MY-T SERIES  ror6page

Tungaloy F005




Quick Guide (Inch)

External grooving Parting
Series Insert shape %x}l %E)X Priority Page %x\)/ CLEI;]I)DIA Priority Page
oRCE 0.079 - 0.079 - E
AppFCUT ' oty M7 O PO gy a7 Fase
©
ADDIEUT ﬂ
0.047 - E 0.047 -
TUNGCUT ’ a5 417 - Fo16| "o 4724 O F254
TETRAFEUT ﬁ ey 0304 ] oo D20 oz ] oo
: 5 _ 5
TETRAMCUT P oy 0138 Foas| %0 0o Fo46
© ©
DUOJCUT 0 M2 oms o rors| W2 o Fer
0.013-
GBR/L ’ oq77 0197 O F112
gt
-~ 0.079 - 0.079 -
MY=T SERIES - wigy 0886 O FoTo| T 4724 O F276
ULTI
EASYMEUT
cavy 0.394 -
TUNGHEROOVE vogs 18 O F07
0.039 -
XG/XN 0177 0236 O F119
(XGRIL)
0.039 -
0118 0160 O F095
(FLG-CB)
Other
0.039 -
0089 0071 O F105
(GTGN)

FO06 tungaloy.com/us




© : First choice

(O : Usable
. . Profiling .
Face grooving Internal grooving (Full-R) Turning
CwW
= 7 x - H x
a
S WeGE 13 738
= g J L
5 [ CW CW
cDX 8
[ (&)
cw CDX DAXN . Ccw CDX DMIN . CW CDX e CW  CDX -
(in) (in) (in) Priority Page (in) (in) (in) Priority Page (in) (in) Priority Page (in) (in) Priority Page
0.079 -
0457 1.260 2.165 © F136
0(']012108' 0.118  0.438 E F134
' @
0.250 0.984 1.023 F196 0.315 0.394 1.000 © F140 0315 1.417 F2s6| 0315 1.417 FO16
O O ©
2
0062 5 w FO61 3
0.118
©) o
O
060()2;)8- 0118  0.236 M F223 0(')01335' 0.138 w F046
' O ' @)
0.079 -
0.098 0.276 © Fo073
(IXDX)
0.013 - 0,039 -
0.098 0.098 1.38 O F179 0457 0.197 O F112
(GBR/L32) ’
0.118 - 0.118 - 0.118 - 0.118 -
0497 0.866  1.181 O F238 0497 0.197  1.000 O F161 0197 0.846 O FO79 0497 0.846 O FO79
0.157 -
0.236 2.559  1.181 (@) F190
0.039 -
0.177 0.236 2.165 O F188
(XGR/L)
0.039 -
0.118 0.160  0.730 O F167
(FLG-CB)
0.039 -
0.089  0.071 0.950 O FR77
(GTGN)

Tungaloy Foo7




Quick Guide (Metric)

External grooving

Parting

Series Insert shape (anVn\:) ((rgn I?nx) Priority Page (r?\vrx) C(Lro;rnI?)lA Priority Page
ORCE
ﬁ@ﬁFCUT ' 2.5 33 O Fo14| 2-5 120 EF%B
©
NTERNAL
ADDICUT
TUNGCUT , 12-8 35 Eme 12-8 120 © F254
©
TET=2AFEUT ﬁ 05-4 10 MFom 0.5-4 20 wFom
O ©
TET2RAMEUT ﬁ 033-3 35 MFMG 0.33-3 7 MFMG
© ©
DuoJcuUT & 06-25 105 © F073| 06-2 20 o F2r2
GBR/L ' 0.33-45 5 O F112
2
MY-=T SERIES < 2-5 25 O Fo79| 2-5 120 O F276
EASYMEUT '
] o
TUuNeH&RoOoVE R, 10-25 5 © F107
SNG / CNG P
1-45
XG/XN y e K O F119
1-3
’ flocy 407 O Foos
1-2.25
Other A (GTGN) 1.8 O F105
= 1.15-4.2
v GLRL) O F117

FO08 tungaloy.com/us




© : First choice

(O : Usable
Face grooving Internal grooving '?;3::'_';? Turning
cw
= 7 x - H x
[a)
S WeGE 13 738
= g J L
5 [ CW CW
cDX 8
[ (&)
CW  CDX DAXN . . CW CDX DMIN . CW  CDX . CW  CDX -
(mm)  (mm) (mm) Priority Page (mm) (mm)  (mm) Priority Page (mm)  (mm) Priority Page (mm)  (mm) Priority Page
0.5-3 3 10.5 E F134
©)
2-6 25 25 F196| 2-8 10 25 © F140| 2-8 35 F286 2-8 35 FO16
@) @) O
o
£
1.57-3 6.4 MFON 3
©) e
O
0.33-3 3 6 MFZ% 1-3.18 3.5 MFMG
@) (@)
2-25
6 F073
(JXDX) ©
0.33-45 25 35 O F179| 1-4 5 O  F112
3-5 22 30 O F238| 3-5 6 25 O F161| 3-5 25 O F079| 3-5 25 O  Fo79
4-6 65 30 © F190
1-35 3 8 O F182
1-45 1-45
(XNR/L) 6 55 O  F246 (XGRIL) 6 55 O F188
153 407 349 O Fie7
(FLG-CB) '
1-2.25
(GTGN) 1.8 24 O FR77

Tungaloy F009




ORCE

ADDPFPCUT

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

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

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

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

o Main cutting force

Stopper

Reference pages: F014, F136, F248

FO10 tungaloy.com/us




QGS

TUuNeFSLADE QGM

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

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

Grooving

Economical blade with three insert
pockets.

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

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

Conventional TUNGFéi.ADE

QSG blade + CHTBRY/L tool block

Reference pages: F250 - F251, F259 - F260

Tungaloy F011




Unique insert clamping system ensures
high indexing repeatability and clamping rigidity

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

Workpiece Protective pocket design for un-used
cutting edges

Received
cutting force

A3)

Through coolant

Positioning

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

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

~ Right hand
holder

Left hand
holder

Reference pages: F134

FO12 tungaloy.com/us




TUNGCUT

Multi-functional grooving tool series

with excellent versatility

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

High-pressure coolant system improves chip flow

and tool life.

B High clamping rigidity

For stable tool life and accuracy

Clamping system

Minimizes cutting edge displacement

-+ Competitor
-+ Conventional /

|+ TUNGCUT

Displacement (in)

0.0010

0.0005

Stable and safe
contact areas

Direction of
load

/
o

50 7000
Load (N)

1500

3
.«’?Jﬁﬁ‘b

e

High repeatability
and durability due
to long pocket!

Grooving

B Excellent chip control at low feed rates

DGL

Bearing steel
(52100)

First choice chipbreaker for bearing steel.
Excellent chip control at low feed rates.

Toolholder
Insert

Cutting speed
Groove width

Workpiece material : SUJ2

: CTER2525-3T09

: DGL3-025

: Ve = 164, 328 sfm
:0.118"

& (4 J
1\..){._: o oy C_./ = If')\.. e - ]
e e P * 3
—_ _‘l(— C‘L H“]F\ _{ .‘t €
Elas| "GO vJ 7 P %
2 cC | YCu |, Y s
= > I . s T b @
g C C C o NS o~ (
8
g .:‘:" 'E?‘L l-r-.'E' "."e_'
= i °==‘.l s e
G164 Bidle | tandl | AV | AT
".w“ " .g ,". L TN L T
.:‘. LIS e b Ay S ad Ay
Ly Y .. . ]
0.001 0.002 0.003 0.004
Feed: f (ipr)

Reference pages: F016, F140, F196, F254, F286

Tungaloy Fo13




ORCE

AboPCcUuT

QSER/L

External toolholders for grooving and parting

[ [ UH—
L % CDX - H H '
X LF N
LH
= I
Right hand (R) shown.

[ Imch | cw SV Seat size H B LF LH HF WF

QSER/L12-2T26 2 0.750 0.750 5.000 1.417 0.750 0.756
QSER/L12-2T33 0.079 1.299 2 0.750 0.750 5.000 1.654 0.750 0.756
QSER/L16-2T26 _ 2 1.000 1.000 6.000 1.417 1.000 1.004
QSER/L16-2T33 0.079 1.299 2 1.000 1.000 6.000 1.654 1.000 1.004
QSER/L12-3T26 - ot18 1024 3 0.750 0.750 5.000 1.417 0.750 0.764

- QSER/L12-3T33 0.118 1.299 3 0.750 0.750 5.000 1.654 0.750 0.764
QSER/L16-3T26 _ 3 1.000 1.000 6.000 1.417 1.000 1.012
QSER/L16-3T33 0.118 1.299 3 1.000 1.000 6.000 1.654 1.000 1.012
QSER/L12-4T33 0157 1299 4 0.750 0.750 5.000 1.654 0.750 0.768
QSER/L16-4T33 0.157 1.299 4 1.000 1.000 6.000 1.654 1.000 1.016

~ QSER/L16-5T33 _ 5 1.000 1.000 6.000 1.654 1.000 1.020
o QSER/L16-6T36 0.236 1.417 6 1.000 1.000 6.000 1.890 1.000 1.016
[ Metic | cw [V Seat size H B LF LH HF WF
QSER/L2020-2T26 2 20 20 125 36 20 20.1
QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2525-2T26 2 2% 2 25 25 150 36 25 25.1
QSER/L2525-2T33 2 33 2 25 25 150 42 25 25.1
QSER/L2020-3T26 3 28 3 20 20 125 36 20 20.3
QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2525-3T26 3 2% 3 25 25 150 36 25 25.3
QSER/L2525-3T33 3 33 3 25 25 150 42 25 25.3
QSER/L2020-4T33 4 3 4 20 20 125 42 20 20.4
QSER/L2525-4T33 4 33 4 25 25 150 42 25 25.4
QSER/L2525-5T33 R 5 25 25 150 42 25 255
SPARE PARTS (
QSER/L... QL-39
I CHIPBREAKER GUIDE
QGM First choice for grooving M Standard feed % UHﬁ
and parting 0.020 !
0.016

Smooth chip evacuation
Well-designed edge with

0.012
high strength 0.008| & I I
CW = 0.079" - 0.197" 0.004 I

Feed: f (ipr)

070,079 0118 0157 0197
Groove width: CW (in)
. '
QGS Lower cutting force and M Standard feed JiL U%ﬁ
superior sharpness 0.020
. . 0.016
Uniquely designed edge B
and chipbreaker = 0012
CW =0.079" - 0.197" E 0.008 I

00079 0118 0157 o497

Groove width: CW (in)

FO14 tungaloy.com/us




Il INSERTS
QGM

External deep grooving and parting

RE

0™

- Steel Y
M Stainless *
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials  : First choice
Coated
Designation Seat |CW=0.05 cw':o.ooz BE § INSL .h
sizé | (mm) | (in) | (in) | (in) | (in)
z
QGM2-020 2 2 0.079 |0.008 | @ 0.433 | 0.209
QGM3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGM4-030 4 4 0.157 |0.012| @ 0.512 | 0.287
QGM5-030 5 5 0.197 |0.012| @ 0.512 | 0.287
@: Line up 8’
QGS 8
External deep grooving and parting 6

RE

@ .=
I &n

Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Seat CW=0.05 cw_:o.ooz BE § INSL _h
size | (mm) | (in) | (in) |= (in) | (in)
z
QGS2-020 2 2 0.079 |0.008 | @ 0.433 | 0.209
QGS3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGS4-030 4 4 0.157 |0.012| @ 0.512 | 0.287
QGS5-030 5 5 0.197 |0.012| @ 0.512 | 0.287
@: Line up

Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness
Steel
. 1045, 4140, etc. < 300 HB
Stainless steel
M 304, etc. <200 HB
Gray cast iron )
. No.250B, etc.
Ductile cast iron i
65-45-12, etc.
Superalloys
. Inconel718, etc. < HRC 40
Titanium alloys
Ti-6Al-4V, etc. < HRC 40

Please see page F014 for feed: f (ipr).

Grade

AH7025

AH7025

AH7025

AH7025

AH7025

AH7025

Cutting speed
Vc (sfm)

164 - 591
164 - 394
164 - 591
164 - 394
66 - 197

66 - 262

Tungaloy Fo15




TUNGCUT

CTER/L

External grooving, parting and turning toolholder

y LF N W4

T {
ﬂl Right hand (R) shown.
Seat size CDX H B LF LH HF WF HBH Torque
CTER/L10-2T08 “ 2 0.315 0.625 0.625 4.500 1.299 0.625 0.629 0.157 3.69
CTER/L12-2T08 0.079 2 0.315 0.750 0.750 5.000 1.299 0.750 0.754 - 3.69
CTER/L16-2T08 . 0079 2 0.315 1.000 1.000 6.000 1.299 1.000 1.004 - 3.69
CTER/L10-2T12 0.079 2 0.472 0.625 0.625 4.500 1.260 0.625 0.629 0.157 3.69
CTER/L12-2T12 .0079 2 0.472 0.750 0.750 5.000 1.260 0.750 0.754 - 3.69
CTER/L16-2T12 0.079 2 0.472 1.000 1.000 6.000 1.260 1.000 1.004 - 3.69
CTER/L10-2T17 . 0079 2 0.669 0.625 0.625 4.500 1.457 0.625 0.629 0.157 3.69
CTER/L12-2T17 0.079 2 0.669 0.750 0.750 5.000 1.457 0.750 0.754 - 3.69
CTER/L16-2T17 . 0079 2 0.669 1.000 1.000 6.000 1.457 1.000 1.004 - 3.69
CTER/L10-3T09 0.118 3 0.354 0.625 0.625 4.500 1.260 0.625 0.637 0.157 3.69
CTER/L12-3T09 AR 3 0.354 0.750 0.750 5.000 1.260 0.750 0.762 - 3.69
CTER/L16-3T09 0.118 3 0.354 1.000 1.000 6.000 1.260 1.000 1.012 - 3.69
CTER/L12-3T12 . o118 B 0.472 0.750 0.750 5.000 1.260 0.750 0.763 - 3.69
CTER/L16-3T12 0.118 3 0.472 1.000 1.000 6.000 1.260 1.000 1.011 - 3.69
CTER/L10-3T20 . o118 B 0.787 0.625 0.625 4.500 1.516 0.625 0.637 0.157 3.69
CTER/L12-3T20 0.118 3 0.787 0.750 0.750 5.000 1.516 0.750 0.762 - 3.69
CTER/L16-3T20 . o118 3 0.787 1.000 1.000 6.000 1.516 1.000 1.012 - 3.69
CTER/L16-3T25 0.118 3 0.984 1.000 1.000 6.000 1.752 1.000 1.012 - 3.69
CTER/L10-4T10 . 0157 4 0.394 0.625 0.625 4.500 1.260 0.625 0.645 0.157 6.27
CTER/L12-4T10 0.157 4 0.394 0.750 0.750 5.000 1.260 0.750 0.770 - 6.27
CTER/L16-4T10 . 0157 4 0.394 1.000 1.000 6.000 1.260 1.000 1.020 - 6.27
CTER/L12-4T15 0.157 4 0.590 0.750 0.750 5.000 1.299 0.750 0.771 - 6.27
CTER/L16-4T15 . 01457 4 0.590 1.000 1.000 6.000 1.299 1.000 1.019 - 6.27
CTER/L10-4T25 0.157 4 0.984 0.625 0.625 4.500 1.772 0.625 0.645 0.157 6.27
CTER/L12-4T25 . 0157 4 0.984 0.750 0.750 5.000 1.772 0.750 0.770 - 6.27
CTER/L16-4T25 0.157 4 0.984 1.000 1.000 6.000 1.772 1.000 1.020 - 6.27
CTER/L20-4T25 . 0157 4 0.984 1.250 1.250 7.000 1.772 1.250 1.270 - 6.27
CTER/L12-5T12 0.197 5 0.472 0.750 0.750 5.000 1.457 0.750 0.769 - 6.27
CTER/L16-5T12 . o0197 5 0.472 1.000 1.000 6.000 1.457 1.000 1.019 - 6.27
CTER/L16-5T20 0.197 5 0.787 1.000 1.000 6.000 1.457 1.000 1.023 - 6.27
CTER/L16-5T32 - 0197 5 1.260 1.000 1.000 6.000 2.205 1.000 1.019 - 6.27
CTER/L20-5T32 0.197 5 1.260 1.250 1.250 7.000 2.205 1.250 1.269 - 6.27
CTER/L12-6T12 | 0286 6 0.472 0.750 0.750 5.000 1.457 0.750 0.770 - 8.85
CTER/L16-6T12 0.236 6 0.472 1.000 1.000 6.000 1.457 1.000 1.020 0.276 8.85
CTER/L16-6T20 | 0286 6 0.787 1.000 1.000 6.000 1.614 1.000 1.023 0.276 8.85
CTER/L16-6T32 0.236 6 1.260 1.000 1.000 6.000 2.205 1.000 1.020 0.276 8.85
CTER/L20-6T32 | 0236 6 1.260 1.250 1.250 7.000 2.205 1.250 1.270 - 8.85
CTER/L16-8T16 0.315 8 0.630 1.000 1.000 6.000 1.850 1.000 1.039 0.276 8.85
CTER/L16-8T25 . 0315 8 0.984 1.000 1.000 6.000 1.850 1.000 1.039 0.276 8.85
CTER/L20-8T25 0.315 8 0.984 1.250 1.250 7.000 1.850 1.250 1.289 - 8.85
CTER/L16-8T36 . 0315 8 1.417 1.000 1.000 6.000 2.362 1.000 1.039 0.276 8.85
CTER/L20-8T36 0.315 8 1.417 1.250 1.250 7.000 2.362 1.250 1.289 - 8.85
Metric Ccw Seat size CDX H B LF LH HF WF® HBH Torque*

CTER/L1616-2T08 |2 | 2 8 16 16 110 33 16 16.1 4 5

CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 - 5

CTER/L2525-2T08 2y 2 8 25 25 150 ES 25 25.1 - 5

CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4 5

CTER/L2020-2T12  [20 2 12 20 20 125 32 20 20.1 5

CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 - 5

CTER/1616-2T17 [ 21 2 17 16 16 110 37 16 16.1 4 5

CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 5

CTER/L2525-2T17  [2i 2 17 25 25 150 37 25 25.1 - 5

CTER/L2525-2T20 2 2 20 25 25 150 38.5 25 25.1 - 5

CTER/L1616-3T09 [ B 9 16 16 110 32 16 16.3 4 5

CTER/L2020-3T09 3 3 9 20 20 125 32 20 203 - 5

CTER/L2525-3T09 [ B 9 25 25 150 32 25 253 - 5

CTER/L1616-3T12 3 3 12 16 16 110 32 16 16.3 4 5

CTER/L2020-3T12 [ g 12 20 20 125 32 20 20.3 - 5

CTER/L2525-3T12 3 3 12 25 25 150 32 25 253 - 5

CTER/L1616-3T20 [N 3 20 16 16 110 38.5 16 16.3 4 5
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CTER/L2020-4T15

CTER/L3232-8T36

Reference pages: Inserts — F030 - F044, Standard cutting conditions — F045

Metric cw Seatsize  CDX H B LF LH HF WF® HBH  Torque*
CTER/L2020-3T20 g 3 20 20 20 125 385 20 20.3 - 5
CTER/L2525-3T20 [ g 20 25 25 150 38,5 25 253 - 5
CTER/L2525-3T25 3 3 25 25 25 150 44.5 25 25.3 - 5
CTER/L1616-4T10 [ 4 4 10 16 16 110 32 16 16.5 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/L2525-4T10 [ 4 4 10 25 25 150 32 25 25.5 - 8.5
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 - 8.5
CTER/L2525-4T15 [ 4 15 25 25 150 33 25 255 - 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25  [[4 4 25 20 20 125 45 20 205 - 8.5
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 8.5
CTER/L3232-4T25 [ 4 4 25 32 32 170 45 32 32.5 - 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2525-5T12  [E 5 12 25 25 150 37 25 256 - 8.5
CTER/L2525-5T17 5 5 17 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T20  [[6 5 20 25 25 150 37 25 256 - 8.5
CTER/L2525-5T32 5 5 32 25 25 150 56 25 25.6 - 8.5
CTER/L3232-5T32 [0 5 32 32 32 170 56 32 32.6 8.5
CTER/L2020-6T12 6 6 12 20 20 125 37 20 20.6 - 12
CTER/L2525-6T12 6 6 12 25 25 150 37 25 256 7 12
CTER/L2525-6T16 6 6 16 25 25 150 39 25 25.6 7 12
CTER/L2525-6T20 [ 6 20 25 25 150 41 25 256 7 12
CTER/L2525-6T25 6 6 25 25 25 150 47 25 25.6 7 12
CTER/L2525-6T32  [[6 1 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6T32 6 6 32 32 32 170 56 32 32.6 - 12
CTER/L2525-8T16 [ 8 16 25 25 150 47 25 26.1 7 12
CTER/L2525-8T25 8 8 25 25 25 150 47 25 26.1 7 12
CTER/L3232-8T25  [[g 8 25 32 32 170 47 32 33.1 - 12 >
CTER/L3232-8T32 8 8 32 32 32 170 56 32 33.1 - 12 <
CTER/L2525-8T36 [ 8 8 36 25 25 150 60 25 26.1 7 12 3
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 - 12 o

When groove depth is larger than (insert length - 0.059" [1.5 mm]), please use 1-cornered insert. (O]
(1) "WF" value is calculated with groove width "CW" shown in the table.

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

SPARE PARTS & ( SPARE PARTS @ (

Designation Clamping screw Wrench Designation Clamping screw Wrench

CTER/L10-2T08, N CTER/L16-4T15, )
CTER/L1616-2T08 CHRBBIR P CTER/L2525-4T15 CMEX1X25-A P-5
CTER/L12-2T08, CTER/L10-4T25,
CTER/L2020-2T08 SR ODEA P CTER/L1616-4T25 CHEREIEA P8
CTER/L16-2T08, CTER/L12-4T25,
CTER/L2525-2T08 SR EA P CTER/L2020-4T35 CMEX1X20-A P-5
CTER/L10-2T12, CTER/L16-4T25,

CTER/L1616-2T12 CHR@ESIA P CTER/L2525-4T25 CMEX1X25-A P-5
CTER/L12-2T12, y CTER/L20-4T25, ) N
CTER/L2020-2T12 C RO P-4 CTER/L3232.4725 CMBX1X25-A P-5

CTER/L16-2T12, CTER/L12-5T12,

CTER/L2525-2T12 CH @A P-4 CTER/L2020.5T12 CMBX1X20-A P-5
CTER/L10-2T17, y CTER/L16-5T12, _ N
CTER/L1616-2T17 CM5X0.8X16-A P CTER/L2525-5T12 CMBX1X25-A P-5

CTER/L12-2T17,

CTER/L2020-2T17 CM5X0.8X20-A P-4 CTER/L2525-5T17 CMBX1X25-A P-5
CTER/L16-2T17, y CTER/L16-5T20, ) y
CTER/L2525-2T17 CRMEP QLY P-4 CTER/L2595. 5150 CMBX1X25-A P-5

CTER/L16-5T32,
CTER/L2525-2T20 CM5X0.8X25-A P-4 o Dl CMBX1X25-A P-5
CTER/L10-3T09, CTER/L20-5T32,

CTER/L1616-3T09 CHDODHE P-4 S CMBX1X25-A P-5
CTER/L12-3T09, 5 CTER/L12-6T12, . E
CTER/L2020-3T09 CMS5X0.8X20-A P-4 CTER/L5020.6T12 CM8X1.25X20-A P-6
CTER/L16-3T09, i CTER/L16-6T12, _ X}
CTER/L2525-3T09 CMS5X0.8X25-A P-4 CTER/2505.6T12 CM8X1.25X25-A P-6
CTER/L1616-3T12 CM5X0.8X16-A P-4 CTER/L2525-6T16 CM8X1.25X25-A P-6
CTER/L12-3T12, N CTER/L16-6T20, ) L
CTER/L3020-3T12 CM5X0.8X20-A P-4 L o CM8X1.25X25-A P-6
CTER/L16-3T12, : ) .
L ot CM5X0.8X25-A P-4 CTER/L2525-6T25 CM8X1.25X25-A P-6
CTER/L10-3T20, N CTER/L16-6T32, ) L
CTER/LI616.3T20 CM5X0.8X16-A P-4 Lo CM8X1.25X25-A P-6
CTER/L12-3T20, L CTER/L20-6T32, ) L
CTER/L5020-3T20 CM5X0.8X20-A P-4 I, CM8X1.25X25-A P-6
CTER/L16-3T20, N CTER/L16-8T16, L
CTER/L2525-3T20 SRR P CTER/L2525-8T16 CM8X1.25X25-A P-6

CTER/L16-3T25, CTER/L16-8T25,
CTER/L2525-3T35 O OEEA P CTER/L2525-8T25 CM8X1.25X25-A P-6
CTER/L10-4T10, CTER/L20-8T25,

CTER/L1616-4T10 RIS P CTER/L3232-8T25 CM8X1.25X25-A P-6
CTER/L12-4T10,

e CM6X1X20-A P-5 CTER/L3232-8T32 CMB8X1.25X25-A P-6
CTER/L16-4T10, i} CTER/L16-8T36, ) N
CTER/L2525-4T10 CIMI R P-5 S e s CM8X1.25X25-A P-6
CTER/L12-4T15, CMEXIXZ0A pla CTER/L20-8T36, AR g
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TUNGCUT |
CTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

B

| LF ”* Jﬁ
1 4= -

iy

e R ) S

T ] [
G1/8"BSPPA  AygH Right hand (R) shown.
Seat size CDX H B LF LH HF WF () HBH Torque
CTER/L12-2T17-CHP n 2 0.669 0.750 0.750 5.000 1.772 0.750 0.754 0.157 4.06
CTER/L16-2T17-CHP 0.079 2 0.669 1.000 1.000 6.000 1.772 1.000 1.004 - 4.08
CTER/L12-3T25-CHP - 3 0.984 0.750 0.750 5.000 2.008 0.750 0.762 0.157 4.08
CTER/L16-3T25-CHP 0.118 3 0.984 1.000 1.000 6.000 2.008 1.000 1.012 - 4.06
CTER/L16-4T25-CHP - 4 0.984 1.000 1.000 6.000 2.170 1.000 1.020 = 5.9
CTER/L16-5T32-CHP 0.197 5 1.260 1.000 1.000 6.000 2.323 1.000 1.022 - 5.9
CTER/L16-6T32-CHP - 6 1.260 1.000 1.000 6.000 2.441 1.000 1.023 0.276 8.85
Seat size CDX H B LF LH HF WF ) HBH  Torque*
CTER/L2020-2T17-CHP " 2 17 20 20 125 45 20 20.1 4 5.5
CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 25.1 - 5.5
CTER/L2020-3T20-CHP - 3 20 20 20 125 48 20 20.3 4 55
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 25.3 - 5.5
CTER/L2525-3T25-CHP [ 3 25 25 25 150 51 25 25.3 = 5.5
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 255 - 8
CTER/L2525-5T20-CHP |6 5 20 25 25 150 49 25 25.58 =
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

When groove depth is larger than (insert length - 0.059" [1.5 mm]), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
Torque: Recommended clamping torque: Ibs-ft (*N-m)

INCH
SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L12-2T17-CHP CM5X0.8X20-A P-4
CTER/L16-2T17-CHP CM5X0.8X20-A P-4
CTER/L12-3T25-CHP CM5X0.8X25-A P-4
CTER/L16-3T25-CHP CM5X0.8X25-A P-4
CTER/L16-4T25-CHP CMBX1X16-A P-5
CTER/L16-5T32-CHP CM6X1X16-A P-5
CTER/L16-6T32-CHP CM8X1.25X20-A P-6

METRIC

SPARE PARTS @ (

Designation Clamping screw Wrench

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

Reference pages: Inserts — F030 - FO44, Standard cutting conditions — F045
Parts for coolant hose — F290
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CTEFR/L

External face grooving and turning toolholder

I A 3 .

<
S ul =
: 150l WJJ
a
' LF e
5 =
Y ' Right hand (R) shown.
Inch cw Seat size CDX H B LF LH HF WF® Torque
CTEFR/L12-4T04 _ 2,3, 4 0.189 0.750 0.750 5.000 1.300 0.750 0.770 6.27
CTEFR/L16-4T04 0.157 2,3,4 0.189 1.000 1.000 6.000 1.300 1.000 1.020 6.27
CTEFR/L12-6T04 _ 5,6 0.189 0.750 0.750 5.000 1.460 0.750 0.770 6.27
CTEFR/L16-6T04 0.236 5,6 0.189 1.000 1.000 6.000 1.460 1.000 1.020 6.27
Seat size CDX H B LF LH HF WF® Torque*
CTEFR/L2020-4T04 “ 2,3,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,3,4 4.8 25 25 150 33 25 255 8.5
CTEFR/A2020-6T04  [E 56 4.8 20 20 125 37 20 20.6 8.5
CTEFR/L2525-6T04 6 5,6 4.8 25 25 150 37 25 25.6 8.5

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

2

INCH @ ( METRIC @ ( 3

SPARE PARTS SPARE PARTS o

Designation Clamping screw Wrench Designation Clamping screw Wrench (O]
CTEFR/L12-4T04 CM6X1X20-A P-5 CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L16-4T04 CM6X1X25-A P-5 CTEFR/L2525-4T04 CM6X1X25-A P-5
CTEFR/L12-6T04 CMB6X1X20-A P-5 CTEFR/L2020-6T04 CMBX1X20-A P-5
CTEFR/L16-6T04 CMBX1X25-A P-5 CTEFR/L2525-6T04 CM6X1X25-A P-5

Face grooving

Face grooving

Groove width Groove width

Insert CW (in) Mlnbn;;i/tl1||’(11|zg)d|a. Insert CW (mm) MIBAH;(T&:P[\IJ“(I:;%C)’I&

DGM /DGS / SGN / DGL 0.079 11.614 DGM /DGS / SGN / DGL 2 295
DGM /DGS / SGN / DGL 0.118 3.622 DGM /DGS / SGN / DGL 3 92
DGM /DGS/SGN / DGL 0.157 1.457 DGM /DGS /SGN / DGL 4 37
DGM /DGS / SGN / DGL 0.197 2.362 DGM /DGS / SGN / DGL 5 60
DGM / DGS / DGL 0.236 2.244 DGM / DGS / DGL 6 57

DTX/DTM/DTR 0.079 11.614 DTX/DTM/DTR 2 295
DTE /DGG /DTM 0.118 2.441 DTE /DGG /DTM 3 62
DTE/DGG/DTM 0.157 1.654 DTE/DGG/DTM 4 42
DTE/DGG/DTM 0.197 2.520 DTE/DGG/DTM 5 64
DTE /DGG /DTM 0.236 2.402 DTE /DGG /DTM 6 61
DTR 0.118 1.732 DTR 3 44

DTR 0.157 1.260 DTR 4 32

DTR 0.197 1.890 DTR 5 48

DTR 0.236 1.890 DTR 6 48

DTX 0.118 0.866 DTX 3 22

DTX 0.157 0.787 DTX 4 20

DTX 0.197 0.787 DTX 5 20

DTX 0.236 0.906 DTX 6 23

DTF 0.118 0.787 DTF 3 20

DTF 0.157 0.787 DTF 4 20

Reference pages: Inserts — F030 - F044, Standard cutting conditions — F045
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TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

I — |

Right hand (R) shown.

Seat size CUTDIA H B LF LH HF  WF20  HBH Torque

JCTER/L08-2T12 2 0.945 0.500 0.500 4.750 0.748 0.500  0.005/0.505 0.051 2.21
JCTER/L08-3T12 0.118 3 0.945 0.500 0.500 4.750 0.748 0.500 0.012/0512  0.051 2.21
JCTER/L10-2T16 _ 2 1.260 0.625 0.625 4.750 0.945 0.625  0.005/0.630 = 2.21
JCTER/L10-3T16 0.118 3 1.260 0.625 0.625 4.750 0.945 0.625  0.012/0.637 - 2.21

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

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

JCTER/L2012

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

3 o iy
i

WEF2

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

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

SPARE PARTS & %S

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

Reference pages: Inserts — F030 - F044, Standard cutting conditions — F045
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JCTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

LF o [} ]
b - Ui
ol m¢ Left-hand @
e g,
=
R L
HBH
Inch 7B Seatsize CUTDIA H B LF LH HF  WF2m HBH HBL Torque
JCTER/LO8X2T12-CHP | 0.079 2 0.980 0500 0500 4750 0972 0500 0/0.500 0.169  0.965 2.21
JCTER/L10X2T12-CHP 0.079 2 0980  0.625 0625 4750 0972 0625 0/0.625 0.039  0.965 2.21
JCTER/L10X2T16-CHP - 2 1.260 0.625 0625 4750 0972 0625 0/0.625 0157  0.965 2.21
JCTER/L12X2T16-CHP 0.079 2 1260 0750 0750 4750 0972 0750 0/0.750 0.037  0.965 2.21
Metric 7B Seatsize CUTDIA H B LF LH HF  WF2m HBH  HBL Torque*
JCTER/L1212X2T12-CHP |2 = 2 25 12 12 120 24.7 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3
JCTER/L2020X2T16-CHP 3 2 32 20 20 120 24.7 20 0/20 - - 3

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

Torque: Recommended clamping torque: Ibs-ft (*N-m) (@)
C
& & 3
SPARE PARTS & S)
Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3 (O]
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JTTER/L

External grooving and parting toolholder, for Swiss lathes

Right-hand gl %LQ.‘ m¢ %%U%ﬁ
S Y ]
CUTDIA .iﬂ B

Left-hand

el en ) =
‘ —1 HBH
Seat size CUTDIA H B LF LH HF WF2(1 HBH Torque
JTTER/L1010H1.2D12 0.9 12 10 10 100 17 10 0/10 = 15
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 0/12 - 15
JTTER/L1212X1.2D16 a2 oo 16 12 12 120 19 12 0/12 = 15
JTTER/L1212X1.2D20 1.2 0.9 20 12 12 120 21 12 0/12 2 15
JTTER/L1616X1.2D20 _ 0.9 20 16 16 120 21 16 0/16 = 2

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

SPARE PARTS @ % y

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

Reference pages: Inserts — F030 - FO44, Standard cutting conditions — F045
Parts for coolant hose — F290

Tungaloy F021




TUNGCUT

JTTER/L-S

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

Right-hand gi %' LH. mi HL‘HLH%'?

' ] LF

Left-hand

CUTDIA

Seatsnze CUTDIA H B LF LH HF  WF2» HBH  Torque

JTTER/L1010H1.2D12-S 10 10 100 22.8 10 0/7.7 - 1.5
JTTER1212F1.2D16-S @ 1.2 0.9 16 12 12 85 22.8 12 0 - 1.5
JTTER/L1212X1.2D16-S _ 0.9 16 12 12 120 26.8 12 0/7.7 = 1.5
JTTER/L1212X1.2D20-S 1.2 0.9 20 12 12 120 26.8 12 0/7.7 2 1.5
JTTER/L1616X1.2D20-S |42 09 20 16 16 120 26.8 16 0/7.7 . 15
(1) "‘WWFdZ;]viljue is calculated with groove width “CW” shown in the table. The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-
an: older.

(2) No clamping screw from the insert side.
Torque: Recommended clamping torque: N-m

SPARE PARTS @ ﬁ y

Designation Clamping screw Clamping pin Wrench
JTTER/L**-S SSM3.5x0.35 PIN-SL-TC P-2F
CGER/L

External deep grooving and parting toolholder, for Swiss lathes

N _sr1<CDX TS
2| E] il
LF -
CUTDIA
T
/ T
- , =
A Right hand (R) shown.
Seat size CUTDIA®  CDX H B LF LH HF  WF2@  HBH
CGER/L2020-1.4T14 |~ 14 29/29 9.7 20 20 125 31 20 0.2/20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 0.1/12.1 6
CGER/L1616-2T17 - 2 35/35 11.8 16 16 150 31 16 0.1/16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 0.1/20.1 -
CGER/L1212-3T19 B : 38/40 12 12 12 150 31 12 0.3/12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 0.3/16.3 2
CGER/L2020-3T19 - 3 38/45 13.2 20 20 125 31 20 0.3/20.3 =
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 0.4/20.4 -

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

SPARE PARTS 9
Designation Wrench (Option)
CGER/L2020-1.4T14 CRW23
CGER/L***-2T17 - 4T19 CRW33

Reference pages: Inserts — F030 - F044, Standard cutting conditions — F045
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CAER/L-CHP

External grooving and parting adapter, with high pressure coolant capability

N
ik 6O

WF
. JCW

Right hand (R) shown.

Seat size CDX H B LF WE
CAER/L-2T16-CHP 2 16 33 7.2 415 73

CAER/L-2T20-CHP 2 2 20 33 7.2 455 7.3
CAER/L-3T16-CHP R 3 16 33 7.2 415 7.4
CAER/L-3T20-CHP 3 3 20 33 7.2 455 7.5
CAER/L-4T16-CHP _ 4 16 33 7.2 415 7.7
CAER/L-4T20-CHP 4 4 20 33 7.2 455 7.7
CAER/L-5T20-CHP ] 5 20 33 7.2 463 7.8
CAER/L-6T20-CHP 6 6 20 33 7.2 46.3 7.8
CAER/L-8T25-CHP _ 8 25 33 7.2 51.1 8.3

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

CAER/L-MD

External grooving and parting adapter

Grooving

] s
o O 5N

. LF
Ll & oox.
TN [
Right hand (R) shown.
Metric Ccw Seat size CDX H B LF WF (1)
CAER/L-2T16-MD ] 2 16 33 7.2 415 7.3
CAER/L-3T16-MD 3 3 16 33 7.2 4.5 7.4
CAER/L-4T16-MD _ 4 16 33 7.2 415 7.7
CAER/L-5T20-MD 5 5 20 33 7.2 46.3 7.8
CAER/L-6T20-MD ] 6 20 33 7.2 463 7.8
CAER/L-8T25-MD 8 8 25 33 7.2 51.1 8.3

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

CAEFR/L-CHP

Face and external grooving adapter, with high pressure coolant capability

T
IS,

Right hand (R) shown.

Seat size CDX H B LF WF )
CAEFR/L-4T04-CHP 2,34 4.8 83 7.2 41.5 7.7
CAEFR/L-6T04-CHP 6 5,6 4.8 33 7.2 46.3 7.8

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

Reference pages: Inserts — F030 - FO44, Shanks and toolholders — F024 - F026
Standard cutting conditions — F045, Technical Reference — L059
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TUNGCUT |
CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

(LFASSY™)

(LPOS) @

OAL

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

H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 CAE*R/L**-CHP, -MD 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 CAE*R/L**-CHP, -MD 3.69

H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CAE*R/L**-CHP, -MD 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAE*R/L**-CHP, -MD 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

‘ (LFASSY*™) @
=

(.

(9]

wn

e Right hand (R)

= with right-hand adapter shown.

H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque

CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 CAE*R/L**-CHP, -MD 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 CAE*R/L**-CHP, -MD 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ %& & § ( @ @

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

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torgue (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank

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

@ : Corresponding

Reference pages: Inserts — F030 - FO44, Adapters — F023, Standard cutting conditions — F045
Parts for coolant hose — F290, Technical Reference — L059
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CHFVR/L-CHP

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

= &
a @
2 | T
D ==
Q G1/8"-28
2 G1/8"-28
0 . = =
5 2 =~ PHBKW m¢
= Sl LPOS .
= = Right hand (R)
=1 (LFASSY™) with left-hand adapter shown.
H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 CAE*L/R**-CHP, -MD 3.69
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 CAE*L/R**-CHP, -MD 3.69
H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 CAE*L/R**-CHP, -MD 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 CAE*L/R**-CHP, -MD 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /é @ & ( @ @

(@)
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug %
CHFVR/L... SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179 8
Recommended clamping torque (Ibs-ft, N-m) 6
Clamping screw Torque (Ibs-ft) Torque (N-m)

SR M5-04451 1.84 253

SR M6X12DIN6912 4.79 6.5

SR M6X20-XT 4.79 6.5

Combination of adapter and shank

External grooving adapter Face grooving adapter External and face grooving adapter
CAER**-CHP, -MD CAEL**-CHP, -MD CAFR**-CHP CAFL**-CHP CAEFR**-CHP CAEFL**-CHP
CHFVR*-CHP ° [ ) [ ]
CHFVL**-CHP (] [ ] [ J

@ : Corresponding

Reference pages: Inserts — F030 - FO44, Adapters — F023, Standard cutting conditions — F045
Parts for coolant hose — F290, Technical Reference — L059
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TUNGCUT | |
C*CHSN-CHP

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

LFASSY**
{ L (LPoS) @
[P nh
e
4o [ P
' (@)
0 o
Y
LPR Right-hand (R) adapter shown.
DCONMS LPR LPOS WPOS Adapter (Option) Torque
C3CHSN19045-CHP 32 45 17.5 18.5 CAE*R/L**-CHP, -MD 6.5
C4CHSN21047-CHP 40 46.5 21.5 21 CAE*R/L**-CHP, -MD 6.5
C5CHSN26047-CHP 50 47 22.5 26 CAE*R/L**-CHP, -MD 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 CAE*R/L**-CHP, -MD 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,

with high pressure coolant capability

(WPOS)

DCONMS

WB
‘H I i
=

Left-hand (L) adapter shown.

DCONMS LPOS wWB WPOS Adapter (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 CAE*R/L*-CHP, -MD 6.5
C4CHFVN26046-CHP 40 46 26 15 CAE*R/L*-CHP, -MD 6.5
C5CHFVN26046-CHP 50 46 26 1.5 CAE*R/L**-CHP, -MD 6.5
C6CHFVN33046-CHP 63 46 33 8.5 CAE*R/L**-CHP, -MD 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ & @ ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 25
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Reference pages: Inserts — F030 - FO44, Adapters — F023, Standard cutting conditions — F045
Technical Reference — L059
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CAER/L

External grooving, parting and turning adapter

oo LN
T O o)& ol
2. LF

Right hand (R) shown.

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

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

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

SPARE PARTS (SB (

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

Grooving

Reference pages: Inserts — F030 - F044, Shanks and toolholders — F028, F029
Standard cutting conditions — F045
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TUNGCUT

CHSR/L
Shank for adapter

__ Wwpos OAL
> [
A o
v ©
S (LFASSY™)
! g N (LPOS)
D 1 n (@) PR
il 2 =
< —i Right hand (R)
7HBH with right-hand adapter shown.
H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L12-U 0.750 0.750 5.330 4.227 1.380 0.356 0.750 0.502 CAER/L...
CHSR/L16-U 1.000 1.000 5.330 4.227 1.100 0.606 1.000 0.280 CAER/L...
CHSR/L20-U 1.250 1.250 6.330 5.227 = 0.856 1.250 = CAER/L...
H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L...
CHSR/L3232 32 32 153 125 o 22 32 o CAER/L...
WFASSY* : Shank (WPOS) + adapter (WF)
LFASSY** : Shank (LPOS) + adapter (LF)
The LFASSY or WFASSY value may change depending on the adapter type.
Not compatible with TungModularSystem
CHFVR/L
Shank for adapter, perpendicularly mounted
i OAL
A
E F \ LPOS
POS ] (LFASSY*™)
LH
ey i1
0% ] 2! y =}
% i i Right hand (R)
- X HBH with left-hand adapter shown.
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L12-U 0.750 0.750 6.000 5.606 0.984 -0.001 0.352 0.750 0.502 CAEL/R...
CHFVR/L16-U 1.000 1.000 6.000 5.606 0.984 -0.001 0.102 1.000 0.276 CAEL/R...
CHFVR/L20-U 1.250 1.250 7.000 6.606 0.984 0.147 = 1.250 = CAEL/R...
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R...
CHFVR/L3232 32 32 170 160 25 4 = 32 = CAEL/R...

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

SPARE PARTS & (

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

Combination of adapter and shank

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

@ : Corresponding

Reference pages: Inserts — F030 - F044, Adapters — F027, Standard cutting conditions — F045
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C-CHSRI/L
Toolholder with TungCap connection for adapter

@
i = g
Sl ol o
Ak = g
Qy &)
% = gr—1| ©
_ LPR |
(LFASSY™) Right hand (R)
with right-hand adapter shown.
DCONMS LPR LPOS L2 WPOS Adapter (Option)
C3CHSR/L22050N 32 50 221 35 11.5 CAER/L...
C4CHSR/L27050N 40 50 221 36 16.5 CAER/L...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAER/L...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAER/L...

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

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

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

C-CHFVR/L
Toolholder with TungCap connection for adapter, perpendicularly mounted

@

53
)

(@)
c
5 > 3
< g ) @ &) @) ) k o
% ©) Q O
L L
=, | |.Lpos J
- (LFASSY** L2 Right hand (R)
with left-hand adapter shown.
DCONMS LPOS L2 wB WPOS Adapter (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R...
C5CHFVR/L35060N 50 49.5 36 35 71 CAEL/R...
C6CHFVR/L45065N 63 54.5 41 45 171 CAEL/R...

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

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

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

SPARE PARTS @ & (

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

Combination of adapter and toolholder

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

@ : Corresponding

Reference pages: Inserts — F030 - F044, Adapters — F027, Standard cutting conditions — F045
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Il CHIPBREAKER GUIDE

External grooving and parting

. . ¥
DGM type (2 corners) | 1st choice for grooving and M Standard feed JiL UHF j
SGM type (1 corner) | parting 0,020 J /
0.016 .
Smooth chip evacuation B
strength g 0008 I N O O .
Handed insert available * 0.004 I - Ty
CW =0.079" - 0.315" 00,079 0118 0157 0197 0236 0315
F034, FO35 Groove width: CW (in)
. ¥
DGS type (2 CornerS) Lower cutting force and Il Standard feed <H7 Ugr j/
SGS type (1 corner) superior sharpness 0.020
Unique-designed edge and 5 0016
chipbreaker < 0012
Handed insert available g 0.008
w
CW =0.047" - 0.315" 0.004 |- D I I I I
0 [}
0.047 0055 0079 0118 0157 0197 0236 0315
F036, FO37 Groove width: CW (in)
¥
DGL type (2 corners) | 454 choice for mild steel M Standard feed H Ugr i )
0.016
Chipbreaker with excellent chip -
control at low feed g
Suitable for mild steel which often 3 0.008 I I
(0}
presents challenges in chip control = 0004 ll
CW =0.079" - 0.236" 0 0079 018 017 0197 0.236
Groove width: CW (in)
FO037
. ¥
DGG type (2 corners) | For non-ferrous materials M Standard feed % U\:r ;
and titanium 0.016 ' /
. Chipbreaker with low cutting force E 0012
/ Sharp cutting edge that prevents g 0008
vibration and delivers fine surface & 0004 |- I I I I I
finish 0 0079 0118 017 0197 0.236
CW =0.079" - 0.236" Groove width: CW (in)
FO38
¥
DGE type (2 corners) | for high accurate and I Standard feed %
shallow groove 0.016
& Excellent chip control g 0012
CW = 0.039" - 0.085" g 000 I g B
& 0.004 |- D D I D T
0 0039 0.051 0.063 0.073 0.085
Groove width: CW (in)
F038

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

DTM type General purpose Il Standard feed and DoC (for turning) UH> i Jﬁ; j j
0.197 H \ / /

2 corners -

( ) 1st choice for grooving and < 457
turning 0118 l Standard feed
Suitable for light to medium ! 0.016

0.079/1 :
cutting ozl —

= 0012 | -
Excellent chip control in — 2 0,008
machining steel, alloy steel, 0.004 0.008 0012 0.016 0.020 0.024 G
. Feed: f (ipr) 2 0.004 I 1 4 4 i
stainless steel, and heat-
Groove width: CW (in)

. 0 .
resistant alloy 0079 W0.118 M0.157 M0.197 W0.236 W0.315 0.079 0.118 0.157 0197 0.236 0.315
CW =0.079" - 0.315" Groove width: CW (in)

Depth of cut: ap

F039

DTE type General purpose [l Standard feed and DoC (for turning) H \ ﬁ’ j j
0.197 : i / /

(2 corners)

Unique chipbreaker makes 0.157 }
chips shorter 0.118 ! .
Molded and ground insert 0,079}t e |

available 0.039 S 5 (P ] en—— -

CW =0.104" - 0.315" 0 : < ooos|- - L B B
0.004 0.008 0.012 0.016 0.020 0.024 g

Feed: f (ipr) 2 0004 |-

Groove width: CW (in) 0 . . . :
0118 MO0.157 0197 M0.236 M0.315 0.118 0157 0.197 0.236 0.315

F039, F040 Groove width: CW (in)

Il Standard feed
0.016

Depth of cut: ap (in)

Grooving

External, internal and face grooving, and turning

DTX type Multi-functional type Il Standard feed and DoC (for turning) Uﬁ%ﬁ#ﬂj/i/

(2 corners) 2 019

Well balanced sharpness = . LD
P g &1 A ‘ H Standard feed
and strength B

Multi-functional insert

0.0791 -
CW = 0.079" - 0.315" —== = 0.012 e - (8 - I
: : 0.039 S s
0 ___ = 0.008 | .-
0004 0008 0012 0016 &
© 0,004 I .-

Feed: f (ipr)

0.118

0.016

Depth of cut: a

idth: CW (i 0
m0.079 .U?1r8°(:/g 1\'5\')’;dt.ho %\;V:E)ZSB W0.315 0.078 0118 0.157 0197 0.236 0.315
. : : : : . Groove width: CW (in)

F040

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

DTR type (2 corners) Full radius type W Standard feed and DoC (for turning) %Jﬁ
STR type (1 corner) = 0197
Excellent chip control o o157 j j
Molded Molded and ground inserts available soms e /™
DTR, STR CW =0.079" - 0.315" 5 0.079
5 0039 | R
8 ‘
o 0 ——
0.004 0.008 0.012 0.016 0.020 0.024 0.028
Ground Feed: f (ipr)
DTR ( Groove width: CW (in)
90,079 W01 W0.157 M0.197 W0.236 W0.315
F041, FO42
¥
DTIU type Full radius type M Standard feed and DoC AHit
(2 corners) 0016

Excellent chip control for undercutting
CW =0.118" - 0.236"

Feed: f (ipr)

(NP R E———

0.008 |- II

0.004 I
0

0118 0157 0197 0.236
Groove width: CW (in)

F042

Aluminum wheel machining

DTA type Full radius type .(it:?ndard feed and DoC (for turning) F T
(2 corners)

(i
o
=
(4]
S

Excellent chip control

For aluminum wheel profiling
Ground insert

CW = 0.236" - 0.315"

Depth of cut: ap (in)
o
o
w
©

0 0,004 0008 0.012 007 0.020 0.024
Feed: f (ipr)
Groove width: CW (in)
F043 M0.236 WO0.315
For high feed external and face turning of hardened steel parts
STH type External and face turning of l Standard feed and DoC (for turning) ﬁ j
0.008 ‘
(1 corner) hardened steel parts € ol 4
High efficiency machining using light % 0.004 |- L
D.O.C. and increased feeds 3 0002
Cw =0.118", 0.197" 2
ol 0 0.020 0.040 0.060 0.080
3 Feed: f (ipr)
Groove width: CW (in)
F043 W0.118 mO0.197
External grooving of hardened steel
- . M Standard feed '
SGN-CBN type For hardened steel cutting 0.0039 % j
(1 corner) : /
Optimum cutting edge shape for _0.0031 | g gy
grooving of hardened steels oo - B B |
// High tolerance width for finishing Booos - -H B O
CW =0.079" - 0.197" &
‘ (Tol. £0.001") 0.0008
' 0 0079 0118 0157 0197
F044 Groove width: CW (in)

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

BEvE@s

AHSBSO00S

- Continuous cutting, First choice
- External and Internal, Turning

Turning - Light interrupted cutting,
. First choice
) ! - A mix of continuous and
r AH7025 interrupted cuts
Grooving AHG235
- / - Heavy interrupted cutting,
— AHG235 First choice
; - Facing, Parting
- &

Parting-off _
Q <

Continuous

Il GRADES

DIl eves ELEAeves ELZEHeve

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

_AH725 | I

- General purpose PVD grade for high
fracture resistance

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

_KSo5F 1

- Recommended for non-ferrous
materials and titanium

__BXA10_ [

- Coated CBN grade designed for
turning hardened steel parts

Q>

Light Interrupted

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

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

- Improved wear and chipping resistance

7515 ]

- First recommended grade for cast
iron

- Excellent wear resistance in
high speed machining

- Recommended for
interrupted machining

- TICNO PVD coating layer with
high wear resistance

- High hardness wear resistance

__TH10 ]

- Recommended for
non-ferrous materials

__BXx360 [

- Developed for grooving applications
of hardened steel parts

Heavy Interrupted

Grooving

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

79225 |

- Suitable for steel machining at
high speeds

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

_AH905_ [

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear
resistance

Tungaloy F033




I INSERTS
DGM

External grooving and parting

Neutral PSIRL Left hand RE Right hand
7 INSL Ref. ‘ INSL Ref. INSL Ref.
ﬂﬂm ﬂiﬂ@ 3- R
Bl steel k(Yo k| [k Pk
M Stainless * | Y5 | % % [ %
Cast iron * ) dbAdbAdl ¢ DA DA
l Non-ferrous Pig
S  Superalloys b dhAdh _db ¢ * % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | -
A Seat CW=0.05/CW=0002 RE Sl B w INSL| h
Designation size | HAND mm) | (in) | (in) § Sd g9 ® 8 0 s in) | (in) PSIRL|PSIRR
o LI IIICI n n
i S i - OB § P4 X
DGM2-020 2 N 2 0.079 {0008 @® ®© ®@ @ ( BN ] [ ) [ ) 0.787 | 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 | 0.008 [ N J [ J 0.787 | 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 | 0.008 [ X ([ J 0.787 | 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 | 0.008 [ I} ([ J 0.787 | 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 |0.0008 [ ] [ J 0.762 | 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 |0.0008 [ ] ([ J 0.762 | 0.197 15° 0°
DGM2.39-020 2 N 2.39 0.094 | 0.008 [ ] [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020 3 N 3 0118 (0008 ® © © © ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020-6R 3 R 3 0.118 | 0.008 [ AN} [ J 0.787 | 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 | 0.008 [ N [ J 0.787 | 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 | 0.008 [ ] ([} 0.766 | 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.008 [ ] [ J 0.766 | 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 | 0.008 o 0 [ J 0.787 | 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 | 0.008 [ N} [ J 0.787 | 0.197 15° 0°
DGMS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ ] [ 0.787 | 0.197 0° 0°
DGM4-030 4 N 4 0157 |0012 ® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 | 0.012 o 0 [ J 0.787 | 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 | 0.012 [ N} (] 0.787 | 0.197 4° Q°
DGM4-030-15R 4 R 4 0.157 | 0.012 [ X} [ J 0.787 | 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 | 0.012 [ X} o 0.787 | 0.197 15° 0°
DGM4.76-040 5 N 4.76 0.187 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
DGM5-030 5 N 5 0197 (0012 ©®© © © ®© © © @ [ ] [ ) 0.984 | 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 | 0.012 [ I} [ J 0.984 | 0.217 0° 4°
DGM®6-030 6 N 6 0236 (0012 ©® © © © ®© © O [ ] 0.984 | 0.217 0° 0°
DGM®6.35-040 6 N 6.35 0.250 | 0.016 [ ) [ ] [ ] 0.984 | 0.217 0° 0°
DGM8-040 8 N 8 0315 (0016 @ ®© @ @ ( BN ] [ ) 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045

FO34 tungaloy.com/us




SGM

External deep grooving and parting

RE Neutral
R
(@)
INSL Ref.

53 ,

Left hand

PSIRL

N ——:

RE
RN

Right hand

- =

o INSL Ref.

gl TR

Bl stee! 3 [ e | ¥ [ &
M Stainless b dbAdh db db ¢
Cast iron * ¥* Y % DA
Non-ferrous pAe
Superalloys ¥* | ¥ % * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat CW:0.05(CW002l RE | o 8 o & L INSL| h
Designation size |HAND mm) | @) | ) € S8 @ & i i) | (in) PSIRL|PSIRR
I I IIZI (2]
IO I X
SGM2-020 2 N 2 0079 |[0.008 ® © ®© ®@ © [ ] 0.787 | 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 | 0.008 | @ @ [} 0.787 | 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 | 0.008 | @ @ [ ] 0.787 | 0.197 6° 0°
SGMS3-020 3 N 3 0.118 | 0008 ® © ®@ ® © [ ] 0.787 | 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 | 0.008 | @ @ [} 0.787 | 0.197 6° 0°
SGM3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 15°
SGMS3-020-15L 3 L 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 | 15° 0°
SGM4-030 4 N 4 0157 (0012 | @ © ® ® © [ ) 0.787 | 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 | 0.012 | @ @ [ ] 0.787 | 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 | 0.012 | @ @ o 0.787 | 0.197 4° 0°
SGM5-030 5 N 5 0197 (0012 ©® ©@ ®© ® © [ 0.984 | 0.217 0° 0°
SGM6-030 6 N 6 023 (0012 | @ © ®© @ © [ ) 0.984 | 0.217 0° 0°
SGM8-040 8 N 8 0.315 | 0.016 | @ o o [ 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045

Grooving
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DGS

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand
—— N | ——— [ \ 3
%# A——— RE ————— PSIRR l 7771
7° 1 INSL Ref. ‘ 7 INSL Ref. ‘ 7 INSL Ref. -

il A I I R R

Bl steel 2. db. 4hAdR dh~db IR <
M Stainless ) 'dbidb 'db db ¢
Cast iron * * Y% % e DA
l Non-ferrous Dig
S  Superalloys * | ¢ |k * % : First choice
H Hard materials 5% : Second choice
Coated Cermet | Uncoated
. : Seat CW-0.05/CW=0.002 RE Qo808 |8 w INSL| h
Designation size |HAND (mm) | (n) | (in) ﬁ So g ® % e e in) | (in) PSIRL|PSIRR
o I ITIIICI (7] 7]
F << <O P4 NS
DGS1.2-003 0.9 N 1.2 0.047 |0.0012 [ ] 0.630 | 0.185 0° 0°
DGS1.4-005 1 N 1.4 0.055 | 0.002 ([} 0.630 | 0.169 0° 0°
DGS1.4-010 1 N 1.4 0.055 | 0.004 [ ) 0.630 | 0.169 0° 0°
DGS1.4-016 1 N 1.4 0.055 | 0.006 [ N J [ J 0.630 | 0.169 0° 0°
DGS2-005 2 N 2 0.079 | 0.002 ([} 0.787 | 0.197 0° 0°
DGS2-010 2 N 2 0.079 | 0.004 (] 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0.079 (0008 ® © © © ® © [ J [ J 0.787 | 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 | 0.008 o0 [ J 0.787 | 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 | 0.008 [ N ) ([ 0.787 | 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 |0.0008 (] [ J 0.768 | 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 | 0.008 [ N J [ J 0.787 | 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 | 0.008 [ N ) [ J 0.787 | 0.197 | 15° 0°
DGS2-002-15R 2 R 2 0.079 |0.0008 ([ ) [ J 0.768 | 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 | 15° 0°
DGS2.39-020 2 N 2.39 0.094 | 0.008 [ J [ J [ J 0.787 | 0.197 0° 0°
DGS3-020 3 N 3 0.118 |0.008 ® © ®© ®© ® © [ J o 0.787 | 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 | 15° 0°
DGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 |0.0008 [ o 0.766 | 0.197 | 15° 0°
DGS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ J [ J 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0.157 |0012 ® © ®© © ®© © [ J [ ] 0.787 | 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 | 0.012 [ I J ([ 0.787 | 0.197 | 0° 40
DGS4-030-4L 4 L 4 0.157 | 0.012 [ N ) [ J 0.787 | 0.197 4° 0°
DGS4.76-040 5 N 4.76 0.187 | 0.016 [ J [ J [ 0.984 | 0.217 0° 0°
DGS5-030 5 N 5 0197 (0012 @ © © © ©® @ [ J () 0.984 | 0.217 | 0° 0°
DGS6-030 6 N 6 0236 (0012 @ © © © @ © [ ] 0.984 | 0.217 0° 0°
DGS6.35-040 6 N 6.35 0.250 | 0.016 [ J [ J [ J 0.984 | 0.217 0° 0°
DGS8-040 8 N 8 0.315 | 0.016 [ J [ J ([ o 1.181 | 0.264 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— < N l \
Designation oDmax (in) Designation oDmax (in) 06\7’ \ —
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102 © :
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141 _
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055 ;
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338 b

7/

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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SGS

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
Gl ——= PSIRR e

o INSL Ref. ) INSL Ref. INSL Ref

&l e f@m O w

B stee * | 7o e | [
M Stainless ) 'dbidh db db ¢
Cast iron * * | Y% % DA
l Non-ferrous Pig
S  Superalloys ) dbidh ¢ * % : First choice
H Hard materials < : Second choice
Coated Uncoated
. . Seat CW:0.05/CW:0.002f RE |2 o I INSL| h
Designation cize |HAND mm) | (n) | (in) § é’ § & § § i) | (in) PSIRL PSIRR
I I ITII n
IO I X
SGS2-020 2 N 2 0.079 |0008 ® © ®© ® © [ J 0.787 | 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 | 15° 0°
SGS3-020 3 N 3 0.118 (0.008 ® ®© © ® © [ J 0.787 | 0.197 0° 0° 8
SGS3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6° 8
SGS3-020-6L 3 L 3 0.118 | 0.008 | @® @ o 0.787 | 0.197 6° 0° o
SGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 6° O
SGS3-002-6L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 | 0.008 @ @ o 0.787 | 0.197 | 15° 0°
SGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 | 15° 0°
SGS4-030 4 N 4 0.157 |0012 @ © ®@ ® © [ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 |0012 @ © ®© ® © [ J 0.984 | 0.217 0° 0°
SGS6-030 6 N 6 0236 (0012 @ © © @ @ [ J 0.984 | 0.217 0° 0°
SGS8-040 8 N 8 0.315 | 0.016 | @ [ J [ J 1.181 | 0.264 0° 0°
@ : Line up
DGL
External grooving and parting
RE
?E
~ 7 INSL Ref.
i "o
Bl stee! * |9 [
M Stainless ¥ % %
Cast iron % % %
l Non-ferrous
S Superalloys ) db ¢ ¥ : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat CW=0.05 cw‘:o.ooz BE § § § INSL _h
size | (mm)| (in) | (in) IR & & (in) | (in)
I I I
O
DGL2-020 2 2 0.079 | 0.008 ® ® @ 0.787 | 0.197
DGL3-025 3 3 0.118 | 0.010 ® ® @ 0.787 | 0.197
DGL4-030 4 4 0157 | 0012 @ ® @ 0.787 | 0.197
DGL5-030 5 5 0.197 | 0012 @ ® @ 0.984 | 0.217
DGL6-080 6 6 0.236 | 0.031 @® ® @ 0.984 | 0.217
@ : Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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DGG

External grooving (for high precision)

RE

s

= i
o =
7

° INSL Ref.

- = T ey

Bl steel * *
M Stainless *
Cast iron * Pig Y
Non-ferrous *
S  Superalloys * DA v : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
+| +| 0 [=]
Designation Seat |CW:0.02 cw__o.ooos F_iE g 3 m INSL .h
size | mm)| (in) | (in) | S o (in) | (in)
I n (7]
< z X
DGG200-020 2 2 0.079 | 0.008 | @ [ J o 0.787 | 0.197
DGG300-020 3 3 0.118 | 0.008 | @ [ ] [ ] 0.787 | 0.197
DGG400-040 4 4 0.157 | 0.016 | @ [ ] [ ] 0.787 | 0.197
DGG500-040 5 5 0.197 | 0.016 | @ [ J [ ] 0.984 | 0.217
DGG600-040 6 6 0.236 | 0.016 | @ [ ] [ 0.984 | 0.217
@: Line up
DGE
External grooving (for high precision)
RE_cDX
4*
——]
7 INSL Ref.
- W
Bl steel * || ¥r *
M Stainless * | ¥¥ K
Cast iron * DA DA
Non-ferrous
S Superalloys ) dhie Y : First choice
H Hard materials v< : Second choice
Coated Cermet
. . CW:=0.02|CW::0.0008 o Q
pesignation | S22t L S 88 2 W | | o
TEX 7]
<< O P
DGE100-000 2 1 0.039 0 [ Y} [ ] 0.098 | 0.787 | 0.197
DGE130-000 2 1.3 0.051 0 [ I} [ ] 0.098 | 0.787 | 0.197
DGE160-010 2 1.6 0.063 (0004 ® ©® ©® [ ] 0.098 | 0.787 | 0.197
DGE185-010 2 1.85 0.073 |0.004/ ® ©@ ©® [ ] 0.138 | 0.787 | 0.197
DGE215-015 2 2.15 0.085 |0.006 ® ® @ [ J 0.138 | 0.787 | 0.197
@: Line up
Caution
oDmax is limited as shown in the picture to the right according to oDmax
the groove depth, G.D. Please refer to the following table. )\ G.D
9 P 9 G.D = Groove depth Va 4\
. . Max. groove oDmax (in) i‘i
PO depth (in) | G.D.=0.039 | G.D.=0.059 | G.D. =0.079 | G.D. =0.098 | G.D.=0.118 j\\ }/,
DGE100-000 al
DGE130-000 | 0.079 - -
DGE160-01 . .
DgE . Zg g 18 *© 0.732 0.453 Relevant area
DGEZ15:015 0.118 0.346 0.276 (Interference)

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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DTM

External face grooving and turning

RE
HT/—1
—
6. INSL Ref.

-1
hr

Bl steel * %K
M Stainless ¥ % %
Cast iron * % %
l Non-ferrous
S | Superalloys * % % : First choice
H Hard materials ¥ : Second choice
Coated
Designation Seat CW=0.05 cw.:o.ooz F_{E g Z § INSL .h
size | (mm)| (in) | (in) R & & (in) | (in)
I I T
<< <
DTM2-020 2 2 0.079 | 0008 ® ® @ 0.787 | 0.197
DTM3-030 3 3 0118 | 0012 @ ®@ @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0016 ® @® @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0031 @ ® @ 0.787 | 0.197
DTM5-080 5 5 0197 | 0031 @® ® @ 0.984 | 0.217
DTM6-080 6 6 0236 | 0031 ® @ @ 0.984 | 0.217 ?
DTM8-080 8 8 |0315 0031 |®@ @ @ 1181 | 0.264 3
. (o]
@ : Line up (B
DTE
External face grooving and turning (for high precision)
RE
Bl e———
7. INSL Ref. )

BBl steel * || e | ¥ *
M Stainless ¥ | Y5 %
Cast iron * DA
l Non-ferrous
S Superalloys * | Y¥ v : First choice
H Hard materials 3¢ : Second choice
Coated Cermet
Designation Seat CW:0.02 cw:_o.oooa BE © § © g § INSL .h
size | (mm)| (in) |(n) |J =& = o (in) | (in)
o> LT X ()]
F <O P4
DTE265-015 3 2.65 0.104 (0006 ® ® ® @ [ ] 0.787 | 0.197
DTE300-020 3 3 0.118 |0.008| ® ® ® © o 0.787 | 0.197
DTE300-040 3 3 0.118 (0016 ® ® ® @ [ ] 0.787 | 0.197
DTE315-015 3 3.15 0.124 |0006 | @ ®© ® @ [ ] 0.787 | 0.197
DTE400-040 4 4 0.157 |0016 | @ ® ® @ [ ] 0.787 | 0.197
DTE400-080 4 4 0.157 (0031 ® ®@ ®@ @ o 0.787 | 0.197
DTE415-015 4 4.15 0.163 (0006 @ ®© ® © [ ] 0.787 | 0.197
DTE478-055 5 478 | 0.188 (0022 ® ® ® @ [ J 0.984 | 0.217
DTE500-040 5 5 0.197 |0016| @ ® ® @ [ ] 0.984 | 0.217
DTE500-080 5 5 0197 (0031 ® ®@ @ @ [ ] 0.984 | 0.217
DTE515-015 5 5.15 0203 (0006 ® © ©® © 0.984 | 0.217
DTE600-080 6 023 (00311 ® @ @ © 0.984 | 0.217
DTE600-120 6 6 0236 (0047 @ © ®@ @ 0.984 | 0.217
DTES800-080 8 8 0315 (0031 ® @ @ @ 1.181 | 0.264
DTE800-120 8 8 0315 (0047 ® © ©® © 1.181 | 0.264
@: Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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DTE

External face grooving and turning

e
SGEF—=

INSL Ref.

ﬁi@

I stee K| e[|k | k| [k
M Stainless ) dbidh 4 4b ¢
Cast iron % % * Y% %
l Non-ferrous
S  Superalloys Y dbxdh ¢ Y% : First choice
Bl 12rd materials ¥ : Second choice
Coated Cermet
Designation Seat |CW=0.05Clz0002 RE 1, § 0 § 3 § § INSL| h
size |[(mm)| (in) (n)|YPRND=-© | (in) | (in)
oL I IIII n
FFI<I< O I =z
DTES3-020 3 3 0.118 |0.008 [ ] [ ] [ J 0.787 | 0.197
DTES3-040 3 3 0118 |0016 | ® © © © ®© ® © [ ] 0.787 | 0.197
DTE4-040 4 4 0157 (0016 @ © © © © ® © [ ] 0.787 | 0.197
DTE4-080 4 4 0.157 |0.031 [ ] [ ] [ J 0.787 | 0.197
DTE5-040 5 5 0.197 |0.016 o0 [ ] [ J 0.984 | 0.217
DTE5-080 5 5 0.197 |0.031 [ ] [ ] [ J 0.984 | 0.217
DTE6-080 6 6 0.236 |0.031 o0 [ ] ([ 0.984 | 0.217
@ : Lineup
DTX
External, internal and face grooving, and turning
; —
%‘}ﬂ INSL Ref.
Bl steel b 4b. 4RAdR dh~dh I ¢
M Stainless ) dbidh '9b db ¢
Cast iron * ¥* Y% % DA DA
l Non-ferrous pie
S  Superalloys * |9 & * % : First choice
H Hard materials % : Second choice
Coated Cermet Uncoated
. . Seat |CW=0.05|CWz0.002 RE SEBIESES 3 w INSL| h
Pesignation | size  (mm)| () | () 2SS 28 |2 2 (in) | (i)
o I IIII n )
FI<C<C<O0 L P4 X
DTX2-020 2 2 0.079 |0.008 { ] [} [ J [ J 0.787 | 0.197
DTX3-030 3 3 0118 (0012 ® © ®© ®© © © o [ J 0.787 | 0.197
DTX4-040 4 4 0.157 (0016 @ © ®© ®© ® © [ J [ J 0.787 | 0.197
DTX5-040 5 5 0197 (0016 @ © © © @@ © [ J [ J 0.984 | 0.217
DTX6-080 6 6 0.236 |0.031 0 000 [ J 0.984 | 0.217
DTX8-080 8 8 0.315 | 0.031 [ ] [ ] [ J [ ] 1.181 | 0.264
@ : Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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DTR

Profiling and undercutting (for high precision)

RE
7 =
7 INSL Ref.

0-

-Steel * kY| *
M Stainless * | ¥ K
Cast iron * Y PA¢
Non-ferrous
S  Superalloys * | ¢ *EFirst choic;el
H Hard materials Y : Second choice
Coated Cermet
+ + 0 o
Designation Seat CW=0.02 cw_.o.ooos BE o & 1o 3 3 INSL _h
sizeé | (mm) | (in) |(n) | R K = o (in) | (in)
o> LI I n
<O P4
DTR300-150 3 3 0.118 |0059 | @ @ @ @ [ ] 0.787 | 0.197
DTR400-200 4 0.157 (0079 @ ®@ ® @ [ ] 0.787 | 0.197
DTR478-239 5 4.78 0.188 (0094 @® ®© ®@ © [ ] 0.984 | 0.217
DTR500-250 5 0.197 |0098 | ® ®@ ® © { ] 0.984 | 0.217
DTR600-300 6 0236 |0.118| ® @ @ @ 0.984 | 0.217
(@)]
@: Line up =
>
o
o
DTR 0)
Profiling and undercutting
RE
; 3 S—— |
o —_—
7 INSL Ref. .
B
Bl steel * & k| ek [k
M Stainless * % % * %
Cast iron * ) dbidbidh ¢ DA Pig
Non-ferrous DA
S Superalloys ¥* [ Y5 % % * *fFirst choice
H Hard materials % : Second choice
Coated Cermet Uncoated
Yol o] Yol o
Designation Seat CW=0.05 cw_:o.ooz BE o 10 Sw = 3 ? m INSL .h
size |{mm)| (in) (N AIRRND S - © |o o (in) | (in)
o LI IIICI n n
i S S - SO = X
DTR2-100 2 2 0.079 |0.039 [ ] [ ] o [ ] 0.787 | 0.197
DTR3-150 3 3 0118 10059/ ® © © © ® ©® © [ [ ] 0.787 | 0.197
DTR4-200 4 4 0157 |0079 @ © © © ®© ® © [ [ ] 0.787 | 0.197
DTR5-250 5 5 0197 |0098 @ © © © ®© ® © [ ] [ ] 0.984 | 0.217
DTR6-300 6 6 0236 |[0.118| ® ® @ @ ( BN ] [ ] 0.984 | 0.217
DTR8-400 8 8 0.315 (0157 | @ ® ® @ [ BN ) [ ] 1.181 | 0.264
@ : Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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STR

Profiling and undercutting

RE

i

7o INSL Ref. o

e

-Steel * [ %
M Stainless *  *
Cast iron * DA
Non-ferrous S
Superalloys * % * Y : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
Designation Seat CW=0.05 cw:;o.ooz BE § § n INSL _h
size | (mm) | (in) | (in) R & o] (in) | (in)
ju . (%)
< < X
STR2-100 2 2 0.079 |0.039/ ®@ @ [ ] 0.787 | 0.197
STR3-150 3 3 0.118 |0.059 | @ @ [ ] 0.787 | 0.197
STR4-200 4 4 0.157 |0.079 | @ @ [ ] 0.787 | 0.197
STR5-250 5 5 0.197 |0.098 | @ @ [ J 0.984 | 0.217
STR6-300 6 6 0.236 |0.118 | @ @ [ ] 0.984 | 0.217
STR8-400 8 8 0.315 |0.157 | @ @ [ ] 1.181 | 0.264
@: Line up
DTIU
Profiling and undercutting (for high precision)
RE
e
O
zﬂ INSL Ref.
o~
iy el
B stee! * | e ¥
M Stainless * | ¢ %
Cast iron * DA
Non-ferrous
Superalloys ¥* | v ¥ : First choice
Bl Hard materials % : Second choice
Coated
Designation 2?;: c;:’:;:':;z CW(»fo.ooos BE § Q8 INSL .h
in) | (in) B (in) | (in)
Q<O
DTIU300-150 3 3 0.118 |0.059 @ @ @ 0.787 | 0.197
DTIU400-200 4 4 0.157 |0.079 @ @ @ 0.787 | 0.197
DTIU500-250 5 5 0.197 |0.098 ® ©® @ 0.984 | 0.217
DTIU600-300 6 6 0.236 (0.118| @ @ @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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DTA

Aluminum wheel machining (for high precision)

RE
=

O
AN INSL Ref.

[ ="
e W

Bl steel

M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials Y + Second choice
Uncoated
Designation ifzaet CW:0.02 cw:.o.ooos F_{E o INSL _h AN
(mm) | (in) | (in) |2 (in) | (in)
T
DTA600-300 6 6 0.236 |0.118| @ 0.984 | 0.217 7
DTA800-400 8 8 0.315 |0.157 | @ 1.181 | 0.264 | 10°
@: Line up
STH o
External and face turning >
S
O
4 INSL Ref.
LB
<
'
-Steel
M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials | 3% % : First choice
CBN
Designation Seat CW:0.0ZSCW.:0.0M BE o INSL _h
size | (mm) | (in) | (in) § (in) | (in)
m
STH300-SR 3 3 0.118 | 0.012 | @ 0.787 | 0.197
STH500-SR 5 5 0.197 | 0.012 | @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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SGN

External grooving

RE

'

7 INSL Ref.

- ——— ]

CW

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y Y% : Second choice
CBN Condition
+| +0. & -
Designation Seat |CW=0025 CW=0001) RE o INSLI-h g =828
sizé | (mm) | (in) | (in) |& (in) | (in) | £ 2282
X S “gTg
om (&) £l £
SGN200-020 2 2 0.079 |0.008 | @ 0.787 | 0.197 | O
SGN200-020-S 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN200-020-H 2 2 0.079 |0.008 | @ 0.787 | 0.197 O
SGN300-020 3 3 0.118 |0.008 | @ 0.787 | 0.197 | O
SGN300-020-S 3 3 0.118 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020-H 3 3 0.118 |0.008 | @ 0.787 | 0.197 O
SGN400-020 4 4 0.157 |0.008 | @ 0.787 | 0.197 | O
SGN400-020-S 4 4 0.157 |0.008 | @ 0.787 | 0.197 @)
SGN400-020-H 4 4 0.157 |0.008 | @ 0.787 | 0.197 @)
SGN500-020-S 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
SGN500-020-H 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
@: Line up
B Edge preparations
\ No symbol | -S || -H \
0.13 mm 0.13 mm
\H} -~
/ o
R-honing A~ /)% 35°
R-honing . b
R-honing
500
5 a0l SGN***-020
L BX360
% 300 SGN***-020-S
g BX360 SGN***-020-H
@ 200 - BX360
£
§ 100 |-

0

&< - - &

Continuous Light Interrupted Heavy Interrupted

Reference pages: Toolholders — F016 - F029, Standard cutting conditions — F045
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Il STANDARD CUTTING CONDITIONS

Cutting speed

1ISO Workpiece material Hardness Priority Grade Ve (sfm)
<300 HB First choice AH7025, AH725 164 - 591
Steel < 300 HB Wear resistance T9225, AH8005 262 - 984
. 1045, 4135, etc. <300 HB Impact resistance AH6235, GH130 164 - 394
<300 HB Surface quality NS9530 262 - 722
<200 HB First choice AH7025, AH725 164 - 394
M Sstoaé""ggj‘s;f:' <200 HB Wear resistance AH8005 164 - 394
<200 HB Impact resistance AH6235, GH130 164 - 394
Gray cast iron = First choice T515 492 - 2297
No.250B, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 591
. Ductile cast iron - First choice T515 492 - 984
65-45-12, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalloys <HRC 40 First choice AH8005 66 - 197
Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725, AH6235 66 - 131
. Titanium alloys < HRC 40 First choice KSO05F 66 - 328
Ti-6AI-4V, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 262
Please see page F030 - F032 for feed: f (ipr). g
S
STH ()
ISO Grade CwW Application Cut‘}i:?sfsnﬁ;eed Degt:: (?:)cut ;:Sg
) External turning 328 - 755 0.003 - 0.005 0.016 - 0.039
o Face turning 328 - 755 0.003 - 0.005 0.016 - 0.031
BXA10
) External turning 328 - 755 0.003 - 0.005 0.020 - 0.059
0197 Face turning 328 - 755 0.003 - 0.005 0.020 - 0.031
SGN
ISO Grade Edge preparation Workpiece condition Cut‘;::n(gsfsng;e ed ;:8;:‘)

No symbol Continuous 262 - 492 0.0012 - 0.0031
BX360 -S Light interrupted 164 - 394 0.0012 - 0.0031
-H Heavy interrupted 131 - 328 0.0012 - 0.0024

Tungaloy Fo45




TETRAMCEUT

STCR/L-18
Precision grooving tools with uniquely shaped insert for swiss type machine and general lathes

n g I = A [} [}

£} 2 i o &% o §§

_ LF A _ LF %

< LH - 3y LH 8 *
I = -3
A\ o 4 ! =]

Fig. 1 A HBH Fig. 2 Right-hand (R) shown.

[ Inch | CWN Ccwx | B LF LH HF  WF HBH Insert Torque Fig.
STCR/L06-18 0.375 0375 4750 0740 0375 0375 0177 TC*18... 0.89 1
STCR/L08-18 0.013 0125 0500 0500 4750 0740 0500 0500  0.098 TC*18... 0.89 1
STCR/L10-18 [00187 04251 0625 0625 4750 0740 0625 0625 5 TC*18... 0.89 1
STCR/L12-18 0.013 0125 0750 0750 4750  0.900  0.750  1.000 - TC*18... 0.89 2
STCR/L16-18 _ 1.000 1.000 5500 0900  1.000  1.250 = TC*18... 0.89 2
-W H B LF LH HF  WF HBH Insert Torque* Fig.
STCR/L1010X18 10 10 120 18.5 10 10 4.5 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1212X18 _ 12 12 120 18.5 12 12 25 TC*18... 1.2 1
STCR/L1616X18 0.33 3.18 16 16 120 18,5 16 16 - TC*18... 1.2 1
STCR/L2020H18 [fossEEe T 20 20 100 18.5 20 20 = TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18... 1.2 2
STCR/L2525718 033 318 25 25 135 23 25 30 - TC*18... 7.2 E

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

Direct connection

STCR/L-18-CHP
External grooving and threading toolholder, high pressure coolant compatible

x -
Right- o 5 LF - Left-hand %%W# @
hand L| 2 ' i e
%y 5 Hey o r[Hoy
T_—516"24UNF  «
é d
E Ia)) [
T @X-) G I¢
STCR/L1012H18-CHP
STCR/L1212*18B-CHP
H B LF LH HBL HF WF2 HBH Insert Torque
STCR08X18-CHP 0500 0500 4750 0728  0.689  0.500 0/0.500 0.130 TC*18... 0.89
STCR10X18-CHP 0.013 0.125 0625 0625 475  0.728 - 0.625 0/0.625 - TC*18... 0.89
H B LF LH HBL HF WF2 HBH Insert Torque*
STCR/L1012H18-CHP 10 12 100 17.1 17.1 10 0/12 4 TC*18... 1.2
STCR/L1212X18B-CHP 0.33 3.18 12 12 120 18.5 17,5 12 0/12 4 TC*18... 1.2
STCR/L1616x18-CHP  [OB8II8H8 16 16 120 18.5 = 16 0/16 0 TC*18... 1.2

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

&

SPARE PARTS

A

Designation

Clamping screw

Wrench

Coolant plug

Wrench

DirectJet plug

Wrench

STCR*18 CSTC-4L100DL T-1008/5 - - - -

STCL*™18 CSTC-4L100DR T-1008/5 - - - -
STCL**18-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P2
STCR**18-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P2

Reference pages: Inserts = F053 - F059, Standard cutting conditions — F060

Parts for coolant hose — F290
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STCR/L-18-CHP

External grooving and threading toolholder. High pressure coolant capability.

o)

CWN-
CWX

Right-hand &
=

- 17" 516" 24UNF  Lefthand
LH Sy 5/16"-24UNF  Left-hand LELEE:
o

= peSITorOTHE T

I
\ HBL|&
H B LF LH HBL HF WF20 HBH Insert  Torque

STCR/LO8F18-CHP 0.500 0.500 3.344 0.728 0.689 0.500 0/0.500 0.130 TC*18... 0.89
H B LF LH HBL HF WF20 HBH Insert  Torque*

STCR/L1212F18B-CHP 12 12 85 18.5 17.5 12 0/12 4 TC*18... 1.2

The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***), and the left hand insert (TC*18L***) is used for the left hand toolholders (STCL***).
(1) "0/0.500" for the WF2 dimension indicates WF2 = 0 for the right handed tool, WF2 = 0.500 for the left handed tool.
Torque: Recommended clamping torque: Ibs-ft (*N-m)

STCR/L-18-CHP

hreading tool - for external theading with high pressure coolant capability
¥ v
@ ELJ%

LF WNW@

Grooving

Right-hand (R) shown.

H B LF LH HBL HF WF HBH Insert Torque
STCR/L12-18-CHP 0.750 0.750 4.750 0.900 - 0.750 1.000 - TC*18... 0.89

STCR/L16-18-CHP 0.013 0.125 1.000 1.000 5.500 0.900 - 1.000 1.250 - TC*18... 0.89

H B LF LH HBL HF WF HBH Insert Torque*
STCR/L2020X18-CHP 20 20 120 23 - 20 25 - TC*18... 1.2
STCR/L2525Z18-CHP 0.33 3.18 25 25 135 23 - 25 30 - TC*18... 1.2

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

SPARE PARTS @ % @ (

Designation Clamping screw Wrench Coolant plug Wrench
STCLO8F18-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 =
STCRO8F18-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 =

STCL1212F18B-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4

STCR1212F18B-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4
STCL**18-CHP CSTC-4L100DR T-1008/5 = =
STCR**18-CHP CSTC-4L100DL T-1008/5 = =

Reference pages: Inserts = F053 - F059, Standard cutting conditions — F060
Parts for coolant hose — F290
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TETRAMCEUT

JS-STCL18

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

eCWNOWX %%
LH_ DCONMS W
" A

WFv

L
| Yoo

WB
<

94°

Left-hand (L) shown.

DCONMS LF LH H WB WF Insert Torque
JS14H-STCL18 14 100 20 13 14 TC*18R... 1.2

6
JS159F-STCL18 0.33 3.18 15.875 85 20 15 14 6 TC*18R... 1.2
JS16F-STCL18 033 318 16 85 20 15 14 6 TC*18R... 1.2
JS19G-STCL18 0.33 3.18 19.05 90 20 18 14 6 TC*18R... 1.2
JS19X-STCL18 033 318 19.05 120 20 18 14 6 TC*18R... .2
JS20G-STCL18 0.33 3.18 20 90 20 19 14 6 TC*18R... 1.2
JS20X-STCL18 033 318 20 120 20 19 14 6 TC*18R... 1.2
JS22X-STCL18 0.33 3.18 22 120 20 21 12.25 10 TC*18R... 1.2
JS25H-STCL18 033 318 25 100 20 24 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3.18 25.4 120 20 24 12.25 10 TC*18R... 1.2

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

STCAR/L18-CHP

External grooving and threading adapter, with high pressure coolant capability

i
x
5 @
S
Z
=
(G
L1y
S
Right-hand (R) shown.

WF H LF B Insert Torque
STCAR/L18-CHP 7.5 33 38 7.2 TC*18... 1.2

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

SPARE PARTS @ %

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

Reference pages: JS-STCL18: Inserts — F053 - F059, Standard cutting conditions — F060
STCAR/L18-CHP: Inserts — F053 - F059, Shanks and toolholders — F049 - FO51
Standard cutting conditions — F060, Technical Reference — L059
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CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

‘ (LFASSY*™)
o (LPOS) @

=
a3
= It
25
G1/8"-28 — | OAL
— G 1/8"-28 '
& A
21 8l E[ "HBKW
£ = = ﬂ mi Right hand (R)
= with right-hand adapter shown.
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 STCAR/L18-CHP 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 STCAR/L18-CHP 3.69
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 151 12 20 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

‘ (LFASSY*) @
: i— m

e

a

TS Ii Right hand (R)

= with right-hand adapter shown.

H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque

CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ %& @ § ( @ @

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

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank

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

@ : Corresponding

Reference pages: Inserts — F053 - F059, Adapters — F048, Standard cutting conditions — F060
Parts for coolant hose — F290, Technical Reference — L059
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TETRAMCEUT

CHFVR/L-CHP

Tube connection

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

: ©

G 1/8"-28

(WFASSY*

G 1/8"-28 <

HBKW m
LPOS Right hand (R)
(LFASSY™) with left-hand adapter shown.

H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 STCAL/R18-CHP 3.69
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 STCAL/R18-CHP 3.69

H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 STCAL/R18-CHP 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 STCAL/R18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

& A &

SPARE PARTS

&

Wrench 2

Designation
CHFVR/L...

Clamping screw 1 Wrench 1 Clamping screw 2
SR M5-04451 T-20/5 SR M6X12DIN6912

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank

Adapter

Shank
an AR18-CHP

CHSR**-CHP (-MC) D
CHSL**-CHP (-MC) )
CHFVR**-CHP )
CHFVL*-CHP )

@ : Corresponding

Clamping screw 3
SR M6X20-XT

HWS5.0 OR 5X1N PLUGG1/8ISO1179

Reference pages: Inserts — F053 - F059, Adapters — F048, Standard cutting conditions — F060
Parts for coolant hose — F290, Technical Reference — L059

FO50 tungaloy.com/us




C*CHSN-CHP

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

LFASSY**
= LPOY)

(%)

0 s

= &

o &}

[ 2 o

=
LPR Right-hand (R) adapter shown.
DCONMS LPR LPOS WPOS Adapter (Option) Torque

C3CHSN19045-CHP 32 45 17.5 18.5 STCAR/L18-CHP 6.5
C4CHSN21047-CHP 40 46.5 215 21 STCAR/L18-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 STCAR/L18-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,

with high pressure coolant capability 2
>
& <LPOS @ 3
g @ o
S5 / = ©
‘ =z
O
\ (&)
5 a
Left-hand (L) adapter shown.
DCONMS LPOS wWB WPOS Adapter (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 STCAR/L18-CHP 6.5
C4CHFVN26046-CHP 40 46 26 15 STCAR/L18-CHP 6.5
C5CHFVN26046-CHP 50 46 26 1.5 STCAR/L18-CHP 6.5
CBCHFVN33046-CHP 63 46 33 8.5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS & ﬁ & @ ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N

Recommended clamping torque (N-m)

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

Reference pages: Inserts — F053 - F059, Adapters — F048, Standard cutting conditions — F060
Technical Reference — L059

Tungaloy Fo51




TETRAMCEUT

C-STCR/L-18-CHP

External grooving and threading toolholder, with high pressure coolant capability

N
£

CWN-CWX
)

WF
:::Hé

N
= =

=

<
E)CONMS

Right hand (R) shown.

DCONMS LF L2 WF Dmax Insert Torque
C3STCR/L22040-18-CHP 32 40 20 22 32 TC*18... 1.2

C4STCR/L27050-18-CHP 0.33 3.18 40 50 25 27 75M TC*18... 1.2

Applicable for 14 MPa coolant

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

Torque: Recommended clamping torque: N-m

C-STCFL-18-CHP
External grooving and threading toolholder, with high pressure coolant capability

p— R
;{E il : 0

y

q
DCONMS

Left hand (L) shown.

DCONMS LF LH L2 WF Dmax Insert Torque
C3STCFL18040-18-CHP 32 40 21.5 20 18 32 TC*18R... 1.2

C3STCFL18065-18-CHP 0.33 3.18 32 65 46.5 20 18 32 TC*18R... 1.2
Applicable for 14 MPa coolant

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

SPARE PARTS @@ %

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

Reference pages: Inserts — F053 - F059, Standard cutting conditions — F060

F052 tungaloy.com/us




Il CHIPBREAKER GUIDE

External grooving

TCS18 (4 corners)

F054, FO55

First choice for O.D.
grooving

General-purpose
pressed-in 3D
chipbreaker for smooth
chip control

CW =0.039" - 0.118"
CDX = 0.138"

%

TCL18 (4 corners)

F055

For lighter cutting
action

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

low feed rates.
¥

CW =0.059" - 0.118"
CDX = 0.138"

TCG18 (4 corners)

F056, FO57

For better chipping
resistance

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

action and fracture
v

resistance.

CW =0.039" - 0.125"
CDX = 0.138"

TCP18 (4 corners)

F058, F059

For higher surface
quality

Featuring a large rake
angle, providing light
cutting action and better
surface finish. TCP-F style
insert is also available for
sharp cutting edge.
CW =0.013" - 0.118" '
CDX = 0.138" %

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

Tungaloy F053

Grooving




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

e }
'/ #_JJ"IS? Right-hand (R) shown.

Bl steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=002 cw.t 0001 BE § C.DX
(mm) | (in) | (in) 'f (in)

<
TCS18R100-010 R 1 0.039 | 0.004 | @ 0.079
TCS18L100-010 L 1 0.039 | 0.004 | @ 0.079
TCS18R120-010 R 1.2 0.047 | 0.004 | @ 0.079
TCS18L120-010 L 1.2 0.047 | 0.004 | @ 0.079
TCS18R125-010 R 1.25 0.049 | 0.004 | @ 0.079
TCS18L125-010 L 1.25 0.049 | 0.004 | @ 0.079
TCS18R125-020 R 1.25 0.049 | 0.008 | @ 0.079
TCS18L125-020 L 1.25 0.049 | 0.008 | @ 0.079
TCS18R130-020 R 1.3 0.051 | 0.008 | @ 0.138
TCS18L130-020 L 1.3 0.051 | 0.008 | @ 0.138
TCS18R140-010 R 14 0.055 | 0.004 @ 0.138
TCS18L140-010 L 1.4 0.055 | 0.004 | @ 0.138
TCS18R140-020 R 1.4 0.055 | 0.008 | @ 0.138
TCS18L140-020 L 14 0.055 | 0.008 | @ 0.138
TCS18R145-010 R 1.45 | 0.057 | 0.004 | @ 0.138
TCS18L145-010 L 1.45 0.057 | 0.004 @ 0.138
TCS18R150-010 R 1.5 0.059 | 0.004 @ 0.138
TCS18L150-010 L 1.5 0.059 | 0.004 | @ 0.138
TCS18R150-020 R 1.5 0.059 | 0.008 | @ 0.138
TCS18L150-020 L 1.5 0.059 | 0.008 | @ 0.138
TCS18R160-020 R 1.6 0.063 | 0.008 | @ 0.138
TCS18L160-020 L 1.6 0.063 | 0.008 | @ 0.138
TCS18R170-020 R 1.7 0.067 | 0.008 | @ 0.138
TCS18L170-020 L 1.7 0.067 | 0.008 | @ 0.138
TCS18R175-010 R 1.75 0.069 | 0.004 @ 0.138
TCS18L175-010 L 1.75 0.069 | 0.004 | @ 0.138
TCS18R175-020 R 1.75 0.069 | 0.008 | @ 0.138
TCS18L175-020 L 1.75 0.069 | 0.008 | @ 0.138
TCS18R185-020 R 1.85 0.073 | 0.008 | @ 0.138
TCS18L185-020 L 1.85 0.073 | 0.008 | @ 0.138
TCS18R195-020 R 1.95 | 0.077 | 0.008 | @ 0.138
TCS18L195-020 L 1.95 0.077 | 0.008 | @ 0.138
TCS18R200-010 R 2 0.079 | 0.004 @ 0.138
TCS18L200-010 L 2 0.079 | 0.004 | @ 0.138
TCS18R200-020 R 2 0.079 | 0.008 | @ 0.138
TCS18L200-020 L 2 0.079 | 0.008 | @ 0.138
TCS18R225-020 R 2.25 0.089 | 0.008 | @ 0.138
TCS18L225-020 L 2.25 0.089 | 0.008 | @ 0.138
TCS18R230-020 R 2.3 0.091 | 0.008 | @ 0.138
TCS18L230-020 L 2.3 0.091 | 0.008 | @ 0.138
TCS18R250-010 R 2.5 0.098 | 0.004 @ 0.138
TCS18L250-010 L 2.5 0.098 | 0.004 | @ 0.138

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060
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- Steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated

Designation HAND CW=002 CW.: 000t BE § C.DX
(mm) | (in) | (in) 'f (in)

<
TCS18R250-020 R 2.5 0.098 | 0.008 | @ 0.138
TCS18L250-020 L 2.5 0.098 | 0.008 | @ 0.138
TCS18R250-030 R 2.5 0.098 | 0.012 | @ 0.138
TCS18L250-030 L 2.5 0.098 | 0.012 | @ 0.138
TCS18R265-030 R 265 | 0.104 | 0.012 | @ 0.138
TCS18L265-030 L 2.65 0.104 | 0.012 | @ 0.138
TCS18R280-030 R 2.8 0.110 | 0.012 | @ 0.138
TCS18L280-030 L 2.8 0.110 | 0.012 | @ 0.138
TCS18R300-010 R 3 0.118 | 0.004 | @ 0.138
TCS18L300-010 L 3 0.118 | 0.004 | @ 0.138
TCS18R300-020 R 3 0.118 | 0.008 | @ 0.138
TCS18L300-020 L 3 0.118 | 0.008 | @ 0.138
TCS18R300-030 R 3 0.118 | 0.012 | @ 0.138
TCS18L300-030 L 3 0.118 | 0.012 | @ 0.138

5 pieces per package

@ : Line up o
=
>
TCL18R/L (3D chipbreaker, honed edge) 8
O
Right-hand (R) shown.
*
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 cwlzo.om F_!E § C.DX
(mm)| (n) | (n) |2 (in)
e
<
TCL18R150-010 R 15 0.059 | 0.004 @ 0.138
TCL18L150-010 L 1.5 0.059 | 0.004 @ 0.138
TCL18R150-020 R 15 0.059 | 0.008 | @ 0.138
TCL18L150-020 L 15 0.059 | 0.008 | @ 0.138
TCL18R175-020 R 1.75 0.069 | 0.008 | @ 0.138
TCL18L175-020 L 1.75 0.069 | 0.008 | @ 0.138
TCL18R200-010 R 2 0.079 | 0.004 | @ 0.138
TCL18L200-010 L 2 0.079 | 0.004 | @ 0.138
TCL18R200-020 R 2 0.079 | 0.008 | @ 0.138
TCL18L200-020 L 2 0.079 | 0.008 | @ 0.138
TCL18R250-030 R 2.5 0.098 | 0.012 | @ 0.138
TCL18L250-030 L 2.5 0.098 | 0.012 | @ 0.138
TCL18R300-010 R 3 0.118 | 0.004 | @ 0.138
TCL18L300-010 L 3 0.118 | 0.004 | @ 0.138
TCL18R300-020 R 3 0.118 | 0.008 | @ 0.138
TCL18L300-020 L 3 0.118 | 0.008 | @ 0.138
TCL18R300-030 R 3 0.118 | 0.012 | @ 0.138
TCL18L300-030 L 3 0.118 | 0.012 | @ 0.138
5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060
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TCG18R/L (honed edge)

0.157" Right-hand (R) shown.

- Steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=002 CW.= 0001 BE l“c“: C.DX
(mm) | (in) | (in) 'f (in)

<
TCG18R100-010 R 1 0.039 |0.004 | @ 0.079
TCG18L100-010 L 1 0.039 |0.004 | @ 0.079
TCG18R120-010 R 1.2 0.047 |0.004 | @ 0.079
TCG18L120-010 L 1.2 0.047 |0.004 | @ 0.079
TCG18R125-010 R 1.25 0.049 |0.004 | @ 0.079
TCG18L125-010 L 1.25 0.049 |0.004 | @ 0.079
TCG18R125-020 R 1.25 0.049 |0.008 | @ 0.079
TCG18L125-020 L 1.25 0.049 |0.008 | @ 0.079
TCG18R130-020 R 1.3 0.051 |0.008 | @ 0.079
TCG18L130-020 L 1.3 0.051 |0.008 | @ 0.079
TCG18R140-010 R 1.4 0.055 |0.004 | @ 0.138
TCG18L140-010 L 1.4 0.055 |0.004 | @ 0.138
TCG18R140-020 R 1.4 0.055 |0.008 | @ 0.138
TCG18L140-020 L 1.4 0.055 | 0.008 | @ 0.138
TCG18R145-010 R 1.45 0.057 |0.004 | @ 0.138
TCG18L145-010 L 1.45 0.057 |0.004 | @ 0.138
TCG18R145-020 R 1.45 0.057 |0.008 | @ 0.138
TCG18L145-020 L 1.45 0.057 |0.008 | @ 0.138
TCG18R150-010 R 1.5 0.059 |0.004 | @ 0.138
TCG18L150-010 L 1.5 0.059 |0.004 | @ 0.138
TCG18R150-020 R 1.5 0.059 |0.008 | @ 0.138
TCG18L150-020 L 1.5 0.059 |0.008 | @ 0.138
TCG18R160-020 R 1.6 0.063 |0.008 | @ 0.138
TCG18L160-020 L 1.6 0.063 | 0.008 | @ 0.138
TCG18R170-020 R 1.7 0.067 |0.008 | @ 0.138
TCG18L170-020 L 1.7 0.067 |0.008 | @ 0.138
TCG18R175-010 R 1.75 0.069 |0.004 | @ 0.138
TCG18L175-010 L 1.75 0.069 |0.004 | @ 0.138
TCG18R175-020 R 1.75 | 0.069 |0.008 | @ 0.138
TCG18L175-020 L 1.75 0.069 |0.008 | @ 0.138
TCG18R185-020 R 1.85 0.073 |0.008 | @ 0.138
TCG18L185-020 L 1.85 0.073 |0.008 | @ 0.138
TCG18R195-020 R 1.95 | 0.077 |0.008 | @ 0.138
TCG18L195-020 L 1.95 0.077 |0.008 | @ 0.138
TCG18R200-010 R 2 0.079 |0.004 | @ 0.138
TCG18L200-010 L 2 0.079 |0.004 | @ 0.138
TCG18R200-020 R 2 0.079 |0.008 | @ 0.138
TCG18L200-020 L 2 0.079 |0.008 | @ 0.138
TCG18R225-020 R 2.25 0.089 |0.008 | @ 0.138
TCG18L225-020 L 2.25 0.089 |0.008 | @ 0.138
TCG18R230-020 R 2.3 0.091 |0.008 | @ 0.138
TCG18L230-020 L 2.3 0.091 |0.008 | @ 0.138
TCG18R250-010 R 2.5 0.098 |0.004 | @ 0.138
TCG18L250-010 L 2.5 0.098 |0.004 | @ 0.138

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060

FO56 tungaloy.com/us




- Steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys >
H Hard materials % : First choice
Coated
Designation HAND CW=002 CW.= 0001 BE § C.DX
(mm) | (in) | (in) 'f (in)

<
TCG18R250-020 R 2.5 0.098 | 0.008 | @ 0.138
TCG18L250-020 L 2.5 0.098 |0.008 | @ 0.138
TCG18R250-030 R 2.5 0.098 [0.012| @ 0.138
TCG18L250-030 L 25 0.098 |0.012 | @ 0.138
TCG18R265-030 R 2.65 0.104 |0.012| @ 0.138
TCG18L265-030 L 2.65 0.104 |0.012| @ 0.138
TCG18R280-030 R 2.8 0.110 |0.012| @ 0.138
TCG18L280-030 L 2.8 0.110 |0.012 | @ 0.138
TCG18R300-010 R 3 0.118 |0.004 | @ 0.138
TCG18L300-010 L 3 0.118 |0.004 | @ 0.138
TCG18R300-020 R 3 0.118 |0.008 | @ 0.138
TCG18L300-020 L 3 0.118 |0.008 | @ 0.138
TCG18R300-030 R 3 0.118 |0.012 | @ 0.138
TCG18L300-030 L 3 0.118 |0.012 | @ 0.138

5 pieces per package

@ : Line up (@)
£
3
TCG18R/L (Full R, honed edge) o)
(O]
Right-hand (R) shown.
*
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=002 cw.t 0001 BE § C.DX
(mm) | (in) | (in) = (in)
<
TCG18R100-050 R 1 0.039 |0.020 | @ 0.079
TCG18L100-050 L 1 0.039 [0.020 | @ 0.079
TCG18R158-079 R 1.58 0.062 [0.031 | @ 0.138
TCG18L158-079 L 1.58 0.062 [0.031 | @ 0.138
TCG18R200-100 R 2 0.079 |0.039| @ 0.138
TCG18L200-100 L 2 0.079 |0.039 | @ 0.138
TCG18R239-120 R 2.39 0.094 |0.047 | @ 0.138
TCG18L239-120 L 2.39 | 0.094 |0.047 | @ 0.138
TCG18R300-150 R 3 0.118 |0.059 | @ 0.138
TCG18L300-150 L 3 0.118 |0.059 | @ 0.138
TCG18R318-159 R 3.18 0.125 |0.063 | @ 0.138
TCG18L318-159 L 3.18 0.125 |0.063 | @ 0.138

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060
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TCP18R/L (lightly honed edge)

Right-hand (R) shown.

*

M Stainless *

Cast iron *

l Non-ferrous
S  Superalloys *
H Hard materials % : First choice
¥ Coated

Designation HAND CW=002 cw.t 0001 BE % C.DX
(mm) | (in) | (in) 'f (in)

<
TCP18R033-005 R 0.33 0.013 | 0.002 | @ 0.031
TCP18L033-005 L 0.33 0.013 | 0.002 | @ 0.031
TCP18R043-005 R 0.43 0.017 | 0.002 | @ 0.047
TCP18L043-005 L 0.43 | 0.017 | 0.002 | @ 0.047
TCP18R050-005 R 0.5 0.020 | 0.002 | @ 0.047
TCP18L050-005 L 0.5 0.020 | 0.002 | @ 0.047
TCP18R075-005 R 0.75 0.030 | 0.002 @ 0.079
TCP18L075-005 L 0.75 0.030 | 0.002 | @ 0.079
TCP18R095-005 R 0.95 0.037 | 0.002 | @ 0.079
TCP18L095-005 L 0.95 0.037 | 0.002 | @ 0.079
TCP18R100-010 R 1 0.039 | 0.004 @ 0.079
TCP18L100-010 L 1 0.039 | 0.004 @ 0.079
TCP18R120-010 R 1.2 0.047 | 0.004 | @ 0.079
TCP18L120-010 L 1.2 0.047 | 0.004 | @ 0.079
TCP18R125-010 R 1.25 0.049 | 0.004 @ 0.079
TCP18L125-010 L 1.25 0.049 | 0.004 @ 0.079
TCP18R140-010-35 R 1.4 0.055 | 0.004 | @ 0.138
TCP18L140-010-35 L 1.4 0.055 | 0.004 | @ 0.138
TCP18R145-010 R 1.45 0.057 | 0.004 | @ 0.079
TCP18L145-010 L 1.45 0.057 | 0.004 @ 0.079
TCP18R145-010-35 R 1.45 0.057 | 0.004 @ 0.138
TCP18L145-010-35 L 1.45 0.057 | 0.004 | @ 0.138
TCP18R150-010 R 1.5 0.059 | 0.004 | @ 0.079
TCP18L150-010 L 15 0.059 | 0.004 @ 0.079
TCP18R150-010-35 R 1.5 0.059 | 0.004 @ 0.138
TCP18L150-010-35 L 1.5 0.059 | 0.004 @ 0.138
TCP18R175-010 R 1.75 0.069 | 0.004 @ 0.079
TCP18L175-010 L 1.75 0.069 | 0.004 @ 0.079
TCP18R175-010-35 R 1.75 0.069 | 0.004 @ 0.138
TCP18L175-010-35 L 1.75 0.069 | 0.004 | @ 0.138
TCP18R200-010 R 2 0.079 | 0.004 | @ 0.098
TCP18L200-010 L 2 0.079 | 0.004 @ 0.098
TCP18R200-010-35 R 2 0.079 | 0.004 | @ 0.138
TCP18L200-010-35 L 2 0.079 | 0.004 | @ 0.138
TCP18R250-010 R 2.5 0.098 | 0.004 | @ 0.098
TCP18L250-010 L 2.5 0.098 | 0.004 @ 0.098
TCP18R250-010-35 R 2.5 0.098 | 0.004 | @ 0.138
TCP18L250-010-35 L 2.5 0.098 | 0.004 | @ 0.138
TCP18R300-010 R 3 0.118 | 0.004 | @ 0.098
TCP18L300-010 L 3 0.118 | 0.004 | @ 0.098
TCP18R300-010-35 R 3 0.118 | 0.004 | @ 0.138
TCP18L300-010-35 L 3 0.118 | 0.004 | @ 0.138

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060
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TCP18R/L-F (sharp edge)

Right-hand (R) shown.

*
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys *
H Hard materials % : First choice
Coated
Designation HAND| CW002 cw.=0.001 BE 9 C.DX
(mm) | (in) | (in) | (in)
I
«n
TCP18R033F-005 R 0.33 0.013 | 0.002 | @ 0.031
TCP18L033F-005 L 0.33 0.013 | 0.002 | @ 0.031
TCP18R043F-005 R 0.43 0.017 | 0.002 | @ 0.047
TCP18L043F-005 L 0.43 | 0.017 | 0.002 | @ 0.047
TCP18R050F-005 R 0.5 | 0.020 | 0.002 | @ 0.047
TCP18L050F-005 L 0.5 | 0.020 | 0.002 | @ 0.047
TCP18R075F-005 R 0.75 0.030 | 0.002 | @ 0.079
TCP18L075F-005 L 0.75 0.030 | 0.002 | @ 0.079 g
TCP18R095F-005 R 0.95 0.037 | 0.002 | @ 0.079 =
TCP18L095F-005 L 0.95 0.037 | 0.002 | @ 0.079 8
TCP18R100F-005 R 1 0.039 | 0.002 | @ 0.079 (B
TCP18R100F-010 R 1 0.039 | 0.004 | @ 0.079
TCP18L100F-010 L 1 0.039 | 0.004 | @ 0.079
TCP18R120F-005 R 1.2 0.047 | 0.002 | @ 0.079
TCP18R120F-010 R 1.2 | 0.047 | 0.004 | @ 0.079
TCP18L120F-010 L 1.2 0.047 | 0.004 | @ 0.079
TCP18R125F-005 R 1.25 0.049 | 0.002 | @ 0.079
TCP18R125F-010 R 1.25 0.049 | 0.004 @ 0.079
TCP18L125F-010 L 1.25 0.049 | 0.004 @ 0.079
TCP18R140F-010-35 R 1.4 0.055 | 0.004 | @ 0.138
TCP18R145F-005-35 R 1.45 0.057 | 0.002 | @ 0.138
TCP18R145F-010 R 1.45 0.057 | 0.004 @ 0.079
TCP18L145F-010 L 1.45 0.057 | 0.004 @ 0.079
TCP18R145F-010-35 R 1.45 0.057 | 0.004 @ 0.138
TCP18L145F-010-35 L 1.45 0.057 | 0.004 | @ 0.138
TCP18R150F-005-35 R 15 0.059 | 0.002 | @ 0.138
TCP18R150F-010 R 15 0.059 | 0.004 | @ 0.079
TCP18L150F-010 L 15 0.059 | 0.004 | @ 0.079
TCP18R150F-010-35 R 15 0.059 | 0.004 | @ 0.138
TCP18L150F-010-35 L 15 0.059 | 0.004 | @ 0.138
TCP18R175F-005-35 R 1.75 0.069 | 0.002 | @ 0.138
TCP18R175F-010 R 1.75 | 0.069 | 0.004 | @ 0.079
TCP18L175F-010 L 1.75 0.069 | 0.004 @ 0.079
TCP18R175F-010-35 R 1.75 0.069 | 0.004 @ 0.138
TCP18L175F-010-35 L 1.75 0.069 | 0.004 @ 0.138
TCP18R200F-005-35 R 2 0.079 | 0.002 | @ 0.138
TCP18R200F-010 R 2 0.079 | 0.004 | @ 0.098
TCP18L200F-010 L 2 0.079 | 0.004 | @ 0.098
TCP18R200F-010-35 R 2 0.079 | 0.004 | @ 0.138
TCP18L200F-010-35 L 2 0.079 | 0.004 | @ 0.138
TCP18R250F-010 R 2.5 0.098 | 0.004 | @ 0.098
TCP18L250F-010 L 2.5 0.098 | 0.004 | @ 0.098
TCP18R250F-010-35 R 2.5 0.098 | 0.004 | @ 0.138
TCP18L250F-010-35 L 2.5 0.098 | 0.004 | @ 0.138
TCP18R300F-010 R 3 0.118 | 0.004 | @ 0.098
TCP18L300F-010 L 3 0.118 | 0.004 | @ 0.098
TCP18R300F-010-35 R 3 | 0118 [0.004 |@ 0.138 | 5 pieces per
TCP18L300F-010-35 L | 3 |o0118 0004 | @ 0.18 | gL

Reference pages: Toolholders — F046 - F052, Standard cutting conditions — F060
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Il STANDARD CUTTING CONDITIONS

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

. . i Feed: f (ipr,
ISO Workpiece materials Grade Cutting speed (ipr)
Ve (sfm) TCL18 TCS18 TCG18
Low carbon steel AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
. S el S AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002-0.006
Ptz e AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
NAK80, PX5, etc. : oY =@ 2 = 02 = @
M Stainless steel AH7025 164 - 394 0.001-0.005  0.002-0.006  0.002 - 0.006
. zgggy T S AH7025 164 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
[+ ] . Dugtie cast iron AH7025 164 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
Thanium alloys AH7025 98 - 197 0.001-0.005  0.002-0.006  0.002 - 0.006
nouperaloys AH7025 66 - 131 0.001-0.005  0.002-0.006  0.002 - 0.006
TCP18R/L (lightly honed edge), TCP18R/L-F (sharp edge)
ISO Workpiece materials Priority Grades Cutting speed Fe:ed
Vc (sfm) f (ipr)
Low carbon steel First choice SH725 262 - 591 0.001 - 0.004
1015, etc. Toughness AH725 262 - 591 0.001 - 0.004
. T —— First choice SH725 262 - 591 0.001 - 0.004
1055, 4140, etc. Toughness AH725 262 - 591 0.001 - 0.004
Prehardened steel First choice SH725 262 - 591 0.001 - 0.004
NAK80, PX5, etc. Toughness AH725 262 - 591 0.001 - 0.004
M Stainless steel First choice SH725 164 - 394 0.001 - 0.004
304, 316, etc. Toughness AH725 164 - 394 0.001 - 0.004
T ——— First choice AH725 164 - 591 0.001 - 0.004
. No.250B, No.300B, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Ductile cast iron First choice AH725 164 - 591 0.001 - 0.004
60-40-18, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Titanium alloys First choice SH725 98 - 262 0.001 - 0.004
S Ti-6Al-4V, etc. Toughness AH725 98 - 262 0.001 - 0.004
Supelellaye First choice AH725 66 - 131 0.001 - 0.004

Inconel718, etc.

Il Precautions of processing

oo ~
26T
5 24 K
5 22 \
13 20
Sz 18 \
o= 16 \
98 14
aE 1o \
£q .
oo 10
3 8
-] 6
= 4 ~o
2 Max workpiece diameter
0 CUTDIA (in)
0.122 0.126 0.130 0.134 0.138 0.276
Groove depth
T (in)

*Groove depth and

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

FO60 tungaloy.com/us




TETRAFCUT

STCR/L-27

External toolholders for grooving, parting

_ . (T ' -+
] E ¥
CWN-CWX |
= .
f LH 7&*
n o
0.118"
gp | ! HBH
Right-hand (R) shown.
H B LF LH HBL HF WF HBH Insert Torque
STCR/L06-27 0.375 0375 5000 0906 0945 0375 0315 0374  TC'27.. 1.84
STCR/L08-27 0.020 0.125 0500 0500 5000  0.906 0945 0500  0.440  0.287  TC™27.. 1.84
STCR/L10-27 [ 0020 0125 | 0625 0625 5000 0906 0945 0625 0570 0236  TC27.. 1.84
STCR/L12-27 0.020 0125 0750 0750  5.000 0.906 0945 0750  0.690 0.118  TC*27.. 1.84
STCR/L16-27 _ 1.000 1.000 5500  0.906 = 1.000  0.940 = TC*27... 1.84
H B LF LH HBL HF WF HBH Insert Torque*
STCR/L1010-27 10 10 120 23 24 10 8.5 9.5 TC*27... 25
STCR/L1212-27 0.5 3.18 12 12 120 23 24 12 10.5 8 TC*27... 25
STCR/L1616-27 [fos T Eis 16 16 120 23 24 16 14.5 6 T L e 2.5
STCR/L2020-27 0.5 3.18 20 20 120 23 24 20 18.5 2 TC*27... 2.5
STCR/L2525-27 [osEiey o5 25 135 23 . 25 23.5 = TC*27... 2.5

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

STCR/L-27-CHP

Grooving

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

Right-h dﬁéé T e Left-hand '
orehend 2y SoylEl T Lefthen -0
bl LF N
LH oy
1| ‘\\\ = 2z [ U_
b © so—ra L
&
HBL_| = /16"-24UNF
E=

H B LF LH HF WF2M HBH HBL Insert  Torque
STCR/L08-27-CHP 0.500 0.500 4.750 0.906 0.500  0.059/0.441  0.287 0.945 TC*27... 1.84

H B LF LH HF WF2M HBH HBL Insert  Torque*
STCR/L1212-27-CHP 12 12 120 23 12 1.56/10.5 8 24 TC*27... 2.5

- Make sure to avoid tool interferences when used on Swiss machines

(1) The above WF2 value is valid when an insert width of CW = 0.118" (3 mm) is mounted.
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS (& /g @ ( & (

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

STCR**-27-CHP SR16-212-01397L T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB R-2
STCL*-27-CHP SR16-212-01397 T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F067 - FO71, Standard cutting conditions — F072
Parts for coolant hose — F290

Tungaloy Fo61




ORCE
TETRAFCUT |
STCR/L-27-CHP

External grooving and parting toolholder, with high pressure coolant capability

- STCRI/L16..., STCR/L2525... STCR/L12..., STCR/L2020... . -
> L T,
= gaﬂf@#h —1m ";"tggm ]m¢ H me
0 b

) LH,

0.740"

Right-hand (R) shown.

H B LF LH HF WF Insert Torque
STCR/L12-27-CHP 0.750 0.750 5.000 0.906 0.750 0.690 TC*27... 1.84

STCR/L16-27-CHP 0.020 0.125 1.000 1.000 4.920 0.906 1.000 0.940 TC*27... 1.84

H B LF LH HF WF Insert Torque*
STCR/L2020-27-CHP 20 20 120 23 20 18.5 TC*27... 25
STCR/L2525-27-CHP 0.5 3.18 25 25 125 23 25 23.5 TC*27... 25

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

STCAR/L27-CHP
External grooving and parting adapter, with high pressure coolant capability

s ol
"1

WF
CWN-CWX

Right-hand (R) shown.

WF H LF B Insert Torque
STCAR/L27-CHP 6 33 46 7.2 TC*27... 25

Torque: Recommended clamping torque: N-m

SPARE PARTS (& %

Designation Screw Wrench
STCR**-27-CHP SR16-212-01397L T-2010/5
STCL*-27-CHP SR16-212-01397 T-2010/5
STCAR27-CHP SR16-212-01397L T-2010/5
STCAL27-CHP SR16-212-01397 T-2010/5

Reference pages: STCR/L-27-CHP: Inserts — F067 - FO71, Standard cutting conditions — F072
Parts for coolant hose — F290
STCAR/L27-CHP: Inserts — F067 - FO71, Shanks and toolholders — F063 - F065
Standard cutting conditions — F072, Technical Reference — L059

F062 tungaloy.com/us




CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

_ (LFASSY*)
- . @
CHT bgo
=

Gi/8'28 — . K OAL
_ G1/8"-28

[ HBKW. ﬂ m¢ Right hand (R)
with right-hand adapter shown.

H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 STCAR/L27-CHP 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 STCAR/L27-CHP 3.69

H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 STCAR/L27-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L27-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

Grooving

‘ (LFASSY*)
/_@‘Ij, ‘_M)_, @

[I— m
o o5 1

. JBHY oAL

5 ¥

3 HBKW

= II Right hand (R)

= with right-hand adapter shown.

H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque

CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L27-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L27-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ @

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

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank
Adapter
STCAR27-CHP STCAL27-CHP
CHSR**-CHP (-MC) o
CHSL**-CHP (-MC)
CHFVR**-CHP
CHFVL**-CHP ([}

Shank
[ J
[ J

@ : Corresponding

Reference pages: Inserts — F067 - FO71, Adapters — F062, Standard cutting conditions — F072
Parts for coolant hose — F290, Technical Reference — L059

Tungaloy F063




ORCE
TETRAFCUT |
CHFVR/L-CHP

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

= =
2 Vo T
=

G1/8"28 ~(LH
G 1/8"-28

OAL

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

H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 STCAL/R27-CHP 3.69
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 STCAL/R27-CHP 3.69

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

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /é @ § ( @ @

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

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank

Adapter
7-CHP -CHP

Shank

CHSR**-CHP (-MC) D
CHSL**-CHP (-MC) )
CHFVR**-CHP )
CHFVL*-CHP )

@ : Corresponding

Reference pages: Inserts — F067 - FO71, Adapters — F062, Standard cutting conditions — F072
Parts for coolant hose — F290, Technical Reference — L059
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C*CHSN-CHP

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

LFASSY**
< (LFASSY™) _ (LPOS) @
=
£ &
(9] ’J O
2 a
5 Y
I =) L
LPR Right-hand (R) adapter shown.
DCONMS LPR LPOS WPOS Adapter (Option) Torque
C3CHSN19045-CHP 32 45 17.5 18.5 STCAR/L27-CHP 6.5
C4CHSN21047-CHP 40 46.5 215 21 STCAR/L27-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 STCAR/L27-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 STCAR/L27-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,

with high pressure coolant capability
_ < LPOS
8 o U r @
2 [ e \[0

\_hoL% o

Grooving

WB

L

DCONMS

(WFASSY*

-
LFASSY**) Left-hand (L) adapter shown.
DCONMS LPOS WB WPOS Adapter (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 STCAR/L27-CHP 6.5
C4CHFVN26046-CHP 40 46 26 1.5 STCAR/L27-CHP 6.5
C5CHFVN26046-CHP 50 46 26 18 STCAR/L27-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 STCAR/L27-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /<§ & @ ( o

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N
Recommended clamping torque (N-m)
Clamping screw Torque (N-m)
SR M5-04451 2.5
SR M6X12DIN6912 6.5
SR M6X20-XT 6.5

Reference pages: Inserts — F067 - FO71, Adapters — F062, Standard cutting conditions — F072
Technical Reference — L059

Tungaloy F065




TETRAFCUT

C-STCR/L-27-CHP

External grooving toolholder, with high pressure coolant capability

@

\ é wh
\,ﬁ: = O =2
Dmax_ § 's | U ; § | 5
) I [— w - O
Y \7 ﬂ =e) a,
Y y !
Right hand (R) shown.
DCONMS LF L2 WF Dmax Insert Torque
C4STCR/L27050-27-CHP 40 50 25 25.5 68 (™ TC*27R/L... 25
Applicable for 14 MPa coolant
(1) The value for 6.4 mm groove depth. Dmax varies according to the grooving depth required.
Torque: Recommended clamping torque: N-m
STCR/L-38
External grooving and parting toolholder
_ . L ¥ b2
sy (1 T
CWN-CWX f
1
Li
ac
0.236" ,
Right hand (R) shown.
H B LF HF WF HBH HBL Insert Torque
STCR/L12-38 0.750 0.750 5.000 0.750 0.670 0.234 1.378 TCL38... 1.84
STCR/L16-38 0.059 0.157 1.000 1.000 5.500 1.000 0.920 - - TCL38... 1.84
STCR/L20-38 0059 0As7  1.250 1.250 5.500 1.250 1.170 = = TCL3S... 1.84
H B LF HF WF HBH HBL Insert Torque*
STCR/L2020-38 20 20 120 20 18.1 5 35 TCL38... 2.5
STCR/L2525-38 1.5 4 25 25 135 25 23.1 - - TCL38... 2.5
STCR/L3232-38 s a2 32 135 32 30.1 = = TCL38... 25

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

STCR/L-38-CHP

Tube connection

External grooving and parting toolholder, with high pressure

coolant capability

§ﬁ )

CWN-cwx 4

BE

T T
6 mm
H B LF HF WF
STCR/L2525-38-CHP 25 25 135 25 23.1

Torque: Recommended clamping torque: N-m

&

SPARE PARTS

A

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

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

Reference pages: Inserts — F067 - FO71, Standard cutting conditions — F072

Parts for coolant hose — F290

FO66 tungaloy.com/us

™
@

Right hand (R) shown.

Insert
TCL38...

Torque
2.5




Il CHIPBREAKER GUIDE

External grooving and parting

TCS27 (4 corners)

F068, F069

First choice for
grooving
For general machining

Lower cutting force and
superior sharpness

CW =0.020" - 0.125"
CDX = 0.252"

ol 0

TCM27 (4 corners)

F070, FO71

For higher efficiency

For high feed machining

Well-designed edge with
high strength and fracture
resistance

CW = 0.059" - 0.125"
CDX = 0.252"

-0

TCL27 (4 corners)

FO67

For lighter cutting
action

Extremely sharp cutting

edge

A large dimple geometry
eliminates chip jamming

CW =0.059" - 0.118"

CDX =0.252"
yml:E

TCL38 (4 corners)

FO71

For lighter cutting
action

Sharp edge for light
cutting action

Excellent chip control at
low feeds

CW =0.059" - 0.157"

CDX = 0.394"

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

I INSERTS

TCL27 (for grooving and parting off)

CUTDIA

Grooving

Bl steel * [ [ |
M Stainless ¥ [ [ K
Cast iron ¥ [ [ &
Non-ferrous
Superalloys b db db ¢
H Hard materials % : First choice
Coated Relation of groove depth (T) and Max. diameter (6D max)
. . CW=0.02/CW=0.001 RE ¥ B 0| CDX|CUTDIA in
Designation . IS IS : (in)
(mm) | (in) | (n) K = @ ©| (in) | (in)
IITTITI T<0.118|T<0.138 | T<0.157 | T<0.177 | T<0.197 | T<0.217 | T<0.224 | T<0.236 | T<0.244 | T<0.252
AL
TCL27-150-015 1.5 0.059 |0.006 A ®@ ® @ | 0.224 0.449 o |23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCL27-200-020 2 0.079 |0.008 | A @ ® @ | 0.252 0.504 o |23.622|11.024|7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCL27-250-020 25 0.098 (0008 | A ®@ ® @ | 0.252 0.504 o |23.622|11.024|7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCL27-300-020 3 0.118 |0.008 | A @ @® @ | 0.252 0.504 o |23.622|11.024|7.087 | 5.315|4.134 | 3.740 | 3.346 | 3.071 | 2.165

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

Reference pages: Toolholders — F061 - FO66, Standard cutting conditions — F072

Tungaloy Fo67




TCS27 (for grooving and parting off)

CUTDIA
—

* *|*‘*
M Stainless * *‘* *
Cast iron b 'db 4 'db ¢
l Non-ferrous }
S Superalloys ) ¢ *‘*‘
H Hard materials | % : First choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
Designation CW:0.02 cw.:o.om BE o § § § C.DX CUTDIA (in)
(mm) | (in) | (in) | K R &® w]| (in) (in)
ITIITIII T<0.118| T=0.138| T<0.157 | T<0.177 | T<0.197 | T<0.217 | T<0.224 | T<0.236 | T<0.244 | T<0.252
<L
TCS27-050-000 0.5 0.020 0 A % % % 0.039 0.079 oo - - - - - - - - -
TCS27-050-004 0.5 0.020 [0.002 | A % % Y| 0.098 0.197 ) - - - - - - - - -
TCS27-075-010 0.75 0.030 (0004 A @ ® @ | 0.098 0.197 =3 - - - - - - - - -
TCS27-080-000 08 0031 | 0 |A % % %|0063] 0126 | « - - - - - - - - -
TCS27-100-006 1 0.039 |0.002|A @ @ @|0.138| 0.276 o |23622| - - - - - - - -
TCS27-100-010 1 0.039 (0004 A @ ®@ @ | 0.138 0.276 o |23.622 - - - - - - - -
TCS27-104-000 1.04 | 0041 | 0 |A % % % |0079| 0157 | o - - - - - - - - -
TCS27-120-000 12 | 0047 | 0 |A % % %k |0079| 0157 | o - - - - - - - - -
TCS27-125-010 1.25 | 0.049 (0004 A @ @ @ 0.138 | 0.276 o |23622| - - - - - - - -
TCS27-125-020 1.25 0.049 |0.008 | A @ @ @ | 0.138 0.276 o |23.622 - - - - - - - -
TCS27-140-000 1.4 0.055 0 A % K K| 0079 0.157 =3 - - - - - - - - -
TCS27-147-000 147 [ 0058 | 0 |A % % % |0.098| 0197 | o - - - - - - - - -
TCS27-150-010 1.5 0.059 (0004 A @ ® @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-150-020 1.5 0.059 (0008 | A @ ® @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-157-015 1.57 0.062 |0.006 A @ @ @ | 0.118 0.236 =3 - - - - - - - - -
TCS27-170-010 1.7 0.067 [0.004 A @ ® @ | 0.118 | 0.236 oo - - - - - - - - -
TCS27-175-010 1.75 0.069 (0004 A @ @ @ 0.118 | 0.236 ) - - - - - - - - -
TCS27-175-020 1.75 0.069 (0008 | A @ @ @ | 0.118 0.236 oo - - - - - - - - -
TCS27-178-018 1.78 0.070 |0.007 A @ ® @ | 0.118 0.236 =3 - - - - - - - - -
TCS27-185-020 1.85 0.073 |0.008 | A @ ® @ | 0.118 0.236 =3 - - - - - - - - -
TCS27-196-015 1.96 0.077 |0.006 A @ @ @ 0.118 | 0.236 ) - - - - - - - - -
TCS27-200-010 2 0.079 |0.004| A @ @ @|0.252 | 0.504 o |23.622(11.024|7.087 |5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCS27-200-020 2 0.079 (0008 A @ @ @ | 0.252 0.504 o [23.622(11.024|7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCS27-222-015 2.22 0.087 |0.006 A @ ® @ | 0.138 0.276 ~ |23.622 - - - - - - - -
TCS27-230-020 2.3 0.091 |0.008 A @ ® @ | 0.138 | 0.276 o 23622 - - - - - - - -
TCS27-239-015 2.39 | 0.094 |0.006| A @ @ @|0.224 | 0.449 o |23.622/11.024|7.087 |5.118|1.969 |1.378 | - - -
TCS27-247-020 2.47 0.097 (0008 A @ @ @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-250-010 2.5 0.098 (0004 A @ @® @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-250-030 25 0.098 (0012 A @ @ @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-270-010 27 | 0106 [0.004| A @ @ @ |0.244 | 0.488 o |23.622|11.024|7.087 | 5.315|4.134 | 3.740 [ 3.346 | 3.071| -
TCS27-287-020 2.87 0.113 |0.008 | A @ ® @ | 0.244 0.488 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 -
TCS27-300-000 3 0.118 0 A % K K| 0252 0.504 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCS27-300-020 3 0.118 |[0.008 | A @ @® @ | 0.252 0.504 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCS27-300-030 3 0.118 |[0012| A @ @ @|0.252 | 0.504 o |23.622|11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCS27-300-040 3 0.118 |0.016 | A @ @® @ | 0.252 0.504 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCS27-315-015 3.15 0.124 |0.006 A @ ® @ | 0.252 0.504 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677
TCS27-318-020 3.18 0.125 |0.008 | A @ @® @ | 0.252 0.504 o [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677

5 pieces per package

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

A: To be discontinued

Reference pages: Toolholders — F061 - FO66, Standard cutting conditions — F072
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TCS27-R/L (for parting off)

CUTDIA CUTDIA
Right hand (R) shown.
* || A | 4
M Stainless % %K
Cast iron b db db db ¢
l Non-ferrous
S Superalloys ¥ [ % %
H Hard materials | % : First choice
Coated Mde%;. (FE‘)?ILrJt'II'rI]DgI A?)ff
Designation Hanp CWe002 CW000t| RE g & @ & CDX gy ogypp (in)
(mm) | (in) | (in) |~ < © ©]| (in) ]
I I I X Solid bar| Tube
- S S
TCS27-100-15R R 1 0.039 0002 A @ ® @ | 0.138 0° 15° 0.276 23.622
TCS27-100-15L L 1 0.039 (0002 A @ ®@ @ 0.138 15° 0° 0.276 23.622
TCS27-150-6R R 1.5 0.059 |0.002 A @ ® @ | 0.224 0° 6° 0.449 1.378
TCS27-150-6L L 1.5 0.059 0002 A @ ® @ | 0.224 6° 0° 0.449 1.378
TCS27-150-15R R 1.5 0.059 |0.002 A @ @ @ | 0.224 0° 15° 0.449 1.378
TCS27-150-15L L 1.5 0.059 |0.002 A ®@ ® @ | 0.224 15° 0° 0.449 1.378
TCS27-200-6R R 2 0.079 |0.004 A @ ® @ | 0.252 0° 6° 0.504 1.181
TCS27-200-6L L 2 0.079 (0004 A @ ® @ 0.252 6° 0° 0.504 1.181
TCS27-200-15R R 2 0.079 |0.004 A ®@ ® @ | 0.252 0° 15° 0.504 1.181
TCS27-200-15L L 2 0.079 |0.004 A ® ® @ | 0.252 15° 0° 0.504 1.181
5 pieces per package
@®: Line up
A: To be discontinued
TCS27 (for grooving and profiling, full R)

Bl steel * |9 [ A [ &
M Stainless b db 4 4h ¢
Cast iron b db db 4b ¢
Non-ferrous
S Superalloys * % %
H Hard materials % : First choice
Coated Relation of groove depth (T) and Max. diameter (oD max)
. . CW:=0.02|CW=z0.001| RE © v vl CDX i
Designation * : IS IS (in)
(mm) | (in) | (in) K K @ ©| (in)
I I I I T<0.118| T<0.138| T<0.157| T<0.177| T<0.197| T<0.217| T<0.224| T<0.236 | T<0.244| T<0.252
e - - - §
TCS27-157-079 1.57 0.062 (0031 A @ @ @ | 0.118 ) - - - - - - - - -
TCS27-200-100 2 0.079 (0039 A @ @ @ | 0.118 ) - - - - - - - - -
TCS27-239-120 2.39 0.094 (0047 A @ @ @ | 0224 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCS27-300-150 3 0.118 |0.059 | A @ @ @ | 0252 o [23.622(11.024|7.087 | 5.315|4.134 | 3.740 | 3.346 | 3.071 | 2.165

Reference pages: Toolholders — F061 - FO66, Standard cutting conditions — F072

5 pieces per package
@®: Line up

A: To be discontinued

Grooving
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TCM27 (for grooving and parting off)

CUTDIA

M Stainless
Cast iron
l Non-ferrous
S Superalloys
H Hard materials ‘ % : First choice
Coated Relation of groove depth (T) and Max. diameter (aD max)
Designation CW:=0.02 CW.:0.001 BE o § § ﬁ C_DX CUTDIA (in)
(mm) | (in) | (in) |K R @ @| (in) | (in)
T III T=<0.118|T<0.138 | T<0.157 | T<0.177 | T=<0.197 | T<0.217 | T<0.224 | T<0.236 | T<0.244 | T<0.252
AL
TCM27-150-010 1.5 0.059 (0004 A @ ® @ | 0.224 0.449 oo [23.622(11.024|7.087 |5.118 | 1.969 | 1.378 - - -
TCM27-150-020 1.5 0.059 |[0.008 | A @ ® @ | 0.224 0.449 o [23.622|11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-157-015 1.57 0.062 |(0.006 A ®@ @ @ | 0.118 0.236 oo - - - - - - - - -
TCM27-170-010 1.7 0.067 |0.004 A @ ® @ | 0.118 0.236 ) - - - - - - - - -
TCM27-175-010 1.75 0.069 (0004 A @ ® @ | 0.118 0.236 oo - - - - - - - - -
TCM27-175-020 1.75 0.069 (0008 A @ @ @ 0.118 | 0.236 o - - - - - - - - -
TCM27-178-018 1.78 0.070 |0.007 | A @ ® @ | 0.118 0.236 oo - - - - - - - - -
TCM27-185-020 1.85 0.073 |0.008 | A @ ® @ | 0.118 0.236 ) - - - - - - - - -
TCM27-196-015 1.96 0.077 |0.006 A @ @ @ | 0.118 0.236 ) - - - - - - - - -
TCM27-200-010 2 0.079 |0.004 A @ ® @ | 0.252 0.504 o |23.622(11.024|7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCM27-200-020 2 0.079 |[0.008 | A @ @® @ | 0.252 0.504 oo [23.622(11.024|7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
TCM27-222-015 2.22 0.087 |0.006 A @ ® @ | 0.138 0.276 o [23.622 - - - - - - - -
TCM27-230-020 23 0.091 |0.008| A @ @ @ | 0.138 0.276 o [23.622 - - - - - - - -
TCM27-239-015 2.39 0.094 (0006 A @ ® @ | 0.224 0.449 oo [23.622(11.024|7.087 |5.118 | 1.969 | 1.378 - - -
TCM27-247-020 2.47 0.097 |0.008 | A @ ® @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-250-010 2.5 0.098 |0.004 A @ ® @ | 0.224 0.449 o [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-250-030 2.5 0.098 (0012 A @ @ @ | 0.224 0.449 oo [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-270-010 2.7 0.106 |0.004 A @ @® @ | 0.244 0.488 oo [23.622(11.024|7.087 | 5.315|4.134 | 3.740 | 3.346 | 3.071 -
TCM27-287-020 2.87 0.113 |[0.008 | A @ @® @ | 0.244 0.488 oo [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 -
TCM27-300-000 3 0.118 0 A % K | 0.252 0.504 oo (23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-020 3 0.118 |0.008 | A @ ® @ | 0.252 0.504 oo [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-030 3 0.118 |0.012| A @ @® @ | 0.252 0.504 oo [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-300-040 3 0.118 |0.016 | ® @ @® @ | 0.252 0.504 oo (23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
TCM27-315-015 3.15 0.124 |0.006 @ @ ® @ | 0.252 0.504 oo (23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677
TCM27-318-020 3.18 0.125 |0.008 | @ @ ® @ | 0.252 0.504 oo [23.622(11.024|7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677

5 pieces per package

Y Will be released in January 2025
®: Line up

A: To be discontinued

Reference pages: Toolholders — F061 - FO66, Standard cutting conditions — F072
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TCM27 (for grooving and profiling, full R)

M Stainless
Cast iron
Non-ferrous
S Superalloys
H Hard materials % : First choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
. . CW=0.02/CW:0001| RE [ 8 © | CDX |[CUTDIA in
Designation y - 1S 88 . fin)
(mm) | (in) | (in) K @ @/ (in) | (in)
I I I T<0.118|T<0.138 | T<0.157 | T<0.177 | T<0.197 | T<0.217 | T<0.224 | T<0.236 | T<0.244 | T<0.252
- - §
TCM27-157-079 157 | 0.062 (0.031 @ @ @ | 0.118 | 0.236 =3 - - - - - - - - -
TCM27-200-100 2 0.079 (0039 ® @ @ | 0.118 | 0.236 oo - - - - - - - - -
TCM27-239-120 2.39 0.094 (0047 ®@ ® @ | 0.224 0.449 oo [23.622(11.024|7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-300-150 3 0.118 [0.059 @ @® @ | 0.252 0.504 o |23.622(11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
5 pieces per package
@ Lineup
£
>
o
(o]
P -
O
TCL38 (for grooving and parting off)
RE CUTDIA

=
o

*
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
. . CW=0.02|CW=0.001| RE | CDX |CUTDIA (in)
Designation i S . .
(mm) | (in) | (in) R (in) | (in)
E T=<0.197 | T<0.236 | T<0.276 | T<0.315 | T<0.354 | T < 0.394
TCL38-150-020 15 0.059 |0.008 | @ 0.354 0.709 ) 37.402 12.402 7.480 1.772 -
TCL38-200-020 2 0.079 |0.008 | @ 0.354 0.709 ) 37.402 12.402 7.480 1.772 -
TCL38-300-020 3 0.118 |0.008 | @ 0.394 0.787 ) 37.402 12.402 7.480 5.118 1.969
TCL38-400-030 0.157 |0.012 | @ 0.394 0.787 ) 37.402 12.402 7.480 5.118 1.969

5 pieces per package
@ : Line up

Reference pages: Toolholders — F061 - FO66, Standard cutting conditions — F072
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Il STANDARD CUTTING CONDITIONS

TCL27, TCS27, TCM27
Cutting Feed: f (ipr) Depth of cut
. . speed Grooving, Parting-off Profiling for profiling
ISO Workpiece materials Grades ™y Parting-off (with hand) (with full radius insert) (with full
(sfm)  “ycol27  Tcs27 Tom27  Tes27  Tes27  Temzy  radiusinserd)
Carbon steel 0.001- 0002- 0002- 0002- 0002-  0.002-
. 1045 etc. Ailns SR g e 0.006 0.010 0.005 0.004 0.006 L0z
Alloy steel 0.001- 0002- 0002- 0002- 0002-  0.002-
4140, etc. AH725  164-591 405 0006 0010 0005 0004 0006 LREY
Stainless steel 0.001- 0002- 0002- 0002- 0002-  0.002-
M 304, etc. AH725  328-492 5005 0006  0.008 0005 0004  0.006 L0z
Gray cast iron 0.001- 0002- 0002- 0002- 0002-  0.002-
No.250B, etc. AH725  164-591 05 0006 0010 0005 0004 0006 BLE
Ductile cast iron 0.001- 0002- 0002- 0002- 0002-  0.002-
60-40-18, etc. AH725  164-394 5005 0006  0.008 0005 0004  0.006 L2
Titanium alloys 0.001- 0002- 0002- 0002- 0002-  0.002-
s Ti-6AI-4V, etc. AH725  98-197 405 0006 0006 0005 0004 0004 BLEY
Superalloys 0.001- 0002- 0002- 0002- 0002-  0.002-
Inconel718, etc. AH725  66-164 5005 0006  0.006 0005 0004  0.004 L2
TCL38
. Feed: f (ipr)
Cutting speed .
. . Grooving,
ISO Workpiece materials Grades Ve .
Parting-off
(sfm)
TCL38
Sz s AH7025 262 - 591 0.001 - 0.007
. 1045 etc.
oS AH7025 164 - 591 0.001 - 0.007
4140, etc.
M Sl st AH7025 164 - 492 0.001 - 0.006
304, etc.
Gray cast iron : B
. N, o AH7025 164 - 591 0.001 - 0.006
Ductile cast iron
o015, ot AH7025 164 - 394 0.001 - 0.006
Titanium alloys
AH7025 98 - 197 0.001 - 0.006
s Ti-6AI-4V, etc.
ST AH7025 66 - 164 0.001 - 0.006

Inconel718, etc.

FO72 tungaloy.com/us




DUOJCUT

JSXXR/L

Parting-off and grooving toolholders

N
I Right-hand & - i an m; % Er
2 % M LF ‘ : Left-hand ;.‘ = F %‘“%
‘% A N B
Fig. 1 5% ék Alpe Right-hand (R) shown.

H B LF®m  LHM HF WF2@ HBL® HBH Insert Torque Fig.
JSXXR/L063 0375 0.375 4.750 0.774 0.375 0.008/0.367 0.748 0.120 JX*06..,12..,16..,20.. 0.89 1

JSXXR/LO83 0.024 0098 0500 0500 4750 0.774 0500 0.008/0.492 0748 0.060 JX“06.,12.,16.,20.. 089 1
JSXXR/L103 [0:02470:098' 0625 0625 4750 0.774 0625 0.008/0.617 - - JX"06..,12.,16.,20.. 089 1
JSXXR/L123 0.024 0.098 0750 0750 3.950 0.886 0.750 0.008/0.742 - - JX"06.,12.,16.,20.. 089 1
JSXXR/L163 [0:02470:098' 1.000 1.000 5.350 1.339 1.000  1.250 - - JX"06.,12.,16.,20.. 089 2
-m H B LFY LH® HF  WF2® HBL" HBH Insert Torque* Fig.
JSXXR/L1010X09 10 10 120 1965 10 0.2/9.8 19 3  JXx"06.,12.,16.,20.. 12 1
JSXXR/L1212F09 06 25 12 12 85 1965 12 0.2/11.8 19 15  JX™06.,12.,16.,20.. 1.2 1
JSXXR/L1212x09  [T0l6 26 12 12 120 1965 12 0.2/11.8 19 1.5  JX"06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09 06 25 16 16 120 19.65 16 0.2/15.8 - - JX"06.,12.,16.,20.. 12 1
JSXXR/L2020H09  [10l6 25T 20 20 100 225 20 0.2/19.8 - - JX©06.,12.,16.,20.. 1.2 1
JSXXR/L2525Z09 06 25 25 25 135 34 25 30 - - JX"06.,12.,16.,20.. 12 2

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

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2
mm) shorter than the above values with JX**12... and JX**20...inserts, and 0.157" (4 mm) shorter for JX**06... insert.

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

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

Grooving

JSXXR/L-F/H/X-CHP
Parting-off toolholders with high pressure coolant capability, for swiss lathes

oot comection Suoe comection

Right-hand Right-hand ' =

o LF o LF % [

Lgl- [~ — | L;L [~ bl ¥
Wi el e Vs i o

X ~ " x ~ "

L m* ~5/1620uNE S5 T LK 9_)# §/16"-24UNF Left-hand

‘% dI8NY, Ge = LN, e @iz il

HBL t HBH HBL t HB

CWN-
1
CWN-

Fig. 1 Fig. 2

H B LF® LH® HF WF2@  HBL" HBH Insert Torque Fig.
JSXXR/LO83F-CHP 0500 0.500 3.344 0.764 0.500 0.008/0.492 0.736 0.051 JX"06.,12.,16.,20.. 0.89 2
JSXXR/LO83X-CHP® 0.024 0.098 0500 0.500 4.750 0.764 0.500 0.008/0.492 0.736 0.051 JX™06.,12..,16.,20.. 0.89 1
JSXXR/L103X-CHP® [0102477010981| 0.625 0.625 4.750 0.764 0.625 0.008/0.617 - - JXx706.,12.,16.,20.. 0.89 1

H B LF®  LH®  HF WF2@ HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 10 12 102 192 10 02/11.8 187 3  JX"06.,12.,16.,20.. 12 1
JSXXR/L1212F09-CHP 06 25 12 12 8 194 12 02/11.8 188 2  JX"06.,12.,16.,20.. 12 2
JSXXR/L1212X09-CHP® [T0l6 1251 12 12 120 194 12 0.2/11.8 188 2 JX"06.,12..,16.,20.. 1.2 1
JSXXR1616X09-CHP®® 06 25 16 16 120 194 16 0.2 187 25  JX“06..12..16.,20.. 1.2 1
JSXXR/L1616X09B-CHP® 1061251 16 16 120 194 16 02/158 187 - JX"06.,12..16.,20.. 1.2 1

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

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2
mm) shorter than the above values with JX**12... and JX**20... inserts, and 0.157" (4 mm) shorter for JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS & % @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR**09 CSTC-4L100DL T-1008/5 - - - -
JSXXL09 CSTC-4L100DR T-1008/5 = o - -
JSXXR**F**-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXL**F**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 ° =
JSXXR*H/X*-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**H/X**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts — F076, FO77, Standard cutting conditions — F078
Parts for coolant hose — F290

Tungaloy F073




DUOJCUT

JSXXR/L-S

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

- N 0.224" [} H—j‘m#m"
) e ] Wl
zx| LF .
I == & - ]
00 g# i N
ANCIAY = LH P
I¢ I¢ <~ >/
Right-hand = Left-hand H
o A
[ Inch | cwN  cwx B LF® LH® HF WF22) HBH Insert Torque
JSXXR/L063-S 0375 0375 4750 1.030 0383  0.008/0217 0120  JX*06...,12..,16..9 0.89
JSXXR/L083-S 0.024 0098 0500 0500 4750 1.030 0500 0.008/0.217  0.060  JX™06..,12...,16..9 0.89
H B LFM LHM HF WF2@ HBH Insert Torque*
JSXXR/L1010X09-S 10 10 120 26 10 0.2/5.5 3 JX*06...,12...,16...0) 1.2
JSXXR/L1212F09-S 0.6 25 12 12 85 26 12 0.2/5.5 15 JX*06...,12...,16...%) 1.2
Jsxxr/L1212x00-s  [NOE2ET 12 12 120 30 12 0.2/5.5 15 JX*06...,12...,16...9) 1.2
JSXXR/L1616X09-S 0.6 25 16 16 120 30 16 0.2/5.5 - JX™06...,12...16..., 20... 1.2

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

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 0.079" (2 mm) shorter than the above value with
JX*12... and JX**20... inserts; 0.157" (4 mm) shorter with JX**06... insert.

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

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

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

JSXXR/L-F/X-S-CHP

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

Direct connection Tube connection

I Right-hand Right-hand ¥ T
f =~ L - S~ F - *H%W%m@
. Yg o ;r,,:y,,gﬁ“:@:::}EE m% . ’§ . nn_&:::_:!::ﬁ:g@jme Left-hand
] §§T L 5 & L s1e2aune SZ 5§ 516" -24UNF N
518} i A (518) S S o -
ﬂ@;::@z&::ﬁﬁ:# LI/OY B
Sy Y0 o ihBH ‘ N
Fig. 1 Fig. 2 S
H B LF®  LH® HF WF2@ HBH Insert Torque Fig.
JSXXR/LO83F-S-CHP W 0.500 0500 3.344 1.024 0500 0.008/0.217 0.051 JX*06..12..,16.,20.. 0.89 2
JSXXR/LO83X-S-CHP 0.024 0.098 0500 0500 4750 1.181 0500 0.008/0.217 0.051 JX*06..,12..,16.,20..  0.89 1
JSXXR/L103X-S-CHP 10024 70/098" 0625 0625 4750 1.181 0.625 0.008/0.217 - JX™06.,12.,16.,20.. 0.89 1
H B LF®  LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® W 12 12 85 26 12 0.2 4 JX"™06.,12..,16.,20.. 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 0.2/5.5 2 JX"06.,12.,16.,20.. 1.2 2
JSXXR/L1212X09-S-CHP®® [Tole 28 12 12 120 30 12 0.2/5.5 4 UX“06..12.,16.,20.. 1.2 1
JSXXR/L1212X09B-S-CHP® 06 25 12 12 120 30 12 0.2/5.5 2 JX™06.,12.,16.,20.. 1.2 1
JSXXR1616X09-S-CHP®@  [Hol8 125 16 16 120 30 16 0.2 15 JX™06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09B-S-CHP® 0.6 25 16 16 120 30 16 0.2/5.5 - UX™06.,12..,16.,20.. 12 1

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

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 0.079" (2 mm) shorter than the above value with
JX**12... and JX**20... inserts; 0.157" (4 mm) shorter with JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS

&

A

© {

&

{

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

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

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

Reference pages: Inserts — F076, FO77, Standard cutting conditions — F078
Parts for coolant hose — F290

FO74 tungaloy.com/us




JS-SXXL09

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

- . - T
TN o e
i 5 il BEGRIE
THIE $ H—— - e
& B
=

PTETT bconmMs H B LF LH wB WF®) f20) Insert  Torque
JS19G-SXXL09 19.05 18 18 90 21 15.43 10 6 JX*06,12*R 1.2
JS19X-SXXL09 19.05 18 18 120 21 15.43 10 6 JX**06,12R 1.2
JS20G-SXXL09 20 19 19 90 21 15.4 10 6 JX06,12'R 1.2
JS20X-SXXL09 20 19 19 120 21 15.4 10 6 JX*06,12R 1.2
JS22X-SXXL09 22 21 21 120 21 15.4 10 6 JX*06,12*R 1.2
JS25H-SXXL09 25 24 24 100 21 15.4 10 6 JX**06,12R 1.2
JS254X-SXXL09 25.4 24 24 120 21 15.4 10 6 JX**06,12*R 1.2

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

SPARE PARTS (& %

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

Grooving

Reference pages: Inserts — F076, F077, Standard cutting conditions — F078
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Bl INSERTS
JXPS**R/L-F (with 3D chipbreaker, sharp edge)

RE
- CDX
= ©
o 3
=}
INSL Ref. Right-hand (R) shown.
B steel S
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.025 CW»fo.001 BE 9 CUTDIA CPX INSL
(mm) (in) | (in) I (in) (in) (in)
(7]
JXPS06R06F R 0.6 0.024 |0.002 | @ 0.236 0.138 0.827
JXPS06L06F L 0.6 0.024 [0.002| @ 0.236 0.138 0.827
JXPS12R08F R 0.8 0.031 |0.002 | @ 0.472 0.256 0.984
JXPS12L08F L 0.8 0.031 |0.002 | @ 0.472 0.256 0.984
JXPS12R10F R 1 0.039 |0.002 | @ 0.472 0.256 0.984
JXPS12L10F L 1 0.039 [0.002| @ 0.472 0.256 0.984
JXPS12R15F R 1.5 0.059 |0.002 | @ 0.472 0.256 0.984
JXPS12L15F L 1.5 0.059 |0.002 | @ 0.472 0.256 0.984
JXPS16R15F R 1.5 0.059 |0.002 | @ 0.630 0.335 1.142
JXPS16L15F L 1.5 0.059 [0.002| @ 0.630 0.335 1.142
JXPS20R20F R 2 0.079 |0.002 | @ 0.787 0.413 1.299
JXPS20L20F L 2 0.079 |0.002 | @ 0.787 0.413 1.299
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line up
JXDX**R-F (PCD insert)
RE CDX
= o
S 3
(=)
INSL Ref.
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys
H Hard materials % : First choice
PCD
Designation HAND CW=0.05 CW%0.00Z I'?ZE o C_DX INSL
(mm) | (in) (in) > (in) (in)
[a)
JXDX12R20F R 2 0.079 |<0.0039 | @ 0.236 0.984
JXDX12R25F R 25 0.098 |<0.0039 | @ 0.256 0.984
JXDX16R25F R 25 0.098 |<0.0039 | @ 0.276 1.142

@ : Line up

Reference pages: Toolholders — F073 - FO75, Standard cutting conditions — F078
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JXPG**R/L-F (Sharp edge)
RE

CDX
1) aQ
P % PSIRR §
o
M Right-hand (R) shown.
- Steel *
M Stainless >
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.025 CW'f0.001 BE 9 CUTDIA CI_DX* INSL PSIRR
(mm) | (in) | (n) |~ (in) (in) (in)
o
JXPGO6R10F R 1 0.039 [0.002| @ 0.236 0.138 0.827 0°
JXPGO6L10F L 1 0.039 |0.002 | ® 0.236 0.138 0.827 0°
JXPGO6R15F R 1.5 0.059 [0.002| @ 0.236 0.138 0.827 0°
JXPGO6L15F L 1.5 0.059 [0.002 | @ 0.236 0.138 0.827 0°
JXPGO6R10F-15 R 1 0.039 [0.002| @ 0.236 0.138 0.827 15°
JXPGO6L10F-15 L 1 0.039 |0.002 | ® 0.236 0.138 0.827 15°
JXPGO6R15F-15 R 1.5 0.059 [0.002| @ 0.236 0.138 0.827 15° o
JXPGO6L15F-15 L 1.5 0.059 [0.002| @ 0.236 0.138 0.827 15° %
JXPG12R15F R 15 0.059 |0.002 | @ 0.472 0.256 0.984 0° 8
JXPG12L15F L 1.5 0.059 |0.002 | @ 0.472 0.256 0.984 0° (B
JXPG12R20F R 2 0.079 [0.002| @ 0.472 0.256 0.984 0°
JXPG12L20F L 2 0.079 [0.002 | @ 0.472 0.256 0.984 0°
JXPG12R15F-15 R 1.5 0.059 |0.002 | @ 0.472 0.256 0.984 15°
JXPG12L15F-15 L 1.5 0.059 |0.002 | @ 0.472 0.256 0.984 15°
JXPG12R20F-15 R 2 0.079 [0.002 | @ 0.472 0.256 0.984 15°
JXPG12L20F-15 L 2 0.079 [0.002 | @ 0.472 0.256 0.984 15°
JXPG16R15F R 1.5 0.059 [0.002| @ 0.630 0.335 1.142 0°
JXPG16L15F L 1.5 0.059 |0.002 | @ 0.630 0.335 1.142 0°
JXPG16R20F R 2 0.079 [0.002| @ 0.630 0.335 1.142 0°
JXPG16L20F L 2 0.079 [0.002 | @ 0.630 0.335 1.142 0°
JXPG16R15F-15 R 1.5 0.059 [0.002| @ 0.630 0.335 1.142 15°
JXPG16L15F-15 L 1.5 0.059 [0.002| @ 0.630 0.335 1.142 15°
JXPG16R20F-15 R 2 0.079 [0.002 | @ 0.630 0.335 1.142 15°
JXPG16L20F-15 L 2 0.079 [0.002 | @ 0.630 0.335 1.142 15°
JXPG20R15F R 1.5 0.059 [0.002| @ 0.787 0.413 1.299 0°
JXPG20L15F L 1.5 0.059 |0.002 | @ 0.787 0.413 1.299 0°
JXPG20R20F R 2 0.079 [0.002| @ 0.787 0.413 1.299 0°
JXPG20L20F L 2 0.079 [0.002 | @ 0.787 0.413 1.299 0°
JXPG20R15F-15 R 1.5 0.059 [0.002| @ 0.787 0.413 1.299 15°
JXPG20L15F-15 L 1.5 0.059 [0.002| @ 0.787 0.413 1.299 15°
JXPG20R20F-15 R 2 0.079 [0.002| @ 0.787 0.413 1.299 15°
JXPG20L20F-15 L 2 0.079 [0.002| @ 0.787 0.413 1.299 15°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Lineup

Reference pages: Toolholders — F073 - FO75, Standard cutting conditions — F078
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Il STANDARD CUTTING CONDITIONS

Parting, Grooving

. . Cutting speed Feed
ISO Workpiece materials Grades Ve (sfm)  (ipr)
Low carbon steels
1015, etc. SH725 164 - 656 0.00039 - 0.0020
Carbon steels, Alloy steels
. 1055, etc., 4140, etc. SH725 164 - 656 0.00039 - 0.0020
Free cutting steels
SUH22, SUH23, etc. SH725 164 - 656 0.00039 - 0.0020
M Stainless steels SH725 164 - 656 0.00039 - 0.0020
304, etc. . :
Aluminum alloys
. 5056, 6061, etc. SH725 492 - 656 0.00039 - 0.0020
Copper alloy
©2600, C280C, etc. SH725 328 - 656 0.00039 - 0.0020
Titanium alloys
s Ti-6AI-4V, etc. SH725 98 - 262 0.00039 - 0.0020
Superalloys
Inconel718, etc. SH725 98 - 262 0.00039 - 0.0020
For aluminum and non-ferrous metal PCD insert
. . . Cutting speed Feed Depth of cut
1ISO Workpiece materials Grades Operation Ve (sfm) f (ipr) ap (i)
DX110 Grooving 328 - 984 0.0012 - 0.0059 =
Aluminum alloys
5056, 6061, etc.
DX110 Turning 328 - 984 0.0012 - 0.0059 < 0.236

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

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

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

Designation T<0.039 T=0.079 T<0.098 T<0.118 T=0.138 T=<0.157 T<0.197 T=0.217 T<0.236 T<0.256 T=0.276 T<0.295 T<0.315 T=0.335 T<0.354 T=<0.374 Ts0.394 T=<0.413

JXP*06... o w  7.874 2362 1.181 - - - = 2 - - B, . - B . _
JXP12.. o oo o oo o o e 3.937 2362 1.378 - - - - - - - -
JXP*16.. oo o o o o o oo o o w  7.874 3543 1969 0984 - - - -
JXP*20... o o o o o ) o o o o o o o  7.874 3.150 1.969 0.984

(Unit: inch)
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CGWSR/L-W

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

PR E ‘]
f o LN
ST LM -

Right hand (R) shown.

-w CDX H B LF LH HF WF Insert Torque
CGWSR/L1616-W30 12 16 16 125 34 16 16.4  WG30, WGE3OR/L 5
CGWSR/L2020-W30 3 12 20 20 150 34 20 20.4  WG*30, WGE30R/L 5
CGWSR/L2525-W30 B - 25 25 150 34 25 254  WG"30, WGESOR/L 5
CGWSR/L2020-W40 4 13 20 20 150 39 20 20.4  WG"40, WGE4OR/L 5
CGWSR/L2525-W40 - 13 25 25 150 39 25 254  WG*40, WGE4OR/L 5
CGWSR/L2020-W50 5 13 20 20 150 39 20 204  WG'50, WGE50R/L 5
CGWSR/L2525-W50 B 25 25 150 39 25 254  WG*50, WGE50R/L 5

Torque: Recommended clamping torque: N-m

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

%
i g
w [ o
=y ! © “ ﬁ HE‘f G
. LF N ¢
%T r—w‘-”
%u IA
Y Right hand (R) shown.
Metric cw CDX H B LF LH HF WF Insert Torque
CGWSR/L1616-W20-L |20 15 16 16 125 37 16 162  WGE20, WGE20R/L 5
CGWSR/L2020-W20-L 2 15 20 20 150 37 20 202  WGE20, WGE20R/L 5
CGWSR/2525-W20-L  [[F2 15 25 25 150 37 25 252  WGE20, WGE20R/L 5
CGWSR/L1616-W30-L 3 16.5, 17.5M 16 16 125 37 16 16.4  WG™30, WGE30R/L 5
CGWSR/2020-w3o-L  [I8 165, 17.50 20 20 150 37 20 20.4  WG*30, WGE3OR/L 5
CGWSR/L2525-W30-L 3 16.5, 17.5M 25 25 150 37 25 254  WG*30, WGE3OR/L 5
CGWSR/L2020-W40-L - 21,2150 20 20 150 42 20 204  WG*40, WGE40R/L 5
CGWSR/L2525-W40-L 4 21,2150 25 25 150 42 25 254  WG*40, WGE4OR/L 5
CGWSR/L2020-ws0-L IS 21 20 20 150 42 20 20.4  WG*50, WGE50R/L 5
CGWSR/L2525-W50-L 5 21 25 25 150 42 25 254  WG*50, WGE50R/L 5

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

d {

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

Reference pages: Inserts — F086 - F088, Standard cutting conditions — F088
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CGWSR/L-WG

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

T
-:f;
ﬁ;
K

%y 1L i Wl
;T: LH _| LF N
(@) /—-\

%i © qb, ,,,,,,,,,,,,,,,,,, T Right hand (R) shown.

Dashed line: 20mm square shank.

CDX H B LF LH HF WF Insert Shank Adapter Torque
CGWSR/L2020-W30GR/L 12 20 20 1505 435 20 269 WG*30, WGE30R/L CGWSR/L2020 WB30GR/L 5!

CGWSR/L2525-W30GR/L 3 12 25 25 1505 435 25 319 WG*"30, WGE30R/L CGWSR/L2525  W30GR/L 5
CGWSR/L2020-W40GR/L - 13 20 20 1515 445 20 26.9 WG"40, WGE40R/L CGWSR/L2020  W40GR/L 5
CGWSR/L2525-W40GR/L 4 13 25 25 1515 445 25 319 WG40, WGE40R/L CGWSR/L2525  W40GR/L 5
CGWSR/L2020-W50GR/L - 13 20 20 1515 445 20 269 WG'50, WGES0R/L CGWSR/L2020  W50GR/L 5
CGWSR/L2525-W50GR/L 5 13 25 25 1515 445 25 319 WG*50, WGE50R/L CGWSR/L2525  W50GR/L 5

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

CGWSR/L-WG-L

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

= ‘ i

LF N
i
] = Right hand (R) shown.
: Dashed line: 20mm square shank.
Metric CwW CDX H B LF LH HF WF Insert Shank Adapter Torque
CGWSR/L2020-W20GR/L-L | 2 15 20 20 1535 465 20 26.7 WGE20, WGE20R/L CGWSR/L2020 W20GR/L-L 5
CGWSR/L2525-W20GR/L-L 2 15 25 25 1535 465 25 317 WGE20, WGE20R/L CGWSR/L2525 W20GR/L-L 5
CGWSR/L2020-WSOGR/L-L- 1651750 20 20 1575 505 20 269 WG*30, WGE3OR/L CGWSR/L2020 WB30GR/L-L 5
CGWSR/L2525-W30GR/L-L 3  16.5,1750 25 25 1575 505 25 31.9 WG*30, WGE3OR/L CGWSR/L2525 WS30GR/L-L 5
CGWSR/L2020—W40GR/L—L- 21,2150 20 20 1625 555 20 269 WG*'40, WGE40R/L CGWSR/L2020 W40GR/L-L 5
CGWSR/L2525-W40GR/L-L 4 21,2150 25 25 1625 555 25 319 WG*'40, WGE40R/L CGWSR/L2525 W40GR/L-L 5
CGWSR/L2020-W50GR/L-L- 21 20 20 1625 555 20 269 WG*'50, WGE50R/L CGWSR/L2020 W50GR/L-L 5
CGWSR/L2525-W50GR/L-L 5 21 25 25 1625 555 25 31.9 WG'50, WGE50R/L CGWSR/L2525 W50GR/L-L 5

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

SPARE PARTS & & (

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

Combination of adapter and shank

Adapter
Shank
*GR, **GR-L **GL, *GL-L
CGWSR... °
CGWSL... [ J
CGWTR... o
CGWTL... ()

@ : Corresponding

Reference pages: Inserts — F086 - F088, Shanks — F085, Standard cutting conditions — F088
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CGWSR/L-G

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

= ]
A ( J
w m
L ¥
e V1B
LH
;T » LF -
(@]
%t o °‘ ‘ I¢ Right hand (R) shown.
M The dashed line shows
M,‘ 20 mm-square shank tools.
Inch (&)'/A8 CDX H B LF LH HF WF Insert Shank Adapter Torque
CGWSR/L12-20GR/L | 0079 | 0472 0.750 0750 5913 1699 0787 1.055 GE20, GE20-AL CGWSR/L12  20GR/L 3.69
CGWSR/L16-20GR/L 0.079 0.472 1.000 1.000 5.913 1.699 0.984 1.252 GE20, GE20-AL CGWSR/L16  20GR/L 3.69

CGWSR/L12-30GR/L 0.472 0.750 0.750 5.913 1.699 0.787 1.063 G*30,GE30R/L,GE30-AL CGWSR/L12 30GR/L 3.69
CGWSR/L16-30GR/L 0.118 0.472 1.000 1.000 5.913 1.699 0.984 1.260 G*30,GE30R/L,GE30-AL CGWSR/L16  30GR/L 3.69
CGWSR/L12-40GR/L 0.472 0.750 0.750 5.913 1.699 0.787 1.067 G*40,GE40R/L,GE40-AL CGWSR/L12  40GR/L 3.69
CGWSR/L16-40GR/L 0.157 0.472 1.000 1.000 5.913 1.699 0.984 1.264 G*40,GE40R/L,GE40-AL CGWSR/L16  40GR/L 3.69
CGWSR/L12-50GR/L 0.472 0.750 0.750 5.913 1.699 0.787 1.071 G*50,GE50R CGWSR/L12 50GR 3.69

Metric (&/A8 CDX H B LF LH HF WF Insert Shank Adapter Torque*
CGWSR/L2020-20GR/L 12 20 20 150.2 43.15 20 26.8 GE20, GE20-AL CGWSR/L2020 20GR/L 5!
CGWSR/L2525-20GR/L 12 25 25 150.2 43.15 25 31.8 GE20, GE20-AL CGWSR/L2525 20GR/L 5
CGWSR/L2020-30GR/L 12 20 20 150.2 43.15 20 27 G*30,GE30R/L,GE30-AL CGWSR/L2020 30GR/L 5
CGWSR/L2525-30GR/L 150.2 43.15 25 32 G*30,GE30R/L,GE30-AL CGWSR/L2525 30GR/L 5
CGWSR/L2020-40GR/L 12 20 20 150.2 43.15 20 27.1 G*40,GE40R/L,GE40-AL CGWSR/L2020 40GR/L 5
CGWSR/L2525-40GR/L 12 25 25 150.2 43.15 25 32.1 G*40,GE40R/L,GE40-AL CGWSR/L2525 40GR/L 5
CGWSR/L2020-50GR/L 12 20 20 150.2 43.15 20 27.2 G*50,GE50R CGWSR/L2020  50GR 5

Grooving

-
N
N
(6]
N
(6]

Note: For diameter compensation values in traversing, see page F129.
Use right-hand adapters (R) with right-hand shanks (R); and left-hand adapters (L) with left-hand shanks (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS & & (

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

Combination of adapter and shank

Adapter
Shank
*GR, **GR-L **GL, *GL-L
CGWSR... °
CGWSL... o
CGWTR... [ J
CGWTL... ()

@ : Corresponding

Reference pages: Inserts — F089 - F094, Shanks — F085, Standard cutting conditions — F094
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CGWTR/L-G

External grooving, parting and turning toolholder, for 1 corner inserts
i i
: £ 7
I = ;l Y < Ui
a
cw | O LF ‘

Right hand (R) shown.

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

Inch &i/A CDX H B LF LH HF WF Insert Shank Adapter Torque
CGWTR/L12-30GL/R | 018 | 0472 0750 0750 5911 0508 0750 1960 G'30,GE30R/LGE30-AL CGWTRAL12 30GLR  3.69
CGWTR/L16-30GL/R 0.118 0.472 1.000 1.000 5.911 0.508 1.000 1.960 G*30,GE30R/L,GE30-AL CGWTR/L16 30GL/R 3.69
CGWTR/L12-40GL/R - 0.472 0.750 0.750 5.911 0.508 0.750 1.960 G*40,GE40R/L,GE40-AL CGWTR/L12 40GL/R 3.69
CGWTR/L16-40GL/R 0.157 0.472 1.000 1.000 5.911 0.508 1.000 1.960 G*40,GE40R/L,GE40-AL CGWTR/L16 40GL/R 3.69
CGWTR/L12-50GL/R 1087 0.472 0750 0750 5911 0508 0.750 1.960 G*50,GES0R/L CGWTR/L12 50GL/R  3.69
CGWTR/L16-50GL/R 0.197 0.472 1.000 1.000 5.911 0.508 1.000 1.960 G*50,GE50R/L CGWTR/L16 50GL/R 3.69

-w CDX H B LF LH HF WF Insert Shank  Adapter Torque*
CGWTR/L2020-30GL/R 12 20 20 150 1219 20 49.9 G*30,GE30R/L,GE30-AL CGWTR/L2020 30GL/R 5
CGWTR/L2525-30GL/R 3 12 25 25 150 12.9 25 49.9 G*30,GE30R/L,GE30-AL CGWTR/L2525 30GL/R 5
CGWTR/L2020-40GLR [N 12 20 20 1501 129 20 499 G'40,GE4OR/LGE40-AL CGWTR/L2020 40GL/R 5
CGWTR/L2525-40GL/R 4 12 25 25 150.1 129 25 49.9 G*40,GE40R/L,GE40-AL CGWTR/L2525 40GL/R 5
CGWTR/L2020-50GL/R - 12 20 20 150.2 129 20 49.9 G*50,GE50R/L CGWTR/L2020 50GL/R 5
CGWTR/L2525-50GL/R 5 12 25 25 150.2 129 25 49.9 G*50,GE50R/L CGWTR/L2525 50GL/R 5

Note: For diameter compensation values in traversing, see page F129.
Use left-hand adapters (L) with right-hand shanks (R); and right-hand adapters (R) with left-hand shanks (L).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS @ & (

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

Combination of adapter and shank

Adapter
Shank
**GR, *GR-L **GL, *GL-L
CGWSR... [ )
CGWSL... [ J
CGWTR... o
CGWTL... ([}

@ : Corresponding

Reference pages: Inserts — F089 - F094, Shanks — F085, Standard cutting conditions — F094
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CGSSR/L

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

g m T
s v o i

5
e
LT T =
Right hand (R) shown.

-w cDX H B LF LH HF WF Insert Torque
CGSSR/L1616-20 16 16 16 125 27 16 16.2 GE20, GE20-AL 5
CGSSR/L2020-20 2 16 20 20 150 27 20 20.2 GE20, GE20-AL 5
CGSSR/2525-20 N2 16 25 25 150 27 25 252 GE20, GE20-AL 5
CGSSR/L1616-30 3 12 16 16 125 27 16 165  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30 - 12 20 20 150 27 20 20.5 G*30,GE30R/L,GE30-AL 5
CGSSR/L2525-30 3 12 25 25 150 27 25 255  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-40 [N 12 20 20 150 27 20 206  G*40,GE40R/L,GE40-AL 5
CGSSR/L2525-40 4 12 25 25 150 27 25 256  G"40,GE40R/L,GE40-AL 5
CGSSR/L2020-50 - 12 20 20 150 27 20 20.7 G*50,GE50R/L 5
CGSSR/L2525-50 5 12 25 25 150 27 25 25.7 G*50,GE50R/L 5

Torque: Recommended clamping torque: N-m

CGSSR/L-D
External grooving, parting and turning toolholder, for 1 corner inserts

£ ]
E i

Grooving

LF

Right hand (R) shown.

CDX H B LF LH HF WF Insert Torque
CGSSR/L1616-30D 22 16 16 125 36.2 16 16.5 G*30,GE30R/L,GE30-AL 5

CGSSR/L2020-30D 3 22 20 20 150 36.2 20 205  G"30,GE30R/L,GE30-AL 5
cassR/2525-300 G 22 25 25 150 36.2 25 255  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-40D 4 25 20 20 150 39.5 20 20.6  G"40,GE40R/L,GE40-AL 5
CGSSR/L2525-40D - 25 25 25 150 39.5 25 256  G*40,GE40R/L,GE40-AL 5
CGSSR/L2020-50D 5 25 20 20 150 39.5 20 20.7 G*50,GE50R/L 5
cassR/L2525-500 6 25 25 25 150 39.5 25 25.7 G*50,GE50R/L 5

Torque: Recommended clamping torque: N-m

SPARE PARTS @ (

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

Reference pages: Inserts — F089 - F094, Standard cutting conditions — F094

Tungaloy F083




MY=-T SERIES

JCGSSR/L

External grooving and parting toolholder, for Swiss lathes

R 2.0

é%ﬂ
CUTDIA 3

LF
~-1-~. LH
15 It
L Right hand (R) shown.
CUTDIA H B LF LH HF WF Insert Torque
T ] JCGSSR/L1010-20 20 10 10 125 15 10 102 GE20, GE20-AL 2.3
I-. JCGSSR/L1212-20 3 25 12 12 125 19 12 122 GE20, GE20-AL 2.3
| JCGSSR/L1616-20 B = 16 16 125 225 16 16.2  GE20, GE20-AL 23

Torque: Recommended clamping torque: N-m

SPARE PARTS & /é

Designation Clamping screw Wrench
JCGSSRI/L... CSTB-3 T-9F

Reference pages: Inserts — F089 - F094, Standard cutting conditions — F094
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CGWSR/L

Shank for CGWSR/L-WG, -WG-L,

-G, -CGD, -FL-G/TP, and -#S/D toolholders

E

‘ LF
T =
2-M6 [ 7 | &
<ﬁ> ﬁ Right hand (R) shown.
H B LF LH HBH
CGWSR/L12 0.750 0.750 5.400 1.310 0.250
CGWSR/L16 1.000 1.000 5.400 - -
H B LF LH HBH
CGWSR/L2020 20 20 137 325 5
CGWSR/L2525 25 25 137 - -
CGWSRL
Shank of toolholders. Vertical type with offset
o g
3
LF o o
-
O
i
2-M6
H B LF
CGWSRL12 0.75 0.75 5.40
CGWSRL16 1.00 1.00 5.40

Right (R) or Left (L) hand cartridges can be used in this toolholder

CGWTR/L

Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders,

for tangentially clamped adapter

|

2-M6 |
|ﬂ| L =
el
icd ||
j—bH v @
ﬂ»‘ [HBH Right hand (R) shown.
H B LF LH WF HBH
CGWTR/L12 0.75 0.75 6.00 1.20 1.50 0.234
CGWTR/L16 1.00 1.00 6.00 - 1.50 -
H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5
CGWTR/L2525 25 25 150 - 37 -

SPARE PARTS &

Designation Adapter screw

CGW... CSHB-6

Tungaloy F085




Il CHIPBREAKER GUIDE (for 2 corner inserts)

External grooving and parting

s il N

WGE 1st choice for external grooving 0.012
and parting — 0,010
Excellent chip control for grooving £ 0.008
CW = 0.079" - 0.197" § 0006
M External
0004 — Internal
0.002 — — = — - ——— MFace
Parting
0.079 0.118 0.157 0.197
Groove width : CW (in)
[+ ] F087
Il
External
WGE R/L Handed insert o012 U%r
Minimize burr generation when — 0.010
workpiece is cut off £ 0.008
CW = 0.079" - 0.197" g 0006
- 0.004
0.002
0.079 0.118 0.157 0.197
Groove width : CW (in)
F087

External grooving and turning

‘
WGT 1st choice for turning Ugr ‘hL ﬁ
Low cutting force and good € .79
chip control for traversing = WGET40
CW = 0.118" - 0.197" 5 erse
£ 0.039
g
0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)
F088
Profiling
. * 4T>
WGR Low cutting force and good _ % Ji
chip control for profiling ‘g 0.079
CW =0.118" - 0.197" =
o
ks
£ 0.039
g
0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)
F088

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

WGE
For external grooving and parting
INSL Ref.

RE “ “

Bl steel 9 [ & *
M Stainless * %
Cast iron * | Y% Y
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
+0.1 +0.004 o
Designation owsg CV\_’“ BE w S 2 "\!SL _h
(mm) | (in) | (n) ¥ = o (in) | (in)
o L I n
= <O z
WGE20 2 0.079 |0.008| ® ®@ @ o 0.787 | 0.185
WGE30 3 0.118 |0.008 @ ® @ [ ] 0.787 | 0.217
WGE40 4 0.157 |0.008 | ® ® @ [ ] 0.984 | 0.224
WGE50 5 0.197 |0.008 @ ® © [ ] 0.984 | 0.232
@ : Lineup g’
>
8
WGE(R/L) G
For parting off (handed inserts)
INSL Ref.
RE |« i
=
O
&
= Right hand (R) shown.
- Steel % | %
M Stainless * %
Cast iron * %
Non-ferrous
Superalloys PG % : First choice
H Hard materials ¢ : Second choice
Coated
. . +0.1 +0.004) RE
Designation Han| SW'¢ CV\_’° 18 8 INSL ,h
(mm) | (n) | () |= ~ (in) | (in)
T I
< O
WGE20R R 2 0.079 |0.008 [ ) 0.787 | 0.185
WGE20L L 2 0.079 |0.008 [ ] 0.787 | 0.185
WGES30R R 3 0.118 |0.008 | @ @ 0.787 | 0.217
WGE30L L 3 0.118 |0.008 [ ] 0.787 | 0.217
WGE40R R 4 0.157 |0.008 [ ] 0.984 | 0.224
WGE40L L 4 0.157 |0.008 [ ] 0.984 | 0.224
WGE50R R 5 0.197 |0.008 [ ] 0.984 | 0.232
WGES50L L 5 0.197 |0.008 [ ] 0.984 | 0.232
@ : Line up

Reference pages: Toolholders — F079, F080, Standard cutting conditions — F088
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WGT

For external grooving, parting, and turning

INSL Ref.

€ g
(@]

-

Bl steel * 9% [ A *
M Stainless * %
Cast iron ¥* | Y% big
Non-ferrous
Superalloys DA ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
CW+01|CW+0004) RE Q INSL| h
Designation 0 0 . 0 28 @ . .
9 (mm)| n) | () |§ SR 8 (in) | (in)
o L L n
E IO z
WGT30 3 0.118 0.016 | @ o [ ] 0.787 | 0.217
WGT40 4 0.157 0.016 | @ [ ) [ ] 0.984 | 0.224
WGT50 5 0.197 | 0.016 @® ® @ [ ] 0.984 | 0.232
@ : Line up
WGR
For profiling (full radius)
RE < INSLRet
R
o
(@]
-C_
Bl steel * [ | & *
M Stainless * | %
Cast iron * | Y% DA
Non-ferrous
Superalloys S  : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
. . CW+01|CW+0004| RE Q INSL| h
Designation ° 0 w8 & ) )
(mm)| (in) | (@(n) N = o (in) | (in)
o L I n
<G zZ
WGR30 3 0.118 |0.059 | @ @ @ [ ] 0.787 | 0.217
WGR40 4 0.157 |0.079 | ® ® @ [ ] 0.984 | 0.224
WGR50 5 0.197 |0.098 [ AN ) [ ) 0.984 | 0.232
@ : Line up
Bl STANDARD CUTTING CONDITIONS (for 2 corner inserts)
ISO Workpiece  Recommended ~ Cutting speed Feed: f (ipr)
material grade Ve (sfm) . p
Operation Groove width: CW
Low carbon steels 19225 262 - 984 2 mm (0.079") | 3mm (0.118") | 4 mm (0.157") | 5mm (0.197")
Alloy steels NS9530 328 - 656 - . . .
(~HB150)  GH730, AH120 164 - 591 Groovin
b le] } ) ) )
Medium carbon T9225 262 - 792 (WGEDD) 0.0024 - 0.008 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012
el NS9530 262 - 591
e GH730,AH120 164 - 492 i
(HB150 ~ 250) ’ Parting 0.0016-0.004 | 0.0016-0.006 | 0.0016-0.006 | 0.0016 - 0.006
High carbon steels T9225 262 - 722 (WGELJUIR/L)
Alloy steels NS9530 262 - 492
(HB250 ~)  (GH730,AH120 164 - 492 Turning ap =0.020 - 0.059 | ap = 0.020 - 0.079 | ap = 0.020 - 0.098
GTOO f=0.0024 - 0.008 | f=0.0024 - 0.010 | f=0.0024 - 0.011
M Stainless steels GH730, 164 - 394 W )
AH120
ili ap =0.020 - 0.055 | ap = 0.020 - 0.059 | ap = 0.020 - 0.063
Gray and GH730, 164 - 501 Profiling i P p p
ductile castirons  AH120 (WGROD) f=0.002-0.010 | f=0.002-0.010 | f=0.002-0.012

Note: For diameter compensation values in traversing, see page F129.

Reference pages: Toolholders — F079, FO80
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Il CHIPBREAKER GUIDE (for 1 corner inserts)

External grooving and parting

'
GE 1st choice for external grooving 0012 UL:‘»
and parting _ 0010
Excellent chip control € 0.008 # %
CW = 0.079" - 0.197" g 0o B Extemal
0.004 — Internal
0.002 — — - — 1 ——= MFace
Parting
0.079 0.118 0.157 0.197
FOo91 Groove width : CW (in)
. . *
GF 1st choice for face grooving 0.012 U*
i i ~ 0.010
Low cutting force and good chip E oo
control for face grooving = # v
S 0.006
CW = 0.118" - 0.197" £ 0.004
0.002
M External
0.118 0.157 0.197
F092 Groove width : CW (in)
(@]
C
) ) ) ' >
GN 1st choice for internal grooving 0012 —m——— U* S
Low cutting force and good chip = 0010 ——— (O]
Q
control for internal grooving < 0.008 # j Y
S 0.006
CW =0.118" - 0.197" £ 0.004
0.002
M External
0.118 0.157 0.197
F093 Groove width : CW (in)
GE R/L Handed insert 0012 UL:‘»
Minimize burr generation when — 0.010
workpiece is cut off £ 0.008
CW = 0.118" - 0.197" g 0%
0.004
0.002
L MExternal
0.079 0.118 0.157 0.197
F093 Groove width : CW (in)

External grooving and turning

'
GT 1st choice for turning Ugr ‘hL ﬁ

Low cutting force and good % 0.079

chip control for traversing : G0 # Ej/
o GT30

CW = 0.118" - 0.197" S o os j
g /
o

0002 0.004 0.006 0.008 0.010 0.012
F091 Feed: f (ipr)

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

External G E _ A L

¥ e

GR Full radius type . %m#

Low cutting force and good 5 0.079 R
chip control for profiling g GR40 # j/ j/

_ no_ n | GR30

CW =0.118" - 0197 2 oo ﬁ
3
0.002 0.004 0.006 0.008 0.010 0.012
F092 Feed: f (ipr)
|! For aluminum and non-ferrous metal
'

Reduce cutting force and welding 0.012 U%ﬁ

due to sharp chipbreaker g z.ggz
CW = 0.079" - 0.157" = ¢j/

3 0.006

£ 0.004

F094

0.002

I I I M External

0.079 0.118 0.157
Groove width : CW (in)

Please see page F*** for the product details.
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Il INSERTS (1 corner)
GE
For external grooving and parting

- Steel * % % *
M Stainless * | %
Cast iron * Y% DA
Non-ferrous
Superalloys DA ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW+0-1|CW+0004| RE Q INSL| h
Designation ° 0 w8 ) . .
(mm) | (in) | (n) ¥ = o (in) | (in)
o L I n
<O zZ
GE20 2 0.079 |0.008 [ N ) [ ] 0.394 | 0.138
GE30 3 0.118 |0.008 @ ® @ [ ] 0.394 | 0.138
GE40 4 0.157 |0.008 @ @® @ [ ] 0.394 | 0.157
GE50 5 0.197 (0008 @ @® @ [ ] 0.472 | 0177
@ : Line up 8’
>
o
o
GT 0]
For external grooving and turning
INSL Ref.
c
Bl steel * | %[ *
M Stainless * %
Cast iron * | Y% S
Non-ferrous
Superalloys DA Y : First choice
H Hard materials Y% : Second choice
Coated Cermet
N CW+21 |CW+0004| RE o INSL| h
Designation 0 0 o & 8 3 . .
(mm) | (n) | (n) |¥ = & & (in) | (in)
o L T (2]
<O P
GT30 3 0.118 |0.016 [ BN ) [ J 0.394 | 0.138
GT40 4 0.157 |0.016 o0 o 0.394 | 0.157
GT50 5 0.197 |0.016| ® ® @ [ J 0.472 | 0.177
@ : Line up

Reference pages: Toolholders — F081 - FO084, Standard cutting conditions — F094
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GR
For profiling (full radius)

S

- Steel ¥ % % >
M Stainless * %
Cast iron * Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials 5% : Second choice
Coated Cermet
. . W+0.1 | CW-+0.004) RE o
Designation cwsic O, T e 88 2 "\!SL _h
(mm)| (in) | (@(n) | = S (in) | (in)
o L L 0
<O p
GR30 3 0.118 |0.059 [ BN ) [ J 0.394 | 0.138
GR40 4 0.157 |0.079 @ @ @ [ J 0.394 | 0.157
GR50 5 0.197 |0.098 @® @® @ [ J 0.472 | 0.177
@ : Lineup
GF
For face grooving
51
(&)
RE "o INSLret |
-C_
- Steel * *
M Stainless *
Cast iron ¢ DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW+0.1|CW+0004) RE Q INSL| h
Designation 0 TS 2 X .
(mm) | (in) | (in) | o @in) | (in)
I (7]
©) =z
GF30 3 0.118 |0.008 | @ [ ] 0.394 | 0.138
GF40 4 0.157 |0.008 | @ [ ] 0.394 | 0.157
GF50 5 0.197 |0.008 | @ [ ] 0.472 | 0177
@ : Line up

Reference pages: Toolholders — F081 - FO084, Standard cutting conditions — F094
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GN

For internal grooving

Grooving

Bl steel *
M Stainless *
Cast iron Pig
Non-ferrous
Superalloys % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation CWrT CWrgo RE = INSL| h
(mm) | (in) | (in) = (in) | (in)
O]
GN30 3 0.118 |0.008 | @ 0.394 | 0.138
GN40 4 0.157 |0.008 | @ 0.394 | 0.157
GN50 5 0.197 |0.008 | @ 0.472 | 0177
@ : Lineup
GE-R/L
For parting off (handed inserts)
RE INSL Ref.
=
(@)

h

=

'ou
)

Right hand (R) shown.

- Steel * | %
M Stainless * %
Cast iron * |y
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation HAND cws CV\.I+g-°°4 BE = S INSL .h
(mm) | (in) | (in) |= ~ (in) | (in)
T I
< O
GE30R R 3 0.118 |0.008 | ®@ @ 0.394 | 0.138
GE30L L 3 0.118 |0.008 [ ] 0.394 | 0.138
GE40R R 4 0.157 |0.008 | ®@ @ 0.394 | 0.157
GE40L L 4 0.157 |0.008 [ ] 0.394 | 0.157
GE50R R 5 0.197 |0.008 [ ] 0.472 | 0.177
GE50L L 5 0.197 |0.008 @ @ 0.472 | 0.177
@ : Line up

Reference pages: Toolholders — F081 - FO084, Standard cutting conditions — F094

Tungaloy F093



GE-AL
For aluminum and non-ferrous metal

gi
(]

Re 7. INSL s |

-c_

- Steel

M Stainless

Cast iron
Non-ferrous *

S | Superalloys Y : First choice

H Hard materials Y% : Second choice

Uncoated
. . CW+0.1|CW+0004) RE INSL| h
Designation T s ) .
(mm) | (in) | (in) S (in) | (in)
NG
GE20-AL 0.079 |0.008| @ 0.394 | 0.138
GES30-AL 0.118 |0.008 | @ 0.394 | 0.138
GE40-AL 0.157 |0.008| @ 0.394 | 0.157
@ : Line up

B STANDARD CUTTING CONDITIONS (for 1 corner inserts)
Cutting speed

ISO i i
Workpiece material Grades Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(- HB150) NS9530 328 - 656
GH730, AH120 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 - 250) NS9530 262 - 591
GH730, AH120 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730, AH120 164 - 394
M Stainless steel GH730, AH120 164 - 394
. Gray iron, Ductile cast iron GH730, AH120 164 - 591
Aluminum alloy, KSO5E 656 - 984
Non-ferrous metal
For External
Feed: f (ipr)
Operation Groove width: CW
2 mm (0.079") 3 mm (0.118") 4 mm (0.157") 5 mm (0.197")
G;g‘g!i’;g 0.0024 - 0.008 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012
Parting off
(GE*R/L) 0.0016 - 0.004 0.0016 - 0.006 0.0016 - 0.006 0.0016 - 0.006
Traversing ) ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
(GT*) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Profiling i ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
(GR™) f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012
Grooving (ng’i,'}f';\‘li_';”m alloys 0.0012 - 0.004 0.0012 - 0.004 0.0012 - 0.004 .

Reference pages: Toolholders — F081 - F084

F094 tungaloy.com/us

For diameter compensation values in traversing, see page F129.




TUNGT-CLAMP

FLASR/L

External grooving and threading toolholder, for Swiss lathes

e i

§ m

CWN-
CWX

L LF

¥ =
Right hand (R) shown.
CDX HF H B LF WF Insert Torque
FLASR/L-082D 0.138 0.500 0.500 0.500 6.000 0.500 FL*-2"R/L... 2.21

FLASR-102B 0.031 0.128 0.138 0.625 0.625 0.625 4.500 0.625 FL*-2"R... 2.21

FLASR/L-103B _ 0.210 0.625 0.625 0.625 4.500 0.625 FL*-3“R/L... 2.21

CDX HF H B LF WF Insert Torque*
FLASR/L-1616M3 SE8)] 16 16 16 125 16 FL*-3"*R/L... &

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

saneparrs 1 & goaeenmrs 1 & (

Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
FLASR-082D TF-182 S-310 7/64HEX FLASR-1616M3 TF-184 S-412 5/32HEX
FLASL-082D TF-183 S-310 7/64HEX FLASL-1616M3 TF-185 S-412 5/32HEX g’
FLASR-102B, FLASR-103B TF-184 S-412 5/32HEX g
FLASL-103B TF-185 S-412 5/32HEX o
(©)
FLSR/L

External grooving and threading toolholder, for Swiss lathes

e i

=)
LF

o =}
Right hand (R) shown.
CDX HF H B LF WF Insert Torque
FLSR/L-122B 0.140 0.750 0.750 0.750 4.500 1.000 FL*-2R/L... 2.21

CWN-
CWX
WF_

FLSR/L-162C 0.031 0.128 0.140 1.000 1.000 1.000 5.000 1.250 FL*-2“R/L... 2.21
FLSR/L-123B _ 0.210 0.750 0.750 0.750 4.500 1.000 FL*3"R/L... 2.21
FLSR/L-163C 0.031 0.250 0.210 1.000 1.000 1.000 5.000 1.250 FL*-3"R/L... 2.21
CDX HF H B LF WF Insert Torque*
FLSR/L-2020M3 m 4.5 20 20 20 125 32 FL*-3“R/L... 3
FLSR/L-2525M3 1 3 4.5 25 25 25 150 32 FL*-3"R/L... 3

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

SPARE PARTS = & {  Sraversnts = & (

Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
FLSR-122B, FLSR-162C TF-74 S-310 7/64HEX FLSR-"***M3 TF-72 S-412 5/32HEX
FLSL-122B, FLSL-162C TF-75 S-310 7/64HEX FLSL-****M3 TF-73 S-412 5/32HEX
FLSR-123B, FLSR-163C TF-72 S-412 5/32HEX
FLSL-123B, FLSL-163C TF-73 S-412 5/32HEX

Reference pages: Inserts — F097 - F104, Standard cutting conditions — F104
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TUNGT-CLAMP

FLER/L

External toolholders for grooving & threading

N e ik

L LCWN-CWX | ¢

WF
CcD

7 B

LH

=i Right hand (R) shown.

CDX HF H B LF LH WF Insert Torque
FLER/L-122B 0.140 0.750 0.750 0.750 4.500 1.000 1.000 FL*-2*L/R... 2.21

FLER/L-162C 0.031 0.128 0.140 1.000 1.000 1.000 5.000 1.000 1250  FL*2"L/R... 2,21
FLER/L-123B 100810250 " 0210 0.750 0.750 0.750 4.500 2.000 1125  FL*-3“L/R.. 2.21
FLER/L-163D 0.031 0.250 0.210 1.000 1.000 1.000 6.000 2.000 1250  FL*-3"L/R... 2.21

The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & (

Designation Clamp Clamping screw Wrench
FLER-122B, FLER-162C TF-75 S$-310 7/64HEX
FLEL-122B, FLEL-162C TF-74 S-310 7/64HEX
FLER-123B, FLER-163D TF-73 S-412 5/32HEX
FLEL-123B, FLEL-163D TF-72 S-412 5/32HEX

FLSR/LT

External toolholders for grooving & threading

g et L

B ol LF

o =
Right hand (R) shown.
CDX HF H B LF WF Insert Torque
FLSR/LT-163D 0.440 1.000 1.000 1.000 6.000 1.250 FLGT-3R/L... 2.21

FLSR/LT-203D 0.094 0.189 0.440 1.250 1.250 1.250 6.000 1.500 FLGT-3R/L... 2.21

CWN-
CWX

The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & (

Designation Clamp Clamping screw Wrench
FLSRT-163D, FLSRT-203D TF-72 S-412 5/32HEX
FLSLT-163D, FLSLT-203D TF-73 S-412 5/32HEX

Reference pages: Inserts — F097 - F104, Standard cutting conditions — F104
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FLER/LT

External toolholders for grooving & threading

5 ¥ b

LF -
A
[
A,
Right hand (R) shown.
Inch CWN CWX CDX HF H B LF WF Insert Torque
FLER/LT-163D . 0094 0189 0440 1.000 1.000 1.000 6.000 1.250 FLGT-3R/L... 2.21
FLER/LT-203D 0.094 0.189 0.440 1.250 1.250 1.250 6.000 1.500 FLGT-3R/L... 2.21
The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft
SPARE PARTS % & (
Designation Clamp Clamping screw Wrench
FLERT-163D, FLERT-203D TF-72 S-412 5/32HEX
FLELT-163D, FLELT-203D TF-73 S-412 5/32HEX
(@]
£
Bl INSERTS §
FLG-CB (With chipbreaker, metric width) 5]
=|»~_..CDX
OTD‘\ &
El T m¢
RE */
M B [IC
wI ) Il e *|
N M Stainless *
Cast iron *
Non-ferrous
Superalloys DA Y : First choice
H Hard materials ¥ : Second choice
Coated
. . CW:0.025| CW:0.001 RE CDX IC BW S M
Designation HAND i ) = . . . . :
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
<
FLG-3M100R-CB R 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M100L-CB L 1 0.039 0.005-0.010 | @ 0.055 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150R-CB R 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M150L-CB L 1.5 0.059 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200R-CB R 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M200L-CB L 2 0.079 0.005-0.010 | @ 0.100 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250R-CB R 25 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250L-CB L 25 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M300R-CB R 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M300L-CB L 3 0.118 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050

@ : Lineup

Reference pages: Inserts — F097 - F104, Standard cutting conditions — F104
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FLG-CB (With chipbreaker)

= CDx
O B
T NTE

RE
%) - Steel *
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
z
FLG-2047R-CB R 1.2 0.047 0.002-0.005 | @ 0.050 0.1875 0.150 0.219 | 0.2700
FLG-2047L-CB L 1.2 0.047 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062R-CB R 1.57 0.062 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2062L-CB L 1.57 0.062 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2078R-CB R 1.98 0.078 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2078L-CB L 1.98 0.078 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2094R-CB R 2.39 0.094 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2094L-CB L 2.39 0.094 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2125R-CB R 3.18 0.125 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2125L-CB L 3.18 0.125 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-3031R-CB R 0.79 0.031 0.002-0.005 | @ 0.050 0.3750 0.195 0.344 | 0.4050
FLG-3031L-CB L 0.79 0.031 0.002-0.005 | @ 0.050 0.3750 0.195 0.344 | 0.4050
FLG-3047R-CB R 1.19 0.047 0.005-0.010 | @ 0.075 0.3750 0.195 0.344 | 0.4050
FLG-3047L-CB L 1.19 0.047 0.005-0.010 | @ 0.075 0.3750 0.195 0.344 | 0.4050
FLG-3062R-CB R 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3062L-CB L 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3072R-CB R 1.83 0.072 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3072L-CB L 1.83 0.072 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3078R-CB R 1.98 0.078 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3078L-CB L 1.98 0.078 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3088R-CB R 2.24 0.088 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3088L-CB L 2.24 0.088 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3097R-CB R 2.46 0.097 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3097L-CB L 2.46 0.097 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.180 0.3750 0.195 0.344 | 0.4050
@ : Line up

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104
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FLG

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys pAe % : First choice
H Hard materials ¥t : Second choice
Coated
Desianati CW=0.025| CW=0.001 RE ° cDX | IC BW S M
esignation — HANDY (mm) | (in) = ) | ) | Gm) | Gn) | Gn)
Z
FLG-2031R R 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2031L L 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2041R R 1.04 | 0.041 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2041L L 104 | 0.041 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2047R R 119 | 0.047 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2047L L 119 | 0.047 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2058R R 147 | 0.058 | 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2058L L 147 | 0.058 | 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2062R R 157 | 0.062 | 0.005-0.010 |@ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2062L L 157 | 0.062 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 o2
FLG-2094R R 239 | 0.094 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 | 'S
FLG-2094L L 239 | 0094 | 0.005-0.010 |@ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 38
FLG-2125R R 318 | 0.125 | 0.005-0.010 | @ 0.110 [ 0.1875 [ 0.150 | 0.219 | 02700 | (5
FLG-2125L L 318 | 0.125 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-3031R R 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3031L L 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3047R R 119 | 0.047 | 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3047L L 119 | 0.047 | 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3062R R 157 | 0.062 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3062L L 157 | 0.062 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3072R R 183 | 0.072 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3072L L 183 | 0.072 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3078R R 198 | 0.078 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3078L L 198 | 0.078 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3088R R 224 | 0.088 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3088L L 224 | 0088 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3094R R 239 | 0.094 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3094L L 239 | 0.094 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3097R R 246 | 0.097 | 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3097L L 246 | 0097 | 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3105R R 267 | 0.105 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3105L L 267 | 0105 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3110R R 2.79 | 0.110 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3110L L 279 | 0110 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3122R R 3.1 0.122 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3122L L 3.1 0.122 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3125R R 318 | 0.125 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3125L L 318 | 0.125 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3142R R 361 | 0.142 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3142L L 361 | 0142 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3156R R 3.96 | 0.156 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3156L L 396 | 0.156 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3178R R 452 | 0178 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3178L L 452 | 0178 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3185R R 47 | 0185 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3185L L 47 | 0.185 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3189R R 48 | 0189 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3189L L 48 | 0.189 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3250R R 6.35 | 0250 | 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 | 0.344 | 0.4050
FLG-3250L L 6.35 | 0.250 | 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 | 0.344 | 0.4050

@ : Line up

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104

Tungaloy F099




FLGP (Positive rake)

= . _CDx
N
"o

: 1%} | - Steel *
y N s M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (n) | (in) | (in) | (in) | (in)
2
FLGP-2031R R 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2031L L 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLGP-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
@ : Lineup
FLR-CB (Full nose radius, with chipbreaker)
- Steel ) ¢
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys ¢ ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND i ) = . . . , .
(mm) | (in) (in) p (n) | (in) | (in) | (in) | (in)
2
FLR-3031R-CB R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L-CB L 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R-CB R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3047L-CB L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3062R-CB R 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLR-3062L-CB L 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017

@ : Line up

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104
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FLR (Full nose radius)

%) ] ) - Steel *
N M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLR-2031R R 1.57 0.062 0.031 @ 0.110 0.1875 0.150 0.219 | 0.2683
FLR-2031L L 1.57 0.062 0.031 [ ) 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2047R R 2.39 0.094 0.047 [ ] 0.110 0.1875 0.150 0.219 | 0.2675
FLR-2047L L 2.39 0.094 0.047 o 0.110 0.1875 0.150 0.219 | 0.2675
FLR-2062R R 3.18 0.125 0.062 [ ] 0.110 0.1875 0.150 0.219 | 0.2667
FLR-2062L L 3.18 0.125 0.062 [ ) 0.110 0.1875 0.150 0.219 | 0.2667
FLR-3031R R 1.57 0.062 0.031 [ ) 0.125 0.3750 0.195 0.344 | 0.4033
FLR-3031L L 1.57 0.062 0.031 [ ] 0.125 0.3750 0.195 0.344 | 0.4033
FLR-3047R R 2.39 0.094 0.047 o 0.180 0.3750 0.195 0.344 | 0.4025 g
FLR-3047L L 2.39 0.094 0.047 [ ] 0.180 0.3750 0.195 0.344 | 0.4025 =
FLR-3062R R 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017 8
FLR-3062L L 3.18 0.125 0.062 o 0.180 0.3750 0.195 0.344 | 0.4017 (B
FLR-3078R R 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLR-3078L L 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLR-3094R R 4.8 0.189 0.094 [ ) 0.180 0.3750 0.195 0.344 | 0.4000
FLR-3094L L 4.8 0.189 0.094 [ ) 0.180 0.3750 0.195 0.344 | 0.4000
@ : Line up
FLRP (Full nose radius and positive rake)
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Pie ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
. , CW=0.025| CW+0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . )
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLRP-3031R R 1.57 0.062 0.031 [ ) 0.125 0.3750 0.195 0.344 | 0.4033
FLRP-3031L L 1.57 0.062 0.031 [ } 0.125 0.3750 0.195 0.344 | 0.4033
FLRP-3047R R 2.39 0.094 0.047 [ ) 0.180 0.3750 0.195 0.344 | 0.4025
FLRP-3047L L 2.39 0.094 0.047 o 0.180 0.3750 0.195 0.344 | 0.4025
FLRP-3062R R 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017
FLRP-3062L L 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017
FLRP-3078R R 3.96 0.156 0.078 [ ) 0.180 0.3750 0.195 0.344 | 0.4008
FLRP-3078L L 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLRP-3094R R 4.8 0.189 0.094 o 0.180 0.3750 0.195 0.344 | 0.4000
FLRP-3094L L 4.8 0.189 0.094 o 0.180 0.3750 0.195 0.344 | 0.4000

@® : Line up

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104
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FLGD-CB (Single edge deep, with chipbreaker)

= CDx =
GIN B
B [ ]
/Re
M s IC
wI { = \ - Steel *
d / M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys DA ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLGD-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
@ : Line up
FLGD (Single edge deep)
LR
/Re ‘
TL J IC
» \ \ \ - Steel *
: / M Stainless *
Cast iron ) ¢
l Non-ferrous
S Superalloys Y % : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND OW-0025 cw.=0.001 BE =) C.DX I.C B.’W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
z
FLGD-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.5050
FLGD-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.5050
FLGD-3094R R 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3094L L 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3125R R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L L 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189R R 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189L L 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050

@ : Lineup

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104
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FLRD (Full nose radius, single edge deep)

C
5 DX = 7
RE
M IC
-~ " )
(D‘ \ \ \/\ - Steel *
Y ¢ M Stainless *
Cast iron *
Non-ferrous
S | Superalloys DA¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
Desi ti HAND CW:0.025|CW0.001 RE - CDX IC BW S M
esignation . . " " . . .
9 (mm) | (in) in g ) | Gn) | @) | (n) | ()
I
<
FLRD-3062R R 3.19 0.125 0.062 @ 0.250 0.3750 0.195 0.344 | 0.5016
FLRD-3062L L 3.19 0.125 0.062 [ ) 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094R R 4.8 0.189 0.094 [ ] 0.250 0.3750 0.195 0.344 | 0.5016
FLRD-3094L L 4.8 0.189 0.094 [ ) 0.250 0.3750 0.195 0.344 | 0.5016
@ : Lineup
FLGT (Double end deep)
= CDx o
Oy a %
' e
RE O]
M IC
| _y
U)I \ \/ \ - Steel *
) / M Stainless *
Cast iron *
Non-ferrous
S Superalloys ¢ ¥ : First choice
H Hard materials Y< : Second choice
Coated
. . CW:0.025| CW=0.001 RE CcDX IC BW S M
Designation HAND ) . = . . . . )
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
I
<
FLGT-3094R R 2.39 0.094 0.005-0.010 | @ 0.275 0.3750 0.195 0.344 | 0.8550
FLGT-3094L L 2.39 0.094 0.005-0.010 | @ 0.275 0.3750 0.195 0.344 | 0.8550
FLGT-3125R R 3.18 0.125 0.005-0.010 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3125L L 3.18 0.125 0.005-0.010 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3189R R 4.8 0.189 0.020-0.025 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3189L L 4.8 0.189 0.020-0.025 | @ 0.437 0.3750 0.195 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ : Line up

Reference pages: Toolholders — F095 - F097, Standard cutting conditions — F104

Tungaloy F103




FLRT (Double end deep FNR)

-

M 51c
q)¢ E 7;\/\ - Steel

CDX
E

*
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys DA¢ ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
Desi i CW:0.025|CW0.001 RE - CDX IC BW S M
esionation  HANE (mm) | m) | @) |E () | ) Gn) | Gn) | Gn)
2
FLRT-3062R R 3.18 0.125 0.062 @ 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3062L L 3.18 0.125 0.062 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094R R 4.8 0.189 0.094 [ ] 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094L L 4.8 0.189 0.094 o 0.437 | 0.3750 | 0.195 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ : Lineup

Il STANDARD CUTTING CONDITIONS

1ISO Workpiece material Grade Application Cutting speed Feed
Ve (sfm) f (ipr)

High carbon steel

. 1045, etc. AHT10 Grooving 328 - 656 0.005 - 0.014
Alloy steel AH110 Groovin 164 - 262 0.005 - 0.012
4137, etc. 9 : d
M Stainless steel AH110 Grooving (3 R 0.004 - 0.008
304, etc.
Gray cast iron )
. No.250B, etc. AH110 Grooving 164 - 591 0.004 - 0.010
Ductile cast iron )
60-40-18, etc. AH110 Grooving 164 - 394 0.004 - 0.010

Reference pages: Toolholders — F095 - F097

F104 tungaloy.com/us




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

top-clamp)
LF T% Jaﬁ*
LH

Right hand (R) shown.

H B LF LH HF WF Insert Torque
CER/L123DT 0.750 0.750 5.000 0.870 0.750 1.000 GTGN-16... 2.58

CER/L163DT 0.039 0.089 1.000 1.000 6.000 1.000 1.000 1.250 GTGN-16... 2.58

CER203DT _ 1.250 1.250 6.000 1.250 1.250 1.500 GTGN-16... 2.58

H B LF LH HF WF Insert Torque*
CER/L1212H16DT 12 12 100 24 12 16 GTGN-16... 3.5

CER/L1616H16DT 1 2.25 16 16 100 24 16 20 GTGN-16... 3.5
CER/L2020K16DT _ 20 20 125 24 20 25 GTGN-16... 3.5
CER/L2525M16DT 1 2.25 25 25 150 28 25 32 GTGN-16... 35

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

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

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

Grooving

SPARE PARTS @ & @ ) ( ﬁ

*Optional:

Designation Clamp set Clamp screw Shim screw Siftin (o G eavie Wrench 1 Wrench 2
CER****16DT CSP16 CSTB-3.5ST DTS5-3.5 G16ER/IL-DT [RESE5) T-15F
CEL****16DT CSP16 CSTB-3.58T DTS5-3.5 G16EL/IR-DT P-3.5 T-15F
CER3232P16T CSP16 - - G16ER/IR-S = T-15F

B-CER/L

External threading and grooving toolholder, for Swiss lathes

LY, e

LF |

- T ﬁ
Right hand (R) shown.
H B LF LH HF WF Insert Torque
B-CER/L16M16 32 16 150 24 16 22 GTGN-16... 3.5

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

T ¥

WF

SPARE PARTS @ & /é

Designation Clamp set Clamp screw Wrench Shir%?‘gﬁigpggving
B-CER16M16 CSP16 = T-15F G16ER/IL-S
B-CEL16M16 CSP16 = T-15F G16EL/IR-S

Reference pages: Inserts, Standard cutting conditions — F106

Tungaloy F105




Il INSERT
GTGN16

ER/IL shown.

- Steel *
M Stainless *
Cast iron
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Shim
+0. 0.l -
Designation | HAND Tt CHA B8 g insert COX1 10 | )| ooholdar, | Clamp-on
= (in) | (i) | (in) |screw-on and| toolholder
7] clamp-on
GTGN-16ER/IL100 R 1 0.039 |0.004 | @ 16 0.049 | 0.375 | 0.166 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR100 L 1 0.039 |0.004 | @ 16 0.049 | 0.375 | 0.166 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL120 R 1.2 0.047 |0.004 | @ 16 0.051 | 0.375 | 0.162 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR120 L 1.2 0.047 |0.004 | @ 16 0.051 | 0.375 | 0.162 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL140 R 1.4 0.055 |0.004 | @ 16 0.059 | 0.375 | 0.158 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR140 L 1.4 0.055 |0.004 | @ 16 0.059 | 0.375 | 0.158 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL170 R 1.7 0.067 |0.004 | @ 16 0.067 | 0.375 | 0.144 | G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR170 L 1.7 0.067 |0.004 | @ 16 0.067 | 0.375 | 0.144 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL195 R 1.95 0.077 |0.004 | @ 16 0.067 | 0.375 | 0.148 | G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR195 L 1.95 0.077 |0.004 | @ 16 0.067 | 0.375 | 0.148 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL225 R 2.25 0.089 |0.004 | @ 16 0.071 | 0.375 | 0.142 | G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR225 L 2.25 0.089 |0.004 | @ 16 0.071 | 0.375 | 0.142 | G16EL/IR-DT | G16EL/IR-S
Note: GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @ : Line up

Shim for GTGN depends on the toolholder type.

I STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cut";Ln(gsfsrﬁ;e ed ;: (eig:«j)
. . 45’321";(')’ oo, SH730 164 - 492 0.002 - 0.004

M Sstgr'gfg"s;;‘f' SH730 98 - 394 0.002 - 0.004

s Heat-resistant_na_lgklﬁ,‘g/itzpcifjm alloys, etc. SH730 98 - 131 0.002 - 0.004

Reference pages: Toolholders — F105

F106 tungaloy.com/us




TUNGHEROOVE

FPGR

External grooving toolholder

P
o o)
/
1 ]
T
)

Inch cw CDX H B LF HF WF HBH f2 Insert Torque
FPGR16-10T20 _ 0.787 1.000 1.000 7.000 1.000 1.020 - 0.019 PSG*10... 1.62
FPGR20-10T36 0.394 1.417 1.250 1.250 8.000 1.250 1.270 - 0.019 PSG*10... 1.62
FPGR16-15T20 - 0.787 1,000 1.000 7.000 1.000 1.020 = 0.019 PSG*15... 1.62
FPGR20-15T40 0.590 1,574 1.250 1.250 8.000 1.250 1.270 - 0.015 PSG*15... 1.62
FPGR20-20T40 - 1.574 1.250 1.250 8.000 1.250 1.270 0.314 0.015 PSG*20... 6.27
FPGR24-20T50 0.787 1.968 1.500 1500  10.000  1.500 1.520 0.314 0.015 PSG*20... 6.27
FPGR20-25T40 - 1.574 1.250 1.250 8.000 1.250 1.270 0.314 0.015 PSG*25... 6.27
FPGR24-25T50 0.984 1.968 1.500 1500  10.000  1.500 1.520 0.314 0.015 PSG*25... 6.7

CDX H B LF HF WF HBH f2 Insert Torque*
FPGR2525M-10T20 20 25 25 150 25 255 = 0.5 PSG*10... 22
FPGR3232P-10T36 10 36 32 32 170 32 325 - 0.5 PSG*10... 2.2
FPGR2525M-15T20 [0 46 1 20 25 25 150 25 255 - 0.5 PSG*15... 22 2
FPGR3232P-15T40 15 40 32 32 170 32 32,5 - 0.4 PSG*15... 2.2 3
FPGR3232P-20T40 - 40 32 32 170 32 325 8 0.4 PSG*20... 8.5 o
FPGR4040R-20T50 20 50 40 40 200 40 405 8 0.4 PSG*20... 8.5 o
FPGR3232P-25T40 - 40 32 32 170 32 32,5 8 0.4 PSG*25... 8.5
FPGR4040R-25T50 25 50 40 40 200 40 405 8 0.4 PSG*25... 8.5

(1) Can be used for both wide grooving and wide profile grooving
Torque: Recommended clamping torque: Ibs-ft (*N-m)
CDX, LF, f2 are dimensions when PSGM insert is attached. When mounting PSGB insert, the dimensions will be 0.197" (5 mm) longer.

SPARE PARTS % @ § (

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

Reference pages: Inserts — F110, F111, Standard cutting conditions — F111
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TUNGHEROOVE

FPGN

External profile grooving toolholder

¥ 1]
. N
ol s e =)
119 B LF 1
o z
f2

Inch cw CDX H B LF HF WF f2 Insert () Torque
FPGN08-10T20 | 0894 0984 0.500 0.500 4.946 0.500 0.450 0.216 PSG*10... 1.62
FPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSG*10... 1.62
FPGN12-10T20 _ 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSG*10... 1.62
FPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSG*15... 1.62
FPGN12-15T25 _ 1.181 0.750 0.750 5.196 0.750 0.670 0.216 PSG*15... 1.62
FPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSG*20... 6.27
FPGN16-20T32 _ 1.456 1.000 1.000 6.196 1.000 0.890 0.216 PSG*20... 6.27
FPGN16-25T36 0.984 1.614 1.000 1.000 6.196 1.000 0.990 0.216 PSG*25... 6.7
CDX H B LF HF WF f2 Insert Torque*

FPGN1212X-10T20 “ 25 12 12 125 12 11 55 PSG*10... 22
FPGN1616X-10T20 10 25 16 16 125 16 13 55 PSG*10... 2.2
FPGN2020K-10T20 _ 25 20 20 130 20 15 55 PSG*10... 22
FPGN1616X-15T25 15 30 16 16 125 16 155 55 PSG*15... 2.2
FPGN2020K-15T25 _ 30 20 20 130 20 17.5 55 PSG*15... 2
FPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSG*20... 8.5
FPGN2525M-20T32 _ 37 25 25 155 25 22,5 5.5 PSG*20... 8.5
FPGN2525M-25T36 25 41 25 25 155 25 25 5.5 PSG*25... 8.5

PSGB insert blank is available for tailored inserts.

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

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

CDX, LF, f2 are dimensions when PSGB insert is attached. When mounting PSGM insert, the dimensions will be 0.197" (5 mm) shorter.

SPARE PARTS % @ § (

Designation Lever Clamping screw Spring Wrench
FPGN**-10T..., 15T... FCL4 FCS3 BP-5 P-2.5
FPGN**-20T..., 25T... FCL8 FCS6 BP-9 RE5)

Reference pages: Inserts — F110, F111, Standard cutting conditions — F111
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SPGN

External profile grooving toolholder

CDX EL Lﬁ
mIEEEICD @
I @ LF -
I_I,_A = p— A
y Y
f2
Inch cw CcDX H B LF HF WF 2 Insert®  Torque
SPGN08-10T20 | 0894 0984 0.500 0.500 4.946 0.500 0.450 0.216 PSGB10 0.96
SPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSGB10 0.96
SPGN12-10T20 _ 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSGB10 0.96
SPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSGB15 2.58
SPGN12-15T25 _ 1.181 0.750 0.750 5.196 0.750 0.670 0.216 PSGB15 258
SPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSGB20 3.69
SPGN16-20T32 _ 1.456 1.000 1.000 6.196 1.000 0.890 0.216 PSGB20 3.69
SPGN16-25T36 0.984 1,614 1.000 1.000 6.196 1.000 0.990 0.216 PSGB25 3.69
-w CcDX H B LF HF WF 2 Insert®  Torque*
SPGN1212X-10T20 25 12 12 125 12 11 5.5 PSGB10 213
SPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSGB10 2.3
SPGN2020K-10T20 O 20 20 130 20 15 55 PSGB10 23 I
SPGN1616X-15T25 15 30 16 16 125 16 155 55 PSGB15 3.5 3
SPGN2020K-15T25 _ 30 20 20 130 20 17.5 5.5 PSGB15 35 o
SPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSGB20 5 o
SPGN2525M-20T32 _ 37 25 25 155 25 225 5.5 PSGB20 5
SPGN2525M-25T36 25 41 25 25 155 25 25 55 PSGB25 5

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

SPARE PARTS & /é

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

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

Reference pages: Inserts — F110, F111, Standard cutting conditions — F111
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Il CHIPBREAKER GUIDE

PSGM For wide grooving 0.020
Improved productivity with excellent — oot
chip control and the chipbreaker g
designed for high feed ;q:: 0012
. . 2 0.008
CW =0.394" - 0.984 0.004

0.394 0.591 0.787 0.984
Groove width : CW (in)

Blank for wide profile grooving inserts Specially tailored inserts
Can be prepared for various insert (example)

shapes Shortened cutting

time and improved productivity with
one-pass operations

CW =0.394" - 0.984"

=

Il INSERTS
PSGM

- Steel *
M Stainless *
Cast iron DA
I Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated
. . CW* |CW**| RE INSL| S
Designation ) . I . .
(mm)| (in) | (in) = (in) | (in)
<
PSGM10-08 10 0.394 | 0.031 | @ 0.433 | 0.157
PSGM15-15 15 0.591 | 0.059 | @ 0.591 | 0.197
PSGM20-20 20 0.787 | 0.079 | @ 0.866 | 0.256
PSGM25-20 25 0.984 | 0.079 | @ 0.866 | 0.256
*Tolerance: CW + 0.08 mm (CW = 10 mm), £ 0.1 mm (CW = 15 mm) @ : Line up

**Tolerance: CW + 0.003" (CW = 0.394"), + 0.004" (CW = 0.591")

Reference pages: Toolholders — F107 - F109
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PSGB

® B
—
%)
z
S - Steel bidbh ¢
cw ! M Stainless *
Cast iron *
Non-ferrous *
S Superalloys DA % : First choice
H Hard materials Y% : Second choice
Uncoated
Designation CW=0.025| CW=0.001 INSL| S
(mm) | (in) ; § (in) | (in)
>
PSGB10 10.2 0402 (@ @ 0.709 | 0.157
PSGB15 15.2 0598 (@ @ 0.787 | 0.197
PSGB20 20.2 079 |@ @ 1.063 | 0.256
PSGB25 25.2 0992 (@ @ 1.063 | 0.256
@ : Line up
I STANDARD CUTTING CONDITIONS
g
>
8
4  Wide grooving (PSGM insert) 5]
Hardness Cutting speed
ISO Workpiece material (HB) Grade Ve (gs f::)
. ':'1'% S;ff' <300 AH725 164 - 591
Groove width: CW (in)
0.394 0.591 0.787 0.984
Feed: f (ipr) 0.008 - 0.016 0.008 - 0.016 0.012 - 0.020 0.012 - 0.020
4 Wide profile grooving (PSGB insert)
i . Hardness Cutting speed
ISO Workpiece material Grade
plece : (HB) d Ve (sfm)
. C%ﬁ%" ;ttfe' <200 UX30 164 - 492
ﬁl:z)(/) s;tteéel <300 UX30 164 - 394
V] Stainless steel <200 UX30 164 - 394
Gray cast iron
. No.2508, etc. - TH10 164 - 492
Ductile cast irons
65-45-12, oto. = TH10 164 - 394
. AS'}‘TTZLL/T aoy - TH10 328 - 1640
B Spare parts for internal coolant supply attachment (Order separately) @ @
No. Parts name Designation Note
O Body FPGR... -
@ Insert PSGM... - ® N i
@ Coolant supply attachment SGCU-341 - ' ®
P G 1/8 thread P
@ Connector Commercial items ’i P
can be used NPT 1/8 thread \ Yo

Reference pages: Toolholders — F107 - F109
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TGTSR/L

External grooving toolholder, for 3 corner insert

o . i

0\
| b, L LF R
419 =
Right hand (R) shown.
[ Inch | CcwN CWX CDX H B LF LH HF WF Torque
TGTSR16-3 0.110 1.00 1.00 6 0.98 1.00 1.00 2.21
TGTSR16-4-1 0.040 0.057 0.100 1.00 1.00 6 1.00 1.00 1.00 2.21
TGTSR16-4-2 _ 0.160 1.00 1.00 6 1.00 1.00 1.00 2.21
TGTSR16-4-3 0.100 0.180 0.210 1.00 1.00 6 1.00 1.00 1.00 2.21
cDX H B LF LH HF WF Torque*
TGTSR/L2020K16 2.5 20 20 125 25 20 25 3
TGTSR/L2525M16 0.33 25 2.5 25 25 150 25 25 30 3
TGTSR/L2020K22-1 _ 2 20 20 125 25 20 25 3
TGTSR/L2020K22-2 15 o 35 20 20 125 25 20 25 3
TGTSR/L2020K22-3 _ 20 20 125 25 20 25 3
TGTSR/L2525M22-1 1 1.45 2 25 25 150 25 25 30 3
TGTSR/L2525M22-2  [NASo8 T 35 25 25 150 25 25 30 3
TGTSR/L2525M22-3 2.5 45 5 25 25 150 25 25 30 3

Use right-hand toolholders (TGTSR) with right-hand inserts (GBR); and left-hand toolholders (TGTSL) with left-hand inserts (GBL).

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

See below insert table.

Designation Insert
TGTSR16-3 GBR/L32...
TGTSR16-4-1 GBR43050R ~ 145
TGTSR16-4-2 GBR43150 ~ 230
TGTSR16-4-3 GBR43250 ~ 450
TGTSR/L2020K16 GBR/L32...
TGTSR/L2525M16 GBR/L32...

TGTSR/L2020K22-1

TGTSR/L2020K22-2
TGTSR/L2020K22-3
TGTSR/L2525M22-1
TGTSR/L2525M22-2
TGTSR/L2525M22-3

SPARE PARTS

GBR/L43125 ~ 145 GBR/L43050R
GBR/L43150 ~ 230 GBR/L43075R ~ 100R
GBR/L43250 ~ 450 GBR/L43125R ~ 200R

GBR/L43125 ~ 145 GBR/L43050R
GBR/L43150 ~ 230 GBR/L43075R ~ 100R
GBR/L43250 ~ 450 GBR/L43125R ~ 200R

1 & {

Designation Clamp Clamping screw Wrench
TGTSR16-3 CP900 MCS520-2.5 P-2.5
TGTSR16-4... CP910 MCS520-2.5 P-2.5
TGTSR/L****16 CP900 MCS520-2.5 P-2.5
TGTSR/L™***22... CP910 MCS520-2.5 P-2.5

Reference pages: Inserts — F114 - F116, Standard cutting conditions — F116
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TGTTR/L

External grooving with tangential pocket, for 3 corner insert

ot el @) ™

CDX

LF

Right hand (R) shown.

| Metric  CwN CcWX CDX H B LF LH HF WF Torque
TGTTR/L2020K16 _ 2.5 20 20 125 20 20 27 3
TGTTR/L2525M16 0.33 25 2.5 25 25 150 20 25 32 3
TGTTR/L2020K22-1 _ 2 20 20 125 20 20 27 3
TGTTR/L2020K22-2 15 28 3.5 20 20 125 20 20 27 3
TGTTR/L2020K22-3 _ 5 20 20 125 20 20 27 3
TGTTR/L2525M22-1 1 23 2 25 25 150 20 25 32 3
TGTTR/L2525M22-2 _ 35 25 25 150 20 25 32 3
TGTTR/L2525M22-3 2.5 45 5 25 25 150 20 25 32 3

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

Designation Insert o
TGTTR/L2020K16 GBL/R32... <
TGTTR/L2525M16 GBL/R32... 3
TGTTR/L2020K22-1 GBL/R43125 ~ 145 GBL/R43050R (%

TGTTR/L2020K22-2 GBL/R43150 ~ 230 GBL/R43075R ~ 100R
TGTTR/L2020K22-3 GBL/R43250 ~ 450 GBL/R43125R ~ 200R
TGTTR/L2525M22-1 GBL/R43125 ~ 145 GBL/R43050R

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

SPARE PARTS "“‘H @ (

Designation Clamp Clamping screw Wrench
TGTTR/L****16 CP900 MCS520-2.5 P-2.5
TGTTR/L™****22... CP910 MCS520-2.5 P-2.5

Reference pages: Inserts — F114 - F116, Standard cutting conditions — F116
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I INSERTS

GBR/L32
3.18
2-Re  SP% T .
i
\O Elr?lrtr:?:d (R) shown.
- Steel * *
M Stainless *
Cast iron * S
l Non-ferrous *
S Superalloys DA DA ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CW=0.025 CW.:0.001 BE o § b C.DX IC
(mm) | (in) | (n) |T o S (in) | (mm)
I n ()
<C =z N
GBR32033 R 0.33 0.013 | 0.0012 | @ [ ] [ ] 0.031 | 9.58
GBL32033 L 0.33 0.013 | 0.0012 | @ 0.031 | 9.53
GBR32050 R 0.5 0.020 0.002 | @ [ J o 0.047 | 9.58
GBL32050 L 0.5 0.020 0.002 | @ 0.047 | 9.58
GBR32075 R 0.75 0.030 0.002 | @ [ J [ ] 0.079 | 9.53
GBL32075 L 0.75 0.030 0.002 | @ [ ] 0.079 | 9.53
GBR32095 R 0.95 0.037 0.002 | @ [ J [ ] 0.079 | 9.58
GBL32095 L 0.95 0.037 0.002 | @ o 0.079 | 9.58
GBR32100 R 1 0.039 0.002 | @ [ J [ ] 0.079 | 9.53
GBL32100 L 1 0.039 0.002 | @ [ ] 0.079 | 9.53
GBR32125 R 1.25 0.049 0.008 | @ [ J [ ] 0.079 | 9.58
GBL32125 L 1.25 0.049 0.008 | @ o 0.079 | 9.583
GBR32145 R 1.45 0.057 0.008 | @ [ J [ J 0.079 | 9.53
GBL32145 L 1.45 0.057 0.008 | @ 0.079 | 9.53
GBR32150 R 15 0.059 0.008 | @ [ J [ ] 0.079 | 9.58
GBL32150 L 1.5 0.059 0.008 | @ 0.079 | 9.58
GBR32200 R 2 0.079 0.008 | @ [ J [ ] 0.098 | 9.53
GBL32200 L 2 0.079 0.008 | @ 0.098 | 9.53
GBR32250 R 2.5 0.098 0.008 | @ [ J [ ] 0.098 | 9.58
GBL32250 L 2.5 0.098 0.008 | @ 0.098 | 9.53
@ : Line up

Reference pages: Toolholders — F112, F113, Standard cutting conditions — F116
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GBR/L43

4.76

2-Re D% vt )
o
\0 Right hand (R) shown.
Unit: mm
- Steel * *
M Stainless *
Cast iron * DA
l Non-ferrous *
S | Superalloys S DA v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.025 CW=0.001| RE |5 S . CDX | IC
Designation HAND mm) | (n) in) T e S (in) |(mm)
I n 0
< P4 X
GBR43125 R 1.25 0.049 0.008 | @ [ ] [ J 0.079 | 12.7
GBL43125 L 1.25 0.049 0.008 | @ 0.079 | 12.7
GBR43145 R 1.45 0.057 0.008 | @ [ ] [ J 0.079 | 12.7
GBL43145 L 1.45 0.057 | 0.008 | @ 0.079 | 12.7
GBR43150 R 1.50 0.059 0.008 | @ [ ] [ J 0.138 | 12.7
GBL43150 L 1.50 0.059 0.008 | @ [ ] 0.138 | 12.7
GBR43175 R 1.75 0.069 0.008 | @ [ ] [ J 0.138 | 12.7
GBL43175 L 1.75 0.069 | 0.008 | @ [ ] 0.138 | 12.7
GBR43185 R 1.85 0.073 0.008 | @ [ ] o 0.138 | 12.7
GBL43185 L 1.85 0.073 0.008 | @ [ ] 0.138 | 12.7
GBR43200 R 2 0.079 0.008 | @ [ ] [ J 0.138 | 12.7
GBL43200 L 2 0.079 | 0.008 | @ [ ] 0.138 | 12.7
GBR43230 R 2.3 0.091 0.008 | @ [ ] [ J 0.138 | 12.7
GBL43230 L 2.3 0.091 0.008 | @ [ ] 0.138 | 12.7
GBR43250 R 2.5 0.098 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43250 L 2.5 0.098 0.012 | @ 0.197 | 12.7
GBR43265 R 2.65 0.104 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43265 L 2.65 0.104 0.012 | @ 0.197 | 12.7
GBR43280 R 2.8 0.110 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43280 L 2.8 0.110 0.012 | @ 0.197 | 12.7
GBR43300 R 3 0.118 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43300 L 3 0.118 0.012 | @ 0.197 | 12.7
GBR43330 R 3.3 0.130 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43330 L 3.3 0.130 0.012 | @ 0.197 | 12.7
GBR43350 R 3.5 0.138 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43350 L 3.5 0.138 0.012 | @ 0.197 | 12.7
GBR43400 R 4 0.157 0.016 | @ [ ] [ J 0.197 | 12.7
GBL43400 L 4 0.157 0.016 | @ 0.197 | 12.7
GBR43430 R 4.3 0.169 0.016 | @ [ ] [ J 0.197 | 12.7
GBL43430 L 4.3 0.169 0.016 | @ 0.197 | 12.7
GBR43450 R 4.5 0.177 0.016 | @ [ ] [ J 0.197 | 12.7
GBL43450 L 4.5 0.177 0.016 | @ 0.197 | 12.7
@ : Line up

Reference pages: Toolholders — F112, F113, Standard cutting conditions — F116
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GBR/L43-R(full radius)
4.76
CDX, . =
= |
O
RE
Right hand (R) shown.
Unit: mm
- Steel * *
M Stainless ) ¢
Cast iron * DA
Non-ferrous Y
S | Superalloys S DA v : First choice
H Hard materials Y¢ : Second choice
¥ Coated Cermet | Uncoated
. . CW=0.025) CW0.001] RE Q CDX | |
Designation HAND . = 3 = . c
(mm) | (in) | (in) & S S (in) |(mm)
T (72} (2]
< P4 X
GBR43050R R 1 0.039 0.020 | @ [ ] [ ] 0.079 | 12.7
GBL43050R L 1 0.039 0.020 | @ [ ] 0.079 | 12.7
GBR43075R R 1.5 0.059 0.030 | @ [ ] [ ] 0.138 | 12.7
GBL43075R L 1.5 0.059 0.030 | @ [ ) 0.138 | 12.7
GBR43100R R 2 0.079 0.039 | @ [ ] [ ] 0.138 | 12.7
GBL43100R L 2 0.079 0.039 | @ [ ] 0.138 | 12.7
GBR43125R R 2.5 0.098 0.049 | @ [ ] [ ] 0.197 | 12.7
GBL43125R L 2.5 0.098 0.049 | @ [ ) 0.197 | 12.7
GBR43150R R 3 0.118 | 0.059 | @ [ ] [ ] 0.197 | 12.7
GBL43150R L 3 0.118 0.059 | @ [ ] 0.197 | 12.7
GBR43200R R 4 0.157 0.079 | @ [ ] [ ] 0.197 | 12.7
GBL43200R L 4 0.157 0.079 | @ [ ) 0.197 | 12.7
@ : Line up
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
ISO Workpiece material Hardness Grade Ve (sfm) f (ipr)
Carbon steels, Alloy steels 150 - 240HB NS9530 328 - 656 0.001 - 0.010
1045, etc.
AT, @i 150 - 240HB AHT710 197 - 492 0.002 - 0.010
M SeliEzeeiee] < 240HB AHT710 197 - 492 0.002 - 0.006
304, etc. : .
Cast irons Tensile strength
. No.250B, etc. < 350 N/mm? AH710 197 - 492 0.002 - 0.006
. e el sl - KSO5F 656 - 984 0.002 - 0.006

Aluminum, etc.

Reference pages: Toolholders — F112, F113
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SGTR/L

External grooving toolholder, for 3 corner inserts

LF

ﬂ&i

Right hand (R) shown.

CDX H B LF LH HF WF Insert Torque
SGTR1616-3 15-3 16 16 100 20 16 20 GLR/LS... 3.5
SGTR/L2020-3 1.15 2.7 15-8 20 20 125 20 20 25 GLR/L3... 3.5
SGTR/L2525-3 s 15-3 25 25 150 20 25 32 GLR/LS.. 35
SGTR/L2020-4 1.15 4.2 15-4 20 20 125 30 20 25 GLR/L4...,GOR/LA4... 5
SGTR/L2525-4 [sEaE 15-4 25 25 150 30 25 32 GLR/L4..,GOR/LA... 5
Torque: Recommended clamping torque: N-m
SPARE PARTS @ /®
Designation Clamping screw Wrench
SGTR/L™***-3 CSTB-4 T-15F
SGTR/L****-4 CSTB-5 T-20F
Il INSERTS
GOR/L (For O-ring)
= CDX
P
j |
[} c,gl
2-RE 3
\)9& Right hand (R) shown.
Unit: mm
B steel * *
M Stainless *
Cast iron Pig
Non-ferrous
Superalloys Y : First choice
H Hard materials 3¢ : Second choice
Cermet | Uncoated
) ) cw-+0004| oW+t | RE |© CDX| IC
Designation HAND| 099 005 o o
(in) | (mm) | (mm) |& 3] (mm)| (mm)
n X
P4 =)
GOR4190 R 0.098 2.5 0.4 o [ ] 1.5 12.7
GOR4240 R 0.126 3.2 0.4 o [ ] 2 12.7
GOR4310 R 0.161 41 0.7 [ ) [ ] 2.5 12.7
@ : Line up

Reference pages: Inserts — F117, F118, Standard cutting conditions — F118
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GLR/L (For lock ring)

CDX c/)‘

3
=

O
Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron DA
l Non-ferrous
S Superalloys % : First choice
H Hard materials ¢ : Second choice
¥ Cermet | Uncoated
Designation Hanp| W48 CW:ss, RE 3 o Chx| 1€ | S
(in) | (mm) |(mm) 2 S (mm) | (mm) | (mm)
P4 =]
GLR3115 R 0.045 1.15 01 | @ [ J 15 9.53 | 3.18
GLL3115 L 0.045 1.15 01 | @ [ ] 15 9.53 | 3.18
GLR3135 R 0.053 1.35 01 | @ [ J 15 9.53 | 3.18
GLL3135 L 0.053 1.35 01 | @ 1.5 9.53 | 3.18
GLR3165 R 0.065 1.65 01 | @ [ J 2 9.53 | 3.18
GLR3175 R 0.069 1.75 01 | @ [ ] 2 9.53 | 3.18
GLL3175 L 0.069 1.75 01 | @ [ J 2 9.53 | 3.18
GLR3195 R 0.077 1.95 0.1 | @ [ J 2.5 9.53 | 3.18
GLL3195 L 0.077 1.95 01 | @ [ J 2.5 9.53 | 3.18
GLR3220 R 0.087 2.2 01 | @ [ ] 3 9.53 | 3.18
GLL3220 L 0.087 2.2 0.1 [ ] 3 9.53 | 3.18
GLR3270 R 0.106 2.7 0.1 | @ [ J 3 9.53 | 3.18
GLL3270 L 0.106 2.7 0.1 [ ] 3 9.53 | 3.18
GLR4115 R 0.045 1.15 01 | @ [ ] 1.5 12.7 4.76
GLR4135 R 0.053 1.35 01 | @ [ J 15 12.7 | 4.76
GLR4165 R 0.065 1.65 0.1 | @ o 2 12.7 | 4.76
GLR4175 R 0.069 1.75 01 | @ [ J 2 12.7 | 4.76
GLR4190 R 0.075 1.9 01 | @ 25 12.7 | 4.76
GLR4195 R 0.077 1.95 01 | @ [ J 2.5 12.7 | 4.76
GLR4220 R 0.087 2.2 0.1 | @ o 3.5 12.7 | 4.76
GLL4220 L 0.087 2.2 0.1 [ ) 3.5 12.7 | 4.76
GLR4270 R 0.106 2.7 01 | @ [ ] 3.5 12.7 | 4.76
GLR4320 R 0.126 3.2 01 | @ [ J 4 12.7 | 4.76
GLL4320 L 0.126 3.2 0.1 [ ] 4 12.7 | 4.76
GLR4420 R 0.165 4.2 0.1 | @ [ J 4 12.7 | 4.76
GLL4420 L 0.165 4.2 0.1 [ ) 4 12.7 | 4.76
@ : Lineup
Il STANDARD CUTTING CONDITIONS
I1ISO Workpiece material Grade CUt;mg speed Feed: f (ipr)
c (sfm)
CW =0.079" - 0.157" CW > 0.157"
NS9530 262 - 656 0.003 - 0.008 0.003 - 0.010
. Carbon steel
UX30 197 - 492 0.003 - 0.008 0.003 - 0.010

Reference pages: Toolholders — F117
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GX-R/LE
External grooving toolholder, for 2 corner inserts

¥
cox_m——F H

WE
-
2]

1 == LH
ooﬁ o
N NE: ]
Right hand (R) shown.
Inch CWN CWX CDX H B LF LH HF WF Insert Torque
GX-1212REU _ 0.059 - 0.236 0.75 0.75 5.00 1.38 0.75 1.00 XGR63... 3.69
GX-1616REU 0.039 0.177 0.059 - 0.236 1.00 1.00 5.90 1.38 1.00 1.25 XGR63... 3.69

Metric CWN CWX CDX H B LF LH HF WF Insert Torque*

GX-2020RLE |1 45 15-6 20 20 125 40 20 25 XGR/L63... 5

GX-2525R/LE 1 4.5 15-6 25 25 150 38 25 32 XGR/L63... 5

Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...); and left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS I
Designation Clamp set Clamp screw Shim Shim screw Wrench
GX-1212REU,
GX-2020RE CP81A RT-1 SL-6R BHM4-8 P-4
GX-2020LE CP81A RT-1 SL-6L BHM4-8 P-4
GX-1616REU,
GX-2525RE CP81A RT-1 SL-1R BHM4-8 P-4 g
GX-2525LE CP81A RT-1 SL-1L BHM4-8 P-4 =
o
Note: Max. groove width and max. groove depth will depend on the insert type. e
(©)
XGR/L

8
<~ O
£

20
CDX
L. Bl steel *

e |
M Stainless *
Right hand (R) shown. Cast iron DA D ¢
Unit: mm l Non-ferrous *
S Superalloys DA | % : First choice
H Hard materials | ¢ : Second choice
Cermet Uncoated
Desi . CW=0.05 |CW=0002 RE |Q CDX
esignation HAND mm) | Gn) | (i) |2 °g (in)
(7] I X
P4 ()
XGR6310-02 R 1 0.039 |0.008 | @ [ N ] 0.059
XGL6310-02 L 1 0.039 |0.008 | @ [ BN J 0.059
XGR6315-02 R 1.5 0.059 |0.008 | @ [ N J 0.091
XGL6315-02 L 15 0.059 |0.008 | @ [ X} 0.091
XGR6320-02 R 2 0.079 |0.008 | @ [ N ] 0.118
XGL6320-02 L 2 0.079 |0.008 | @ o0 0.118
XGR6325-02 R 2.5 0.098 |0.008 | @ [ N J 0.150
XGL6325-02 L 2.5 0.098 |0.008 | @ [ X} 0.150
XGR6330-02 R 3 0.118 |0.008 | @ o0 0.177
XGL6330-02 L 3 0.118 |0.008 | @ [ BN J 0.177
XGR6335-02 R 3.5 0.138 |0.008 | @ [ N J 0.209
XGL6335-02 L 3.5 0.138 |0.008 | @ [ N} 0.209
XGR6340-02 R 4 0.157 |0.008 | @ o0 0.236
XGL6340-02 L 4 0.157 |0.008 | @ [ N J 0.236
XGR6345-02 R 4.5 0.177 |0.008 | @ [ N J 0.236
XGL6345-02 L 4.5 0.177 |0.008 | @ [ N J 0.236
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @ :Lineup

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

Reference pages: Inserts — F119, F120, Standard cutting conditions — F120
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XGR/L-QBN

8 20
2_RE Right hand (R) shown.
Unit: mm
-Steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys % : First choice
H Hard materials | ¥¢ : Second choice
CBN
. . CW=0.05/CW=0.002 RE CDX
Designation HAND . - 2 -
(mm) | (in) | (in) |& (in)
X
o
XGL6310S-QBN L 1 0.039 |0.008 | @ 0.059
XGR6315S-QBN R 1.5 0.059 |0.008 | @ 0.091
XGL6315S-QBN L 1.5 0.059 |0.008 | @ 0.091
XGR6320S-QBN R 2 0.079 |0.008 | @ 0.118
XGL6320S-QBN L 2 0.079 |0.008 | @ 0.118
XGR6325S-QBN R 2.5 0.098 |0.008 | @ 0.150
XGL6325S-QBN L 25 0.098 |0.008 | @ 0.150
XGR6330S-QBN R 3 0.118 |0.008 | @ 0.177
XGL6330S-QBN L 3 0.118 |0.008 | @ 0.177
XGR6335S-QBN R 3.5 0.138 |0.008 | @ 0.209
XGL6335S-QBN L 3.5 0.138 |0.008 | @ 0.209
XGR6340S-QBN R 4 0.157 |0.008 | @ 0.236
XGL6340S-QBN L 4 0.157 |0.008 | @ 0.236
XGR6345S-QBN R 4.5 0.177 |0.008 | @ 0.236
XGL6345S-QBN L 45 0.177 |0.008 | @ 0.236
@ : Line up

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

Il STANDARD CUTTING CONDITIONS

Cutting speed Feed: f (i
ISO Workpiece material Grade g sp eed: f (ipr)

Ve (sfm
(sfm) CW < 0.079" CW =0.079" - 0.157" CW > 0.157"

NS9530 262 - 656 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
Carbon steel
UX30 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

. Cast irons , Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

Hardened steels BX360 164 - 591 0.002 - 0.006 0.002 - 0.006 0.002 - 0.006

Reference pages: Toolholders — F119
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J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

g _obx i
Q B
w I Without offset
;t aﬁ ‘ o Ithout o1rse
[ LF N o), |
LH 350
wh 1010, 1212 Shank
I¢ NN ‘ Ig
Right hand (R) shown.
Inch CWN CWX CDX H B LF LH HF WF Insert Torque
JSVGR/L062.5 [ 0018 0079 0028-0217 0375 0.375 5 0.875 0.375 0.375 JVGR/L... 1.70
JSVGR/L082.5 0.013 0.079  0.028-0.217  0.500 0.500 5 0.875 0.500 0.500 JVGR/L... 1.70
JSVGR/L102.5 _ 0.028-0.217  0.625 0.625 5 0.875 0.625 0.625  JVGRIL... 1.70
CDX H B LF LH HF WF Insert Torque*
JSVGR/L1010K-C 0.7-55 10 10 125 23 10 10 JVGRIL... 23
JSVGR/L1212K-C 0.33 2 0.7-55 12 12 125 23 12 12 JVGRIL... 2.3

JSVGR/L1616K [essaEs  07-55 16 16 125 23 16 16 JVGRIL... 2.3

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

SPARE PARTS @ /@ /

Designation Clamping screw Wrench 1 gﬁ?::a% g
JSVGRI/L... CSTB-3S T-9F (T-9L) =
S
O
Il INSERT
JVG (with hand, sharp edge)
47_2?
3.18 Right hand (R) shown.
Unit: mm
Bl steel * [ & * g
M Stainless ¥* | %
Cast iron DA DA
Non-ferrous *
Superalloys * Y : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
Designation wanp| SV CVY+3-W2 F.‘E & § o C.DX Ic
(mm) | (in) | (n) |~ Q o = (in) |(mm)
I ~ (7] I
n - = =
JVGRO33F R 0.33 0.013 0 @ e [ J 0.028 | 7.94
JVGLO33F L 0.33 0.013 0 @ 0.028 | 7.94
JVGRO50F R 0.5 0.020 0 @ @ [ J 0.043 | 7.94
JVGLO50F L 0.5 0.020 0 @ 0.043 | 7.94
JVGRO75F R 0.75 0.030 0 @ e [ J 0.075 | 7.94
JVGLO75F L 0.75 0.030 0 @ 0.075 | 7.94
JVGR0O95F R 0.95 0.037 0 @ @ [ J 0.075 | 7.94
JVGLO95F L 0.95 0.037 0o | @ 0.075 | 7.94
JVGR100F R 1 0.039 0o @ e o [ J 0.217 | 7.94
JVGL100F L 1 0.039 0 @ o [ J 0.217 | 7.94
JVGR125F R 1.25 0.049 0 @ @ [ J 0.197 | 7.94
JVGL125F L 1.25 0.049 0o | @ 0.197 | 7.94
JVGR150F R 1.5 0.059 0 @ e o [ J 0.217 | 7.94
JVGL150F L 1.5 0.059 0 @ [ ] [ J 0.217 | 7.94
JVGR200F R 2 0.079 0 @ @ [ ] [ J 0.217 | 7.94
JVGL200F L 2 0.079 0o | @ 0.217 | 7.94
@ : Lineup

Reference pages: Standard cutting conditions — F128
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J-SERIES

JSXGR/L

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

"l

CDX

i

L |

iﬂfb o} Without offset

=X
I %% ‘ LF ,‘ ‘ﬂ; I
- 1010, 1212 Shank
Lt O E3}

Right hand (R) shown.

CWN CWX CcDX H B LF LH HF WF Inset  Torque
JSXGR/L1010K8-C 45-6 10 10 125 29 10 9.9 IXG... 1.3
JSXGR/L1212K8-C 0.7 2 45-6 12 12 125 29 12 11.9 JXG... 1.3
JSXGR/L1616K8 [oaEa 45-6 16 16 125 29 16 15.9 JXG... 1.3
JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG.. 1.3

JSXGR/L2525K8 45-6 25 25 125 29 25 24.9 JXG... 1.3

Can be wrenched also from the back with a double-head screw.
This toolholder can be used for JXF front-turning insert, JXR reverse-turning insert, and JXG parting and grooving insert.
Torque: Recommended clamping torque: N-m

SPARE PARTS & /<§ /

Designation Clamping screw Wrench 1 Xg)r;t?g:aﬁ
JSXGRI/L... CSTB-4SD T-8F (T-8L)
I INSERT
JXG (with hand, sharp edge)
- Steel * PAe
Right hand (R) shown. M Stainless *
Unit: mm Cast iron D¢
Non-ferrous *
Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation HAND cw.=0.001 Cw.0025 RE CDX1 IC logirR
(in) | (mm) |(mm)Q 2 (mm) | (mm)

N~ I

) =
JXGR8070FA R 0.028 0.7 0 [ ) [ J 4.5 8 15°
JXGL8070FA L 0.028 0.7 [ ] [ J 4.5 8 15°
JXGR8070FA-005 R 0.028 0.7 0.05 | @ 4.5 8 15°
JXGR8100FA R 0.039 1 [ ] [ J 6 8 15°
JXGL8100FA L 0.039 1 [ ] [ J 6 8 15°
JXGR8100FA-005 R 0.039 1 0.05 | @ 6 8 15°
JXGR8100FA45 R 0.039 1 0 @ [ J 4.5 8 15°
JXGR8100FA45-005 R 0.039 1 0.05 | @ 4.5 8 15°
JXGR8150FA R 0.059 1.5 0 @ [ J 6 8 15°
JXGL8150FA L 0.059 15 0 o [ J 6 8 15°
JXGR8150FA-005 R 0.059 1.5 0.05 | @ 6 8 15°
JXGR8150FA50 R 0.059 1.5 0 | @ [ J 5 8 15°
JXGR8150FA50-005 R 0.059 1.5 0.05 @ 5 8 15°
JXGR8180FA R 0.071 1.8 0 o [ J 6 8 15°
JXGR8180FA-005 R 0.071 1.8 0.05 | @ 6 8 15°
JXGR8200FA R 0.079 2 0 @ [ J 6 8 15°
JXGL8200FA L 0.079 2 0 @ [ J 6 8 15°
JXGR8200FA-005 R 0.079 2 0.05 @ 6 8 15°
JXGR8200FN R 0.079 2 0 | @ [ J 6 8 0°
JXGL8200FN L 0.079 2 0 @ [ J 6 8 0°
JXGR8200FN-005 R 0.079 2 0.05 | @ 6 8 0°

@ : Line up

Reference pages: Standard cutting conditions — F128
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JCCWSR/L
External grooving and parting toolholder, for Swiss lathes

SET Ty HELe

LH
CUTDIA
L
Hi0 Ex
Right hand (R) shown.
Inch cw CUTDIA H B LF LH HF WF Insert Torque
JCCWSR/L062 [ oore | ors7 0.375 0.375 5 0.748 0.375 0.1875  JCC*200... 2.58
JCCWSR/L082 0.079 0.787 0.500 0.500 5 0.748 0.500 0.250  JCC*200... 2.58
JCCWSR/L102 _ 0.787 0.625 0.625 5 0.748 0.625 0.3125  JCC*200... 2.58
Metric cw CUTDIA H B LF LH HF WF Insert Torque*
JCCWSR/L1010K2 2 20 10 10 125 19 10 10 JCC*200... 35
JCCWSR/L1212K2 2 20 12 12 125 19 12 12 JCC*200... 35
JoowsR/L1616K2 [ 20 16 16 125 19 16 16 JCC*200... 3.5
JCCWSR/L2020K2 2 20 20 20 125 19 20 20 JCC*200... 35
JocwsR/2s25k2 [ 20 25 25 125 19 25 25 JCC*200... 35
Torque: Recommended clamping torque: Ibs-ft (*N-m)
o
SPARE PARTS & /é / £
>
Designation Clamping screw Wrench 1 gﬁ?g:aﬁ 8
JCCWSRIL... CSTB-4S T-15F (T-15L) 0)
Il INSERT
JCC (Sharp edge)
RE Neutral Right hand Left hand E
(JCCN200F) (JCCR200F)  (JCCL200F)
3 3
INSL Ret ‘ «"PSIRR PSIRL ™/
- INSL Ref. INSL Ref.
- ey - pilee el -|
- Steel * Y
M Stainless *
Cast iron DA
Non-ferrous *
Superalloys *  : First choice
H Hard materials Y¢ : Second choice
Coated | Uncoated
. . CW=0.025|CW:0.001| RE INSL| h
Designation HAND . - o PSIRL PSIRR
(mm) | (in) | (n) |Q = (mm) | (mm)
N~ I
) =
JCCN200F N 2 0079 | 0 |@ ® 15 438 0° 0°
JCCN200F-005 N 2 0.079 |0.002| @ 15 438 0° 0°
JCCR200F R 2 0079 | 0 |@ ® 15 438 0° 15°
JCCL200F L 2 0079 | 0 |@ ® 15 48 | 15° 0°
JCCR200F-005 R 2 0.079 |0.002| @ 15 438 0° 15°
JCCL200F-005 L 2 0.079 |0.002| @ 15 48 | 15° 0°

@ : Line up

Reference pages: Standard cutting conditions — F128
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SJ-SERIES

JCGWSR/L

External grooving and parting toolholder, for Swiss lathes

| - - "
~ 1 "
w
) o
S
CUTDIA LH
'\
o T =}
Right hand (R) shown.
CUTDIA H B LF LH HF WF Insert Torque
JCGWSR/L1010K2 20 10 10 125 20 10 10 JCGN200F... 35
JCGWSR/L1212K2 2 20 12 12 125 20 12 12 JCGN200F... 3.5
Jogwsr/Ltetek2 [ 20 16 16 125 20 16 16 JCGN20OF... 35
Torque: Recommended clamping torque: N-m
SPARE PARTS & S /
Designation Clamping screw Wrench 1 zgget?::af)
JCGWSRI/L... CSTB-4S T-15F (T-15L)
Il INSERT
JCGN (Sharp edge)
RE Neutral Right hand Left hand
;—7\ RE RE
51 I | RN 5 y
INSL Rt 3 T 1) e
- el > \\_\A/ \LL/ =i
U- PSIRR PSIRL ©
Bl steel * ¥
M Stainless *
Cast iron Pig
Non-ferrous *
Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
CW=0.001|CW=0.025| RE INSL| h
Designation HAND| . PSIRL|PSIRR
(in) | (mm) |(mm) = (mm) | (mm)
N~ I
i =
JCGN200F N 0.079 2 0.05 | @ [ J 20 3 0° 0°
JCGN200FR R 0.079 2 0.05 | @ ( ] 20 3 0° 8°
JCGN200FL L 0.079 2 0.05 | @ { ] 20 3 8° 0°
@ : Line up

Reference pages: Standard cutting conditions — F128
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JSTGR/L

External grooving toolholder, for Swiss lathes

CDX 1= LF - i
L
51 )
Can be wrenched =
I also from the back == LH
; (519)
with a double-head —
Lt NO T
s RGP E
L
é Right hand (R) shown.
CDX H B LF LH HF WF HBH Insert  Torque
JSTGR/L063 0.028-0.102 0375  0.375 5 0.75 0.375 0375 0100 JTGR/A3.. 0.89
JSTGR/L083 0.013  0.118 0.028-0.102 0500  0.500 5 0.75 0.500  0.500 - JTGR/L3...  0.89
JSTGR/L103 _ 0.028-0.102 0.625  0.625 5 0.75 0.625  0.625 = JTGR/L3...  0.89

CDX H B LF LH HF WF HBH Insert Torque*
JSTGR/L1010X3 0.7 -2.6 10 10 120 18.5 10 10 2 JTGR/LS... 1.2

JSTGR/L1212F3 0.33 3 0.7-26 12 12 85 18.5 12 12 - JTGR/L3... 1.2
JSTGR/L1212X3 _ 0.7-2.6 12 12 120 18.5 2 12 = JTGR/LS... 1.2
JSTGR/L1616X3 0.33 3 0.7-26 16 16 120 18.5 16 16 - JTGR/S... 1.2

JSTGL1616K3 esE o7-28 16 16 125 18.5 16 16 = JTGR/L3... 12

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

%
JS-TGL3 .g
External grooving toolholder, for Swiss lathes o
[O)
LF
CWN- |~ 29 y
L CWXV e
= yCDXy
_ Tkh\_ |
| LA
e 2
H = () Left hand (L) shown.
) -
a Unit: mm
CDX DCONMS H B LF WF WB Insert Torque
JS19K-TGL3 0.7-26 19.05 18 18 125 6 1.5 JTGR3... 3
JS20K-TGL3 0.33 3 0.7-26 20 19 19 125 6 11.5 JTGRS... 3
ss22kTGLs  [NOSEETE 07-26 22 21 21 125 6 11.5 JTGR3... 3
JS25K-TGL3 0.33 3 0.7-26 25.4 24 24 125 10 12.7 JTGR3... 3

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

SPARE PARTS @ %% /

Designation Clamping screw Wrench 1 (%rpet?oc:alz)
JSTGRI/L... CSTB-4SD T-8F (T-8L)
JS™-TGL3 CSTB-4S T-15F -

Reference pages: Inserts — F126, F127, Standard cutting conditions — F128
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Bl INSERTS
JTG (Sharp edge)

Right hand (R) shown.
3.18  Unit: mm

Bl steel * & * ¥
M Stainless % | %
Cast iron DA *
l Non-ferrous *
S | Superalloys * Y : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
Designation HAND cwres CVY+8'002 BE o ug, o C.DX Ic
(mm)| (in) | (n) |K < o = (in) |(mm)
I ~ (7] I
n - = =
JTGR3033F R 0.33 0.013 | 0.0012 @ @ [ ] 0.028 | 9.53
JTGL3033F L 0.33 0.013 | 0.0012 [ ] [ ] 0.028 | 9.58
JTGR3033F-005 R 0.33 0.013 0.002 | @ 0.028 | 9.58
JTGR3043F R 0.43 0.017 | 0.0012 ( ) 0.043 | 9.58
JTGR3050F R 0.5 0.020 | 0.0012 @ @ [ ] [ J 0.043 | 9.53
JTGL3050F L 0.5 0.020 | 0.0012 @ @ [ ] 0.043 | 9.58
JTGR3050F-005 R 0.5 0.020 0.002 | @ 0.043 | 9.58
JTGL3050F-005 L 0.5 0.020 0.002 | @ 0.043 | 9.58
JTGR3065F R 0.65 0.026 | 0.0012 @ @ 0.075 | 9.53
JTGR3065F-010 R 0.65 0.026 0.004 | @ 0.075 | 9.58
JTGR3075F R 0.75 0.030 |0.0012 @ @ [ ] ([} 0.075 | 9.58
JTGL3075F L 0.75 0.030 |0.0012 @ @ [ ] [ ] 0.075 | 9.58
JTGR3075F-010 R 0.75 0.030 0.004 | @ 0.075 | 9.53
JTGL3075F-010 L 0.75 0.030 0.004 | @ 0.075 | 9.58
JTGR3080F R 0.8 0.031 |0.0012 @ @ 0.075 | 9.58
JTGR3080F-010 R 0.8 0.031 0.004 | @ 0.075 | 9.58
JTGR3085F R 0.85 0.033 |0.0012 @ @ 0.075 | 9.53
JTGR3095F R 0.95 0.037 | 0.0012 @ @ [ ] [ ] 0.075 | 9.58
JTGL3095F L 0.95 0.037 | 0.0012 @ @ [ ] 0.075 | 9.58
JTGR3095F-010 R 0.95 0.037 0.004 | @ 0.075 | 9.58
JTGL3095F-010 L 0.95 0.037 0.004 | @ 0.075 | 9.53
JTGR3100F R 1 0.039 0002 @® @ [ ] [ ] 0.083 | 9.53
JTGL3100F L 1 0.039 0002 @ @ [ ] 0.083 | 9.58
JTGR3100F-010 R 1 0.039 0.004 | @ 0.083 | 9.58
JTGL3100F-010 L 1 0.039 | 0.004 | @ 0.083 | 9.53
JTGR3110F R 1.1 0.043 0002 @ @ 0.083 | 9.53
JTGR3120F R 1.2 0.047 0002 @ @ 0.083 | 9.58
JTGR3120F-010 R 1.2 0.047 0.004 | @ 0.083 | 9.58
JTGR3125F R 1.25 0.049 | 0.002 @® @ [ J [ J 0.083 | 9.53
JTGL3125F L 1.25 0.049 0002 @ @ [ ] 0.083 | 9.53
JTGR3125F-010 R 1.25 0.049 0.004 | @ 0.083 | 9.58
JTGL3125F-010 L 1.25 0.049 0.004 | @ 0.083 | 9.58
JTGR3130F R 1.3 0.051 0002 @ @ 0.083 | 9.53
JTGR3140F R 1.4 0.055 0002 @ @ 0.083 | 9.53
JTGR3140F-010 R 1.4 0.055 0.004 | @ 0.083 | 9.58
JTGR3145F R 1.45 0.057 0002 @ @ o [ ] 0.083 | 9.58
JTGL3145F L 1.45 0.057 | 0.002 { ] [ J 0.083 | 9.53
JTGR3145F-010 R 1.45 0.057 0.004 | @ 0.083 | 9.53
JTGR3150F R 1.5 0.059 0002 @ @ [ ] [ ] 0.083 | 9.58
JTGL3150F L 1.5 0.059 0002 @ @ [ ] 0.083 | 9.58
JTGR3150F-010 R 1.5 0.059 | 0.004 | @ 0.083 | 9.53
JTGL3150F-010 L 1.5 0.059 0.004 | @ 0.083 | 9.53
@ : Line up

Reference pages: Toolholders — F125, Standard cutting conditions — F128
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JTG (Sharp edge)

CW_  <RE
F oy
—

[a)

(@]

Right hand (R) shown.
3.18  Unit: mm

.,

Bl steel * [ * ¢
M Stainless * | %
Cast iron PG *
l Non-ferrous *
S  Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation Hanp| SV 8% C“_Fg'ooz BE o ,_,8, o C.DX Ic
(mm)| (n) | (n) K Q S 2 (in) | (mm)
I ~ (%] I
n - P4 =
JTGR3175F R 1.75 0.069 0002 @ @ [ J [ J 0.083 | 9.53
JTGL3175F L 1.75 0.069 0.002 [ ) [ ] [ ] 0.083 | 9.53
JTGR3175F-010 R 1.75 0.069 0.004 | @ 0.083 | 9.53
JTGR3180F R 1.8 0.071 0002 @ @ 0.083 | 9.58
JTGR3200F R 2 0.079 0002 @ @ [ J [ J 0.102 | 9.53
JTGL3200F L 2 0.079 0002 | @ @ [ ] 0.102 | 9.53
JTGR3200F-010 R 2 0.079 0.004 | @ 0.102 | 9.53 o
JTGL3200F-010 L 2 0.079 0.004 | @ 0.102 | 9.58 %
JTGR3225F R 2.25 0.089 0002 @ @ 0.102 | 9.53 8
JTGR3250F R 2.5 0.098 0.002 @ @ [ J [ ] 0.102 | 9.53 (B
JTGL3250F L 2.5 0.098 0002 @ @ [ ] 0.102 | 9.53
JTGR3250F-010 R 2.5 0.098 0.004 | @ 0.102 | 9.58
JTGL3250F-010 L 2.5 0.098 0.004 | @ 0.102 | 9.53
JTGR3275F R 2.75 0.108 0.002 [ ) 0.102 | 9.53
JTGR3300F R 3 0.118 | 0002 | @ @ 0.102 | 9.53
JTGR3300F-010 R 3 0.118 0.004 | @ 0.102 | 9.58
@ : Line up
JTG (honed edge)
W
Her e,
7><i
o
N 3.18 Eg?tr:fnnd (R) shown.
- Steel *
M Stainless
Cast iron D¢
l Non-ferrous
S Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated
cermet
) ) CW:+395 CW+g002| RE CDX| IC
Designation HAND . . o X
(mm) | (in) | (in) |R (in) |(mm)
2
JTGR3100 R 1 0.039 |0.002 | @ 0.083 | 9.53
JTGR3125 R 1.25 0.049 |0.002 | @ 0.083 | 9.53
JTGR3150 R 15 0.059 |0.002 | @ 0.083 | 9.58
JTGR3200 R 2 0.079 |0.002 | @ 0.102 | 9.58
@ : Line up

Reference pages: Toolholders — F125, Standard cutting conditions — F128
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I STANDARD CUTTING CONDITIONS (J-Series grooving tool)

ISO Workpiece material Grade Cutting speed Feed

Ve (sfm) f (ipr)
J740 33-328 0.0004 - 0.004
SH725 164 - 492 0.0004 - 0.004

General steels,
. Free-cuitting stacls, etc. NS9530 164 - 492 0.0004 - 0.004
J9530 164 - 492 0.0004 - 0.004
J740 33-328 0.0004 - 0.004
Stainless steels, etc.

SH725 164 - 492 0.0004 - 0.004
Aluminum alloys, copper alloys, etc. TH10 33 - 656 0.0004 - 0.004
s Difficult-to-cut materials, titanium alloys, etc. TH10 33-98 0.0004 - 0.004

F128 tungaloy.com/us




MY=T SERIES

CGWSR/L-FLR/L#GP

External grooving and turning toolholder

] 2020 shank J%;Jﬁ;
A CDX
L Te)
=l 4] C°¢ N¢ 00
! ° | |
(T
=l |45 T| | 485
ol = LF
Lo
Ii [} ob ‘I¢ Right hand (R) shown.
Unit: mm
CDX H B LF HF WF Insert Shank Adapter Torque
CGWSR/L2020-FLR/L3GP 10 20 20 152 20 27  FLEX30R/L CGWSR/L2020 FLR/A3GP 5
CGWSR/L2525-FLR/L3GP 3 10 25 25 152 25 32 FLEX30R/L CGWSR/L2525 FLR/A3GP 5
CGWSR/L2020-FLR/LAGP - 2 20 20 152 20 27  FLEX40R/L CGWSR/L2020 FLR/LAGP 5
CGWSR/L2525-FLR/LAGP 4 12 25 25 152 25 32 FLEX40R/L CGWSR/L2525 FLR/LAGP 5
CGWSR/L2020-FLR/L5GP - 14 20 20 152 20 27  FLEX50R/L CGWSR/L2020 FLR/A5GP 5
CGWSR/L2525-FLR/L5GP 5 14 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/AL5GP 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.

Use right-hand toolholders (CGWSR...) with right-hand adapter (FLR...); and left-hand toolholders (CGWSL...) with left-hand adapter (FLL...).

Torque: Recommended clamping torque: N-m

SPARE PARTS @ & ( Feed direction

Front cutting edge

Designation Clamping screw  Adapter screw Wrench o
CGWSR/L***-FLR/L"GP CHHM5-18 CSHB-6 P-4 £
>

o

(o]

P

I Caution O

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

angle is formed by accepting a cutting force. In external grooving, there is a g oos
possibility that if the cutting conditions (feed and depth of cut) are set too high, g'g 0.02
the programmed diameter will not be achieved. To prevent this problem, it is 9 E ’
necessary to perform a compensation in the program by an amount that is §,§g oG
equal to the amount A'-A that is shown in the drawing on the right. The values SE
of compensation corresponding to the feeds are also shown in the graph. B

o

o

0.1 0.2 0.3
Feed: f (mm/rev)

Correction value for outer diameter
(Reference)

Reference pages: Inserts, Standard cutting conditions — F130

Tungaloy F129




Il INSERT
FLEX(R/L)

Recess

TWJ = 2=

To distinguish the insert hands, the V-shape
surface (top surface) of a left-hand insert has a

Right hand (R) shown. recess. (not of a right-hand insert)
Unit: mm
- Steel * * *
M Stainless * *
Cast iron DA DA
Non-ferrous
S Superalloys % : First choice
H Hard materials < : Second choice
Coated Cermet | Uncoated
N . 05| RE = BW
Designation HAND cw.t 0002 CW=0.05 o) e o
(in) | (mm) |(mm)/ o 3] (mm)
(<)) (2] X
= P4 2
FLEX30R R 0.118 3 0.4 [ ] 2.2
FLEX30L L 0.118 3 0.4 o 2.2
FLEX40R R 0.157 4 0.4 [ ] 3.1
FLEX40L L 0.157 4 0.4 o 3.1
FLEX50R R 0.197 5 04 | @ [ ] [ J 4
FLEX50L L 0.197 5 04 | @ [ ] [ ] 4
@ : Line up
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed: f (ipr)
Ve (sfm) Grooving Turning
T9225 262 - 984 0.002 - 0.010 0.004 - 0.012
. Carbon steel NS9530 262 - 656 0.002 - 0.010 0.004 - 0.012
UX30 197 - 492 0.002 - 0.010 0.004 - 0.012

Reference pages: Toolholders — F129
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CTWR/L

External grooving and parting toolholder, for 2 corner inserts

W T

WF |Q
W l>°<
i

CUTDIA © )

Right hand (R) shown.

CUTDIA CDX H B LF LH HF WF Insert  Torque
CTWR/L2020-3 32 14 20 20 150 41 20 20.25 CTD3 5

CTWR/L2525-3 S 32 14 25 25 150 41 25 25.25 CTD3 5
CTWR/L2020-4 [T 32 14 20 20 150 41 20 20.25 CTD4 5
CTWR/L2525-4 4 32 14 25 25 150 41 25 25.25 CTD4 5
CTwR/2525-5 BN 42 20 25 25 150 46 25 25.25 CTD5 5
Torque: Recommended clamping torque: N-m
S
SPARE PARTS s 4 ﬁ (
Designation Clamp Pin Clamping screw Washer Wrench
CTWR2020-3 CTC-3R BP-360 CTS-M6 CDwe P-4
CTWL2020-3 CTC-3L BP-360 CTS-M6 CDWeé P-4
CTWR2525-3 CTC-3R BP-360 CTS-M6 CDW6 P-4
CTWL2525-3 CTC-3L BP-360 CTS-M6 CDW6 P-4 2
CTWR2020-4 CTC-4R BP-360 CTS-M6 CcDW6 P-4 'g
CTWL2020-4 CTC-4L BP-360 CTS-M6 CDW6 P-4 o
CTWR2525-4 CTC-4R BP-360 CTS-M6 CDWe6 P-4 o
CTWL2525-4 CTC-4L BP-360 CTS-M6 CDW6 P-4
CTWR2525-5 CTC-5R BP-360 CTS-M6 CDwe P-4
CTWL2525-5 CTC-5L BP-360 CTS-M6 CDW6 P-4
Il INSERT
CTD
RE INSL Ref.
ﬁ |
51 s
(@)
—_ |
-
Bl steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
H Hard materials v« : Second choice
Coated
CW=0.004| CW=0.1 | RE INSL| h h2
Designation . Q
(in) | (mm) |(mm) = (mm) | (mm) | (mm)
<
CTD3 0.118 3 02 | @ 20 4.3 4
CTD4 0.157 4 02 | @ 20 53 5
CTD5 0.197 5 02 | @ 25 6.3 6
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed: f (ipr)
Ve (sfm) Grooving Parting off
. Carbon steel AH725 262 - 591 0.003 - 0.012 0.003 - 0.006
M Stainless steel AH725 164 - 394 0.003 - 0.010 0.003 - 0.004

Tungaloy F131




MY=-T SERIES

CGWSR/L-CGD

External grooving and parting toolholder

CUTDIA

o . "l

Right hand (R) shown.

CUTDIA CDX H B LF LH HBL HF WF Insert Shank Adapter Torque
CGWSR/L2020-CGDR/L2 35 16 20 20 152 45 48.5 20 26.45 CGD200 CGWSR/L2020 CGDR/L2

5
CGWSR/L2525-CGDR/L2 2 35 16 25 25 152 45 - 25  31.45 CGD200 CGWSR/L2525 CGDR/L2 5
CGWSR/L2020-CGDR/L3 W81 46 216 20 20 157.6 506 541 20  26.45 CGD300 CGWSR/L2020 CGDR/AL3 5
CGWSR/L2525-CGDR/L3 3 46 216 25 25 1576 50.6 - 25  31.45 CGD300 CGWSR/L2525 CGDR/L3 5
CGWSR/L2020-CGDR/L4 [N 46 216 20 20 1576 50.6 541 20  26.65 CGD400 CGWSR/L2020 CGDR/L4 5
CGWSR/L2525-CGDR/L4 4 46 216 25 25 1576 50.6 - 25  31.65 CGD400 CGWSR/L2525 CGDR/L4 5
CGWSR/L2020-CGDR/L5 W61 46 216 20 20 1576 506 541 20  26.95 CGD500 CGWSR/L2020 CGDR/L5 5
CGWSR/L2525-CGDR/L5 5 46 216 25 25 1576 50.6 - 25  31.95 CGD500 CGWSR/L2525 CGDR/L5 5
CGWSR/L2020-CGDRL6 [BIN 46 216 20 20 1576 50.6 541 20  27.1 CGD600 CGWSR/L2020 CGDR/L6 5
CGWSR/L2525-CGDR/L6 6 46 216 25 25 1576 50.6 - 25 321 CGD600 CGWSR/L2525 CGDR/L6 5
CGWSR2525-8 [7/8 s0 218 25 25 150 - - 25 2635 SSDIOo, - - 8.5
CGWSR3232-8 7/8 50 216 32 32 170 - - 32 3335 SS90 - - 8.5

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

SPARE PARTS 7 & & J & {

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

CGWSR****-8 = CCR/L-8 CHHM6-20 - 5X14AW BP-9 P-5
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I INSERT

CGD
g
RE
(@]
o
‘ h,| | INSL Ref. .
Bl steel s * *
M Stainless * *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.001 | CW0.025 o
Designation i X RE = 3 = INSL| 'h
(in) | (mm) ((mm) e o 3] (mm) | (mm)
ag n x
(O] P4 2
CGD200 0.079 2 02 | @ [ ] ([ J 20 3.25
CGD300 0.118 3 02 | @ [ ] ([ J 28.6 6.3
CGD400 0.157 4 02 | @ [ J ([ J 28.6 6.3
CGD500 0.197 5 02 | @ [ ] ([ J 28.6 6.3
CGD600 0.236 6 02 | @ [ ] ([ J 28.6 8.5
CGD700 0.276 7 02 | @ ([ J 28.6 8.5 87
CGD800 0.315 8 02 @ ([ J 28.6 8.5 =
@ : Line up 8
O
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed: f (ipr)
Ve (sfm) Grooving Parting off
GH330 230 - 591 0.003 - 0.012 0.003 - 0.006
. Carbon steel NS9530 262 - 656 0.003 - 0.012 0.003 - 0.006
UX30 197 - 492 0.003 - 0.012 0.003 - 0.006
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Internal
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NTERNAL

ADDICUT

A/E-STCIR/L

Internal grooving toolholder

A08-STCIR/L10-DO7U
A08-STCIR/L10-D08U
E08-STCIR/L10-D10U
A10-STCIR/L12-D09U
A10-STCIR/L12-D11U
E10-STCIR/L12-D13U

A12H-STCIR/L10-D105
A12H-STCIR/L10-D120
E12K-STCIR/L10-D150
A16J-STCIR/L12-D130
A16J-STCIR/L12-D160
E16M-STCIR/L12-D200

ﬁ L f— gi
f L i e
DMIN_»~ g
CWN-C B LF

O ~

E— n
Material [JISCHESIZS DMIN DCONMS  LH LF WF
Steel 0438 0500 0984 4000  0.339
Steel 0020 0118 0500 0500 1220  4.000  0.339
Carbide 10020 04187 0625  0.500 - 5000  0.339
Steel 0039 0418 0563 0625 1299 4500  0.441
Steel [[0089 0418 | 0688 0625 1614 4500  0.441
Carbide ~ 0039 0118 0813 0625 - 6.000  0.441
Material [JISCHESIZS DMIN DCONMS  LH LF WF
Steel 105 12 25 100 8.3
Steel 0.5 3 12 12 31 100 8.3
Carbide [NOBIINEIN 15 12 - 125 8.3
Steel 1 3 13 16 33 10 113
steel  [AETE 16 16 41 1o 113
Carbide 1 3 20 16 - 150 113

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

SPARE PARTS

&

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

S|
5 g
Rlir &

H Insert
0.475 TCIG10...
0.475 TCIG10...
0.475 TCIG10...
0.600 TCIG12...
0.600 TCIG12...
0.600 TCIG12...

H Insert

11 TCIG10...

11 TCIG10...

11 TCIG10...

15 TCIG12...

15 TCIG12...

15 TCIG12...

=@

Right hand (R) shown.

Torque
0.74
0.74
0.74
0.96
0.96
0.96

Torque*
1
1
1
1.3
1.3
1.3




I INSERT

TCIG
RE CW
<= ¥
<
3
-
*
M Stainless Y
Cast iron *
l Non-ferrous
S | Superalloys *
H Hard materials % : First choice
Coated
Designation CW=0.025 CW.=0.001 BE 0 C.DX P.DX
(mm) | (in) | (in) 'f (in) | (in)
<
TCIG10-050-005 0.5 0.020 |0.002 | @ 0.039 | 0.059
TCIG10-122-008 1.22 0.048 |0.003 | @ 0.079 | 0.045
TCIG10-142-008 1.42 0.056 |0.003 | @ 0.079 | 0.041
TCIG10-150-010 1.5 0.059 |0.004 | @ 0.079 | 0.039
TCIG10-172-008 1.72 0.068 |0.003 | @ 0.079 | 0.035 8’
TCIG10-200-010 2 0.079 |0.004 | @ 0.079 | 0.030 g
TCIG10-250-020 25 0.098 |0.008 | @ 0.079 | 0.020 o
TCIG10-300-020 3 0.118 |0.008 | @ 0.079 | 0.010 (©)
TCIG12-100-010 1 0.039 |0.004 | @ 0.098 | 0.049
TCIG12-150-010 1.5 0.059 |0.004 | @ 0.118 | 0.039
TCIG12-197-008 1.97 0.078 |0.003 | @ 0.118 | 0.030
TCIG12-200-020 2 0.079 |0.008 | @ 0.118 | 0.030
TCIG12-224-008 2.24 0.088 |0.003 | @ 0.118 | 0.025
TCIG12-250-020 25 0.098 |0.008 | @ 0.118 | 0.020
TCIG12-277-015 2.77 0.109 |0.006 | @ 0.118 | 0.015
TCIG12-300-020 3 0.118 |0.008 | @ 0.118 | 0.010
@ : Line up

Shallower groove depths (T max) for smaller bores

Maximum groove depths (T max) for TCIG10 inserts are smaller than the CDX value
shown above when the grooving bore diameter is < 0.472" (12 mm); and for TCIG12,
when the bore diameter is < 0.630" (16 mm).
See the chart below for T max values in relation to the given bore diameter.

A -
- 0.118 I Application range
3  0.098 |-
o=
2= 0079
9 x
2 E 0059
> TCIG12
s 0039r TCIG10
= 0.020
| | | | | ()(’
0.413 0.433 0.472 0.512 0.551 0.591 0.630

Hole dia.: @ (in)

~ Max. groove depth
T max (in)

I STANDARD CUTTING CONDITIONS

ISO

Steel

Workpiece material

1045, 4140, etc.

Stainless steel
304, 316, etc.

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

Hardness

< 300 HB

<200 HB

<HRC 40

Priorit Cutting speed Feed
riortty Ve (sfm) f (ipr)
First choice 98 - 262 0.0004 - 0.002
First choice 98 - 164 0.0004 - 0.002
First choice 33-164 0.0004 - 0.002
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AboPCcUuT

S-QSIR/L-H
Internal grooving head

=@

DCONMS

Left hand (L) shown.

Ccw CDX DMIN DCONMS* Seat size LF WF Shank
S25-QSIR/L2T26D550-H 2.165 0.984 2 0.335 1.579 D1.00
$25-QSIR/L3T26D550-H 0.118 1.024 2.165 0.984 3 0.354 1.579 D1.00
$32-QSIR/L3T32D700-H _ 2.756 1.260 3 0.433 1.953 D1.25
$32-QSIR/L4T32D700-H 0.157 1.260 2.756 1.260 4 0.453 1.953 D1.25

DCONMS*: Mounting part diameter on the shank

Internal
SPARE PARTS {
S**-QSIR/L... QL-39

Straight Shank

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

© . OHX @
= . A
Z
Sy H By
'_
o | [BD OAL = L8 B[
ol =
=z
(@)
(&)
a
Material DCONWS* DCONMS BD OAL LS OHX CNT
D1.00-L10.2-7D-C Steel 0.984 1.000 0.984 10.200 6.830 6.200 G1/4
D1.00-L13.21-10D-C Steel 0.984 1.000 0.984 13.210 8.650 9.200 G1/4
D1.25-L.12.48-7D-C Steel 1.260 1.250 1.260 12.480 7.370 7.500 G3/8
D1.25-L16.24-10D-C Steel 1.260 1.250 1.260 16.240 9.670 11.200 G3/8

DCONWS*: Mounting part diameter on the head

SPARE PARTS @ /@

Designation Clamping screw Wrench
D1.00... SR M4X12DIN912 HW 3.0
[0].25., SR M5X12 DIN912 HW 4.0

Reference pages: Inserts — F138, F139, Standard cutting conditions — F139
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C#-SH-CHP / C#-SH-E-CHP
Tool adapter with PSC connection (made of steel or carbide), for S-QSIR/L modular heads

DN n
LPR
- B . 8 : 3
wni [a] wi (&}
> - 2
o —\—;;)—T = —— | e
0 i 0
a Ay
Fig. 1
PTET . material DCONWS* DCONMS LPR LB Fig
C4-SH-D25-2.5D-CHP Steel 25 (0.984") 40 55 35 1
C4-SH-D32-2.5D-CHP Steel 32 (1.260") 40 75 55 1
C6-SH-D25-5D-E-CHP Carbide 25 (0.984") 63 115 93 2
C6-SH-D32-5D-E-CHP Carbide 32 (1.260") 63 150 128 2

DCONWS*: Mounting part diameter on the head

D#4D-SH
Steel shank for internal turning, with through coolant, for S-QSIR/L modular heads

>
v

CNT
“p

2 2

I e e T 3

%) [ == 1 e

[ A O

DCONMS
OAL
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
D1.25-18.74-4D-SH Steel 1.250 1.250 8.740 UNF-2B 1/2"-20 1.142

DCONWS*: Mounting part diameter on the head

C6-9D-C
Vibration-dampening toolholder with PSC connection, 9xD, for S-QSIR/L modular heads
LPR £
LB 3 @
nk 8'
b I s —————— =
% - fj:g -
o
Oy Y

Material DCONWS* DCONMS LPR LB WT (kg)
C6-D25-L230-9D-C Steel 25 (0.984") 63 230.5 200.1 1.65
C6-D32-L288-9D-C Steel 32 (1.260") 63 288.5 259.5 2.73

DCONWS*: Mounting part diameter on the head

SPARE PARTS & ﬁ

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

D1.00... SR M4X12DIN912 HW 3.0
C4/C6**D32...

D1.25... SR M5X12 DIN912 HW 4.0

Reference pages: Inserts — F138, F139, Standard cutting conditions — F139
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Il CHIPBREAKER GUIDE

QGM First choice for grooving M Standard feed #ﬁt Ua»

and parting 0.020

Smooth chip evacuation 0016

Well-designed edge with
high strength 0.008 I

0

0.012

Feed: f (ipr)

0.079 0.18 0.157
Groove width: CW (in)

QGS Lower cutting force and M Standard feed #ﬁt Ua»

superior sharpness 0.020
Uniquely designed edge g 0010
[ ] and chipbreaker < 0012
e CW =0.079" - 0.157" § 0008
Internal 0.004 |- I ........... I I

070,079 0118 0457

Groove width: CW (in)

Bl INSERTS
QGM

External/internal deep grooving and parting

RE

0™

-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials  : First choice
Coated
Designation Seat |CW:=0.05 CW:0002 RE g INSL| h
size | (mm) | (in) | (in) IR (in) | (in)
2
QGM2-020 2 2 0.079 |0.008 | @ 0.433 | 0.209
QGM3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGM4-030 4 4 0.157 |0.012| @ 0.512 | 0.287
@: Line up

Reference pages: Toolholders — F136, F137
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QGS

External/internal

deep grooving and parting
RE

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials  : First choice
Coated
Designation Seat CW=0.05(CW:0.002| RE § INSL| h
size | (mm) | (in) | (in) IR (in) | (in)
z
QGS2-020 0.079 |0.008 | @ 0.433 | 0.209
QGS3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGS4-030 0.157 |0.012| @ 0.512 | 0.287
@: Line up

I STANDARD CUTTING CONDITIONS

ISO Workpiece material

Steel
1045, 4140, etc.

Stainless steel
304, etc.

Gray cast iron
No.250B, etc.

Ductile cast iron
65-45-12, etc.

Superalloys
Inconel718, etc.

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

Please see page F138 for feed: f (ipr).

Reference pages: Toolholders — F136, F137

Hardness

<300 HB

<200 HB

< HRC 40

<HRC 40

Grade

AH7025

AH7025

AH7025

AH7025

AH7025

AH7025

Cutting speed
Vc (sfm)

164 - 591

164 - 394

164 - 591

164 - 394

66 - 131

66 - 197

Grooving

Tungaloy F139




TUNGCUT

CTIR/L
Internal grooving and turning toolholder

= =
@

=
Bl
L >
8
¥—— Seal cap Right hand (R) shown.
Inch CwW ][\ Seatsize CDX DCONMS H LF® LH WF Insert Torque
CTIR/L12-3T06-D16 0118 1.000 3 0.236 0.750 0.551 6.500 1575  0.609 DTI..., DTX... 3.69
CTIR/L16-3T05-D16 0.118  1.000 3 0.201 1.000 0709 8000 1575  0.689 DTI..., DTX... 3.69
CTIR/L16-3T08-D20 0118 1250 3 0.315 1.000 0709 8000 1575  0.846 DTI..., DTX... 3.69
——  CTIR/L20-3T10-D25 0118  1.563 3 0.394 1.250 0.906  10.000 2.362  1.063 DTI..., DTX... 3.69
—=  CTIR/L12-4T06-D16  [10:467 1 1.000 4 0236 0750 0906 6500 1575  0.609 DTl..., DTX... 3.69
| "1 GTIRL16-4T08-D20 0157  1.250 4 0.315 1.000 1.181 8.000 1575  0.846 DTI..., DTX... 3.69
W] CTIR/L20-4T04-D20 0157 1250 4 0.157 1.250 0709  10.000 2362  0.819 DTI..., DTX... 3.69
CTIR/L20-4T10-D25 0.157  1.563 4 0.394 1.250 0.906  10.000 2.362  1.063 DTL..., DTX... 3.69
CTIR/L16-5T05-D20 0197 1250 5 0.197 1.000 1181 8000 2362  0.681 DTI..., DTX... 6.27
CTIR/L20-5T10-D25 0.197  1.563 5 0.394 1.250 1181  10.000 2.362  1.063 DTI..., DTX... 6.27
CTIR/L20-6T04-D20 0236 1250 6 0.157 1.250 0.906  10.000 2.362  0.820 DTI..., DTX... 6.27
CTIR/L20-6T10-D25 0.236  1.563 6 0.394 1.250 1181  10.000 2.362  1.063 DTI..., DTX... 6.27
CTIR/L20-8T05-D23 0315 1438 8 0.197 1.250 1181  10.000 2.362  0.839 DTI..., DTX... 6.27
CTIR/L24-8T05-D26 0315  1.625 8 0.228 1.500 1181 12.000 2.559  0.982 DTI..., DTX... 6.27
(1) LF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: Ibs-ft
INCH When using the inserts that are not in the above
SPARE PARTS @ ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;hgzig;é/ﬁzn insert CW (in) DMIN (in)
CTIR/L12-3T06-D16 CM5x0.8x12-A P-4  CA-20 M6 DGM/DGS /SGN/DGL/DTM 0.079 1.969
CTIR/L16-3T05-D16 CM5x0.8x16-A P-4  CA-25 R1/8" DGM/DGS/SGN/DGL/DTM 0.118 1.969
CTIR/L16-3T08-D20 CM5x0.8x16-A P-4  CA-25 Ri/8" D]/ DIES / SEl /) / DetL ik Ul
CTIR/L20-3T10-D25 CM5x0.8x16-A P-4  CA-32 R1/8" DGM/DGS /DTM/DGL 0197 2.962
DGM /DGS / DTM / DGL 0.236 2.362
CTIR/L12-4T06-D16 CM5x0.8x12-A P-4  CA-20 M6 ST 0.315 0756
CTIR/L16-4T08-D20 CM5x0.8x16-A P-4  CA-25 R1/8" DTE/DGG 0118 1575
CTIR/L20-4T04-D20 CM5x0.8x16-A P-4  CA-32 R1/8" DTE / DGG 0.157 1.575
CTIR/L20-4T10-D25 CM5x0.8x16-A P-4  CA-32 R1/8" DTE/DGG 0.197 1.969
CTIR/L16-5T05-D20 CM6x1x16-A  P-5  CA-25 R1/8" DTE/DGG 0.236 1.969
CTIR/L20-5T10-D25 CM6x1x20-A  P-5  CA-32 R1/8" D2/ bIeE Dl 2
CTIR/L20-6T04-D20 CM6x1x20-A  P-5  CA-32 R1/8" pTR 0079 1z
DTR 0.118 1.496
CTIR/L20-6T10-D25 CM6x1x20-A  P-5  CA-32 R1/8" 5= N WS
CTIR/L20-8T05-D23 CM6x1x20-A  P-5  CA-32 R1/8" DTR 0197 1.693
CTIR/L24-8T05-D26 CM6x1x25-A  P-5  CA-40 R1/8" DTR 0.236 1.811
DTR 0.315 2.205

Reference pages: Inserts — F142 - F159, Standard cutting conditions — F160
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Seat size CDX DCONMS H LF® LH WF Insert Torque
CTIR/L16-2T08-D250 m 2 8 16 14 125 = 165 DGIM..,DGIS..,DTX.. 5
CTIR/L20-2T06-D250 2 25 2 6 20 18 160 40 15.8 DGIM..,DGIS..,DTX.. 5
CTIR/L20-3T06-D250  [INEI26 3 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-3T05-D250 3 25 3 5.1 25 23 200 40 17.5 DTLI.., DTX... 5
CTIR/A25-3T08-D320  [8 s 3 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-3T10-D400 3 40 3 10 32 30 250 60 27 DTI..., DTX... 5
CTIR/L20-4T06-D250  [NANo6 4 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-4T08-D320 4 32 4 8 25 23 200 40 215 DTL..., DTX... 5
CTIR/L32-4T04-D310 _ 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 40 4 10 32 30 250 60 27 DTI..., DTX... 5
CTIR/L25-5T05-D310  [INEIINGT 5 5 25 23 200 60 17.3 DTI..., DTX... 85
CTIR/L32-5T10-D400 5 40 5 10 32 30 250 60 27 DTL..., DTX... 8.5 o
CTIR/L32-6T04-D310  [6 8 6 4 32 30 250 60 20.8 DTI..., DTX... 85 §
CTIR/L32-6T10-D400 6 40 6 10 32 30 250 60 27 DTI..., DTX... 8.5 S
CTIR/L32-8T05-D370  [NEGa7 8 5 32 30 250 60 21.3 DTI..., DTX... 85 (5
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTL..., DTX... 8.5
(1) LF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: N-m
METRIC When using the inserts that are not in the above
SPARE PARTS @ ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;hgzigggﬁzn CW (mm) DMIN (mm)
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4  CA-16 M6 DGM /DGS / SGN / DGL / DTM 2 50
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS/SGN/DGL/DTM 3 50
CTIR/L20-3T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 IDICLY] /[DIEES / STt/ DTN / DTetL 4 &l
CTIR/L25-3T05-D250  CM5X0.8X16-A P-4  CA-25  R1/8" DGM/DGS /DTM/DGL ° €0
DGM/ DGS / DTM / DGL 6 60
CTIR/L25-3T08-D320  CMS5X0.8X16-A P-4  CA-25  R1/8" DGM/ DGS / DTM 8 20
CTIR/L32-3T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" BTE/DGG % AT
CTIR/L20-4T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 DTE / DGG 4 40
CTIR/L25-4T08-D320  CMS5X0.8X16-A P-4  CA-25  Ri1/8" DTE / DGG 5 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4  CA-32  Ri/8" DTE/DGG 6 50
CTIR/L32-4T10-D400  CM5X0.8X16-A P-4  CA-32  Ri/8" IDIVIE / IDEE g G2
CTIR/L25-5T05-D310 CM6X1X16-A  P-5 CA-25  R1/8" 312 2 22
CTIR/L32-5T10-D400 CM6X1X20-A  P-5  CA-32  Ri/8" TR 4 38
CTIR/L32-6T04-D310 CM6X1X20-A  P-5 CA-32  R1/8" DTR 5 i3
CTIR/L32-6T10-D400 CM6X1X20-A  P-5 CA-32  R1/8" DTR 6 46
CTIR/L32-8T05-D370 CM6X1X20-A  P-5 CA-32  R1/8" DTR 8 56
CTIR/L40-8T05-D420 CM6X1X25-A  P-5  CA-40  Ri1/8"

Reference pages: Inserts — F142 - F159, Standard cutting conditions — F160
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Il CHIPBREAKER GUIDE

Internal grooving and turning

DTX type Multi-functional type E1sgtandard feed and DoC (for turning) U&T%ﬁ#ﬂj/i/
197 [

(2 corners)

choice

0.157 N
- M Standard feed

0.016

Well balanced sharpness
and strength
Multi-functional insert

0.079}— -
CW = 0.079" - 0.315" ; = 0012 |- S B A
: : 0.039 o =
0 ¥ = o008 W L B B
0.004 0008 0012 0016 &
$ 0.004 I B B ..

Feed: f (ipr)

0.118

Depth of cut: ap (in

Groove width: CW (in)
0.079 M0.118 M0.157 10.197 M0.236 M0.315

0
0.079 0.118 0.157 0.197 0.236 0.315

!
v

F147 Groove width: CW (in)
DTI type (2 corners) For general purpose Il Standard feed and DoC (for turning) ##
I.D. grooving e =
— g 0157 Il Standard feed
Unique chipbreaker makes £ o118 ] 0016
chips shorter B 0079 |t
Molded and ground inserts £ | ..o g0
— available g < 000 I -H-N-N-
H _ " " 0004 0.008 0012 0.016 0.020 0024 3 ‘BB _B.
' CW =0.118" - 0.315 Feed: f (ipr) £ 0.004
Groove width: GW (in) 070118 0157 0197 0236 0.315
F148, F149 WO.13 WO0.157 M0.197 M0.236 M0.315 Groove width: CW (in)

DTM type General purpose [l Standard feed and DoC (for turning) UHF ] ﬁj j
(2 corners) o 5 * -

1st choice for grooving and % 0.157
turning ; 0118 Il Standard feed
Suitgble for light to medium % 0.079] - 0.016
cutting %
[a)]

. . 0.039 ,50012 ........................ -
Excellent chip control in — < o008 || - . =
machining steel aIon steel 0 0.004 0.008 0.012 0.016 0.020 0.024 '8' '
. ’ ’ Feed: f (ipr) 2 0.004 I ]
stainless steel, and heat-
Groove width: CW (in)

resistant alloy m0.079 M0.113 WO.157 M0.197 M0.236 M0.315 0.079 0118 0167 0197 0.236 0.316
CW =0.079" - 0.315" Groove width: CW (in)

F149

DTE type General purpose [l Standard feed and DoC (for turning) %Jﬁj }
0.197 —— % )
(2 corners) 3

Unique chipbreaker makes 0.157
chips shorter
Molded and ground insert 0,079} frefemtet ]

available 0.039 1l goor2| gl

CW =0.104" - 0.315" 0 % < ooos|- N W L B B
0.004 0.008 0.012 0.016 0.020 0.024 3

Feed: f (ipr) Q 0004 |-

Groove width: CW (in) 0 . . . :
0118 MO0.157 0197 M0.236 M0.315 0.118 0.157 0.197 0.236 0.315

F154, F155 Groove width: CW (in)

(in)

[l Standard feed
0.016

0.118 ! R

Depth of cut: ap

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

DGIM type . .
> yp 2 mm insert width only B Standard feed #
(2 corners) (For general purpose) 0.016
Unique chipbreaker for excellent chip control 7§ 0012
Excellent fracture resistance due to optimum 5 0.008
land on the cutting edge 3 0.004 I
For general applications on steels & stainless 0
0.079
steels Groove width: CW (in)
CW =0.079"
F147
DGIS type 2 mm insert width only M Standard feed K==
(2 corners) (Lower cutting force) 0.016
Lower cutting force 5 0012
Excellent fracture resistance due to optimum 5 0008
land on the cutting edge B 0.004 § |
Applicable for low carbon steels & 05079
stainless steels Groove width: CW (in)
CW = 0.079"
F148
. . ¥ o)
DGM type (2 corners) | 1st choice for grooving and M Standard feed JiL UHF j =
SGM type (1 corner) | parting 0.020 ! y S
0.016 5
Smooth chip evacuation E o
WeII—deSigned edge Wlth hlgh = 0012 o B
strength g 0.008 - I NN
Handed insert available * 0.004 I I W
Cw=0.079" - 0.315" 0 0,079 0118 0167 0197 0236 0.315
F150, F151 Groove width: CW (in)
. ¥
DGS type (2 CornerS) Lower cutting force and H Standard feed <H7 U@r j/
SGS type (1 corner) superior sharpness 0,020
Unique-designed edge and 5 0016
chipbreaker < 0012
Handed insert available 80008 gl
w
CW =0.079" - 0.315" 0.004 | I I I U
0 5,078 018 0457 0197 0.236 0375
F152, F153 Groove width: CW (in)

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

Internal grooving

DGL type (2 corners)

1st choice for mild steel

Chipbreaker with excellent chip

control at low feed

Suitable for mild steel which often
presents challenges in chip control

CW =0.079" - 0.236"

I Standard feed
0.016

50012 QU

“-E 0.008 (BT o I
§0_004 ll ,,,,,,, II .................

0

0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

=g g

F155

finish
CW =0.079" - 0.236"

0.079 0118 0157 0197 0.236
Groove width: CW (in)

F154
. \
DGG type (2 corners) | For non-ferrous materials B Standard feed #% U\:r ;
and titanium 0.016 ' /
Chipbreaker with low cutting force E 0012
Sharp cutting edge that prevents 5 0008
I . . 8
vibration and delivers fine surface - 0.004 l """" Il """" I I
0

Profiling and undercutting

DTR type (2 corners)
STR type (1 corner)

Molded
DTR, STR

Ground %
DTR &

F156, F157

Full radius type

Excellent chip control

Molded and ground inserts available

CW =0.079" - 0.315"

[l Standard feed and DoC (for turning)

= 0197

S 0.157
@©

£ 0118
o
5 0.079

e 9

<
3 0.039 | -
8 ‘

Feed: f (ipr)

0004 0008 0.02 0.016 0.020 0.024 0.028

Groove width: CW (in)

90.079 W0.118 M0.157 [10.197 W0.236 WO0.315

=
T
Y

DTIU type
(2 corners)

F157

Full radius type

Excellent chip control for undercutting

CW =0.118" - 0.236"

M Standard feed and DoC

0.016

0.008 |- III
0.004 I ,,,,,,,,,,,,,,,,,,,,
0

0.118 0.157 0.197 0.236
Groove width: CW (in)

Feed: f (ipr]

i

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

. [l Standard feed and DoC (for turning) T
DTA type Full radius type o467 = JW
(2 corners) € o157
Excellent chip control e
For aluminum wheel profiling £ 0118
Ground insert o 0079
CW =0.236" - 0.315" £ 0039
[0
a 0 0004 0.008 0,012 0,06 0,020 0.024
_ Feed: f (ipr)
h Groove width: CW (in)
F158 H0.236 W0.315

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

STH type External and face turning of Il Standard feed and DoC (for turning) # ﬁ j
0.008 ‘
(1 corner) hardened steel parts £ ol 4
High efficiency machining using light ? 0.004 |- l
D.O.C. and increased feeds 3 0.00
Cw =0.118", 0.197" 2
AN g 0 0.020 0.040 0.060 0.080
\:.s 8 Feed: f (ipr)
_ Groove width: CW (in) o
mO0.118 m0.197
F158 §
o
o
- - (D
External/internal grooving of hardened steel
- . M Standard feed '
SGN-CBN type For hardened steel cutting 0.0039 #% j
(1 corner) : /
Optimum cutting edge shape for 00031 | g g
- | grooving of hardened steels £ 00024 -8B
/ g High tolerance width for finishing oo - N B L
. ' CW = 0.079" - 0.197" e
v (Tol. 0.001") 0.0008
0 0079 0118 0457 0497
F159 Groove width: CW (in)

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

AHSBSO00S

. . - Continuous cutting, First choice
-3 - External and Internal, Turning
é/“ - AHSO00S AH7025
Turning - Light interrupted cutting,
. First choice
p ! - A mix of continuous and
r AH7025 interrupted cuts
Grooving AHG235
- / - Heavy interrupted cutting,
— AHG235 First choice
; - Facing, Parting
Parting-off
& < N - &
Continuous Light Interrupted Heavy Interrupted
Il GRADES
NN eves EXlrHeves KZXAeve
- First choice for external, internal, and - First choice for light interrupted cuts - First choice for heavy interrupted
side-turning, continuous cuts or a mix of continuous and interrupted cuts, as well as parting and facing
cuts applications

- New PVD coating with high Al content
provides excellent adhesion strength
- Improved wear and chipping resistance

_AH725 | JT B 1515 ] 79225 |

- General purpose PVD grade for high - First recommended grade for cast - Suitable for steel machining at
fracture resistance iron high speeds
- Excellent wear resistance in - New CVD coating and substrate
high speed machining deliver an outstanding balance of

wear and chipping resistance

_NS9530 | __GH130 [ '] JE AH905 [

- Advanced cermet for finish cutting - Recommended for - Remarkable for machining of heat
of steel interrupted machining resistant alloys
- Innovative grade with incredible - TICNO PVD coating layer with - Exclusive coating layer improves
fracture and high wear resistance high wear resistance adhesion strength and wear
- High hardness wear resistance resistance
__KSo5F [ TH10 ]
- Recommended for non-ferrous - Recommended for
materials and titanium non-ferrous materials
BXA10 J BX360 |}
- Coated CBN grade designed for - Developed for grooving applications
turning hardened steel parts of hardened steel parts

F146 tungaloy.com/us




I INSERTS
DTX

External/internal/face grooving and turning

RE
S ——e
7w INSLper

Gl

ES e[ e[ e K| [
M Stainless * | o ke
Cast iron *| kY k| [ Yo
Non-ferrous | PAe ‘
S | Superalloys * | 7% & ‘ *‘ ¥ : First choice.
H Hard materials ‘ ‘ ¥ : Second choice
Coated Cermet Uncoated
. . Seat |CW=0.05|CWz0.002] RE Y b2 9 Q INSL| h
Designation - : ) w N Lo Qo ® w . .
9 size |mm)| (in) () IRRB =& |5 8 (in) | (in)
O L IIIZXI (] (7]
F A0 =2 X
DTX2-020 2 2 0.079 |0.008 [ ] [ J [ J [ J 0.787 | 0.197
DTX3-030 3 3 0118 (0012 @ © ®© © © @ [ J [ J 0.787 | 0.197
DTX4-040 4 4 0157 |0016| @ ®© ®© ® ® © ([ J [ ] 0.787 | 0.197
DTX5-040 5 5 0197 (0016 @ ©®© ©®© © ® © [ J [ J 0.984 | 0.217 o
DTX6-080 6 6 0.236 |0.031 0000 [ J 0.984 | 0.217 %
DTX8-080 8 8 0.315 |0.031 [ ) [ ] [ ] [ ] 1.181 | 0.264 8
@ : Line up (B
DGIM
Internal grooving
E‘RE
O
, B =
14, INSL Ref. ‘
CH
Bl steel * [ || ¥ *| |
M Stainless ¥ | Y % ‘
Cast iron * |i‘( DA
Non-ferrous |
S Superalloys * i\(‘ ¥ : First choice
H Hard materials \ ¥ : Second choice
Coated Cermet
. . CW=0.05|CW:0.002 Y o
Designation Seat : RE | o S0 g 8 INSL| h
sizeé | (mm)| (in) | (n) AR K = o (in) | (in)
o LI X (7]
FIL<<O pd
DGIM2-020 2 2 0.079 |[0008 | ® ®© ®@ © [ J 0.787 | 0.197
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DGIS

Internal grooving

(%lRE
RN
fe——2&
14, INSL Ref. -
41
£
L Y
B steel k|| | | |k
M Stainless . dhAdh ¢ ‘ ‘
Cast iron * DA
Non-ferrous
S Superalloys * | ¢ % : First choice
H Hard materials ‘ ‘ ¥¢ : Second choice
Coated Cermet
Te) o
Designation Sgat CW=0.05 cw_:o.ooz BE o 89 S 3 INSL .h
size | (mm)| (in) | (n) |§ & & 2 2 (i) | (in)
o LI I n
FL<<<O z
DGIS2-020 2 2 0.079 (0008 ® ©@ ® @ [ J 0.787 | 0.197
@: Line up
DTI
Internal grooving and turning (for high precision)
RE
)
3 ~===3;
14° . INSL Ref.
ﬁ;
BBl steel *| k||| || |k
M Stainless ¥* Y %
Cast iron * DA S
Non-ferrous
S Superalloys * Y ‘ ‘ % : First choice
H Hard materials ‘ ‘ Y¢ : Second choice
Coated Cermet
. . CW=0.02|CW:0. Y Q
Designation Seat 0008 RE | S =t @ INSL|~ h
size | (mm) | (in) | (n) ¥ RN = o (in) | (in)
o LT X (7))
<O pd
DTI300-040 3 3 0.118 |0.016 | ® ® ® @ [ ] 0.787 | 0.197
DTI400-040 4 4 0.157 |0016 | @ ® @® @ [ ] 0.787 | 0.197
DTI1400-080 4 4 0157 (0031 @ ©@ ®@ © [ ] 0.787 | 0.197
DTI1500-040 5 5 0.197 (0016 @ ® @ @ [ ] 0.984 | 0.217
DTI500-080 5 5 0.197 (0031 ® ® ® @ [ ] 0.984 | 0.217
DTI600-080 6 6 0236 (0031 ® @ ®@ © 0.984 | 0.217
DTI600-120 6 6 0.236 (0047 ®@ ®@ ® @ 0.984 | 0.217
DTI800-080 8 8 0315 (0031 @ ®© @ @ 1.181 | 0.264
DTI800-120 8 8 0315 (0047 ® ® @ @ 1.181 | 0.264
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DTI

Internal grooving and turning

RE
—

B e——ug
14° INSL Ref.

o wl

BBl steel * [ | o | *
M Stainless ¥* [ Y %
Cast iron * DA DA
Non-ferrous
Superalloys * | Y¥ ¥ : First choice
H Hard materials ¥« : Second choice
Coated Cermet
Designation Seat CW:0.05 cw_zo.ooz BE © “g’ © 3 § INSL _h
size | (mm)| (in) | (in) 8 R K = o (in) | (in)
> LT I (7]
F <O =2
DTI3-040 3 3 0.118 (0016 ® ® ® @ [ J 0.787 | 0.197
DTI4-040 4 4 0.157 |0.016 ® ® ® @ [ J 0.787 | 0.197
@: Line up
DTM >
External/internal/face grooving and turning %
S
RE 10}
i
% '==ii\»
a 6 INSL Ref.
e 3
==
Bl steel * | [ %k
M Stainless % %
Cast iron * % %
Non-ferrous
Superalloys * * Y : First choice
H Hard materials 3¢ Second choice
Coated
Designation Seat CW:0.05 cw_:o.ooz BE g 2 § INSL .h
size | (mm)| (in) | (in) R & & (in) | (in)
I T T
- S
DTM2-020 2 2 0.079 | 0.008 ® ® @ 0.787 | 0.197
DTM3-030 3 3 0.118 | 0012 ® ® @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0.016 @® @® @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0031 @ @ @ 0.787 | 0.197
DTM5-080 5 5 0197 | 0031 @ @ @ 0.984 | 0.217
DTM6-080 6 6 0236 | 0031 ® @ @ 0.984 | 0.217
DTMB8-080 8 8 0315 | 0031 ® ® @ 1.181 | 0.264
@ : Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DGM

External/internal grooving and parting

RE Neutral PSIRL Left hand RE RE Right hand

S#

— 5

INSL Ref. INSL Ref.

o R R

Bl steel ke k| Yk Pk
M Stainless * | Y5 % % [ %
Cast iron * ) dbAdbAdl ¢ DA PG
l Non-ferrous Pig
S  Superalloys ¥ [ Y % % * Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | U=
Designation | S°3" |janp c(x*r‘:f C“(’i*r‘:')"” RE 1, 8wduygd |3 w  (INSLE P gl psipr
N IRKD®S=-© |0 3 (in) | (in)
o LI IIICI [0} 0
PIIII0< |z ¥
DGM2-020 2 N 2 0.079 |0008 ® ©@ ®@ @ [ BN ) [ ] [ ) 0.787 | 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 | 0.008 [ I} ([ J 0.787 | 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 | 0.008 o0 [ J 0.787 | 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 | 0.008 [ N} [ J 0.787 | 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 |0.0008 [ ) [ J 0.762 | 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 |0.0008 [ ] (] 0.762 | 0.197 15° 0°
DGM2.39-020 2 N 2.39 0.094 | 0.008 [ ] [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020 3 N 3 0118 (0008 ® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020-6R 3 R 3 0.118 | 0.008 o 0 [ J 0.787 | 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 | 0.008 [ I ([ J 0.787 | 0.197 6° 0°
DGMS3-002-6R 3 R 3 0.118 | 0.008 [ ] [ J 0.766 | 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.008 [ ] [} 0.766 | 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 | 0.008 [ I} [ J 0.787 | 0.197 0° 15°
DGMS3-020-15L 3 L 3 0.118 | 0.008 [ N [ J 0.787 | 0.197 15° 0°
DGMS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ ] [ 0.787 | 0.197 0° 0°
DGM4-030 4 N 4 0157 |0012 ©® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 | 0.012 o 0 [ J 0.787 | 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 | 0.012 [ N} [ J 0.787 | 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 | 0.012 [ X} [ J 0.787 | 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 | 0.012 [ X} ([} 0.787 | 0.197 15° 0°
DGM4.76-040 5 N 4.76 0.187 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
DGM5-030 5 N 5 0197 (0012 ©®© © © ®© © © © [ ] [ ) 0.984 | 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 | 0.012 o 0 [ J 0.984 | 0.217 0° 4°
DGM®6-030 6 N 6 0236 (0012 ©® © © © ®© ® O [ ] 0.984 | 0.217 0° 0°
DGM®6.35-040 6 N 6.35 0.250 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
DGM8-040 8 N 8 0315 (0016 @ ®© @ @ ( BN ] [ ) 1.181 | 0.264 0° 0°

@ : Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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SGM

External/internal deep grooving and parting

RE

PR

Neutral

INSL Ref.

PSIRL Left hand
==t
o INSL Ref.

LR SRR

RE
RN

Right hand

- =

o INSL Ref.

gl TR

Bl stee! 3 [ e | ¥ [ &
M Stainless b dbAdh db db ¢
Cast iron * ¥* Y % DA
Non-ferrous pAe
Superalloys ¥* | ¥ % * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat CW:0.05(CW002l RE | o 8 o & L INSL| h
Designation size |HAND mm) | @) | ) € S8 @ & i i) | (in) PSIRL|PSIRR
I I IIZI (2]
IO I X
SGM2-020 2 N 2 0079 |[0.008 ® © ®© ®@ © [ ] 0.787 | 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 | 0.008 | @ @ [} 0.787 | 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 | 0.008 | @ @ [ ] 0.787 | 0.197 6° 0°
SGMS3-020 3 N 3 0.118 | 0008 ® © ®@ ® © [ ] 0.787 | 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 | 0.008 | @ @ [} 0.787 | 0.197 6° 0°
SGM3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 15°
SGMS3-020-15L 3 L 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 | 15° 0°
SGM4-030 4 N 4 0157 (0012 | @ © ® ® © [ ) 0.787 | 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 | 0.012 | @ @ [ ] 0.787 | 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 | 0.012 | @ @ o 0.787 | 0.197 4° 0°
SGM5-030 5 N 5 0197 (0012 ©® ©@ ®© ® © [ 0.984 | 0.217 0° 0°
SGM6-030 6 N 6 023 (0012 | @ © ®© @ © [ ) 0.984 | 0.217 0° 0°
SGM8-040 8 N 8 0.315 | 0.016 | @ o o [ 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DGS

External/internal grooving and parting

RE Neutral PSIRL Left hand RE Right hand
E————— ————————\ | | 3
%# r———— RE ——————i PSIRR l 777}
7° 1 INSL Ref. ‘ 7 INSL Ref. ‘ 7 INSL Ref. -

il A I I R R

Bl steel Y ok | e k| Y k| [k
M Stainless ) 'dbidb 'db db ¢
Cast iron * * Y% % e DA
l Non-ferrous Dig
S  Superalloys * | ¢ |k * % : First choice
H Hard materials 5% : Second choice
Coated Cermet | Uncoated
. : Seat CW-0.05/CW=0.002) RE Qo808 |8 w INSL| h
Designation size |HAND (mm) | (in) | (in) ﬁ So g ® % e e in) | (in) PSIRL|PSIRR
o I ITIIICI (7] 7]
F <A< C<O < =z X
DGS2-005 2 N 2 0.079 | 0.002 [ } 0.787 | 0.197 0° 0°
DGS2-010 2 N 2 0.079 | 0.004 [ ) 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0079 (0008 @ © © © © © [ J [ ] 0.787 | 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 | 0.008 [ N ] [ ] 0.787 | 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 | 0.008 [ N ] [ J 0.787 | 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 |0.0008 [ ) [ ] 0.768 | 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 |0.0008 [ ) [ ] 0.768 | 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 | 0.008 [ N ] o 0.787 | 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 | 0.008 [ N ] [ J 0.787 | 0.197 15° 0°
DGS2-002-15R 2 R 2 0.079 |0.0008 [ ) [ ] 0.768 | 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 |0.0008 [ ) [ ] 0.768 | 0.197 15° 0°
DGS2.39-020 2 N 2.39 0.094 | 0.008 [ ) [ ] o 0.787 | 0.197 0° 0°
DGS3-020 3 N 3 0.118 |0.008 ® © ®© ®© ® © [ J [ ] 0.787 | 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 | 0.008 [ N ] [ J 0.787 | 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 | 0.008 [ N ] [ ] 0.787 | 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 |0.0008 [ ) [ ] 0.766 | 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 |0.0008 [ ) o 0.766 | 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 | 0.008 [ N ] [ ] 0.787 | 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 |0.0008 [ ) [ ] 0.766 | 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 |0.0008 [ ) o 0.766 | 0.197 15° 0°
DGS3.18-020 3 N 3.18 0.125 | 0.008 [ ) [ ] [ J 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0157 (0012 | @ © © ®© ® © { ] [ ] 0.787 | 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 | 0.012 [ N ] o 0.787 | 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 | 0.012 [ N ) [ J 0.787 | 0.197 4° 0°
DGS4.76-040 5 N 4.76 0.187 | 0.016 [ ) [ ] [ J 0.984 | 0.217 0° 0°
DGS5-030 5 N 5 0197 [0012 @ © © ®© © © { ] [ ) 0.984 | 0.217 0° 0°
DGS6-030 6 N 6 0236 (0012 @ © © © @ © [ ] 0.984 | 0.217 0° 0°
DGS6.35-040 6 N 6.35 0.250 | 0.016 [ ] [} [ J 0.984 | 0.217 0° 0°
DGS8-040 8 N 8 0.315 | 0.016 [ ) (] [ ] [ ) 1.181 | 0.264 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— < N &
Designation oDmax (in) Designation oDmax (in) O@& Xﬂi—
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102 ° :
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141 _
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055 ;
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338 ‘-

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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SGS

External/internal deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
5 ¥ oy R
7= INSL Ref 'i INSL Ref. INSL Ref. ‘
- f@m f@:’ﬁ
BBl stee * || [ A |k
M Stainless ) 'dbidh db db ¢
Cast iron * * | Y% % DA
l Non-ferrous Pig
S  Superalloys ) dbidh ¢ * % : First choice
H Hard materials < : Second choice
Coated Uncoated
. - Seat CW005/CW0.002 RE | o 8 o & . INSL| h
Designation size |HAND mm) | (i) | (in) S S ® X s in) | (in) PSIRL|PSIRR
I I ITII n
IO I NG
SGS2-020 2 N 2 0.079 |0008 ® © ®© ® © [ J 0.787 | 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 | 15° 0°
SGS3-020 3 N 3 0.118 (0.008 ® ®© © ® © [ J 0.787 | 0.197 0° 0°
SGS3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6°
SGS3-020-6L 3 L 3 0.118 | 0.008 | @® @ o 0.787 | 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 | 0.008 @ @ o 0.787 | 0.197 | 15° 0°
SGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 | 15° 0°
SGS4-030 4 N 4 0.157 |0012 @ © ®@ ® © [ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 |0012 @ © ®© ® © [ J 0.984 | 0.217 0° 0°
SGS6-030 6 N 6 0236 (0012 @ © © @ @ [ J 0.984 | 0.217 0° 0°
SGS8-040 8 N 8 0.315 | 0.016 | @ [ J [ J 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160

Grooving
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DGL

External/internal grooving and parting

RE
N
(@]

7 INSL Ref.

-

Bl stee! * |9 [
M Stainless ¥ [ % %
Cast iron * % %
l Non-ferrous
S Superalloys * %  : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat |CW=0.05 cw.:o.ooz BE § § § INSL _h
size | (mm)| (in) | (in) R & & (in) | (in)
I I T
<< <<
DGL2-020 2 2 0.079 | 0.008 ® ® @ 0.787 | 0.197
DGL3-025 3 3 0.118 | 0010 | @ @ @ 0.787 | 0.197
DGL4-030 4 4 0.157 | 0012 | @ @ @ 0.787 | 0.197
DGL5-030 5 5 0.197 | 0012 @ ® @ 0.984 | 0.217
DGL6-080 6 6 0236 {0031 | @ @ @ 0.984 | 0.217
@ : Line up
DTE

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

e———a

pP——————4

RE
=
o

7 INSL Ref.

.

B stee * | e[ ¥ | *
M Stainless * | ¥5 | %
Cast iron * DA
l Non-ferrous
S Superalloys ) dPAd % : First choice
Bl Hard materials Y : Second choice
Coated Cermet
Designation Seat CW:0.02 cw»_ro.ooos BE o § © g § INSL .h
size | (mm) | (in) |(n) ¥ RN = o (in) | (in)
o LT X 0
<O P4
DTE265-015 3 2.65 0.104 |0.006 ® ® ® @ [ ] 0.787 | 0.197
DTE300-020 3 3 0.118 |0.008| ® ® ® @ [ J 0.787 | 0.197
DTE300-040 3 3 0.118 (0016 @ ® ® @ [ ] 0.787 | 0.197
DTE315-015 3 3.15 0.124 |0006 | ® ® ® @ [ ] 0.787 | 0.197
DTE400-040 4 4 0.157 |0.016 | ® ® ® @ [ ] 0.787 | 0.197
DTE400-080 4 4 0157 |0031 1 ® ®© ® © [ ] 0.787 | 0.197
DTE415-015 4 4.15 0.163 |0.006 @ ® ® @ [ ] 0.787 | 0.197
DTE478-055 5 4.78 0.188 (0022 ® ®© ® © [ ] 0.984 | 0.217
DTE500-040 5 5 0.197 (0016 ® ® ® @ [ ] 0.984 | 0.217
DTE500-080 5 5 0197 (0031 @ @ @ @ [ ] 0.984 | 0.217
DTE515-015 5 5.15 0.203 (0006 @ ® @ @ 0.984 | 0.217
DTE600-080 6 6 0236 (0031 ®@ ®© @ @ 0.984 | 0.217
DTE600-120 6 6 0236 (0047 ® ®@ ® @ 0.984 | 0.217
DTE800-080 8 8 0315 0031/ @ @ @ @ 1.181 | 0.264
DTE800-120 8 8 0315 (0047 @ ©® @@ @ 1.181 | 0.264
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DTE

External/internal/face grooving and turning

RE
= <
S =

7 INSL Ref

Bl steel L AR dhAdh dhAdh dINE ¢
M Stainless ) dbidh 4 4b ¢
Cast iron % % * Y% %
l Non-ferrous
S  Superalloys Y dbxdh ¢ Y% : First choice
Bl 12rd materials Y% : Second choice
Coated Cermet
Designation Seat |CW=0.05Clz0002 RE 1, § 0 § 3 § § INSL| h
size |[(mm)| (in) (n)|YPRND=-© | (in) | (in)
oI III I 0
FFI<I< O I =z
DTES3-020 3 3 0.118 |0.008 [ ] [ ] [ J 0.787 | 0.197
DTES3-040 3 3 0118 |0016 | ® © © © ®© ® © [ ] 0.787 | 0.197
DTE4-040 4 4 0157 (0016 @ © © © © ® © [ ] 0.787 | 0.197
DTE4-080 4 4 0.157 |0.031 [ ] [ ] [ J 0.787 | 0.197
DTE5-040 5 5 0.197 |0.016 [ N [ ] [ J 0.984 | 0.217
DTE5-080 5 5 0.197 |0.031 [ ] [ ] [ J 0.984 | 0.217 8
DTE6-080 6 6 | 0.236 |0.031 e o o 0.984 | 0.217 3
. (o]
@ : Lineup (B
DGG
External/internal grooving (for high precision)
RE
3 —— |
7° INSL Ref.
B
B steel * *
M Stainless *
Cast iron * S Y
l Non-ferrous *
S Superalloys * DA ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
Designation Seat |CW:0.02 cw:_o.ooos BE g % w INSL| h
size | (mm) | (in) | (in) R S 8 (in) | (in)
I »n (9]
< z X
DGG200-020 2 2 0.079 | 0.008 | @ [ J [ J 0.787 | 0.197
DGG300-020 3 3 0.118 | 0.008 | @ [ J ([ J 0.787 | 0.197
DGG400-040 4 4 0.157 | 0.016 | @ [ J [ J 0.787 | 0.197
DGG500-040 5 5 0.197 | 0.016 | @ [ J [ J 0.984 | 0.217
DGG600-040 6 6 0.236 | 0.016 | @ [ J [ J 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DTR

Profiling and undercutting (for high precision)

RE
7 =
7 INSL Ref.

0-

Bl steel * % x|k *
M Stainless * | ¥ K
Cast iron * PAe DA
Non-ferrous
S  Superalloys * | ¢ % : First choicel
H Hard materials Y : Second choice
Coated Cermet
Designation Seat CW=0.02 cw»_:o.ooos BE o § 0 3 § INSL _h
size | (mm)| (in) | (n) YR R = @ (in) | (in)
o> LI I n
<O P4
DTR300-150 3 3 0.118 |0059 | @ @ @ @ [ ] 0.787 | 0.197
DTR400-200 4 0.157 (0079 @ ®@ ® @ [ ] 0.787 | 0.197
DTR478-239 5 4.78 0.188 (0094 @® ®© ®@ © [ ] 0.984 | 0.217
DTR500-250 5 0.197 |0098 | ® ®@ ® © { ] 0.984 | 0.217
DTR600-300 6 0236 |0.118| ® @ @ @ 0.984 | 0.217
@: Line up
DTR
Profiling and undercutting
RE
N I
7 INSL Ref. .
E
Bl steel x|k Yo [He| [e[k| [k
M Stainless * % % * %
Cast iron * b dhAdRAdD ¢ Y Y
l Non-ferrous DA
S Superalloys ¥* [ Y5 % % * % : First choice
H Hard materials % : Second choice
Coated Cermet Uncoated
Designation Sgat CW:0.05 CW-10.002 BE © § 0 § 9 9 § § m INSL .h
size |{mm)| (in) (N AIRKND S = © |o o (in) | (in)
o LI IIICI n n
i S S - SO = X
DTR2-100 2 2 0.079 |0.039 [ ] [ ] o [ ] 0.787 | 0.197
DTR3-150 3 3 0118 10059/ ® © © © ® ©® © [ [ ] 0.787 | 0.197
DTR4-200 4 4 0157 |0079 @ © © © ®© ® © [ [ ] 0.787 | 0.197
DTR5-250 5 5 0197 |0098 @ © © © ®© ® © [ ] [ ] 0.984 | 0.217
DTR6-300 6 6 0236 |[0.118| ® ® @ @ ( BN ] [ ] 0.984 | 0.217
DTR8-400 8 8 0.315 (0157 | @ ® ® @ [ BN ) [ ] 1.181 | 0.264
@ : Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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STR

Profiling and undercutting

RE

i

7o INSL Ref. o

e

-Steel * K
M Stainless * %
Cast iron * DA
Non-ferrous S
Superalloys * % * Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
Designation Seat CW=0.05 cw:;o.ooz BE § § n INSL _h
size | (mm) | (in) | (in) R & o] (in) | (in)
ju . (%)
< < X
STR2-100 2 2 0.079 |0.039/ ®@ @ [ ] 0.787 | 0.197
STR3-150 3 3 0.118 |0.059 | @ @ [ ] 0.787 | 0.197
STR4-200 4 4 0.157 |0.079 | @ @ [ ] 0.787 | 0.197
STR5-250 5 5 0.197 |0.098 | @ @ [ J 0.984 | 0.217
STR6-300 6 6 0.236 |0.118 | @ @ [ ] 0.984 | 0.217
STR8-400 8 8 | 0315 [0.157|@ @ o 1181 | 0.264 I
@: Line up 8
o
(O]
DTIU
Profiling and undercutting (for high precision)
RE
e
O
zﬂ INSL Ref.
o~
iy el
B stee! * | e ¥
M Stainless * | ¢ %
Cast iron * DA
Non-ferrous
Superalloys ¥* Y% % : First choice
Bl Hard materials % : Second choice
Coated
Designation 2?;: c;:’:;:':;z CW(»fo.ooos BE § Q8 INSL .h
in) | (in) B (in) | (in)
Q<O
DTIU300-150 3 3 0.118 |0.059 @ @ @ 0.787 | 0.197
DTIU400-200 4 4 0.157 |0.079 @ @ @ 0.787 | 0.197
DTIU500-250 5 5 0.197 |0.098 ® ©® @ 0.984 | 0.217
DTIU600-300 6 6 0.236 (0.118| @ @ @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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DTA

Aluminum wheel machining (for high precision)

RE

=
O

AN INSL Ref.

[ ="
e W

Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Bl Hard materials Y% : Second choice
Uncoated
Designation ifzaet CW:0.02 cw:.o.ooos F_{E o INSL _h AN
(mm) | (in) | (in) |= (in) | (in)
Internal I:I—:
DTA600-300 6 6 0.236 |0.118| @ 0.984 | 0.217 7
DTA800-400 8 8 0.315 |0.157 | @ 1.181 | 0.264 | 10°
@: Line up
STH
External/internal/face turning
4 INSL Ref.
LB
<
'
-Steel
M Stainless
Cast iron
Non-ferrous
Superalloys
H Hard materials | 3% % : First choice
CBN
Designation Seat CW:0.0ZSCW.:0.0M BE o INSL _h
size | (mm) | (in) | (in) S (in) | (in)
m
STH300-SR 3 3 0.118 | 0.012 | @ 0.787 | 0.197
STH500-SR 5 5 0.197 | 0.012 | @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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SGN

External/internal grooving

RE

'

7

CW

INSL Ref.

-—————— ]

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y ¥¢ : Second choice
CBN Condition
Designation Seat |CW:0.025 Cw.¢0.001 BE 3 INSL .h g . li ?'é
size | (mm) | (in) | (in) |8 i) | (n) | 2 BEE2
X S “sTg
m o £l £
SGN200-020 2 2 0.079 |0.008 | @ 0.787 | 0.197 | O
SGN200-020-S 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN200-020-H 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020 3 3 0.118 |0.008 | @ 0.787 | 0.197 | O
SGN300-020-S 3 3 0.118 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020-H 3 3 0.118 |0.008 | @ 0.787 | 0.197 O ?
SGN400-020 4 4 0157 |0.008| @ 0.787 | 0197 | O 3
SGN400-020-S 4 4 0.157 |0.008 | @ 0.787 | 0.197 @) 9
SGN400-020-H 4 4 0.157 |0.008 | @ 0.787 | 0.197 @) O
SGN500-020-S 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
SGN500-020-H 5 5 0.197 |0.008 | @ 0.984 | 0.217 @)
@: Line up
B Edge preparations
\ No symbol \ -S || -H \
0.13 mm 0.13 mm
\H} [+
R-honing P \\i 25° ‘
R-honing

500 [~

300 [~

200

100

Cutting speed: Vc (sfm)

BX360

a0l SGN***-020

SGN***-020-S

BX360

o /35"
R-honing

SGN***-020-H
BX360

0

& <

Continuous

O

Light Interrupted

- &

Heavy Interrupted

Reference pages: Toolholders — F140, F141, Standard cutting conditions — F160
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Il STANDARD CUTTING CONDITIONS

Cutting speed

1ISO Workpiece material Hardness Priority Grade Ve (sfm)
<300 HB First choice AH7025, AH725 164 - 591
Steel < 300 HB Wear resistance T9225, AH8005 262 - 984
. 1045, 4135, etc. <300 HB Impact resistance AH6235, GH130 164 - 394
<300 HB Surface quality NS9530 262 - 722
<200 HB First choice AH7025, AH725 164 - 394
M Sstoaé""ggj‘s;f:' <200 HB Wear resistance AH8005 164 - 394
<200 HB Impact resistance AH6235, GH130 164 - 394
Gray cast iron = First choice T515 492 - 2297
No.250B, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 591
Busie east fem - First choice T515 492 - 984
65-45-12, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 394
Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalloys <HRC 40 First choice AH8005 66 - 197
Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725, AH6235 66 - 131
Titanium alloys < HRC 40 First choice KSO05F 66 - 328
Ti-6AI-4V, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 262
Please see page F142 - F145 for feed: f (ipr).
STH
ISO Grade CwW Application Cut‘}i:?sfsnﬁ;eed Degt:: (?:)cut ;:Sg
) External turning 328 - 755 0.003 - 0.005 0.016 - 0.039
o Face turning 328 - 755 0.003 - 0.005 0.016 - 0.031
BXA10
) External turning 328 - 755 0.003 - 0.005 0.020 - 0.059
0197 Face turning 328 - 755 0.003 - 0.005 0.020 - 0.031
SGN
ISO Grade Edge preparation Workpiece condition Cut‘;::n(gsfsng;e ed ;:8;:‘)

No symbol Continuous 262 - 492 0.0012 - 0.0031
BX360 -S Light interrupted 164 - 394 0.0012 - 0.0031
-H Heavy interrupted 131 - 328 0.0012 - 0.0024

F160 tungaloy.com/us




MY=T SERIES

CGTR/L

Internal grooving and turning toolholder

N ‘
R
-
1
-8 LF g
=z
o 8
. a
CDX DCONMS H LF WF Insert
A12Q-CGTR30U 0138 0.750 0.709 7.090 0.571 G*30, GE30-AL
A16R-CGTR/L30U 0.118 1.260 0.197 1.000 0.961 7.870 0.728 G*30, GE30-AL
A16R-CGTR40U _ 0.197 1.000 0.961 7.870 0.728 G*40, GE40-AL
CDX DCONMS H LF WF Insert
S20Q-CGTR/L30 3.5 20 18 180 14.5 G*30, GE30-AL
S25R-CGTR/L30 3 32 5 25 23 200 18.5 G*30, GE30-AL
s2sR-CGTR/L40  [ATG 5 25 23 200 18.5 G*40, GE40-AL
$32S-CGTR/L40 4 40 6 32 30 250 23 G*40, GE40-AL
sesR-CcGTRAS0  [NSIG 5 25 23 200 18.5 G*50
$32S-CGTR/L50 5 40 6 32 30 250 23 G*50
Torque: Recommended clamping torque: Ibs-ft (*N-m)
SPARE PARTS @ (
Designation Clamping screw Wrench

A/S**-CGTR/L... BHM5-14 P-3

Reference pages: Inserts — F162 - F165, Standard cutting conditions — F166

Right hand (R) shown.

Torque
2.21

2.21
2.21

Torque*

W W W w w w

Grooving

Tungaloy F161



Internal

Il CHIPBREAKER GUIDE

Internal grooving

¥
GN 1st choice for internal grooving 0.012 U%‘»
Low cutting force and good chip ~ 0.010
(e}
control for internal grooving < 0.008 B # j Y
CW = 0.118" - 0.197" Beedl B B |
0.004 — — — -~
0002 [ —"—rn0
- Internal
0.118 0.157 0.197
F165 Groove width : CW (in)
. . ¥
GE 1st choice for external grooving 0.012 U*
and parting _0.010
Excellent chip control < 0.008 ¢j/
CW = 0.118" - 0.197" § 0006
% £ ooos| mocens
0002} — —— J— == MFace
Parting
0.118 0.157 0.197
F163 Groove width : CW (in)
. . *
GF 1st choice for face grooving 0.012 - U*
Low cutting force and good chip g 000
control for face grooving = 0008 —gg— gy #j/
, ] S 0006 — — — -
CW =0.118" - 0.197 & 0004l L
0.002 |
- Internal
0.118 0.157 0.197
Fi164 Groove width : CW (in)
Grooving and turning
¥
GT 1st choice for turning Ugr % Jﬁ
Low cutting force and good % 0.079
chip control for traversing > EED # Ej/
CW = 0.118" - 0.197" - Grso j
£ 0.039
g /
o
0.002 0.004 0.006 0.008 0.010 0.012
F163 Feed: f (ipr)
Profiling
¥ hej
GR Full radius type _ % m#
Low cutting force and good o 0.079 GR50
. g ©
chip control for profiling = GR40 # j/ j/
o
@ CW = 0.118" - 0.197" 5 ﬁ\l
£0.
a
0.002 0.004 0.006 0.008 0.010 0.012
F164 Feed: f (ipr)

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

F162 tungaloy.com/us




For aluminum and non-ferrous metal

'
GE-AL Reduce cutting force and welding 002 % Ua>

due to sharp chipbreaker 5 0.010
CW =0.118" - 0.157" < 0008 # v

S 0006 ———

(0]

& 0.004

[ Internal
0.118 0.157
F165 Groove width : CW (in)

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

Il INSERTS
GE
For external grooving and parting

=
O

RE INSL Ref.

d

(@)]
Bl steel e |5 [ * £
M Stainless % % 8
Cast iron ¥* | Y% S (B
Non-ferrous
Superalloys DA Y : First choice
H Hard materials Y : Second choice
Coated Cermet
. . CW+0.1|CW+0004) RE Q INSL| h
Designation 0 0 o & 8 3 ) .
(mm)| (in) | (n) |§ = & o @in) | (in)
o L L N
S ©) P4
GE30 3 0.118 |0.008 ® @® @ [ J 0.394 | 0.138
GE40 4 0.157 |0.008 ® ® @ o 0.394 | 0.157
GE50 5 0.197 |0.008 ® ® @ [ J 0.472 | 0177
@ : Line up
GT
For external grooving and turning
Bl steel * | % | A *
M Stainless % %
Cast iron * | 3 S
Non-ferrous
Superalloys DA % : First choice
H Hard materials v : Second choice
Coated Cermet
. . CW+0.1|CW+0004) RE Q INSL| h
Designation 0 0 o & 8 3 _S .
(mm) | (n) | (n) |¥ = & & (in) | (in)
o L I (2]
<O P4
GT30 3 0.118 |0.016 [ BN ) o 0.394 | 0.138
GT40 4 0.157 |0.016 o0 o 0.394 | 0.157
GT50 5 0.197 (0016 ® ® @ [ J 0.472 | 0177
@ : Line up

Reference pages: Toolholders — F161, Standard cutting conditions — F166
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GR

For profiling (full radius)

- Steel * % % D ¢
M Stainless % %
Cast iron * Y% D¢
Non-ferrous
Superalloys DA % : First choice
H Hard materials Y : Second choice
Coated Cermet
. . W+0-1|CW+2004 RE Q INSL| h
Designation cwsric N 2 X .
(mm)| (in) | (@n) | = o (in) | (in)
o L L N
Internal F <O <
GR30 3 0.118 |0.059 [ 2N ) [ J 0.394 | 0.138
GR40 0.157 |0.079| ® ® @ [ J 0.394 | 0.157
GR50 0.197 |0.098| ® ® @ [ J 0.472 | 0177
@ : Line up
GF
For face grooving
=
O
RE N INSL Ref.
-C_
-Steel D ¢ *
M Stainless *
Cast iron DA¢ D¢
Non-ferrous
Superalloys % : First choice
H Hard materials ¥« : Second choice
Coated Cermet
A A CW-+01|CW-+0004| RE o INSL h
Designation S D R R 1 3 ) .
(mm) | (in) | (in) |~ o (in) | (in)
ac n
) =2
GF30 3 0.118 |0.008 | @ [ ] 0.394 | 0.138
GF40 4 0.157 |0.008 | @ [ ] 0.394 | 0.157
GF50 0.197 |0.008 | @ [ ] 0.472 | 0.177
@ : Line up

Reference pages: Toolholders — F161, Standard cutting conditions — F166
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GN
For internal grooving

Bl steel *
M Stainless *
Cast iron Pig
Non-ferrous
Superalloys % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation CWrgT Ccwrges RE = INSL| h
(mm) | (in) | (in) = (in) | (in)
O]
GN30 3 0.118 |0.008 | @ 0.394 | 0.138
GN40 4 0.157 |0.008 | @ 0.394 | 0.157
GN50 5 0.197 |0.008 | @ 0.472 | 0177
@ : Lineup
(@)]
GE-AL =
For aluminum and non-ferrous metal 8
(O]
=
(@]
R 7. INSLeer |
-/
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Uncoated
Designation cwi: CV\{+g-°°4 BE o INSL .h
(mm) | (n) | (n) |3 (in) | (in)
e
GE30-AL 3 0.118 |0.008 | @ 0.394 | 0.138
GE40-AL 4 0.157 |0.008 | @ 0.394 | 0.157
@ : Line up

Reference pages: Toolholders — F161, Standard cutting conditions — F166
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Il STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade Ve (sfm)
T9225 262 - 984

Low carbon steel, Alloy steel _
(~ HB150) NS9530 328 - 656
GH730, AH120 164 - 591
T9225 262 - 722

Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 262 - 591
GH730, AH120 164 - 492
T9225 262 - 722

High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730, AH120 164 - 394
M Stainless steel GH730, AH120 164 - 394
. Gray iron, Ductile cast iron GH730, AH120 164 - 591
. Aluminum alloy, Non-ferrous metal KS05F 656 - 984

Internal
Feed: f (ipr)
Operation Groove width: CW
3 mm (0.118") 4 mm (0.157") 5 mm (0.197")
Internal grooving (GE**) 0.0016 - 0.006 0.002 - 0.006 0.002 - 0.006
Internal grooving (GN**) 0.0016 - 0.006 0.002 - 0.007 0.002 - 0.008

Internal traversing

ap =0.020 - 0.059

ap =0.020 - 0.079

ap =0.020 - 0.098

(GT*™) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Internal traversing ap = 0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
(GR*) f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012
Aluminum alloys
(GE**-AL) 0.0012 - 0.004 0.0012 - 0.004 -

For diameter compensation values in traversing, see page F129.
When vibration occurs in turning, please use the lower limit value in the above table
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TUNGT-CLAMP

A-FLER/LT

Internal grooving and threading toolholder

=i

(2]
IS
: g
\ 1 o
=
] LF | °
CWN-CwWX, ||

Right hand (R) shown.

DCONMS LF WF Insert Torque
A20-FLER/LT3 1.250 6.000 1.082 FLGT-3R/L... 2.21
A24-FLER/LT3 0.094 0.189 2.057 1.500 6.000 1.207 FLGT-3R/L... 2.21

Note: The right hand toolholders use right hand inserts, and the left hand toolholders use left hand inserts.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS @ & (

Designation Clamp Clamping screw Wrench
A20-FLERT3, A24-FLERT3 TF-72 S-412 5/32HEX
A20-FLELT3, A24-FLELT3 TF-73 S-412 5/32HEX

A_M-FLER/L

Grooving

Internal grooving and threading toolholder

i
it
|

\\
J

21 |

bWN-CWX

LF

i 2
DCONMS

Right hand (R) shown.

DCONMS LF WF Insert Torque
A08-FLER/L2 0.500 8.000 0.437 FL*2*L/R... 2.21

A10-FLER2 0.031 0.125 1.000 0.625 10.000 0.500 FL*-2*L... 2.21
A12-FLER/L2 _ 0.750 10.000 0.562 FL*2"L/R... 2.21
A16-FLER/L2 0.031 0.128 1.375 1.000 12.000 0.688 FL*-2"L/R... 2.21
A16-FLER/L3 0031 0250 1375 1.000 12.000 0.688 FL*-3“L/R... 2.21
DCONMS LF WF Insert Torque*
A25M-FLER/L3 25 300 17.7 FL*3“L/R... 3
A32M-FLER/L3 1 3 44.45 32 350 221 FL*-3"L/R... 3
A40M-FLER3 _ 40 350 245 FL*3"L... 3

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

INCH @ ( METRIC @ (
SPARE PARTS (== Q SPARE PARTS (=
Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
A08-FLER2 TF-146 S-310 7/64HEX A**M-FLER3 TF-73 S-412 5/32HEX
A08-FLEL2 TF-147 S-310 7/64HEX A**M-FLEL3 TF-72 S-412 5/32HEX
Al O'F'ﬂz#f‘;ﬁ; 2i TF-75 $-310 7/64HEX
A12-FLEL2, A16-FLEL2 TF-74 S-310 7/64HEX
A16-FLER3 TF-73 S-412 5/32HEX
A16-FLEL3 TF-72 S-412 5/32HEX

Reference pages: Inserts — F169 - F176, Standard cutting conditions — F176
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TUNGT-CLAMP

HS-FLER/L

Internal grooving and threading head, for S-570 shank

=
@

|
(AN ‘
DCONWS

LF

CWN-CWX_| T~

Right hand (R) shown.

DCONWS LF WF Insert Torque
HS40-FLER3W 40 40.1 28 FL*-3*L... &

HS50-FLER3W 1 3 70.1 50 41.9 35 FL*-3"L... 3

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

= = & (
= SPARE PARTS
Internal Designation Clamp Clamping screw Wrench
HS**-FLER3W TF-73 S-412 5/32HEX
S-570

Steel shank for head exchangeable tools

[ Metric | DCONMS LF2 CNT

S-570-40M-40 40 273 1/2-14NPT
S-570-50M-50 50 366 1/2-14NPT
SPARE PARTS & (
Designation Clamping screw Wrench
S-570-40M-40 SS8100 5/32HEX
S$-570-50M-50 SS94 1/4HEX

Reference pages: Inserts — F169 - F176, Standard cutting conditions — F176
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Il INSERTS
FLG-CB (With chipbreaker, metric width)

%i-» CDx
N
b

M 7\[IC

» ; \l ) - Steel *‘
N M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys Y % : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation  |HAND CW=0025 CW.:0.001 BE = C.DX I.C BTW S M
(mm) | (in) (in) - (in) | (in) | (in) | (in) | (in)
z
FLG-3M100R-CB R 1 0.039 0.005-0.010 | @ 0.055 0.3750 0.195 0.344 | 0.4050
FLG-3M100L-CB L 1 0.039 0.005-0.010 | @ 0.055 0.3750 0.195 0.344 | 0.4050
FLG-3M150R-CB R 15 0.059 0.005-0.010 | @ 0.100 0.3750 0.195 0.344 | 0.4050
FLG-3M150L-CB L 1.5 0.059 0.005-0.010 | @ 0.100 0.3750 0.195 0.344 | 0.4050
FLG-3M200R-CB R 0.079 0.005-0.010 | @ 0.100 0.3750 0.195 0.344 | 0.4050
FLG-3M200L-CB L 2 0.079 0.005-0.010 | @ 0.100 0.3750 0.195 0.344 | 0.4050
FLG-3M250R-CB R 2.5 0.098 0.005-0.010 | @ 0.160 | 0.3750 | 0.195 0.344 | 0.4050
FLG-3M250L-CB L 2.5 0.098 0.005-0.010 | @ 0.160 0.3750 0.195 0.344 | 0.4050 g
FLG-3M300R-CB R 0.118 0.005-0.010 | @ 0.160 0.3750 0.195 0.344 | 0.4050 g
FLG-3M300L-CB L 3 0.118 0.005-0.010 | @ 0.160 0.3750 0.195 0.344 | 0.4050 (%

@ : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLG-CB (With chipbreaker)

= CDx
O B
T NTE

RE
%) - Steel *
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
z
FLG-2047R-CB R 1.2 0.047 0.002-0.005 | @ 0.050 0.1875 0.150 0.219 | 0.2700
FLG-2047L-CB L 1.2 0.047 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLG-2062R-CB R 1.57 0.062 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2062L-CB L 1.57 0.062 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2078R-CB R 1.98 0.078 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2078L-CB L 1.98 0.078 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2094R-CB R 2.39 0.094 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2094L-CB L 2.39 0.094 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2125R-CB R 3.18 0.125 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-2125L-CB L 3.18 0.125 0.005-0.010 | @ 0.110 0.1875 0.150 0.219 | 0.2700
FLG-3031R-CB R 0.79 0.031 0.002-0.005 | @ 0.050 0.3750 0.195 0.344 | 0.4050
FLG-3031L-CB L 0.79 0.031 0.002-0.005 | @ 0.050 0.3750 0.195 0.344 | 0.4050
FLG-3047R-CB R 1.19 0.047 0.005-0.010 | @ 0.075 0.3750 0.195 0.344 | 0.4050
FLG-3047L-CB L 1.19 0.047 0.005-0.010 | @ 0.075 0.3750 0.195 0.344 | 0.4050
FLG-3062R-CB R 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3062L-CB L 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3072R-CB R 1.83 0.072 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3072L-CB L 1.83 0.072 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3078R-CB R 1.98 0.078 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3078L-CB L 1.98 0.078 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.4050
FLG-3088R-CB R 2.24 0.088 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3088L-CB L 2.24 0.088 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3097R-CB R 2.46 0.097 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3097L-CB L 2.46 0.097 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.180 0.3750 0.195 0.344 | 0.4050
FLG-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.180 0.3750 0.195 0.344 | 0.4050
@ : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLG

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys pAe % : First choice
H Hard materials ¥t : Second choice
Coated
Desianati CW=0.025| CW=0.001 RE ° cDX | IC BW S M
esignation — HANDY (mm) | (in) = ) | ) | Gm) | Gn) | Gn)
Z
FLG-2031R R 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2031L L 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2041R R 1.04 | 0.041 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2041L L 104 | 0.041 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2047R R 119 | 0.047 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2047L L 119 | 0.047 | 0.002-0.005 |@ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2058R R 147 | 0.058 | 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2058L L 147 | 0.058 | 0.005-0.010 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2062R R 157 | 0.062 | 0.005-0.010 |@ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-2062L L 157 | 0.062 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 o2
FLG-2094R R 239 | 0.094 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 | 'S
FLG-2094L L 239 | 0094 | 0.005-0.010 |@ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700 38
FLG-2125R R 318 | 0.125 | 0.005-0.010 | @ 0.110 [ 0.1875 [ 0.150 | 0.219 | 02700 | (5
FLG-2125L L 318 | 0.125 | 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 | 0.219 | 0.2700
FLG-3031R R 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3031L L 0.79 | 0.031 | 0.002-0.005 | @ 0.050 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3047R R 119 | 0.047 | 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3047L L 119 | 0.047 | 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3062R R 157 | 0.062 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3062L L 157 | 0.062 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3072R R 183 | 0.072 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3072L L 183 | 0.072 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3078R R 198 | 0.078 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3078L L 198 | 0.078 | 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3088R R 224 | 0.088 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3088L L 224 | 0088 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3094R R 239 | 0.094 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3094L L 239 | 0.094 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3097R R 246 | 0.097 | 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3097L L 246 | 0097 | 0.010-0.015 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3105R R 267 | 0.105 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3105L L 267 | 0105 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3110R R 2.79 | 0.110 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3110L L 279 | 0110 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3122R R 3.1 0.122 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3122L L 3.1 0.122 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3125R R 318 | 0.125 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3125L L 318 | 0.125 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3142R R 361 | 0.142 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3142L L 361 | 0142 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3156R R 3.96 | 0.156 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3156L L 396 | 0.156 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3178R R 452 | 0178 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3178L L 452 | 0178 | 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3185R R 47 | 0185 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3185L L 47 | 0.185 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3189R R 48 | 0189 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3189L L 48 | 0.189 | 0.020-0.025 |@ 0.180 | 0.3750 | 0.195 | 0.344 | 0.4050
FLG-3250R R 6.35 | 0250 | 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 | 0.344 | 0.4050
FLG-3250L L 6.35 | 0.250 | 0.020-0.025 | @ 0.180 | 0.3750 | 0.250 | 0.344 | 0.4050

@ : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLGP (Positive rake)

i
et

5°LJ‘L’ s

: 1%} L - Steel *
y N s M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (n) | (in) | (in) | (in) | (in)
2
FLGP-2031R R 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2031L L 0.79 0.031 0.002-0.005 | @ 0.050 | 0.1875 | 0.150 | 0.219 | 0.2700
FLGP-2062R R 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2062L L 1.57 0.062 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125R R 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-2125L L 3.18 0.125 0.005-0.010 | @ 0.110 | 0.1875 | 0.150 0.219 | 0.2700
FLGP-3047R R 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3047L L 1.19 0.047 0.005-0.010 | @ 0.075 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088R R 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3088L L 2.24 0.088 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094R R 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3094L L 2.39 0.094 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125R R 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3125L L 3.18 0.125 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156R R 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3156L L 3.96 0.156 0.005-0.010 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189R R 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
FLGP-3189L L 4.8 0.189 0.020-0.025 | @ 0.180 | 0.3750 | 0.195 0.344 | 0.4050
@ : Lineup
FLR-CB (Full nose radius, with chipbreaker)
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys ¢ ¥ : First choice
H Hard materials ¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND i ) = . . . , .
(mm) | (in) (in) p (n) | (in) | (in) | (in) | (in)
2
FLR-3031R-CB R 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3031L-CB L 1.57 0.062 0.031 [ ) 0.125 | 0.3750 | 0.195 0.344 | 0.4033
FLR-3047R-CB R 2.39 0.094 0.047 [ ) 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3047L-CB L 2.39 0.094 0.047 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4025
FLR-3062R-CB R 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017
FLR-3062L-CB L 3.18 0.125 0.062 [ ] 0.180 | 0.3750 | 0.195 0.344 | 0.4017

@ : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLR (Full nose radius)

%) ] ) - Steel *
N M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys ¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLR-2031R R 1.57 0.062 0.031 @ 0.110 0.1875 0.150 0.219 | 0.2683
FLR-2031L L 1.57 0.062 0.031 [ ) 0.110 | 0.1875 | 0.150 0.219 | 0.2683
FLR-2047R R 2.39 0.094 0.047 [ ] 0.110 0.1875 0.150 0.219 | 0.2675
FLR-2047L L 2.39 0.094 0.047 o 0.110 0.1875 0.150 0.219 | 0.2675
FLR-2062R R 3.18 0.125 0.062 [ ] 0.110 0.1875 0.150 0.219 | 0.2667
FLR-2062L L 3.18 0.125 0.062 [ ) 0.110 0.1875 0.150 0.219 | 0.2667
FLR-3031R R 1.57 0.062 0.031 [ ) 0.125 0.3750 0.195 0.344 | 0.4033
FLR-3031L L 1.57 0.062 0.031 [ ] 0.125 0.3750 0.195 0.344 | 0.4033
FLR-3047R R 2.39 0.094 0.047 o 0.180 0.3750 0.195 0.344 | 0.4025 g
FLR-3047L L 2.39 0.094 0.047 [ ] 0.180 0.3750 0.195 0.344 | 0.4025 =
FLR-3062R R 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017 8
FLR-3062L L 3.18 0.125 0.062 o 0.180 0.3750 0.195 0.344 | 0.4017 (B
FLR-3078R R 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLR-3078L L 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLR-3094R R 4.8 0.189 0.094 [ ) 0.180 0.3750 0.195 0.344 | 0.4000
FLR-3094L L 4.8 0.189 0.094 [ ) 0.180 0.3750 0.195 0.344 | 0.4000
@ : Line up
FLRP (Full nose radius and positive rake)
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys Pie ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
. , CW=0.025| CW+0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . )
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLRP-3031R R 1.57 0.062 0.031 [ ) 0.125 0.3750 0.195 0.344 | 0.4033
FLRP-3031L L 1.57 0.062 0.031 [ } 0.125 0.3750 0.195 0.344 | 0.4033
FLRP-3047R R 2.39 0.094 0.047 [ ) 0.180 0.3750 0.195 0.344 | 0.4025
FLRP-3047L L 2.39 0.094 0.047 o 0.180 0.3750 0.195 0.344 | 0.4025
FLRP-3062R R 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017
FLRP-3062L L 3.18 0.125 0.062 [ ] 0.180 0.3750 0.195 0.344 | 0.4017
FLRP-3078R R 3.96 0.156 0.078 [ ) 0.180 0.3750 0.195 0.344 | 0.4008
FLRP-3078L L 3.96 0.156 0.078 [ ] 0.180 0.3750 0.195 0.344 | 0.4008
FLRP-3094R R 4.8 0.189 0.094 o 0.180 0.3750 0.195 0.344 | 0.4000
FLRP-3094L L 4.8 0.189 0.094 o 0.180 0.3750 0.195 0.344 | 0.4000

@® : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLGD-CB (Single edge deep, with chipbreaker)

= CDx =
GIN B
B [ ]
/Re
M s IC
WI { = \ - Steel *
d / M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys DA¢ ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
. , CW=0.025| CW0.001 RE CDX | IC BW S M
Designation HAND ) ) = . . . . .
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
2
FLGD-3094R-CB R 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3094L-CB L 2.39 0.094 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125R-CB R 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3125L-CB L 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189R-CB R 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189L-CB L 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
@ : Line up
FLGD (Single edge deep)
LR
*/re ‘
TL J IC
» \ \ \ - Steel *
: / M Stainless *
Cast iron ) ¢
l Non-ferrous
S Superalloys Y % : First choice
H Hard materials ¢ : Second choice
Coated
Designation  |HAND OW-0025 cw.=0.001 BE =) C.DX I.C B.’W S M
(mm) | (in) (in) = (in) | (in) | (in) | (in) | (in)
z
FLGD-3062R R 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.5050
FLGD-3062L L 1.57 0.062 0.005-0.010 | @ 0.120 0.3750 0.195 0.344 | 0.5050
FLGD-3094R R 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3094L L 2.39 0.094 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3125R R 3.18 0.125 0.005-0.010 | @ 0.250 | 0.3750 | 0.195 0.344 | 0.5050
FLGD-3125L L 3.18 0.125 0.005-0.010 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189R R 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050
FLGD-3189L L 4.8 0.189 0.020-0.025 | @ 0.250 0.3750 0.195 0.344 | 0.5050

@ : Lineup

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLRD (Full nose radius, single edge deep)

C
5 DX = 7
RE
M IC
-~ " )
(D‘ \ \ \/\ - Steel *
Y ¢ M Stainless *
Cast iron *
Non-ferrous
S | Superalloys DA¢ ¥ : First choice
H Hard materials Y¢ : Second choice
Coated
Desi ti HAND CW:0.025|CW0.001 RE - CDX IC BW S M
esignation . . " " . . .
9 (mm) | (in) in g ) | Gn) | @) | (n) | ()
I
<
FLRD-3062R R 3.19 0.125 0.062 @ 0.250 0.3750 0.195 0.344 | 0.5016
FLRD-3062L L 3.19 0.125 0.062 [ ) 0.250 | 0.3750 | 0.195 0.344 | 0.5016
FLRD-3094R R 4.8 0.189 0.094 [ ] 0.250 0.3750 0.195 0.344 | 0.5016
FLRD-3094L L 4.8 0.189 0.094 [ ) 0.250 0.3750 0.195 0.344 | 0.5016
@ : Lineup
FLGT (Double end deep)
= CDx o
Oy a %
' e
RE O]
M IC
| _y
U)I \ \/ \ - Steel *
) / M Stainless *
Cast iron *
Non-ferrous
S Superalloys ¢ ¥ : First choice
H Hard materials Y< : Second choice
Coated
. . CW:0.025| CW=0.001 RE CcDX IC BW S M
Designation HAND ) . = . . . . )
(mm) | (in) (in) p (in) | (n) | (n) | (in) | (in)
I
<
FLGT-3094R R 2.39 0.094 0.005-0.010 | @ 0.275 0.3750 0.195 0.344 | 0.8550
FLGT-3094L L 2.39 0.094 0.005-0.010 | @ 0.275 0.3750 0.195 0.344 | 0.8550
FLGT-3125R R 3.18 0.125 0.005-0.010 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3125L L 3.18 0.125 0.005-0.010 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3189R R 4.8 0.189 0.020-0.025 | @ 0.437 0.3750 0.195 0.344 | 0.8550
FLGT-3189L L 4.8 0.189 0.020-0.025 | @ 0.437 0.3750 0.195 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ : Line up

Reference pages: Toolholders — F167, F168, Standard cutting conditions — F176
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FLRT (Double end deep FNR)

-

M 51c
q)¢ E 7;\/\ - Steel

CDX
E

*
M Stainless *
Cast iron *
Non-ferrous
S | Superalloys DA¢ ¥ : First choice
H Hard materials v : Second choice
Coated
Desianati HAND CW:0.025| CW=0.001 RE ° CDX IC BW S M
esignation . . . . . . .
9 (mm) | (in) in) |Z i) | @) | ) | () | (n)
ac
<
FLRT-3062R R 318 | 0.125 0.062 ® 0.437 | 0.3750 | 0.195 | 0.344 | 0.8550
FLRT-3062L L 3.18 0.125 0.062 [ ) 0.437 | 0.3750 | 0.195 0.344 | 0.8550
FLRT-3094R R 48 0.189 0.094 ® 0.437 | 0.3750 | 0.195 | 0.344 | 0.8550
FLRT-3094L L 48 0.189 0.094 ° 0.437 | 0.3750 | 0.195 | 0.344 | 0.8550
*Fits FLSLT/RT toolholders @ : Lineup
I STANDARD CUTTING CONDITIONS
1ISO Workpiece material Grade Application Cutting speed Feed
Ve (sfm) f (ipr)
el GRSz AH110 Grooving 308 - 656 0.005 - 0.014
. 1045, etc. ’ :
AAETELE AH110 Groovin 164 - 262 0.005 - 0.012
4137, etc. g g '
M SISt AH110 Grooving 164 - 492 0.004 - 0.008
304, etc.
Gray cast iron )
No.250B, etc. AH110 Grooving 164 - 591 0.004 - 0.010
. Ductile cast iron )
60-40-18, etc. AH110 Grooving 164 - 394 0.004 - 0.010

Reference pages: Toolholders — F167, F168
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CNR/L

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

oBige= (ToNR") =iy
— / DCONMS¢”

Right hand (R) shown.

[ Inch  JYSIZYEN CWN CWX DMIN [NV B LF LH WF L3 GAMF Insert Torque
S12-CNR3DT Steel 0750 0725 0738 7.000 1.200 0.552 = 15°  GTGN-16... 2.58
$16-CNR3DT Steel  0.039 0089 1.150 1.000 0.906 0953 8.000 1.500 0.652 - 15°  GTGN-16... 2.58
S20-CNR3DT Steel _ 1250 1.188 1.219 10.000 1.900 0.788 = 15°  GTGN-16... 2.58

Material e/ \Be"") @») " |[\'W DCONMS H B LF LH WF L3 GAMF Insert Torque*
TCNROO20R16DT  Reinforced 20 18 = 200 30 14 49 15°  GTGN-16.. 3.5
TCNR0025S16DT  Reinforced 1 2.25 29 25 23 - 250 38 16.5 64 15°  GTGN-16.. 3.5
CNR/L0020P16 Steel _ 20 18 19 170 30 14 S 15°  GTGN-16.. 35
CNR/LO025R16 Steel 1 2.25 29 25 23 24 200 38 16.5 - 15°  GTGN-16... 3.5

CNR/L0032S16 steel [NA235 e a2 30 31 250 48 20.1 5 15°  GTGN-16... 3.5

Note: A clamp set consists of a clamp and a clamping screw.
A shim set consists of a shim and a shim screw to secure the shim to the toolholder.
Use right-hand toolholders (T/CNR...) with right-hand inserts (**IR...); and left-hand toolholders (T/CNL...) with left-hand inserts (**IL...).

Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand. g’
When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately. =
Torque: Recommended clamping torque: Ibs-ft (*N-m) ()
o o { e
SPARE PARTS @ )
: ; ) . Shim
Designation Clamp set Clamping screw Shim screw (Optional) Wrenchi Wrench2
S**-CNR3DT CSP16 CSTB-3.5ST DTS5-3.5 G16EL/IR-DT P-3.5 T-15F
TCNRO002**16DT CSP16 CSTB-3.5ST DTS5-3.5 G16EL/IR-DT P-3.5 T-15F
CNRO0***16 CSP16 = = G16EL/IR-S - T-15F
CNLO0***16 CSP16 = = G16ER/IL-S - T-15F

Reference pages: Inserts, Standard cutting conditions — F178
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I INSERT
GTGN16

ER/IL shown.

- Steel *
M Stainless ) ¢
Cast iron
Non-ferrous
S | Superalloys * ¥ : First choice
H Hard materials Y¢ : Second choice
Coated Shim
. i CW=0.03 |CW=0.001| RE CDX | IC C Dual-clam
Designation (II: t/::]la?l) . 1 Ir;iszeert i . . toclholder Clamp-on
(mm) | (in) | (in) = (in) | (in) | (iN) |screw-on and toolholder
7] clamp-on
GTGN-16ER/IL100 L 1 0.039 |0.004 | @ 16 | 0.049 | 0.375 | 0.166 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR100 R 1 0.039 |0.004 | @ 16 | 0.049 | 0.375 | 0.166 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL120 L 1.2 0.047 |0.004 | @ 16 | 0.051 | 0.375 | 0.162 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR120 R 1.2 0.047 |0.004 | @ 16 | 0.051 | 0.375 | 0.162 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL140 L 1.4 0.055 |0.004 | @ 16 | 0.059 | 0.375 | 0.158 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR140 R 1.4 0.055 |0.004 | @ 16 | 0.059 | 0.375 | 0.158 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL170 L 1.7 0.067 |0.004 | @ 16 | 0.067 | 0.375 | 0.144 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR170 R 1.7 0.067 |0.004 | @ 16 | 0.067 | 0.375 | 0.144 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL195 L 1.95 0.077 |0.004 | @ 16 | 0.067 | 0.375 | 0.148 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR195 R 1.95 0.077 |0.004 | @ 16 | 0.067 | 0.375 | 0.148 | G16EL/IR-DT | G16EL/IR-S
GTGN-16ER/IL225 L 2.25 0.089 |0.004 | @ 16 | 0.071 | 0.375 | 0.142 | G16ER/IL-DT | G16ER/IL-S
GTGN-16EL/IR225 R 2.25 0.089 |0.004 | @ 16 | 0.071 | 0.375 | 0.142 | G16EL/IR-DT | G16EL/IR-S
Note: GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @® : Line up
Shim for GTGN depends on the toolholder type.
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
ISO Workpiece material Grade Ve (sfm) £ (ipr)
Steel
. 1045, 4140, etc. SH730 164 - 492 0.002 - 0.004
Stainless steel
M SASh e SH730 98 - 492 0.002 - 0.004
Heat-resistant alloys, Titanium alloys, etc. _ _
s Ti-BAI-4V, etc. SH730 98 - 328 0.002 - 0.004

Reference pages: Toolholders — F177
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S-SGTR/L

Internal grooving

oun 18,y == =
I = \

CWN-CWX TE
= (@)

/
<
‘ ﬁ
!
DCONMS

Right hand (R) shown.
CDX DCONMS H LF LH WF Insert Torque
S16R-SGTR/L3 0.100 1.00 0.910 7.78 1.18 0.690 GBL/R32... 2.58
CDX DCONMS H LF LH WF Insert  Torque*
S25R-SGTR/L16 2 25 23 200 30 17.5 GBL/R32... 3.5

S832S-SGTR/L22 1.25 4.5 40 2.5 32 30 250 30 23 GBL/R43... 5

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
$325-SGTR/L22 CSTB-5S T-20F
Il INSERTS o
GBR/L32 B
3.18 =
2-Re  SBX W G
—_
@)
\O Right hand (R) shown.
Unit: mm
Bl steel * *
M Stainless *
Cast iron * Pig
Non-ferrous *
Superalloys PAe PAG Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CW=0.025 cw.:o.oo1 BE ° % n C.DX IC
(mm) | (in) | (n) | oy ) (in) |(mm)
I n 0
< P4 X
GBR32033 R 0.33 0.013 | 0.0012 | @ [ ] [ J 0.031 | 9.53
GBL32033 L 0.33 0.013 | 0.0012 | @ 0.031 | 9.53
GBR32050 R 0.5 0.020 | 0.002 | @ [ J [ J 0.047 | 9.53
GBL32050 L 0.5 0.020 | 0.002 | @ 0.047 | 9.53
GBR32075 R 0.75 0.030 | 0.002 | @ [ ] [ J 0.079 | 9.53
GBL32075 L 0.75 0.030 | 0.002 | @ [ ] 0.079 | 9.53
GBR32095 R 0.95 0.037 | 0.002 | @ [ ] [ J 0.079 | 9.53
GBL32095 L 0.95 0.037 | 0.002 | @ [ ] 0.079 | 9.53
GBR32100 R 1 0.039 | 0.002 | @ [ ] [ J 0.079 | 9.53
GBL32100 L 1 0.039 | 0.002 | @ [ ] 0.079 | 9.53
GBR32125 R 1.25 0.049 | 0.008 | @ [ ] [ J 0.079 | 9.53
GBL32125 L 1.25 0.049 | 0.008 | @ [ ] 0.079 | 9.53
GBR32145 R 1.45 0.057 | 0.008 | @ [ ] [ J 0.079 | 9.53
GBL32145 L 1.45 0.057 | 0.008 | @ 0.079 | 9.53
GBR32150 R 1.5 0.059 | 0.008 | @ [ ] [ J 0.079 | 9.53
GBL32150 L 1.5 0.059 | 0.008 | @ 0.079 | 9.53
GBR32200 R 2 0.079 | 0.008 | @ [ ] [ J 0.098 | 9.53
GBL32200 L 2 0.079 | 0.008 | @ 0.098 | 9.53
GBR32250 R 25 0.098 | 0.008 | @ [ ] [ J 0.098 | 9.53
GBL32250 L 25 0.098 | 0.008 | @ 0.098 | 9.53
@ : Line up

Reference pages: Inserts — F179 - F181, Standard cutting conditions — F181
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GBR/L43

CDX >

4.76
2-Re DX ]
N i .

&

-

Right hand (R) shown.
Unit: mm

- Steel * *
M Stainless *
Cast iron * DA
l Non-ferrous *
S | Superalloys S DA v : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.025 CW=0.001| RE |5 S . CDX | IC
Designation HAND mm) | (n) in) T e S (in) |(mm)
I n (2]
< P4 X
GBR43125 R 1.25 0.049 0.008 | @ [ ] [ ] 0.079 | 12.7
GBL43125 L 1.25 0.049 0.008 | @ 0.079 | 12.7
GBR43145 R 1.45 0.057 0.008 | @ [ ] [ ] 0.079 | 12.7
GBL43145 L 1.45 0.057 | 0.008 | @ 0.079 | 12.7
GBR43150 R 1.50 0.059 0.008 | @ [ ] [ ] 0.138 | 12.7
GBL43150 L 1.50 0.059 0.008 | @ [ ] 0.138 | 12.7
GBR43175 R 1.75 0.069 0.008 | @ [ ] o 0.138 | 12.7
GBL43175 L 1.75 0.069 | 0.008 | @ [ ] 0.138 | 12.7
GBR43185 R 1.85 0.073 0.008 | @ [ ] [ ] 0.138 | 12.7
GBL43185 L 1.85 0.073 0.008 | @ [ ] 0.138 | 12.7
GBR43200 R 2 0.079 0.008 | @ [ ] o 0.138 | 12.7
GBL43200 L 2 0.079 | 0.008 '@ [ ] 0.138 | 12.7
GBR43230 R 2.3 0.091 0.008 | @ [ ] [ J 0.138 | 12.7
GBL43230 L 2.3 0.091 0.008 | @ [ ] 0.138 | 12.7
GBR43250 R 2.5 0.098 0.012 | @ [ ] o 0.197 | 12.7
GBL43250 L 2.5 0.098 0.012 | @ 0.197 | 12.7
GBR43265 R 2.65 0.104 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43265 L 2.65 0.104 0.012 | @ 0.197 | 12.7
GBR43280 R 2.8 0.110 0.012 | @ [ ] o 0.197 | 12.7
GBL43280 L 2.8 0.110 0.012 | @ 0.197 | 12.7
GBR43300 R 3 0.118 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43300 L 3 0.118 0.012 | @ 0.197 | 12.7
GBR43330 R 3.3 0.130 0.012 | @ [ J o 0.197 | 12.7
GBL43330 L 3.3 0.130 0.012 | @ 0.197 | 12.7
GBR43350 R 3.5 0.138 0.012 | @ [ ] [ J 0.197 | 12.7
GBL43350 L 3.5 0.138 0.012 | @ 0.197 | 12.7
GBR43400 R 4 0.157 0.016 | @ [ J o 0.197 | 12.7
GBL43400 L 4 0.157 0.016 | @ 0.197 | 12.7
GBR43430 R 4.3 0.169 0.016 | @ [ ] [ J 0.197 | 12.7
GBL43430 L 4.3 0.169 0.016 | @ 0.197 | 12.7
GBR43450 R 4.5 0.177 0.016 | @ [ ] [ J 0.197 | 12.7
GBL43450 L 4.5 0.177 0.016 | @ 0.197 | 12.7
@ : Line up

Reference pages: Toolholders — F179
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GBR/L43-R (full radius)

CDX

M Ny a

> |
O
RE Right hand (R) shown.
Unit: mm
- Steel * *
M Stainless ) ¢
Cast iron * DA
Non-ferrous Y
S | Superalloys S DA v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.025) CW0.001] RE Q CDX| IC
Designation HAND . = 3 = .
(mm) | (in) | (in) |S o S (in) |(mm)
T (72} (]
< z X
GBR43050R R 1 0.039 0.020 | @ [ ] [ ] 0.079 | 12.7
GBL43050R L 1 0.039 0.020 | @ [ ] 0.079 | 12.7
GBR43075R R 1.5 0.059 0.030 | @ [ ] o 0.138 | 12.7
GBL43075R L 1.5 0.059 0.030 | @ [ ] 0.138 | 12.7
GBR43100R R 2 0.079 0.039 | @ [ ] [ ] 0.138 | 12.7
GBL43100R L 2 0.079 0.039 | @ [ ] 0.138 | 12.7
GBR43125R R 2.5 0.098 0.049 | @ [ ] [ ] 0.197 | 12.7
GBL43125R L 2.5 0.098 0.049 | @ [ ] 0.197 | 12.7 g
GBR43150R R 3 0.118 | 0.059 | @ [ ] ([ 0.197 | 12.7 8
GBL43150R L 3 0.118 0.059 | @ [ ] 0.197 | 12.7 e
GBR43200R R 4 0.157 0.079 | @ [ ] [ ] 0.197 | 12.7 V)
GBL43200R L 4 0.157 0.079 | @ [ ] 0.197 | 12.7
@ : Line up
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
1ISO Workpiece material Hardness Grade Ve (sfm) f (ipr)
Carbon steels, Alloy steels 150 - 240HB NS9530 328 - 656 0.001 - 0.010
1045, etc.
AT, e 150 - 240HB AHT710 197 - 492 0.002 - 0.010
M SElEED EEE] < 240HB AH710 197 - 492 0.002 - 0.006
304, etc. : .
Cast irons Tensile strength
. No.250B, etc. < 350 N/mm? AH710 197 - 492 0.002 - 0.006
Non-ferrous metal
. Aluminum, etc. - KSO05F 656 - 984 0.002 - 0.006

Reference pages: Toolholders — F179

Tungaloy F181




SNG / CN&

A/E-SNGR

Toolholders for internal grooving, with through coolant

Fig.1 DMIN g \

[72]
=
=
—————— QO
(=)
[=]

=t @
’’’’’ S e omon gy L R R @

g’ Fig.2 DMIN . 5
"
P 5 ol

@) mt
N
LN | |y ‘ it
> = Right hand (R) shown.
mMaterial CDX DCONMS H B LF LH WF Insert  Torque Fig.
A08H-SNGR06-D080  Steel 15 8 7 2 100 18 473 6GMR..,6GR.. 0.7 1
A08H-SNGRO7-D100  Steel 1 2 10 15 8 7 - 100 23 58 7GMR..,7GR.. 1.0 1
A10K-SNGRO7-D120  Steel [N 2o 15 10 9 = 125 29 6.8 7GMR..,7GR.. 1.0 1
A10K-SNGR08-D140  Steel 15 3.5 14 2 10 9 - 125 15 76 8GMR..8GR.. 1.0 2
A12M-SNGR08-D160  Steel _ 2 12 11 115 150 18 86 8GMR..,8GR.. 1.0 2
A16Q-SNGR09-D200  Steel 15 3.5 20 3 16 15 155 180 20 116 9GMR..,9GR.. 1.3 2
Wl A>0R-SNGR09-D240  Steel 3 20 18 19 200 25 136 9GMR.,9GR.. 13 2
E08X-SNGR07-D100  Carbide 1 2 10 15 8 75 - 1205 35 58 7GMR..,7GR.. 1.0 1
E10X-SNGR07-D120  Carbide _ 1.5 10 9 = 1435 45 6.8 7GMR..,7GR.. 1.0 1
E10X-SNGR08-D140  Carbide = 1.5 35 14 2 10 9 - 146 - 76 8GMR..8GR.. 1.0 2
E12X-SNGR08-D160  Carbide 2 12 11 - 174.8 - 86 8GMR..8GR.. 1.0 2
E16X-SNGR09-D200  Carbide 1.5 3.5 20 3 16 15 - 194.6 - 116 9GMR..,9GR.. 15 2

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

SPARE PARTS & /<$

Designation Clamping screw Wrench
A**-SNGRO06-D... CSTB-2L040 T-6F
A**-SNGRO7-D... CSTB-2.2S T-7F
A**-SNGRO08-D... CSTB-2.2 T-7F
A**-SNGRO09-D... CSTB-2.5L080 T-8F
E**-SNGRO07-D... CSTB-2.28 T-7F
E**-SNGRO08-D... CSTB-2.2 T-7F
E**-SNGR09-D... CSTB-2.5L080 T-8F

Reference pages: Inserts — F184, F185, Standard cutting conditions — F186
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SNGR/L
Toolholders for internal grooving

o

. 15
Fig.1 DMIN %‘

L A—l¢
150 =
Fig.2 DMIN >
}7
% e i————
CWN-CWX
L g LH Hl |,

DCONMS

H *

y
/ ‘@,

igENCDX ‘*4‘\ JCDX

DCONMS

Right hand (R) shown.

PNETN Material CDX DCONMS H LF LH WF Insert Torque Fig.
SNGR/L08H06 Steel 15 8 7 100 18 47  6GMR..., 6GR/L.. 0.7 1
SNGR/LO8H07 Steel 1 2 10 15 8 7 100 23 58 7GMR..,7GRL.. 1.0 1
SNGR/L10K07 stel [TH2HE 15 10 9 125 29 6.8 7GMR..,7GR/L.. 1.0 1
SNGR/L10K08 Steel 15 3.5 14 2 10 9 125 15 76  8GMR..8GRL.. 1.0 2
SNGR/L12M08 Steel _ 2 12 11 150 18 8.6 8GMR..8GR/L.. 1.0 2
SNGR/L16Q09 Steel 15 3.5 20 3 16 15 180 20 116  9GMR..,9GR/L.. 1.3 2
SNGR/L20R09 stel [[H8185 e s 20 18 200 25 136 9GMR.., 9GR/L.. 1.3 2
SNGR/LOBKO6SC ~ Carbide 1 2 8 15 8 7 125 28 47  6GMR..,6GR/L.. 0.7 1
SNGR/LOBKO7SC  Carbide WA 15 8 7 125 35 58 7GMR.., 7GR/L.. 1.0 1
SNGR/L10MO7SC  Carbide 1 2 12 15 10 9 150 45 6.8 7GMR..,7GRL.. 1.0 1
SNGR/L1OMO8SC ~ Carbide | 16 85 44 | 2 10 9 150 45 7.6 8GMR..,8GR/L.. 1.0 2
SNGR/L12Q08SC  Carbide 1.5 3.5 16 2 12 11 180 - 86 8GMR..,8GRL.. 1.0 2
SNGR/L16ROSSC  Carbide NS NSEE0" 3 16 15 200 = 116  9GMR..,9GR/L.. 1.5 2

Note: Use the right-hand insert (CJGR) with the right-hand holder (CONGR), and use the left-hand insert ((JGL) with the left-hand holder (CONGL).
Torque: Recommended clamping torque: N-m

SPARE PARTS @ ﬁ

Grooving

Designation Clamping screw Wrench
SNGR/L**06 CSTB-2L040 T-6F
SNGR/L**07 CSTB-2.2S T-7F
SNGR/L**08 CSTB-2.2 T-7F
SNGR/L**09 CSTB-2.5L080 T-8F

SNGR/L**06SC CSTB-2L040 T-6F

SNGR/L**07SC CSTB-2.28 T-7F

SNGR/L**08SC CSTB-2.2 T-7F

SNGR/L**09SC CSTB-2.5L080 T-8F
CNGR/L

Toolholders for internal grooving

__GBmeem DMIN -1~ 2 |
XN 2 2t @N
(B el & Kt
— T ACWN-CWX LI
_LH LF . |
Right hand (R) shown.
CWN CWX DMIN CDX DCONMS H LF LH WF Insert Torque
CNGR/L25S15 5 25 23 250 30 18.1 15GRI/L... 7
CNGR/L32T15 2 5 40 5 32 30 300 35 221 15GR/L... 7

CNGR/L40U15  [I2 s g 5 40 38 350 45 26.1 15GR/L... 7

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

Torque: Recommended clamping torque: N-m Optional par‘ts for CNG holders

Use the following parts for screw clamp options.
SPARE PARTS E@ [ /°

Designation Clamp set Screw Shim Wrench & V4 f

CNGR... CsP22 DTS5-3.5 SGSR151 T-20F § Designation Clamping screw Wrench
CNGL... CSp22 DTS5-3.5 SGSL151 T-20F J CNGR/L... CSTB-3.5L T-15F

Reference pages: Inserts — F184, F185, Standard cutting conditions — F186
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I INSERTS

**GMR/L
6GMR 8GMR
7GMR 3 9GMR

INSL Ref.
INSL Ref.

Single edge Double edge

Right hand (R) shown.
-Steel *
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation  [HAND CW-0.001 OW=0.025 RE § CDX|BW | S | IC |INSL| D1
= () | (mm) (mm) 2 (mm)| (in) | @) | Gn) | () | (in)
<
6GMR100-015 R 0.039 1 0.15 | @ 1.5 | 0.219 | 0.092 | 0.187 | 0.254 | 0.091
7GMR200-020 R 0.079 2 02 | @ 1.5 0.219 | 0.121 | 0.219 | 0.290 | 0.102
8GMR150-020 R 0.059 1.5 02 | @ 2 0.242 | 0.152 | 0.219 | 0.400 | 0.102
9GMR200-020 R 0.079 2 02 | @ 0.305 | 0.183 | 0.250 | 0.510 | 0.113
9GMR300-020 R 0.118 3 02 | @ 3 0.305 | 0.183 | 0.250 | 0.510 | 0.113

@ : Line up

Reference pages: Toolholders — F182, F183, Standard cutting conditions — F186
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**GR/L

6GR/L BW 8GR/L
7GRL & [ mecw| S 9GR/L & s
S Y 15GR/L O g
@ & -
R 5
Single edge Double edge Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron DA *
l Non-ferrous *
S Superalloys DA ¥ : First choice
H Hard materials ¥¢ : Second choice
Cermet Uncoated
Designation HAND CW=0.001|CW=0.025) RE 8 CDX BW S IC INSL D1
(in) | (mm) | (mm) § 2 § (mm) | (in) | (in) | (in) | (in) | (in)
2 )
6GR100 R 0.039 1 0.2 (] [ BN ) 1.5 0.220 0.092 0.187 0.254 0.098
6GL100 L 0.039 1 0.2 [ ] 1.5 0.220 0.092 0.187 0.254 0.098
6GR150 R 0.059 1.5 0.2 (] [ BN ) 1.5 0.220 0.092 0.187 0.254 0.098
6GL150 L 0.059 1.5 0.2 [ BN J 1.5 0.220 0.092 0.187 0.254 0.098
6GR200 R 0.079 2 0.2 (] [ BN ) 1.5 0.220 0.092 0.187 0.254 0.098
6GL200 L 0.079 2 0.2 [ N J 1.5 0.220 0.092 0.187 0.254 0.098 o
7GR100 R 0.039 1 0.2 o [ BN ) 1.5 0.220 0.121 0.219 0.290 0.102 %
7GR150 R 0.059 1.5 0.2 o oo 1.5 0.220 0.121 0.219 0.290 0.102 8
7GR200 R 0.079 2 0.2 (] [ BN ) 1.5 0.220 0.121 0.219 0.290 0.102 (’5
7GL200 L 0.079 2 0.2 [ N J 1.5 0.220 0.121 0.219 0.290 0.102
8GR150 R 0.059 1.5 0.2 (] [ BN ) 2 0.244 0.152 0.219 0.400 0.102
8GR200 R 0.079 2 0.2 o [ BN ) 2 0.244 0.152 0.219 0.400 0.102
8GL200 L 0.079 2 0.2 [ ] 2 0.244 0.152 0.219 0.400 0.102
8GR250 R 0.098 2.5 0.2 (] [ BN J 2 0.244 0.152 0.219 0.400 0.102
8GL250 L 0.098 2.5 0.2 [ BN J 2 0.244 0.152 0.219 0.400 0.102
8GR300 R 0.118 3 0.2 ([} [ BN ) 2 0.244 0.152 0.219 0.400 0.102
8GL300 L 0.118 3 0.2 o0 2 0.244 0.152 0.219 0.400 0.102
8GR350 R 0.138 3.5 0.2 [ N J 2 0.244 0.152 0.219 0.400 0.102
9GR150 R 0.059 1.5 0.2 (] [ BN J 2 0.303 0.183 0.250 0.510 0.114
9GL150 L 0.059 1.5 0.2 ([} [ ] 2 0.303 0.183 0.250 0.510 0.114
9GR200 R 0.079 2 0.2 o [ BN ) 3 0.303 0.183 0.250 0.510 0.114
9GL200 L 0.079 2 0.2 (] o0 3 0.303 0.183 0.250 0.510 0.114
9GR250 R 0.098 2.5 0.2 (] [ BN J 3 0.303 0.183 0.250 0.510 0.114
9GL250 L 0.098 2.5 0.2 ([} [ ] 3 0.303 0.183 0.250 0.510 0.114
9GR300 R 0.118 3 0.2 o [ BN ) 3 0.303 0.183 0.250 0.510 0.114
9GL300 L 0.118 3 0.2 ( ] o0 3 0.303 0.183 0.250 0.510 0.114
9GR350 R 0.138 3.5 0.2 (] [ BN J 3 0.303 0.183 0.250 0.510 0.114
9GL350 L 0.138 3.5 0.2 [} [ ] 3 0.303 0.183 0.250 0.510 0.114
15GR200 R 0.079 2 0.2 o [ BN ) 3 0.425 0.201 0.362 0.819 0.189
15GR250 R 0.098 2.5 0.2 (] [ BN ) 3 0.425 0.201 0.362 0.819 0.189
15GR300 R 0.118 3 0.2 (] [ BN J 3 0.425 0.201 0.362 0.819 0.189
15GL300 L 0.118 3 0.2 o 3 0.425 0.201 0.362 0.819 0.189
15GR350 R 0.138 3.5 0.2 o [ BN ) 3 0.425 0.201 0.362 0.819 0.189
15GR400 R 0.157 4 0.2 (] [ BN ) 4 0.425 0.201 0.362 0.819 0.189
15GR450 R 0.177 4.5 0.2 [ N J 4 0.425 0.201 0.362 0.819 0.189
15GL450 L 0.177 4.5 0.2 o 4 0.425 0.201 0.362 0.819 0.189
15GR500 R 0.197 5 0.2 [ BN ) 5 0.425 0.201 0.362 0.819 0.189
Note: Use right-hand holder (CINGR ~) with right-hand insert (JGR ~); and left-hand holder (CONGL ~) with left-hand insert (CJGL ~). @ : Line up

Reference pages: Toolholders — F182, F183, Standard cutting conditions — F186
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Il STANDARD CUTTING CONDITIONS

Cutting speed Feed rate: f (ipr)
1ISO Workpiece material Grade
Vc (sfm) *GMR... *GR/L...
AH7025 262 - 591 0.0012 - 0.0047 -
Carbon steel
1045, eto. NS9530 262 - 656 = 0.002 - 0.0059
. UX30 131 - 492 - 0.002 - 0.0059
AH7025 262 - 591 0.0012 - 0.0047 -
Alloy steel
4137, sto. NS9530 262 - 656 - 0.002 - 0.0059
UX30 131 - 492 = 0.002 - 0.0059
) AH7025 164 - 394 0.0012 - 0.0047 =
M Stainless steel
£, e UX30 131-328 = 0.0012 - 0.0039
Gray cast irons AH7025 164 - 722 0.0012 - 0.0047 -
NEzaltlE], SiE: TH10 197 - 656 . 0.002 - 0.0059
el Ductile cast ifons AH7025 164 - 591 0.0012 - 0.0047 -
GUTRE, Gifs: TH10 131 - 525 . 0.002 - 0.0059
o AH7025 98 - 262 0.0012 - 0.0047 =
Titanium alloys
. gl iy i TH10 66 - 164 . 0.002 - 0.0031
AH7025 66 - 197 0.0012 - 0.0047 =
Superalloys
Inconel718, etc. TH10 33-98 = 0.0012 - 0.0031
CGXR/L
Internal grooving
%)
LF
> ==
LH 8 H
DMIN =y |
@

"%

Yo
s
=z

L
é

Right hand (R) shown.

m Material RSS2 B CDX DCONMS H B LF LH WF  Insert Torque
CGXR/L0016 Steel 3 16 15 15.5 150 24 113 GIR/L52. 22
CGXR/L0020 Steel 1 3 24 3 20 18 19 180 30 133 GIR/L52. 2.2
CGXR/L0025 Steel 5.3 25 23 24 200 38 18 GIR/L63... 5
CGXR/L0032 Steel 1 5 40 5.3 32 30 31 250 48 23 GIR/L63... 5
CGXR/L0040 steel  [ANETEET 53 40 37 38.5 300 60 27 GIR/L63... 5
CGXR/L16SC Carbide 1 3 20 3 16 15 - 200 24 113 GIRA52. 2.2

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

SPARE PARTS @ ( 7

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

F186 tungaloy.com/us




B INSERT
GIR/L

CDX

=™ INSL Ref. r—»\
B

Right hand (R) shown.

- Steel *
M Stainless P
Cast iron DA¢ *
l Non-ferrous *
S | Superalloys Pid “ : First choice
H Hard materials Yt : Second choice
Cermet | Uncoated
Designation HAND cw.:o.ooz CW:005|  RE § ° CDX | INSL. | BW S
(in) | (mm) | (mm) 2 2 (mm) | (mm) | (mm) | (mm)
2 e
GIR5210-02 R 0.039 1 02 | @ [ J 1.5 15 3.5 4.4
GIL5210-02 L 0.039 1 0.2 o [ ] 1.5 15 3.5 4.4
GIR5215-02 R 0.059 1.5 0.2 o [ ] 2.3 15 3.5 4.4
GIL5215-02 L 0.059 1.5 0.2 (] [ ] 23 15 3.5 4.4
GIR5220-02 R 0.079 2 02 | @ [ J 3 15 3.5 4.4
GIL5220-02 L 0.079 2 02 | @ [ J 3 15 3.5 4.4 >
GIR5225-02 R 0.098 2.5 0.2 o [ ] 3 15 3.5 4.4 =
GIL5225-02 L | o098 | 25 0.2 ° 3 15 35 44 3
GIR5230-02 R | 0118 | 3 02 |@ ° 3 15 35 4.4 o
GIL5230-02 L 0.118 3 0.2 o 3 15 3.5 4.4 G
GIR6310-02 R 0.039 1 0.2 o [ ] 1.5 24 55 6.4
GIL6310-02 L 0.039 1 0.2 [ ) 1.5 24 55 6.4
GIR6315-02 R 0.059 1.5 0.2 [ ) [ ] 23 24 5.5 6.4
GIL6315-02 L 0.059 1.5 02 | @ [ J 2.3 24 5.5 6.4
GIR6320-02 R 0.079 2 0.2 o [ ] 24 55 6.4
GIL6320-02 L 0.079 2 0.2 [ ] [ ] 3 24 55 6.4
GIR6325-02 R 0.098 2.5 0.2 ( ] [ ] 3.8 24 55 6.4
GIL6325-02 L 0.098 2.5 02 | @ [ J 3.8 24 5.5 6.4
GIR6330-02 R 0.118 3 0.2 o [ ] 4.5 24 55 6.4
GIL6330-02 L 0.118 3 0.2 (] [ ] 4.5 24 55 6.4
GIR6335-02 R 0.138 3.5 0.2 o [ ] 5.3 24 55 6.4
GIL6335-02 L 0.138 3.5 02 | @ [ J 5.3 24 5.5 6.4
GIR6340-02 R 0.157 4 0.2 o [ ] 5.3 24 55 6.4
GIL6340-02 L 0.157 4 0.2 (] o 5.3 24 55 6.4
GIR6345-02 R 0.177 4.5 0.2 [ ) [ ] 5.3 24 55 6.4
GIL6345-02 L 0.177 4.5 0.2 o 5.3 24 5.5 6.4
GIR6350-02 R 0.197 5 0.2 o [ ] 5.3 24 55 6.4
GIL6350-02 L 0.197 5 0.2 [ ] 53 24 55 6.4
Use right-hand toolholders (CGXR~) with right-hand inserts (GIR); and left-hand toolholders (GX-****LI) with left-hand inserts (XGR). @ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Feed:  (ipr)
Ve (sfm) CW<0.079"  CW=0.079"-0157"  CW > 0.157"
. Carbon steel NS9530 262 - 492 0.002 - 0.004 0.003 - 0.006 0.003 - 0.008
. Cast iron, Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.006 0.003 - 0.008

Tungaloy F187




GX-R/LI

Internal grooving

DMIN ) - 7|-7F ‘;¢
- cwN-cwx_||_ x4
Enlarged view é 4>u*8
_Ja © Wi
] Ex
- CW LH _
Right hand (R) shown.
CDX H B LF LH HF WF Insert  Torque
GX-1212RIU 0.059 - 0.236 0.750 0.75 6.30 2.36 0.75 1.37 XGL63... 3.69
GX-1616RIU 0.039 0.177 2.165 0.059 - 0.236 1.00 1.00 7.87 1.96 1.00 1.37 XGL63... 3.69
Metric CWN CWX DMIN CDX H B LF LH HF WF Insert  Torque*
GX-2525RLI |4 45 85 15-6 25 25 200 70 25 35  XGL/R63... 5
Use right-hand toolholders (GX-****RlI) with left-hand inserts (XGL...); and left-hand toolholders (GX-****LI) with right-hand inserts (XGR...).
Torque: Recommended clamping torque: Ibs-ft (*N-m)
- & a4
SPARE PARTS it
Designation Clamp set Clamp screw Shim Shim screw Wrench
GX-1212RIU CP81B RT-1 SL-7R BHM4-8 P-4
GX-2525R CP81B RT-1 SL-2R BHM3-8 P-4 Note: Max. groove width and max. groove
GX-1616RIU, GX-2525LI CP81B RT-1 SL-2L BHM3-8 P-4 ' dept.h will depend on the insert type.
Il INSERT
XGR/L
20
[te}
%3
- . W P
M Stainless *
\& Cast iron Y *
Right hand (R) shown. Non-ferrous *
Unit: mm . .
S Superalloys | DA ¥ : First choice
H Hard materials ‘ < : Second choice
Cermet Uncoated
Desi ti HAND CW=0.05 |CW=0.002 RE 8 CDX
esignation . . .
(mm) | () | (n) |& 28 (in)
(72) I X
P4 =2
XGR6310-02 R 1 0.039 | 0.008 | @ [ ) 0.059
XGL6310-02 L 1 0.039 | 0.008 | @ ( 3K J 0.059
XGR6315-02 R 15 0.059 | 0.008 | @ ( 3K J 0.091
XGL6315-02 L 15 0.059 | 0.008 | @ o0 0.091
XGR6320-02 R 2 0.079 | 0.008 | @ o0 0.118
XGL6320-02 L 2 0.079 | 0.008 | @ ( 3K J 0.118
XGR6325-02 R 2.5 0.098 | 0.008 | @ [ ) 0.150
XGL6325-02 L 2.5 0.098 | 0.008 | @ ( 3K J 0.150
XGR6330-02 R 3 0.118 | 0.008 | @ ( 3K J 0.177
XGL6330-02 L 3 0.118 | 0.008 | @ o0 0.177
XGR6335-02 R 3.5 0.138 | 0.008 | @ ( 3K J 0.209
XGL6335-02 L 3.5 0.138 | 0.008 | @ o0 0.209
XGR6340-02 R 4 0.157 | 0.008 | @ [ ) 0.236
XGL6340-02 L 4 0.157 | 0.008 | @ o0 0.236
XGR6345-02 R 4.5 0.177 | 0.008 | @ ( 3K J 0.236
XGL6345-02 L 4.5 0.177 | 0.008 | @ [ ) 0.236
Use right-hand toolholders (GX-****RlI) with left-hand inserts (XGL...) e
left-hand toolholders (GX-****LI) with right-hand inserts (XGR...). @ : Line up
I STANDARD CUTTING CONDITIONS
Cutting speed Feed: f (ipr)
ISO Workpiece material Grade
P Ve (sfm) CW < 0.079" CW =0.079" - 0.157" CW > 0.157"
NS9530 262 - 656 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
. Carbon steel
UX30 197 - 492 0.002 - 0.004 0.0083 - 0.008 0.0038 - 0.010
. Cast irons , Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
H Hardened steel BX360 164 - 591 0.002 - 0.006 0.002 - 0.006 0.002 - 0.006

F188 tungaloy.com/us




MY=T SERIES

CGWTR/L0040-FLL/R3NP
Internal grooving and turning toolholder

fffffffff - e = o

=" AN s D

© \ J 8 A o ‘ 1
DMIN / S 3 Py
Max. 10 mm ; s <H.
CW | é =
3| o S ,
| LF a Right hand (R) shown.
Unit: mm

DMIN CDX DCONMS LF H B Insert Shank Adapter Torque
CGWTR/L0040-FLL/R3NP 80 10 40 180 37.5 37 FLEX30L/R CGWTR/L0040 FLL/R3NP 5

Please place an order with the designation of a set or a shank+a adapter
Note: Use right-hand shanks (CGWTR) with left-hand adapters (FLL3NP); and left-hand shanks (CGWTL) with right-hand adapters (FLR3NP).
Torque: Recommended clamping torque: N-m

S
SPARE PARTS & & (

Designation Clamping screw Adapter screw Wrench
CGWTR/L0040-FLL/R3NP CHHM5-18 CSHB-6 P-4
B INSERT
FLEX(R/L)

Recess

Grooving

'\.I ‘!. To distinguish the insert hands, the V-shape
surface (top surface) of a left-hand insert has
Right hand (R) shown. a recess. (not of a right-hand insert)
Unit: mm
Bl steel * * *
M Stainless ) ¢
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
. . CW=0.002|CW=0.05| RE (=) BW
Designation HAND| . o 3 o
(in) | (mm) | (mm) Y o a (mm)
o)) (2] X
= = =)
FLEX30R R 0.118 3 0.4 [ ] 2.2
FLEX30L L 0.118 3 0.4 [ ] 2.2
FLEX40R R 0.157 4 0.4 (] 3.1
FLEX40L L 0.157 4 0.4 o 3.1
FLEX50R R 0.197 5 04 | @ [ ] [ ] 4
FLEX50L L 0.197 5 04 | @ [ ] [ ] 4
@ : Lineup
Il STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed . Feed: f (ipr) .
Ve (sfm) Grooving Turning
T9225 262 - 984 0.002 - 0.010 0.004 - 0.012
. Carbon steel NS9530 262 - 656 0.002 - 0.010 0.004 - 0.012
UX30 197 - 492 0.002 - 0.010 0.004 - 0.012

Tungaloy F189




EASYMCEUT

ETFR/L

Face grooving and turning toolholder

Inch
ETFR/L12-4T15-030035
ETFR/L16-4T15-030035
ETFR/L12-4T22-035045
ETFR/L16-4T22-035045
ETFR/L12-4T25-045055
ETFR/L16-4T25-045055
ETFR/L12-4T25-055075

ETFR/L16-4T25-055075

,/ ETFR/L12-4T25-075120
/| ETFR/L16-4T25-075120
ETFR/L16-4T25-120200

— ETFR/L16-4T25-200500
ETFR/L16-5T25-035045
ETFR/L16-5T25-045055
ETFR/L16-5T25-055075
ETFR/L16-5T32-075120
ETFR/L16-5T32-120200
ETFR/L16-5T32-200500
ETFR/L16-6T25-040055
ETFR/L16-6T25-055075
ETFR/L16-6T32-075120
ETFR/L16-6T32-120200
ETFR/L16-6T32-200500

Face

=

Metric
ETFR/L2020-4T15-030035
ETFR/L2525-4T15-030035
ETFR/L2020-4T22-035045
ETFR/L2525-4T22-035045
ETFR/L2020-4T25-045055
ETFR/L2525-4T25-045055
ETFR/L2020-4T25-055075
ETFR/L2525-4T25-055075
ETFR/L2020-4T25-075120
ETFR/L2525-4T25-075120
ETFR/L2525-4T25-120200
ETFR/L2525-4T25-200500
ETFR/L2525-5T25-035045
ETFR/L2525-5T25-045055
ETFR/L2525-5T25-055075
ETFR/L2525-5T32-075120
ETFR/L2525-5T32-120200
ETFR/L2525-5T32-200500
ETFR/L2525-6T25-040055
ETFR/L2525-6T25-055075
ETFR/L2525-6T32-075120
ETFR/L2525-6T32-120200
ETFR/L2525-6T32-200500

< LF
= 5 ‘
L
ﬁ -

\

cw DAXN DAXX CDX H B LF HF

0.591 0.750 0.750 5.000 0.750

0.157 1.181 1.378 0.591 1.000 1.000 6.000 1.000
[ons7IE7e A2 0.866 0.750 0.750 5.000 0.750
0.157 1.378 1.772 0.866 1.000 1.000 6.000 1.000
TR T2 aes T 0.984 0.750 0.750 5.000 0.750
0.157 1.772 2.165 0.984 1.000 1.000 6.000 1.000
[ors7 T 2Hes 2958 0.984 0.750 0.750 5.000 0.750
0.157 2.165 2.953 0.984 1.000 1.000 6.000 1.000
[ToHE7 T 2eEs a2AT  0.984 0.750 0.750 5.000 0.750
0.157 2.953 4.724 0.984 1.000 1.000 6.000 1.000
[Tods7 T area T 7Era | 0984 1.000 1.000 6.000 1.000
0.157 7.874 19.685 0.984 1.000 1.000 6.000 1.000
[ore7ETe A2 0.984 1.000 1.000 6.000 1.000
0.197 1.772 2.165 0.984 1.000 1.000 6.000 1.000
[ToHg7 T 2Hes I 2eea T 0.984 1.000 1.000 6.000 1.000
0.197 2.953 4.724 1.260 1.000 1.000 6.000 1.000
[oder AT TEraT  1.260 1.000 1.000 6.000 1.000
0.197 7.874 19.685 1.260 1.000 1.000 6.000 1.000
[T02sE s 25 0.984 1.000 1.000 6.000 1.000
0.236 2.165 2.953 0.984 1.000 1.000 6.000 1.000
[o2s6 2958 4724 1.260 1.000 1.000 6.000 1.000
0.236 4.724 7.874 1.260 1.000 1.000 6.000 1.000
| 0286 7874 19685 1260 1.000 1.000 6.000 1.000
cw DAXN DAXX CcDX H B LF HF

15 20 20 125 20

4 30 35 15 25 25 150 25

4 35 45 22 25 25 150 25

SIS s 2 0 s 2
4 45 55 25 25 25 150 25

e R
4 55 75 25 25 25 150 25

4 75 120 25 25 25 150 25

DOz s s s 1 2%
4 200 500 25 25 25 150 25

DUSIEEE s s % 10
5 45 55 25 25 25 150 25

5 75 120 32 25 25 150 25

Sz 2 s 5 1 2%
5 200 500 32 25 25 150 25

6 55 75 25 25 25 150 25

e R
6 120 200 32 25 25 150 25

e T T T B

Wrench (ECW...) is not included. Please order it separately.

WF
0.770
1.020
0.770
1.020
0.770
1.020
0.770
1.020
0.770
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020
1.020

WF
20.5
25.5
20.5
255
20.5
25.5
20.5
25.5
20.5
25.5
25.5
25.5
25.5
255
25.5
25.5
25.5
25.5
25.5
25.5
25.5
25.5
25.5

Right hand (R) shown.

Insert
E*4...
E**4...
E**4...
E*4...
E*4...
E*4...
E*4...
E**4...
E**4...
E**4...
E*4...
E**4...
ETX5...
ETX5...
ETX5...
ETX5...
ETX5...
ETX5...
ETX6...

Insert
E**4...
E*4...
E*4...
E**4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...
E*4...

ETX5...

ETX6...
ETX6...

ETX6...

SPARE PARTS
Designation Wrench (Optional)
ETFR/L... ECW-456EF

Reference pages: Inserts — F194, F195, Standard cutting conditions — F195
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ETFR-CHP

Face grooving and turning toolholder, with high pressure coolant capability

- ‘ IS
- ] ‘ DAXN
v
U = .
=5
b /
G1/8"-6.5 Right hand (R) shown.

Inch Cw DAXN DAXX CDX H B LF HF WF Insert

ETFR16-4T15-030035-CHP 0.591 1.000 1.000 6.000 1.000 1.020 E4...

ETFR16-4T22-035045-CHP 0.157 1.378 1.772 0.866 1.000 1.000 6.000 1.000 1.020 E*4...

ETFR16-4T25-045055-CHP [Tois7 172 21465 | o984 1.000 1.000 6.000 1.000 1.020 E~4...

ETFR16-4T25-055075-CHP 0.157 2.165 2.953 0.984 1.000 1.000 6.000 1.000 1.020 E™4...

ETFR16-4T25-075120-CHP | 0157 2958 4724 0984 1.000 1.000 6.000 1.000 1.020 E*4...

ETFR16-4T25-120200-CHP 0.157 4.724 7.874 0.984 1.000 1.000 6.000 1.000 1.020 E*4...

ETFR16-4T25-200500-CHP [ 0157 7874 19685 0984 1.000 1.000 6.000 1.000 1.020 E*4...

Metric cw DAXN DAXX CDX H B LF HF WF Insert

ETFR2525-4T15-030035-CHP 15 25 25 150 25 25.5 E4...

ETFR2525-4T22-035045-CHP 4 35 45 22 25 25 150 25 255 E*4...

ETFR2525-4T25-045055-CHP  [[AE e e 25 25 25 150 25 25.5 E“4...
ETFR2525-4T25-055075-CHP 4 55 75 25 25 25 150 25 25.5 . 2
ETFR2525-4725-075120-CHP  [INANZE o0 25 25 25 150 25 255 E*.. 3
ETFR2525-4T25-120200-CHP 4 120 200 25 25 25 150 25 255 E4.. 82
ETFR2525-4T25-200500-CHP  [IINANg60 800 25 25 25 150 25 255 g, O

Wrench (ECW...) is not included. Please order it separately.

SPARE PARTS
Designation Wrench (Optional)
ETFR/L... ECW-456EF

Reference pages: Inserts — F194, F195, Standard cutting conditions — F195
Parts for coolant hose — F290
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Face
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EASYMCEUT

EFPR/L
Face grooving blade
WF
oW, Lt AR 4
b [}
e | T R
CDX

Metric Cw DAXN DAXX WF LF
EFPR/L-4-030035 13.6 125
EFPR-4-035045 4 35 45 13.6 125
EFPR-4-055075 4 55 75 13.6 125
EFPR-4-120200 4 120 200 13.6 140
EFPR-5-035045 5 35 45 13.6 125
EFPR-5-055075 5 55 75 13.6 125
EFPR-5-120200 5 120 200 13.6 140
EFPR-6-045055 6 45 55 13.6 125
EFPR-6-075120 6 75 120 13.6 140
EFPR/L-6-200500 6 200 500 13.6 140

Wrench (ECW...) is not included. Please order it separately.

SPARE PARTS
Designation
ERE R/

Wrench (Optional)
ECW-4561

DAXN
DAXX

Min. CDX

18
18
18
18
18
18
18

Reference pages: Inserts — F194, F195, Standard cutting conditions — F195

Max. CDX
50
50
50
50
65
65
65
50
50
50
65
65
65
50
50
65
65
65

I

Right hand (R) shown.

Insert
E*4...
E**4...
E*4...
E*4...
E*4...
E**4...
E*4...

ETX5...

ETX5...

ETX5...

ETX5...

ETX5...

ETX5...

ETX6...

ETX6...

ETX6...

ETX6...

ETX6...




CTBU-CHP for EFPR/L

Tool block for EFP blades with high pressure coolant capability

OAL @
I /. .
g ) P H i
oaw~C=E L 5/16"-24UNF— |
cwW DAXN H B HFASSY HBH OAW OAL Blade
CTBU16-030-4U-CHP 1.000 0.905 1.000 0.299 1.929 4.331 EFPR/L-4-030035
CTBU16-035-4/5U-CHP 0.157,0.197 1.378 1.000 0.905 1.000 0.299 1.929 4.331 EFPR/L-4/5-035045
CTBU16-045-4/5U-CHP _ 1.000 0.905 1.000 0.299 1.929 4.331 EFPR/L-4/5-045055
CTBU16-055-4/5U-CHP 0.157, 0.197 2.165 1.000 0.905 1.000 0.299 1.850 4.331 EFPR/L-4/5-055075
CTBU16-075-4/5U-CHP  [10.167,0.197 12958 |  1.000 0.905 1.000 0.299 1.771 4.331 EFPR/L-4/5-075120
CTBU16-120-4/5U-CHP 0.157, 0.197 4.724 1.000 0.905 1.000 0.299 1.732 4.331 EFPR/L-4/5-120200
CTBU16-200-4/5U-CHP _ 1.000 0.905 1.000 0.299 1.633 4.331 EFPR/L-4/5-200500
CTBU16-045-6U-CHP 0.236 1.772 1.000 0.905 1.000 0.299 2.007 4.331 EFPR/L-6-045055
CTBU16-055-6U-CHP [028 2des | 1.000 0.905 1.000 0.299 1.929 4.331 EFPR/L-6-055075
CTBU16-075-6U-CHP 0.236 2.953 1.000 0.905 1.000 0.299 1.850 4.331 EFPR/L-6-075120
CTBU16-120-6U-CHP _ 1.000 0.905 1.000 0.299 1.811 4.331 EFPR/L-6-120200
CTBU16-200-6U-CHP 0.236 7.874 1.000 0.905 1.000 0.299 1.712 4.331 EFPR/L-6-200500
[

H B HFASSY HBH OAW OAL Blade 3
CTBU25-030-4-CHP 25 23 25 8 49 110 EFPR/L-4-030035 2
CTBU25-035-4/5-CHP 4,5 35 25 23 25 8 49 110 EFPR-4/5-035045 O
CTBU25-045-4/5-CHP [ s 23 25 8 49 110 EFPR-4/5-045055
CTBU25-055-4/5-CHP 4,5 55 25 23 25 8 47 110 EFPR-4/5-055075
CTBU25-075-4/5-CHP _ 25 23 25 8 45 110 EFPR-4/5-075120
CTBU25-120-4/5-CHP 4,5 120 25 23 25 8 44 110 EFPR-4/5-120200
CTBU25-200-4/5-CHP [as e s 23 25 8 415 110 EFPR-4/5-200500
CTBU25-045-6-CHP 6 45 25 23 25 8 51 110 EFPR-6-045055
CTBU25-055-6-CHP _ 25 23 25 8 49 110 EFPR-6-055075
CTBU25-075-6-CHP 6 75 25 23 25 8 47 110 EFPR-6-075120
CTBU25-120-6-CHP e e s 23 25 8 46 110 EFPR-6-120200
CTBU25-200-6-CHP 6 200 25 23 25 8 43.5 110 EFPR/L-6-200500

SPARE PARTS ﬁ & (

Designation Clamp Clamping screw Wrench
CTBU25-***-***-CHP CT-110 CM6X30-S BE5)

Reference pages: Inserts — F194, F195, Standard cutting conditions — F195
Parts for coolant hose — F290
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Il CHIPBREAKER GUIDE

ETX type Multi-functional insert M Standard feed B Standard feed and
Grooving and turning suitable 0.016 depth of cut for turning
for light to medium cutting = = 0.16
\ Well-balanced sharpness and & 0012 S0 i
Y- o<
strength G 0008 III £ 008 @:L
n n (0]
CW =0.157" - 0.236 T oo0al 1 g o4 _—
0 . . 0
0.157 0.197 0.236 0.004 0.008 0.012 0.016
j/ }/ Groove width: CW (in) Feed: f (ipr)
EGM type 1st choice for parting M Standard feed
High strength 0.016
Well-designed edge B 0012
CW = 0.157" ; 0.008/- |-
(0]
@ o0.004| B
0
0.157
j v Groove width: CW (in)
Bl INSERTS
ETX
RE
Bl steel *
M Stainless ) ¢
Cast iron PAe
Non-ferrous
Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated
Designation CW=005 CW:0.002| RE |, INSL
9 (mm)| ) | () (R (in)
<
ETX4-040 4 0.157 | 0.016 | @ 0.315
ETX5-040 5 0.197 | 0.016 | @ 0.394
ETX6-040 6 0236 | 0.016 | @ 0.472
@ : Line up

Reference pages: Toolholders — F190 - F193
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EGM

.4

RE
- Steel *
M Stainless ) ¢
Cast iron PAe
Non-ferrous
Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated
. . CW:0.05|CW=0.002] RE INSL
Designation . ) R -
(mm) | (in) | (in) | (in)
T
<
EGM4-030 4 0.157 | 0.012 | @ 0.315
@ : Lineup
I STANDARD CUTTING CONDITIONS
i o
1ISO Workpiece material Hardness Grade Chipbreaker Cutting speed c
Ve (sfm) S
[}
Low carbon steel - 300 HB AHT725 ETX 262 - 591 o
1018, 1020, 1026, etc. -300 HB AH725 EGM 262 - 591 O
. Carbon steel, Alloy steel -300HB AHT25 ETX 262 - 591
1045, 1055, etc. - 300 HB AH725 EGM 262 - 591
Prehardened steel - 300 HB AHT725 ETX 262 - 591
NAK8O, PXS5, etc. -300 HB AH725 EGM 262 - 591
M Stainless steel = AH725 ETX 164 - 394
304SS, 316SS, 17-4 PH, etc. ) AH725 EGM 164 - 394
Il Procedure to clamp and unclanp insert
@ Put the insert in the @ Turn the wrench @ Unclamp

Unclamp pocket Push the insert into the
pocket to clamp

Reference pages: Toolholders — F190 - F193
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TUNGCUT

CTFR/L
Face grooving and turning toolholder

DAXX

CDX

% & JJ
ét el - “& “coxk 2l
‘ LH

[ DAXX
) - Her
: Right hand (R) shown.

Metric (/AN (" [| [BNVO QN Seat size CDX H B LF LH HF WF®  Torque
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 25.5 5

CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 25.5 5
CTFR/L2525-3T10-034050  [N8 G4 is0 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-064100  [NGIIGa o0 s 15 25 25 150 38 25 255 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042 [ o s 4 20 25 25 150 39 25 25.6 5
'- CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
/) /| CTFRA2525-4720-042070  [NANNA7o 4 20 25 25 150 39 25 25.6 5
M CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/2525-4T20-112200 |4 42000~ 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-070110  [NEIIZG o 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-140200 _ 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100  [IE68 00" 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400 |6 {68 400 = 6 25 25 25 150 49 25 25.6 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.

Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

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

Torque: Recommended clamping torque: N-m

. Face grooving
Insert CIED IR Min. machining dia.

SPARE PARTS CW (mm)

DAXMIN (mm)
CTFR/L2525-3T - 4T... CM6X1X25-A P-5 DGM/DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CM8X1.25X25-A P-6 DGM/DGS /SGN / DGL 4 37

DGM/ DGS / SGN / DGL 5 60

INSERT DGM / DGS / DGL 6 57

Designation Seat size Insert DTE/DGG/DTM 3 62

CTFR/L2525-3T10-024035 & DTF, DTX D=/ DEE/ Dt & &2

CTFR/L2525-3T10-029040 © DTF, DTX DTE/DGG/DTM S 64

’ DTE / DGG / DTM 6 61

CTFR/L2525-3T10-034050 3 DTF, DTX B = 4

CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM DTR 4 32

CTFR/L2525-3T15-064100 3 D0 DX DTE DG, DGH, DGS, DTR 5 48

. . ? DTR 6 48

CTFR/L2525-4T10-022036 4 DTF, DTX oTx 5 5

CTFR/L2525-4T20-028042 4 DTF, DTX, DTR % a o
DTF, DTX, DTE, DGG, DGM, DGS,

CTFR/L2525-4T20-034050 4 DTR, DTM, DGL, SGN giﬁ g 22
DTF, DTX, DTE, DGG, DGM, DGS,

CTFR/L2525-4T20-042070 4 DTR, SGN, DTM, DGL DTF 3 20

DTF, DTX, DTE, DGG, DGM, DGS, DTF 4 20

CTFR/L2525-4T20-062120 4 DTR, SGN, DTM, DGL.

DTF, DTX, DTE, DGG, DGM, DGS,

CTFR/L2525-4T20-112200 4 DTR, SGN, DTM, DGL.
DTX, DTE, DGG, DGM, DGS, DTR,
CTFR/L2525-5T25-... 5 DTM, DGL, SGN
DTX, DTE, DGG, DGM, DGS, DTR,
CTFR/L2525-6T25-... 6 DTM, DGL. SGN

Reference pages: Inserts — F207 - F221, Standard cutting conditions — F222
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CTFVR/L

Face grooving and turning perpendicular toolholder

- ~ ] . I
. - cw 75& . [a)
v \% LH = DAXMIN
DAXX | Sem—
L L - CDX ' -E—’
5 T
Right hand (R) shown.
Metric Ccw DAXMIN 5).V.0. 8 Seat size CDX H B LF LH HF Torque
CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-034050  [N8ga s 3 10 25 25 150 18 25 5
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
CTFVR/L2525-3T15-054085 _ 3 15 25 25 150 18 25 5
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-032050  [4ga s 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-052085 _ 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110 _ 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12 -
CTFVR/L2525-5T20-140200 IS0 a0 5 20 25 25 150 22 25 12 §
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12 S
CTFVR/L2525-6T20-073150  [60 860 6 20 25 25 150 22 25 12 G
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

Torque: Recommended clamping torque: N-m

Groove width IFetee glieavii
SPARE PARTS Insert CW (mm) Min. machining dia.
Designation Clamping screw Wrench DAXMIN (mm)
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM/DGS / SGN / DGL 3 92
CTFVR/L2525-4T... CMBX1X25-A P-5 IDERY) / IDES / SEN / el & 37
CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 DEIN)// DIES /S / BIEL 2 C0
DGM / DGS / DGL 6 57
INSERT DTE / DGG / DTM 3 62
— DTE / DGG / DTM 4 42
Designation Seat size Insert
CTFVR/L2525-3T10-024035 3 DTF, DTX DTE/DGG/DTM ° 64
R ' DTE/DGG / DTM 6 61
CTFVR/L2525-3T10-029040 3 DTF, DTX = B i
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTR 4 32
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX 3 22
DTF, DTX, DTE, DGG, DGM, DGS, DTX 4 20
CTFVR/L2525-4T15-032050 4 DTR, DTM, DGL, SGN = . 0
e DTF, DTX, DTE, DGG, DGM, DGS, DTX 6 23
CTFVR/L2525-4T15-042060 4 DTR, SGN, DTM. DGL o - -
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-052085 4 DTR, SGN, DTM, DGL DTF 4 20
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-5T20-... 5 BTM. DGL. SGN
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-6T20-... 6 DTM, DGL

Reference pages: Inserts — F207 - F221, Standard cutting conditions — F222
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TUNGCUT

CTEFR/L

External face grooving and turning toolholder

DAXMIN

.ol

Inch Ccw Seat size
CTEFR/L12-4T04 L0157 | 234
CTEFR/L16-4T04 0.157 2,3,4
CTEFR/L12-6T04 oz 56
CTEFR/L16-6T04 0.236 5,6

Metric cw Seat size
CTEFR/L2020-4T04 | 4 = 23,4
CTEFR/L2525-4T04 4 2,3, 4
CTEFR/2020-6T04  [06 56
CTEFR/L2525-6T04 6 56

CDX
0.189
0.189
0.189
0.189

CDX
4.8

4.8
4.8
4.8

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

INCH
SPARE PARTS

Designation
CTEFR/L12-4T04

CTEFR/L16-4T04
CTEFR/L12-6T04
CTEFR/L16-6T04

&

Clamping screw
CM6X1X20-A

CM6X1X25-A
CM6X1X20-A
CMBX1X25-A

{

Wrench
7=
P=5
P-5
P-5

H
0.750
1.000
0.750
1.000

20
25
20
25

WF

CDX
=
O © o
‘. LF .
LH
: i
B LF LH HF
0.750 5.000 1.300 0.750
1.000 6.000 1.300 1.000
0.750 5.000 1.460 0.750
1.000 6.000 1.460 1.000
B LF LH HF
20 125 33 20
25 150 33 25
20 125 37 20
25 150 37 25
METRIC
SPARE PARTS @
Designation Clamping screw

CTEFR/L2020-4T04
CTEFR/L2525-4T04
CTEFR/L2020-6T04
CTEFR/L2525-6T04

CM6X1X20-A
CM6X1X25-A
CMBX1X20-A
CM6X1X25-A

|

2 24

Right hand (R) shown.

WF® Torque
0.770 6.27
1.020 6.27
0.770 6.27
1.020 6.27
WF® Torque*
20.5 8.5
255 8.5
20.6 8.5
25.6 8.5

Wrench
75
=5
P-5
P-5

Face grooving
Min. machining dia,|
DAXMIN (in)

Face grooving
Min. machining dia,|
DAXMIN (mm)

Groove width
CW (mm)

Groove width

CW (in) Insert

Insert

DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM / DGS / DGL
DTX/DTM/DTR
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG/DTM
DTR
DTR
DTR
DTR
DTX
DTX
DTX
DTX
DTF
DTF

0.079
0.118
0.157
0.197
0.236
0.079
0.118
0.157
0.197
0.236
0.118
0.157
0.197
0.236
0.118
0.157
0.197
0.236
0.118
0.157

11.614
3.622
1.457
2.362
2.244
11.614
2.441

1.654
2.520
2.402
1.732
1.260
1.890
1.890
0.866
0.787
0.787
0.906
0.787
0.787

DGM/DGS /SGN / DGL
DGM /DGS / SGN / DGL
DGM /DGS / SGN / DGL
DGM/DGS / SGN / DGL
DGM / DGS / DGL
DTX/DTM/DTR
DTE/DGG/DTM
DTE/DGG/DTM
DTE/DGG /DTM
DTE/DGG/DTM
DTR
DTR
DTR
DTR
DTX
DTX
DTX
DTX
DTF
DTF

Reference pages: Inserts — F207 - F221, Standard cutting conditions — F222
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295
92
37
60
57

295
62
42
64
61
44
32
48
48
22
20
20
23
20
20




CAEFR/L-CHP

Face and external grooving adapter, with high pressure coolant capability

z N
3
3 IS,
: — k:nm:g
Right hand (R) shown.
Seat size CDX H B LF WF (1)
CAEFR/L-4T04-CHP 2,3,4 4.8 33 7.2 41.5 7.7
CAEFR/L-6T04-CHP 6 5,6 4.8 33 7.2 46.3 7.8

(1) "WF" value is calculated with groove width "CW" shown in the table.

CAFR/L-CHP

Face grooving and turning adapter, with high pressure coolant capability

(1
=y C%’r @/
]
/
%
3
B o
=4 Right hand (R) shown. O
Metric cw DAXMIN  DAXX Seat size CDX H B LF WF
CAFR/L-3T12-040055-CHP 3 12 33 10.2 43 75
CAFR/L-3T12-055075-CHP 3 55 75 3 12 33 10.2 43 75
CAFR/L-3T12-075100-CHP _ 3 12 33 10.2 43 7.5
CAFR/L-3T12-100140-CHP 3 100 140 3 12 33 10.2 43 7.5
CAFR/L-3T12-140200-CHP  [IIG 40 000 3 12 33 10.2 43 7.5
CAFR/L-4T16-050070-CHP 4 50 70 4 16 33 10.2 43 8
CAFR/L-4T16-070100-CHP _ 4 16 33 10.2 43 8
CAFR/L-4T16-100150-CHP 4 100 150 4 16 33 10.2 43 8
CAFR/L-4T16-150250-CHP [ 60 60 4 16 33 10.2 43 8
CAFR/L-5T20-055080-CHP 5 55 80 5 20 33 10.2 47 8.5
CAFR/L-5T20-080120-CHP _ 5 20 33 10.2 47 8.5
CAFR/L-5T20-120180-CHP 5 120 180 5 20 33 10.2 47 8.5
CAFR/L-5T20-180300-CHP |6 g0 800 5 20 33 10.2 a7 8.5
CAFR/L-5T20-300000-CHP 5 300 o 5 20 33 10.2 47 8.5
CAFR/L-6T25-060090-CHP _ 6 25 33 10.2 52 9
CAFR/L-6T25-090150-CHP 6 90 150 6 25 33 10.2 52 9
CAFR/L-6T25-150250-CHP  [[6 80 260 6 25 33 10.2 52 9
CAFR/L-6T25-250400-CHP 6 250 400 6 25 33 10.2 52 9

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

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

Face grooving Face grooving

Groove width Min. machining dia. Groove width Min. machining dia,
CW (mm) DAXMIN (mm) CW (mm) DAXMIN (mm)
DGM / DGS / SGN / DGL 2 295 DTR 3 44
DGM / DGS / SGN / DGL 3 92 DTR 4 32
DGM / DGS / SGN / DGL 4 37 DTR 5 48
DGM / DGS / SGN / DGL 5 60 DTR 6 48
DGM /DGS / DGL 6 57 DTX 3 22
DTX/DTM /DTR 2 295 DTX 4 20
DTE/DGG / DTM 3 62 DTX 5 20
DTE/DGG / DTM 4 42 DTX 6 23
DTE /DGG / DTM 5 64 DTF 3 20
DTE/DGG / DTM 6 61 DTF 4 20

Reference pages: Inserts — F207 - F221, Shanks and toolholders — F200 - F202
Standard cutting conditions — F222, Technical Reference — L059

Tungaloy F199




Face

TUNGCUT |
CHSR/L-CHP

Shank for adapter, with high pressure coolant capability

) (LFASSY™*)
] (LPOS) @
[ -
S ir
M= OAL
- v
- m
Right hand (R)
with left-hand adapter shown.
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 CA*FL/R**-CHP 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 CA*FL/R**-CHP 3.69
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 151 12 20 10 CA*FL/R**-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CA*FL/R**-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

(LFASSY*)
- (LPOS) @
— I o
- —
(.
—> a
TS II Right hand (R)
=1 with left-hand adapter shown.
H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque
CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 CA*FL/R**-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 CA*FL/R**-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ @ § ( @ &

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

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank

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

@ : Corresponding

Reference pages: Inserts — F207 - F221, Adapters — F199, Standard cutting conditions — F222
Parts for coolant hose — F290, Technical Reference — L059

F200 tungaloy.com/us




CHFVR/L-CHP

Tube connection

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

@

Right hand (R)

. =

3
s I¢
u

M= G1/8"-28

v Ll SR OAL

G 1/8"-2 )
| £ j

2l le 1|2 tHBKW o}
P ﬁ LPOS
= (LFASSY**)

with right-hand adapter shown.

H B OAL LH LPOS WPOS HBKW HFASSY
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000

H B OAL LH LPOS WPOS HBKW HFASSY
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

& A &

Clamping screw 1 Wrench 1 Clamping screw 2
SR M5-04451 T-20/5 SR M6X12DIN6912

&

Clamping screw 3
SR M6X20-XT

SPARE PARTS

Designation
CHFVR/L...

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 2.5
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

Combination of adapter and shank
External grooving adapter Face grooving adapter

CAFR**-CHP CAFL*-CHP

'CAER**-CHP, -MD CAEL**-CHP, -MD

Wrench 2
HWS5.0

HBH Adapter (Option) Torque
0.431 CA*FR/L**-CHP 3.69
0.200 CA*FR/L*-CHP 3.69
HBH Adapter (Option) Torque*
10 CA*FR/L**-CHP 6.5
5 CA*FR/L**-CHP 6.5

OR 5X1N PLUGG1/8ISO1179

Grooving

External and face grooving adapter
CAEFR**-CHP CAEFL**-CHP

CHFVR*-CHP
CHFVL*-CHP

@ : Corresponding

Reference pages: Inserts — F207 - F221, Adapters — F199, Standard cutting conditions — F222

Parts for coolant hose — F290, Technical Reference — L059

Tungaloy F201




TUNGCUT | |
C*CHSN-CHP

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

(LFASSY™)  bog @

DCONMS

Left-hand (L) adapter shown.

PNTETE  pconms LPR LPOS WPOS Adapter (Option) Torque

C3CHSN19045-CHP 32 45 17.5 18.5 CA*FR/L**-CHP 6.5
C4CHSN21047-CHP 40 46.5 215 21 CA*FR/L**-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 CA*FR/L**-CHP 6.5
CBCHSN33050-CHP 63 50 24.5 32.5 CA*FR/L*-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

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

R @
- 8 m ) — (D‘ @
. = Sl ULl =
+Ee g T-Hd i Z
= T 1 == L e . o
== J 0 18
b H a

((FASSY)

Right-hand (R) adapter shown.

DCONMS LPOS wWB WPOS Adapter (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 CA*FR/L*-CHP 6.5
C4CHFVN26046-CHP 40 46 26 15 CA*FR/L*-CHP 6.5
C5CHFVN26046-CHP 50 46 26 1.5 CA*FR/L**-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 CA*FR/L**-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ ﬁ & @ ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N

Recommended clamping torque (N-m)

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

Reference pages: Inserts — F207 - F221, Adapters — F199, Standard cutting conditions — F222
Technical Reference — L059

F202 tungaloy.com/us




CAFR/L

Face grooving and turning adapter

e JJ
st | X 44
CDX
Nl ; :
O .
Right hand (R) shown.
Metric CwW DAXMIN DAXX Seat size CcDX H B LF WE () Torque
CAFR/L-3T12-040055 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-055075 3 55 75 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-075100  [[N8Nz8 00 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-100140 3 100 140 3 12 32.7 10 45 10.4 5
CAFR/L-3T12-140200 _ 3 12 32.7 10 45 10.4 5
CAFR/L-4T16-050070 4 50 70 4 16 32.7 10 45 10.5 5
CAFR/L-4T16-070100  [INNANZ0 00 4 16 32.7 10 45 10.5 5
CAFR/L-4T16-100150 4 100 150 4 16 32.7 10 45 105 5
CAFR/L-4T16-150250 _ 4 16 32.7 10 45 10.5 5
CAFR/L-5T20-055080 5 55 80 5 20 32.7 10 49 10.5 5
CAFR/L-5T20-080120  [IEIg0 30 5 20 32.7 10 49 105 5
CAFR/L-5T20-120180 5 120 180 5 20 327 10 49 105 5 o
CAFR/L-5T20-180300 _ 5 20 32.7 10 49 10.5 5 g
CAFR/L-5T20-300000 5 300 oo 5 20 32.7 10 49 10.5 5 S
CAFR/L-6T25-060090  [IEIG0 " go 6 25 32.7 10 55 10.5 5 5
CAFR/L-6T25-090150 6 90 150 6 25 32.7 10 55 10.5 5
CAFR/L-6T25-150250 _ 6 25 327 10 55 10.5 5
CAFR/L-6T25-250400 6 250 400 6 25 32.7 10 55 10.5 5
When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.
Use the right-hand insert for the right-hand holder with DTF insert.
Not compatible with TungModularSystem
(1) WF is calculated with the groove width (CW) in the above table.
Torque: Recommended clamping torque: N-m
& ( Groove width Face grooving
Insert Min. machining dia.
SPARE Clamping screw Wrench SN DAXMIN (mm)
CAFR/L... BHM6-20-A P-4 DGM /DGS /SGN / DGL 3 92
DGM/ DGS / SGN / DGL 4 37
DGM/ DGS / SGN / DGL 5 60
DGM / DGS / DGL 6 57
DTE / DGG / DTM 3 62
DTE/DGG /DTM 4 42
DTE/DGG/DTM 5 64
DTE / DGG / DTM 6 61
DTR 3 44
DTR 4 32
DTR 5 48
DTR 6 48
DTX 8! 22
DTX 4 20
DTX 5 20
DTX 6 23
DTF 3 20
DTF 4 20

Reference pages: Inserts — F207 - F221, Shanks and toolholders — F204, F205
Standard cutting conditions — F222

Tungaloy F203




TUNGCUT

CHSR/L
Shank for adapter

8
[
o £ - OAL
3 : I m#
J 2 Y iion
g O = LFASSY*"
Y — & = - (LPOS)
(i3I ro—
= Right hand (R)
LL_FL M with left-hand adapter shown.
H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L12-U 0.750 0.750 5.330 4.227 1.380 0.356 0.750 0.502 CAFL/R...
CHSR/L16-U 1.000 1.000 5.330 4.227 1.100 0.606 1.000 0.280 CAFL/R...
CHSR/L20-U 1.250 1.250 6.330 5.227 - 0.856 1.250 - CAFL/R...
H B OAL LPOS LH WPOS HFASSY HBH Adapter (Option)
CHSR/L2020 20 20 133 105 85 10 20 12 CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAFL/R...
n CHSR/L3232 32 32 153 125 = 22 32 = CAFL/R...
,/‘ WFASSY* : Shank (WPOS) + adapter (WF)
= LFASSY** : Shank (LPOS) + adapter (LF)
S The LFASSY or WFASSY value may change depending on the adapter type.
Not compatible with TungModularSystem
CHFVR/L
Shank for adapter, perpendicularly mounted
o e OAL o
al © ‘ HBKW m¢
< \
Lé 1§ LPOS
- (LFASSY®)
LH
g — |-
[97] i
2t ) |
5 ¢ g ' J Right hand (R)
= HBH with right-hand adapter shown.
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L12-U 0.750 0.750 6.000 5.606 0.984 -0.001 0.352 0.750 0.502 CAFR/L...
CHFVR/L16-U 1.000 1.000 6.000 5.606 0.984 -0.001 0.102 1.000 0.276 CAFR/L...
CHFVR/L20-U 1.250 1.250 7.000 6.606 0.984 0.147 - 1.250 - CAFR/L...
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Adapter (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAFR/L...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAFR/L...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAFR/L...

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

SPARE PARTS & (

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

Combination of adapter and shank

External grooving adapter Face grooving adapter
CAER... (07,1~ I CAFR...
CHSR... [ ] [ ]
CHSL... [ ] [ J
CHFVR... [ ] [ J
CHFVL... [ ] [ )

@ : Corresponding

Reference pages: Inserts — F207 - F221, Adapters — F203, Standard cutting conditions — F222

F204 tungaloy.com/us




C-CHSRI/L
Toolholder with TungCap connection for adapter

n
g = _ ®
Tm 2
0
— 1 O
2 neR & o 0
L ] Gl |
= _ LPR _(LPOS)
_ (LFASSY™) | Right hand (R)
with left-hand adapter shown.
DCONMS LPR LPOS L2 WPOS Adapter (Option)
C3CHSR/L22050N 32 50 221 35 11.5 CAFL/R...
C4CHSR/L27050N 40 50 221 36 16.5 CAFL/R...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAFL/R...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAFL/R...

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

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

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

C-CHFVR/L
Toolholder with TungCap connection for adapter, perpendicularly mounted

2 @
[ ‘o
o E— =z =
=k | e >
>| o @ (&) o
2 2|19 ) o
< Ll O
s, | |.pos,
(LFASSY*) Right hand (R)
=~ - with right-hand adapter shown.
DCONMS LPOS L2 wB WPOS Adapter (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAFR/L...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAFR/L...
C5CHFVR/L35060N 50 49.5 36 35 71 CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 171 CAFR/L...

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

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

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

SPARE PARTS @ & (

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

Combination of adapter and toolholder

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

@ : Corresponding

Reference pages: Inserts — F207 - F221, Adapters — F203, Standard cutting conditions — F222

Tungaloy F205




TUNGCUT

CTIFR/L
External/Internal face grooving and turning toolholder

Ww| o, .<CDX = j j ‘ !F
= = V)|
Y / :T/}::::::::::::::::::::: g 3:
= i LF o TV o e
4- % DMIN % h - % | g g
o = _ n 3 ——1 5y0
\ L|_' 0 0 a —
UV £ ~
Seal cap Right hand (R) shown.
Seat size CDX DCONMS LF HF WF Torque
CTIFR/L16-4T05-D17 _ 2,3,4 0.217 1.000 8.000 0.450 0.531 3.69
CTIFR/L20-4T05-D22 0.157 2,34 0.217 1.250 10.000 0.590 0.656 3.69
CTIFR/L16-5T05-D17 _ 5,6 0.217 1.000 8.000 0.450 0.531 3.69
CTIFR/L20-5T05-D22 0.236 5,6 0.217 1.250 10.000 0.590 0.656 3.69
Seat size CDX DCONMS LF HF WF Torque*
CTIFR/L25-4T05-D270 2,34 55 25 200 11.5 13.3
CTIFR/L32-4T05-D340 4 2,3,4 55 32 250 15 16.8 5
CTIFR/L25-5T05-D270 _ 5,6 55 25 200 11.5 13.3 5
CTIFR/L32-5T05-D340 6 5,6 55 32 250 15 16.8 5

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

g\lPCAI-I!iE PARTS @ ( @ gIFI’E;RRIIECPARTS @ ( @

Designation Clamping screw Wrench Seal cap Designation Clamping screw Wrench Seal cap
CTIFR/L16... CM6X1X16-A P-5 CA-25 CTIFR/L25... CM6X1X16-A P-5 CA-25
CTIFR/L20... CMB6X1X20-A BE5) CA-32 CTIFR/L32... CM6X1X20-A P8 CA-32
Min. machining dia.: DMIN (in) Min. machining dia.: DMIN (mm)
Seat size Seat size
DCONMS = 1.000" DCONMS = 1.250" DCONMS = 25 mm DCONMS = 32 mm

2 11.772 11.772 2 299 299

& 1.035 1.311 & 26.3 3843

4 1.055 1.331 4 26.8 33.8

5) 1.035 1.311 5) 26.3 33.3

6 1.055 1.331 6 26.8 33.8

Face grooving
Min. machining dia,|

Face grooving

Groove width Groove width

Min. machining dia,|

CW (in) DAXMIN (in) CW (mm) DAXMIN (mm)

DGM / DGS / SGN / DGL 0.079 11.614 DGM / DGS / SGN / DGL 2 295
DGM / DGS / SGN / DGL 0118 3.622 DGM / DGS / SGN / DGL 3 92
DGM /DGS /SGN / DGL 0.157 1.457 DGM /DGS /SGN / DGL 4 37
DGM / DGS / SGN / DGL 0197 2.362 DGM / DGS / SGN / DGL 5 60
DGM / DGS / DGL 0.236 2.244 DGM / DGS / DGL 6 57
DTX/DTM/DTR 0.079 11.614 DTX/DTM/DTR 2 295
DTE/DGG/DTM 0.118 2.441 DTE/DGG/DTM © 62
DTE/DGG / DTM 0.157 1.654 DTE/DGG / DTM 4 42
DTE/DGG /DTM 0.197 2.520 DTE/DGG /DTM 5] 64
DTE/DGG / DTM 0.236 2.402 DTE/DGG / DTM 6 61
DTR 0.118 1.732 DTR © 44

DTR 0.157 1.260 DTR 4 32

DTR 04197 1.890 DTR 5 48

DTR 0.236 1.890 DTR 6 48

DTX 0.118 0.866 DTX 3 22

DTX 0.157 0.787 DTX 4 20

DTX 0.197 0.787 DTX 5] 20

DTX 0.236 0.906 DTX 6 23

DTF 0118 0.787 DTF 3 20

DTF 0.157 0.787 DTF 4 20

Reference pages: Inserts — F207 - F221, Standard cutting conditions — F222

F206 tungaloy.com/us




Il CHIPBREAKER GUIDE

Face grooving and turning

DTF type (2 corners)

F211

1st choice
for face grooving

Unique chipbreaker
makes chips shorter
CW =0.118" - 0.157"

[l Standard feed and DoC (for turning)
0.197

0.157

0.118 8

0.079

0.039 .

Depth of cut: ap (in)

0 5004 0.008 0.072 0.016 0.020 0,024
Feed: f (ipr)

Groove width: CW (in)
M0.118 WO0.157

Il Standard feed

j/ j/
0.016
0.012fr .
0.008 I ,,,,,,, |

0.004|--

Feed: f (ipr)

05778 0157
Groove width: CW (in)

DTX type
(2 corners)

F211

Multi-functional type

Well balanced sharpness
and strength
Multi-functional insert
CW =0.079" - 0.236"

. H* T
[l Standard feed and DoC (for turning) U%'i JE#E}/}/

0197
z

o 0.157
SU_ []
£ 0118

o
5 0.079

£

@ 0.039 T i

o 1

o, d

0.004 0.008 0.012 0.016
Feed: f (ipr)

Groove width: CW (in)
0.079 M0.118 W0.157 M 0.197 MWO0.236

Il Standard feed

0.016 I

0 0.079 0.118 0.157 0.197 0.236
Groove width: CW (in)

Feed: f (ipr)
o o o
o o o
R 8

DTM type
(2 corners)

F212

General purpose

1st choice for grooving and
turning

Suitable for light to medium
cutting

Excellent chip control in
machining steel, alloy steel,
stainless steel, and heat-
resistant alloy

CW =0.079" - 0.236"

[l Standard feed and DoC (for turning)
0.197

z
o 0.157
: \
£ 0118
2 0.079H \ |
-g g i
G 0.039
[)
[S] 0 - :
0.004 0.008 0.012 0.016 0.020 0.024

Feed: f (ipr)

Groove width: CW (in)
0.079 M0.118 M0.157 0.197 M0.236

N wdd

W Standard feed
0.016

= 0012 [ -

S

%~ 0.008 |- I !

el

3

@ 0.004 I o . . A

0
0.079 0.118 0157 0.197 0.236
Groove width: CW (in)

DTE type
(2 corners)

&

F212, F213

General purpose

Unique chipbreaker makes
chips shorter

Molded and ground insert
available

CW =0.104" - 0.236"

[l Standard feed and DoC (for turning)

04197
L\

0.157
J(

0.118 =

ap (in

0.079

0.039
0

Depth of cut:

0.004 0.008 0.012 0.016 0.020 0.024
Feed: f (ipr)

Groove width: CW (in)
M0.118 W0.157 M 0.197 M0.236

H‘ ﬁj j
A 4
Il Standard feed

0.016

0
0.118 0.157 0.197 0.236
Groove width: CW (in)

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

Tungaloy F207

Grooving




Grooving

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

F214, F215

1st choice for grooving and
parting

Smooth chip evacuation
Well-designed edge with high

strength
Handed insert available
CW =0.079" - 0.250"

Il Standard feed

0.020
0.016

.9 0.012 o
S 0.008 | | I
s

0'004"""" - -

0 0.079 0.118 0.157 0.197 0.236

Groove width: CW (in)

T J

vibration and delivers fine surface

. ¥
DGS type (2 CornerS) Lower cutting force and H Standard feed *Hf Ugr j/
SGS type (1 corner) | superior sharpness 0.020
- Unique-designed edge and < 0.016
’ chipbreaker < oo
Handed insert available $ 0008 |-
w
CW = 0.079" - 0.250" 0.004 I I I I
0 0079 0118 0167 0197 0.236
F216, F217 Groove width: CW (in)
. 1
DGG type (2 corners) | For non-ferrous materials H Standard feed % UHﬁ ;
and titanium 0.016 N /
Chipbreaker with low cutting force E 0012
Sharp cutting edge that prevents 0008

F218

CW =0.079" - 0.236"

0.079 0118 0157 0197 0.236
Groove width: CW (in)

finish 0 0079 0118 0167 0197 0.236
CW =0.079" - 0.236" Groove width: CW (in)
F217
'
DGL type (2 corners) | 454 choice for mild steel M Standard feed H UEF i /)

0.016
Chipbreaker with excellent chip = 0012
control at low feed 2
Suitable for mild steel which often 0008 ™ I I
presents challenges in chip control & 0004 18

0

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

F208 tungaloy.com/us




Profiling and undercutting

DTR type (2 corners)

Full radius type

l Standard feed and DoC (for turning)

T

(2 corners)

F220

Excellent chip control for undercutting
CW =0.118" - 0.236"

0.016
= 0.012
0.008
0.004

Feed: f (ipr

STR type (1 corner) = 0.197
Excellent chip control o o157 j j
Molded Molded and ground inserts available E 0.118 - / /
DTR, STR CW =0.079" - 0.236" 5 0079 =
50039 |
[0 —
o 0 ; - :
0.004 0.008 0.012 0.016 0.020 0.024 0.028
Ground Feed: f (ipr)
DTR Groove width: CW (in)
0.079 W0.118 M0.157 M0.197 MW0.236
F218, F219
¥
DTIU type Full radius type M Standard feed and DoC %#

0

0118 0157 0197 0.236
Groove width: CW (in)

Aluminum wheel machining

DTA type
(2 corners)

F220

Full radius type

Excellent chip control

For aluminum wheel profiling
Ground insert

CW =0.236" - 0.315"

W Standard feed and DoC (for turning)

0.197
0.157
0.118
0.079
0.039

0

(in)

Depth of cut: ap

0.004 0.008 0.012 0.016 0.020 0.024
Feed: f (ipr)

Groove width: CW (in)
H0.236 W0.315

Grooving

For high feed external and face turning of hardened steel parts

STH type
(1 corner)

N

F221

External and face turning of
hardened steel parts

High efficiency machining using light

D.O.C. and increased feeds
CW =0.118", 0.197"

[l Standard feed and DoC (for turning)

0.008
0.006
0.004
0.002

0

(in)

Depth of cut: ap

0.020 0.040 0.060 0.080
Feed: f (ipr)

Groove width: CW (in)
H0.118 m0.197

wJ

External grooving of hardened steel

SGN-CBN type
(1 corner)

F221

For hardened steel cutting

Optimum cutting edge shape for
grooving of hardened steels
High tolerance width for finishing
CW =0.079" - 0.197"

(Tol. £0.001")

Il Standard feed

0.0039

0,003t
5

£ 0.0024

3 0.0016
[0}
L

0.0008

0

0.079 0118 0157 0.197
Groove width: CW (in)

J

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

AHSBSO00S

. . - Continuous cutting, First choice
-3 - External and Internal, Turning
é/“ - AHSO00S AH7025
Turning - Light interrupted cutting,
. First choice
p ! - A mix of continuous and
r AH7025 interrupted cuts
Grooving AHG235
- / - Heavy interrupted cutting,
— AHG235 First choice
; - Facing, Parting
Parting-off
& < N - &
Continuous Light Interrupted Heavy Interrupted
Il GRADES
NN eves EXlrHeves KZXAeve
- First choice for external, internal, and - First choice for light interrupted cuts - First choice for heavy interrupted
side-turning, continuous cuts or a mix of continuous and interrupted cuts, as well as parting and facing
cuts applications

- New PVD coating with high Al content
provides excellent adhesion strength
- Improved wear and chipping resistance

_AH725 | JT B 1515 ] 79225 |

- General purpose PVD grade for high - First recommended grade for cast - Suitable for steel machining at
fracture resistance iron high speeds
- Excellent wear resistance in - New CVD coating and substrate
high speed machining deliver an outstanding balance of

wear and chipping resistance

_NS9530 | __GH130 [ '] JE AH905 [

- Advanced cermet for finish cutting - Recommended for - Remarkable for machining of heat
of steel interrupted machining resistant alloys
- Innovative grade with incredible - TICNO PVD coating layer with - Exclusive coating layer improves
fracture and high wear resistance high wear resistance adhesion strength and wear
- High hardness wear resistance resistance
__KSo5F [ TH10 ]
- Recommended for non-ferrous - Recommended for
materials and titanium non-ferrous materials
BXA10 J BX360 |}
- Coated CBN grade designed for - Developed for grooving applications
turning hardened steel parts of hardened steel parts

F210 tungaloy.com/us




I INSERTS
DTF

Face grooving and turning

RE
A
S

12°
7 INSL Ref.
ey
Right hand (R) shown.
BBl steel * K[ e[ ¥ *
M Stainless * | Y% | %
Cast iron * Pig S
Non-ferrous
S Superalloys * | Y% ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . W=0.05| CW+0.002 Y Q
Designation Sgat HANDC 0.05|C .000 BE o & © = a INSL .h .L1
size (mm)| (in) |(n) ¥ RN = o (in) | (in) | (in)
o LI I n
<O 4
DTF3-040-R 3 R 3 0.118 |0016 @ ® ® @ (] 0.787 | 0.197 | 0.630
DTF3-040-L 3 L 3 0.118 |0016 | ® ® ® @ { ] 0.787 | 0.197 | 0.630
DTF4-040-R 4 R 4 0.157 |0016 @ ® ® @ ([} 0.787 | 0.197 | 0.630
DTF4-040-L 4 L 4 0.157 |[0016 | @ @ ® @ (] 0.787 | 0.197 | 0.630 o
L c
@: Line up =
o
o
DTX O
External, internal and face grooving, and turning
RE
; ==
5 _,/;a='
/7"" INSL Ref. )
ol S
BBl stee | [ e[| ¥ k| [k
M Stainless * | [k |k
Cast iron * * Y% % DA S
Non-ferrous Y
S | Superalloys * | 7% & * ¥ : First choice.
H Hard materials ¥ : Second choice
Coated Cermet Uncoated
. . Seat |CW=0.05/CW:0.002 RE w v ] Q INSL| h
Designation . : ] w N Lo Qo ® w . .
9 size | mm)| (n) (n) IRRB - & |& 8 (in) | (in)
O L IIIZI (2] (7]
FAIC< <O < =2 X
DTX2-020 2 2 0.079 |0.008 [ ] [ J [ J [ J 0.787 | 0.197
DTX3-030 3 3 0118 (0012 ®© © © ®© ® © [ J [ J 0.787 | 0.197
DTX4-040 4 4 0157 |0016| @ ®© ® ® ® © [ J [ ] 0.787 | 0.197
DTX5-040 5 5 0197 |0016| @ © © © ® © [ J [ ] 0.984 | 0.217
DTX6-080 6 6 0.236 |0.031 e 0000 [ J 0.984 | 0.217
@ : Lineup

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DTM

External face grooving and turning

RE
===
6. INSLRet

-1
hr

Bl steel * %K
M Stainless ¥ % %
Cast iron * % %
Non-ferrous
S | Superalloys * % % : First choice
H Hard materials 77 : Second choice
Coated
. . W=0.05 | CW+0.002 0 v v
Designation Seat |CW:0.05/CW=0002  RE NS INSL| h
size | (mm)| (in) | (in) R & & (in) | (in)
I I I
<< <
DTM2-020 2 2 0.079 | 0.008 ® ® @ 0.787 | 0.197
DTM3-030 3 3 0.118 | 0012 @ @ @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0.016 @ @® @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0.031 @ ® @ 0.787 | 0.197
DTM5-080 5 5 0197 | 0031 @ @ @ 0.984 | 0.217
DTM6-080 6 6 0236 | 0031 @ @ @ 0.984 | 0.217
@ : Line up
DTE
External face grooving and turning (for high precision)
RE
= <A
&) P
7° INSL Ref.

e

BBl stee * || Y| ¥ *
M Stainless * | Y¢ %
Cast iron * S
l Non-ferrous
S Superalloys ¥* Y% ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation Seat CW:0.02 cw:_o.ooos BE o § =) § INSL .h
size | (mm)| (in) |(n) |Y R N = o (in) | (in)
o> LT I (2]
F <O P4
DTE265-015 3 2.65 0.104 |0.006 @ ® ® @ [ ] 0.787 | 0.197
DTE300-020 3 3 0.118 |0.008| ® ® ® @ [ ] 0.787 | 0.197
DTE300-040 3 3 0.118 (0016 ® ® ® @ o 0.787 | 0.197
DTE315-015 3 3.15 0124 |0006 @ ®© ® @ [ ] 0.787 | 0.197
DTE400-040 4 4 0.157 (0016 @ ® @® @ [ ] 0.787 | 0.197
DTE400-080 4 4 0.157 |0031/ ® ®© ®@ @ [ ] 0.787 | 0.197
DTE415-015 4 4.15 0.163 |0.006 ® ® ® @ o 0.787 | 0.197
DTE478-055 5 4.78 0.188 (0022 ® ®© @ @ [ ] 0.984 | 0.217
DTE500-040 5 5 0.197 (0016 @ ® @ @ [ J 0.984 | 0.217
DTE500-080 5 5 0.197 (0031 ® ®@ @ @ [ ] 0.984 | 0.217
DTE515-015 5 5.15 0203 (0006 ® ® ®@ @ 0.984 | 0.217
DTE600-080 6 6 0236 (0031 @ @ @ @ 0.984 | 0.217
DTE600-120 6 6 0236 (0047 @ ©@ @ @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DTE

External face grooving and turning
RE
= <
B

7° INSL Ref.
ot =

Bl steel | kiR Yok Kk
M Stainless ) dbidh 4 4b ¢
Cast iron % % * Y% %
Non-ferrous
Superalloys * | Y% % ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation Seat |CW=0.05Clz0002 RE 1, § 0 § 3 § u%) INSL| h
size |[(mm)| (in) (n)|YPRND=-© | (in) | (in)
oI III I N
FFI<I< O I P4
DTE3-020 3 3 0.118 | 0.008 [ ] [ ) [ ] 0.787 | 0.197
DTE3-040 3 3 0118 |0016 @ ®© ®© © ®© ® @ [ ) 0.787 | 0.197
DTE4-040 4 4 0157 |0016 | @ © © © ®© ® © [ ] 0.787 | 0.197
DTE4-080 4 4 0.157 |0.031 [ ) [ ) [ J 0.787 | 0.197
DTE5-040 5 5 0.197 |0.016 [ N [ ) [ J 0.984 | 0.217
DTE5-080 5 5 0.197 |0.031 [ ) o [ J 0.984 | 0.217 8
DTE6-080 6 6 |0236 (0031 @@ © @ 0.984 | 0.217 3
. (@]
@ : Lineup (B

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DGM

External/face grooving and parting

RE Neutral PSIRL Left hand RE RE Right hand

S#

— 5

INSL Ref. INSL Ref.

o R R

Bl steel ke k| Yk Pk
M Stainless * | Y5 % % [ %
Cast iron * ) dbAdbAdl ¢ DA PG
l Non-ferrous Pig
S  Superalloys ¥ [ Y % % * Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | U=
Designation | S°3" |janp c(x*r‘:f C“(’i*r‘:')"” RE 1, 8wduygd |3 w  (INSLE P gl psipr
N IRKD®S=-© |0 3 (in) | (in)
o LI IIICI [0} 0
i S - - OB § z X
DGM2-020 2 N 2 0.079 |0008 ® ©@ ®@ @ [ BN ) [ ] [ ) 0.787 | 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 | 0.008 [ I} ([ J 0.787 | 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 | 0.008 o0 [ J 0.787 | 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 | 0.008 [ N} [ J 0.787 | 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 | 0.008 [ I} [ J 0.787 | 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 |0.0008 [ ) [ J 0.762 | 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 |0.0008 [ ] (] 0.762 | 0.197 15° 0°
DGM2.39-020 2 N 2.39 0.094 | 0.008 [ ] [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020 3 N 3 0118 (0008 ® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020-6R 3 R 3 0.118 | 0.008 o 0 [ J 0.787 | 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 | 0.008 [ I ([ J 0.787 | 0.197 6° 0°
DGMS3-002-6R 3 R 3 0.118 | 0.008 [ ] [ J 0.766 | 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.008 [ ] [} 0.766 | 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 | 0.008 [ I} [ J 0.787 | 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 | 0.008 [ N [ J 0.787 | 0.197 15° 0°
DGMS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ ] [ 0.787 | 0.197 0° 0°
DGM4-030 4 N 4 0157 |0012 ©® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 | 0.012 o 0 [ J 0.787 | 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 | 0.012 [ N J [ J 0.787 | 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 | 0.012 [ X} [ J 0.787 | 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 | 0.012 [ X} ([} 0.787 | 0.197 15° 0°
DGM4.76-040 5 N 4.76 0.187 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
DGM5-030 5 N 5 0197 (0012 ©®© © © ®© © © © [ ] [ ) 0.984 | 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 | 0.012 o 0 [ J 0.984 | 0.217 0° 4°
DGM®6-030 6 N 6 0236 (0012 ©® © © © ®© ® O [ ] 0.984 | 0.217 0° 0°
DGM®6.35-040 6 N 6.35 0.250 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
@ : Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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SGM

External/face deep grooving and parting

RE

PR

Neutral

INSL Ref.

PSIRL Left hand
==t
o INSL Ref.

LR SRR

RE
RN

Right hand

- =

o INSL Ref.

gl TR

Bl stee! 3 [ e | ¥ [ &
M Stainless b dbAdh db db ¢
Cast iron * ¥* Y % DA
Non-ferrous DA
Superalloys ¥* | ¥ % * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
A Seat CW:005/CW=002 RE | n 8 o & | INSL| h
Designation size |HAND mm) | @) | ) € S8 @ & i i) | (in) PSIRL|PSIRR
I I IIZI (2]
IO I X
SGM2-020 2 N 2 0079 |[0.008 ® © ®© ®@ © [ ] 0.787 | 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 | 0.008 | @ @ [} 0.787 | 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 | 0.008 | @ @ [ ] 0.787 | 0.197 6° 0°
SGM3-020 3 N 3 0118 {0008 ® ®© ®© ® © [ ] 0.787 | 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 | 0.008 | @ @ [} 0.787 | 0.197 6° 0°
SGM3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 15°
SGM3-020-15L 3 L 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 | 15° 0°
SGM4-030 4 N 4 0157 (0012 | @ © ® ® © [ ) 0.787 | 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 | 0.012 | @ @ [ ] 0.787 | 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 | 0.012 | @ @ o 0.787 | 0.197 4° 0°
SGM5-030 5 N 5 0197 (0012 ©® ©@ ®© ® © [ ] 0.984 | 0.217 0° 0°
SGM6-030 6 N 6 023 (0012 | @ © ®© @ © [ ) 0.984 | 0.217 0° 0°
@ : Lineup

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222

Grooving
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DGS

External/face grooving and parting

RE Neutral PSIRL Left hand RE Right hand
E————— ————————\ | | 3
%# r———— RE ——————i PSIRR l 777}
7° 1 INSL Ref. ‘ 7 INSL Ref. ‘ 7 INSL Ref. |

Nandl NI L “E R

Bl steel 2. db. 4hAdR dh~db IR <
M Stainless ) 'dbidb 'db db ¢
Cast iron * * Y% % e DA
l Non-ferrous Dig
S  Superalloys * | ¢ |k * % : First choice
H Hard materials 5% : Second choice
Coated Cermet | Uncoated
. . Seat CW:0.05/CW:0.002 RE - Ee B 8 w INSL| h
Designation size |HAND (mm) | (n) | (in) ﬁ So g ® % e e in) | (in) PSIRL|PSIRR
o ILIZIICI N 17}
F << <O P4 NS
DGS2-005 2 N 2 0.079 | 0.002 o 0.787 | 0.197 0° 0°
DGS2-010 2 N 2 0.079 | 0.004 [ ) 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0.079 (0008 ® © © © ® © ([ J [ ] 0.787 | 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 | 0.008 [ N ) [ J 0.787 | 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 | 0.008 [ N ) ([ 0.787 | 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 |0.0008 [ ) [ J 0.768 | 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 | 0.008 o0 [ J 0.787 | 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 | 0.008 [ N ) ([ 0.787 | 0.197 | 15° 0°
DGS2-002-15R 2 R 2 0.079 |0.0008 [ ) [ J 0.768 | 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 | 15° 0°
DGS2.39-020 2 N 2.39 0.094 | 0.008 [ J [ J [ J 0.787 | 0.197 0° 0°
DGS3-020 3 N 3 0.118 |0.008 ® © ®© ®© ® © [ J [ J 0.787 | 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 | 15° 0°
DGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 | 15° 0°
DGS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ J [ J 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0157 (0012 ®© © © © ® © [ J [ ] 0.787 | 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 | 0.012 [ N ] [ J 0.787 | 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 | 0.012 [ N ) [ J 0.787 | 0.197 4° 0°
DGS4.76-040 5 N 4.76 0.187 | 0.016 [ ] [ J [ J 0.984 | 0.217 0° 0°
DGS5-030 5 N 5 0197 (0012 ®© © © © ® © [ J [ J 0.984 | 0.217 0° 0°
DGS6-030 6 N 6 0236 (0012 @ © © © @ © [ ] 0.984 | 0.217 0° 0°
DGS6.35-040 6 N 6.35 0.250 | 0.016 [ J [ J [ J 0.984 | 0.217 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. < o l | &
Designation oDmax (in) Designation oDmax (in) 06‘7( :
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102 © :
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141 _
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055 R
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338 b

7/

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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SGS

External/face deep grooving and parting

Neutral

PSIRL

Left hand

[ .
r

INSL Ref.

== _
1 IR “EEEeTT

Right hand
RE

Y—=
PSIRR | —

INSL Ref

BBl stee * || [ A |k
M Stainless ) 'dbidh db db ¢
Cast iron * * | Y% % DA
l Non-ferrous Pig
S  Superalloys ) dbidh ¢ * % : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat CW:0.05/CW:0.002f RE |2 o I INSL| h
Designation cize |HAND mm) | (n) | (in) § é’ § & § § i) | (in) PSIRL PSIRR
I I ITII (]
IO I X
SGS2-020 2 N 2 0.079 [0.008 ® © © ® © [ J 0.787 | 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 | 15° 0°
SGS3-020 3 N 3 0.118 |0.008 @ ®© ®© ® © o 0.787 | 0.197 | 0° 0° 8
SGS3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6° 8
SGS3-020-6L 3 L 3 0.118 | 0.008 | @® @ [ J 0.787 | 0.197 6° 0° o
SGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 6° O
SGS3-002-6L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 | 6° 0°
SGS3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 | 0.008 @ @ [ J 0.787 | 0.197 | 15° 0°
SGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 | 15° 0°
SGS4-030 4 N 4 0.157 |0012 @ © ®@ ® © [ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 |0012 @ © ®© ® © [ J 0.984 | 0.217 0° 0°
SGS6-030 6 N 6 0236 (0012 @ © © @ @ [ J 0.984 | 0.217 0° 0°
@ : Lineup
DGG
External/face grooving (for high precision)
RE
= I ‘
O =
7 INSL Ref.
i+
B stee! * *
M Stainless *
Cast iron * S Y
Non-ferrous *
S Superalloys * DA ¥ : First choice
H Hard materials ¥ : Second choice
Coated Cermet | Uncoated
Designation Seat |CW:0.02 cw:_o.oooa BE § % w INSL .h
sizé | (mm) | (in) | (in) | o ] (in) | (in)
T n (]
< z X
DGG200-020 2 2 0.079 | 0.008 | @ [ J [ J 0.787 | 0.197
DGG300-020 3 3 0.118 | 0.008 | @ [ J o 0.787 | 0.197
DGG400-040 4 4 0.157 | 0.016 | @ [ J [ J 0.787 | 0.197
DGG500-040 5 5 0.197 | 0.016 | @ [ J [ 0.984 | 0.217
DGG600-040 6 6 0.236 | 0.016 | @ [ J [ J 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DGL

External/face grooving and parting

RE
N
(@]

7 INSL Ref.

-

Bl stee! * |9 [
M Stainless ¥ [ % %
Cast iron * % %
l Non-ferrous
S Superalloys * %  : First choice
H Hard materials Y¢ : Second choice
Coated
Designation Sgat CW=0.05 CW.i0.00Z RE § § § |NSL h
size | (mm)| (in) | (in) R & & (in) | (in)
I I T
- S
DGL2-020 2 2 0.079 {0008 | @ ® @ 0.787 | 0.197
DGL3-025 3 3 0.118 | 0010 @ ® @ 0.787 | 0.197
DGL4-030 4 4 0.157 | 0012 | @ @ @ 0.787 | 0.197
DGL5-030 5 5 0197 (0012 | @ @ @ 0.984 | 0.217
DGL6-080 6 6 0.236 | 0031 ® ® @ 0.984 | 0.217
@ : Line up
DTR
Profiling and undercutting (for high precision)
RE
7 e INSL Ref.
Bl steel b 4h. dhAdRAS *
M Stainless * | Y5 | %
Cast iron * PAd Y
l Non-ferrous
S  Superalloys * 5% Y : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
Designation Seat CW=0.02 CW:.:0.000B BE © § 0 3 § INSL .h
size | (mm) | (in) | (n) YR K = o (in) | (in)
> LT I ]
<O P4
DTR300-150 3 3 0.118 (0059 | ® ®@ @ © [ ] 0.787 | 0.197
DTR400-200 4 0157 |0079| @ ®@ @ @ [ ] 0.787 | 0.197
DTR478-239 5 4.78 0.188 |009% ©® @ @ © [ ] 0.984 | 0.217
DTR500-250 5 0.197 |0098 @ ®@ ® © [ ] 0.984 | 0.217
DTR600-300 6 0236 |0.118| ® ®@ @ © 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DTR

Profiling and undercutting

RE
=

-Steel * kY |k b ¢ *
M Stainless * 3k % * |k
Cast iron * ) dhidbAdlh ¢ DA DA
Non-ferrous PAG
S | Superalloys b dbidh '4h ¢ * *fFirst choice.
H Hard materials ¥ : Second choice
Coated Cermet Uncoated
40, 40, Te) 0 To) o
Designation Seat CW:0.05 cw‘oooz BE o 8103w = 3 5 m INSL _h
size [(mm)| (in) (NSRRI S = | o (in) | (in)
O LI IIICZIT n ]
i S S - SO P4 N4
DTR2-100 2 2 0.079 |0.039 [ ) [ ) [ ] [ ) 0.787 | 0.197
DTR3-150 3 3 0118 |0059 @ © © © ®© ® © [ [ ] 0.787 | 0.197
DTR4-200 4 4 0157 |0079 @ © © © ®© ® © o [ ] 0.787 | 0.197
DTR5-250 5 5 0197 |0098 ®@ © © © ®© ® © [ [ ] 0.984 | 0.217
DTR6-300 6 6 0236 |0.118| ® ®© ® © o 0o [ ) 0.984 | 0.217
(@)]
@ : Line up <
>
o
o
STR 0)
Profiling and undercutting
7 INSL Ref.
okl
Bl steel *| Kk
M Stainless ) db ¢
Cast iron * % Y
Non-ferrous DA
S Superalloys ) db ¢ * Y : First choice
H Hard materials ¢ + Second choice
Coated Uncoated
. . CW:0.05|CW::0.002 0 v
Designation Seat |GWx 202 RE ) m INSL| h
size | (mm) | (in) (in) R ® S (in) (in)
u i (9]
< < N4
STR2-100 2 2 0.079 |0.039 | @ @ [ ] 0.787 | 0.197
STR3-150 3 3 0.118 |0.059 | @ @ [ J 0.787 | 0.197
STR4-200 4 4 0.157 [0.079| @ @ [ J 0.787 | 0.197
STR5-250 5 5 0.197 |0.098 | @ @ [ ] 0.984 | 0.217
STR6-300 6 6 0.236 |0.118| @ @ [ ] 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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DTIU

Profiling and undercutting (for high precision)

RE
e
[®)

7 . INSL Ref.
v

| |
v

Bl steel * | ¥ [
M Stainless ) dhidh ¢
Cast iron * DA
Non-ferrous
¥ Superalloys * | ¥ % : First choice
H | Hard materials 5% : Second choice
Coated
— - - o 0 Lo
- Designation ifzzt c(xtrl::;z cw(*lt:];m ?E) 898 ":S)L (.h)
L n I~ N~ N n
I T I
<O
w DTIU300-150 3 3 0.118 |0.059 @ @® @ 0.787 | 0.197
/‘ DTIU400-200 4 4 0.157 |0.079 @ ® @ 0.787 | 0.197
Face DTIU500-250 5 5 0.197 |0.098 ® ® @ 0.984 | 0.217
~—DTIU600-300 6 6 0236 |0.118/ @ ® @ 0.984 | 0.217
| : @: Line up
DTA
Aluminum wheel machining (for high precision)
RE
L ="
O
A INSL Ref.
v d
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice.
H Hard materials ¢ : Second choice
Uncoated
. . Seat |CW:0.02|CW:0.0008) RE INSL| h
Designation : . ) . . AN
9 size | (mm) | (in) | (in) |2 (in) | (in)
I
'_
DTA600-300 6 6 0.236 |0.118| @ 0.984 | 0.217 s

@: Line up

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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STH

External and face turning

- Steel

M Stainless
Cast iron
Non-ferrous

Superalloys
H Hard materials | % % : First choice
CBN
Designation Seat CW:0.025 cw_:o.om BE o INSL .h
size | (mm) | (in) | (in) § (in) | (in)
m
STH300-SR 3 3 0.118 | 0.012 | @ 0.787 | 0.197
STH500-SR 5 5 0.197 | 0.012 | @ 0.984 | 0.217
@: Line up
SGN 2
External/face grooving 'g
o
RE 0]
i ——
O
7 INSL Ref.
i
Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials | ¥¢ : Second choice
CBN Condition
Designation Seat |CW:0.025 cw.:o.oo1 BE 3 INSL .h g E‘g ?‘g
size | (mm) | (in) | (in) |© in) | (n) |2 5282
X S “sTg
m o| £ =
SGN200-020 2 2 0.079 |0.008 | @ 0.787 | 0.197 | O
SGN200-020-S 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN200-020-H 2 2 0.079 |0.008 | @ 0.787 | 0.197 O
SGN300-020 3 3 0.118 |0.008 | @ 0.787 | 0.197 | O
SGN300-020-S 3 3 0.118 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020-H 3 3 0.118 |0.008 | @ 0.787 | 0.197 O
SGN400-020 4 4 0.157 |0.008 | @ 0.787 | 0.197 | O
SGN400-020-S 4 4 0.157 |0.008 | @ 0.787 | 0.197 (@)
SGN400-020-H 4 4 0.157 |0.008 | @ 0.787 | 0.197 O
SGN500-020-S 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
SGN500-020-H 5 5 0.197 |0.008 | @ 0.984 | 0.217 O
@: Line up
M Edge preparations
‘ No symbol ‘ ‘ -S ‘ ‘ -H ‘
0.13 mm 0.13 mm

i [+

R-honing W /v‘* 225‘* |
-honing ~ . J
R-honing R-honing/ AN %

Reference pages: Toolholders — F196 - F206, Standard cutting conditions — F222
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Il STANDARD CUTTING CONDITIONS

Cutting speed

1ISO Workpiece material Hardness Priority Grade Ve (sfm)
<300 HB First choice AH7025, AH725 164 - 591
Steel < 300 HB Wear resistance T9225, AH8005 262 - 984
. 1045, 4135, etc. <300 HB Impact resistance AH6235, GH130 164 - 394
<300 HB Surface quality NS9530 262 - 722
<200 HB First choice AH7025, AH725 164 - 394
M Sstoaé""ggj‘s;f:' <200 HB Wear resistance AH8005 164 - 394
<200 HB Impact resistance AH6235, GH130 164 - 394
Gray cast iron = First choice T515 492 - 2297
No.250B, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 591
. Ductile cast iron - First choice T515 492 - 984
65-45-12, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalioys <HRC 40 First choice AH8005 66 - 197
Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725, AH6235 66 - 131
Titanium alloys < HRC 40 First choice KSO05F 66 - 328
Ti-6AI-4V, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 262
Please see page F207 - F209 for feed: f (ipr).
STH
ISO Grade CwW Application Cut‘}i:?sfsnﬁ;eed Degt:: (?:)cut ;:Sg
) External turning 328 - 755 0.003 - 0.005 0.016 - 0.039
o Face turning 328 - 755 0.003 - 0.005 0.016 - 0.031
BXA10
) External turning 328 - 755 0.003 - 0.005 0.020 - 0.059
0197 Face turning 328 - 755 0.003 - 0.005 0.020 - 0.031
SGN
ISO Grade Edge preparation Workpiece condition Cut‘;::n(gsfsng;e ed ;:8;:‘)
No symbol Continuous 262 - 492 0.0012 - 0.0031
BX360 -S Light interrupted 164 - 394 0.0012 - 0.0031
-H Heavy interrupted 131 - 328 0.0012 - 0.0024

F222 tungaloy.com/us




TETRAMCEUT

JS-STCFL18

Face grooving toolholder with round shank

iJ

& T
— Left-hand (L) shown.
-W DCONMS LF LH H WF Insert Torque

JS16F-STCFL18 16 85 20 15 6 TCF18L... 10
JS19G-STCFL18 0.33 3.18 19.05 90 20 18 6 TCF18L... 1.2
JS19X-STCFL18 [hossEds 1905 120 20 18 6 TCF18L... 1.2
JS20G-STCFL18 0.33 3.18 20 90 20 19 6 TCF18L... 1.2
JS20X-STCFL18 _ 20 120 20 19 6 TCF18L... 1.2
JS22X-STCFL18 0.33 3.18 22 120 20 21 6 TCF18L... 1.2
JS25H-STCFL18 _ 25 100 20 24 6 TCF18L... 1.2
JS254X-STCFL18 0.33 3.18 25.4 120 20 24.5 6 TCF18L... 1.2

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

STCFVR-18

Face grooving toolholder with square shank, for Swiss lathes

THBKW EL}
J

-

~ LW LF

Grooving

HBH Right-hand (R) shown.

-W H B LF LH HF  WF2 HBKW HBH  Insert Torque
STCFVR06-18 0.375 0375 4016 0472 0375 0 0.354 01477  TCF18L..  0.89
STCFVRO08-18 0.013 0125 0500 0500 4764  0.630  0.500 0 0.228  0.098  TCF18L..  0.89
STCFVR10-18 (0018701425 0625 0625 4764 0787 0625 0 0.106 = TCF18L... 0.89

-EW H B LF LH HF  WF2 HBKW HBH  Insert Torque*
STCFVR1010H18 10 10 100 12 10 0 8.5 45 TCF18L... 1.2
STCFVR1212F18 0.33 3.18 12 12 85 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1212X18 _ 12 12 120 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1616X18 0.33 3.18 16 16 120 20 16 0 2.5 0 TCF18L... 1.2

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

SPARE PARTS & /&

Designation Clamping screw Wrench
JS**-STCFL18, STCFVR**18 CSTC-4L100DR T-1008/5

Reference pages: Inserts — F229, F230, Standard cutting conditions — F237

Tungaloy F223




.

Face

TETRAMCEUT

STCR/L-18

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

i ¥in I 4 L

CWN-CWX

~ownonx
B

LF o LF %
_ LH ‘7:&3[ LH Zg;*
3 o =] \
& ©, = o ' T
Fig. 1 A HBH Fig. 2 Right-hand (R) shown.
CwX H B LF LH HF WF HBH Insert Torque Fig.
STCR/L06-18 0375 0375 4750 0740 0375 0375  0.177 TC*18... 0.89 1
STCR/L08-18 0.013 0125 0500 0500 4750 0740 0500 0500  0.098  TC*18... 0.89 1
STCR/L10-18 _ 0.625 0625 4750 0740  0.625  0.625 5 TC*18... 0.89 1
STCR/L12-18 0.013 0125 0750 0750 4750 0900 0750  1.000 - TC*18... 0.89 2
STCR/L16-18 [0018" 0425 1000 1.000 5500 0900 1000  1.250 - TC*18... 0.89 2
-IW H B LF LH HF WF HBH Insert Torque* Fig.
STCR/L1010X18 10 10 120 18.5 10 10 45 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1212X18 033 318 12 12 120 18.5 12 12 25 TC*18... 1.2 1
STCR/L1616X18 0.33 3.18 16 16 120 18,5 16 16 - TC*18... 1.2 1
STCR/L2020H18 [fosseiey 2 20 100 18.5 20 20 = TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18... 1.2 2
STCR/L2525718 [fosaEiey o5 25 135 23 25 30 = TC*18... 1.2 2

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

STCR/L-18-CHP

hreading tool - for external theading with high pressure coolant capability
v v
@ %JBL

r Tn®

9

A
’’’’’’’’’ T
Y
G1/8 Right-hand (R) shown.
H B LF LH HBL HF WF HBH Insert Torque
STCR/L12-18-CHP 0.750 0.750 4.750 0.900 - 0.750 1.000 - TC*18... 0.89
STCR/L16-18-CHP 0.013 0.125 1.000 1.000 5.500 0.900 - 1.000 1.250 - TC*18... 0.89
H B LF LH HBL HF WF HBH Insert Torque*
STCR/L2020X18-CHP 20 20 120 23 - 20 25 - TC*18... 1.2
STCR/L2525718-CHP 0.33 3.18 25 25 135 23 - 25 30 - TC*18... 1.2

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

SPARE PARTS & /&

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

Reference pages: STCR/L-18: Inserts — F229 - F236, Standard cutting conditions — F237
STCR/L-18-CHP: Inserts — F229 - F236, Standard cutting conditions — F237
Parts for coolant hose — F290
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STCAR/L18-CHP

External grooving and threading adapter, with high pressure coolant capability

[
X
=
&
2
5 1
e
EE‘ luii E

WF H LF
STCAR/L18-CHP 7.5 33 38

Use the right hand insert (TC*18R...) with the right hand adapter (STCAR...

Torque: Recommended clamping torque: N-m

SPARE PARTS
Designation
STCAL18-CHP

STCAR18-CHP

&

Clamping screw
CSTC-4L100DR
CSTC-4L100DL

A

Wrench
T-1008/5

T-1008/5

B
7.2

i
o

Right-hand (R) shown.

Insert Torque
TC*18... 1.2

). Use the left hand insert (TC*18L...) with the left hand adapter (STCAL...).

Reference pages: STCAR/L18-CHP: Inserts — F229 - F236, Shanks and toolholders — F226 - F228
Standard cutting conditions — F237, Technical Reference — L059

Grooving

Tungaloy F225




.

Face

oHSAIL e McOT

Shank for adapter, with high pressure coolant capability

‘ (LFASSY*™)
‘ (LPOS) @

=
a3
= It
25
G1/8"-28 — | OAL
~ G1/8"28 _ ¥
& e
wn ~
L ‘Lt = LHBKW ﬂmi Right hand (R)
= with right-hand adapter shown.
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 STCAR/L18-CHP 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 STCAR/L18-CHP 3.69
H B OAL LPOS WPOS HBKW HFASSY HBH Adapter (Option)  Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

CHSR/L-CHP-MC

Shank for adapter, with high pressure coolant capability

~__ (LFASSY™)
o @

e

wn

wn

e Right hand (R)

=Y with right-hand adapter shown.

H B OAL LPOS WPOS HBKW HBH Adapter (Option) Torque

CHSR/L2020-CHP-MC 20 20 98 73.5 14 6 10 STCAR/L18-CHP 6.5
CHSR/L2525-CHP-MC 25 25 98 73.5 19 - 5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /é @ § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L*-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179
CHSR/L**-CHP-MC SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N -

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SR M5-04451 1.84 25
SR M6X12DIN6912 4.79 6.5
SR M6X20-XT 4.79 6.5

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

Shank
[ J
[ J

@ : Corresponding

Reference pages: Inserts — F229 - F236, Adapters — F225, Standard cutting conditions — F237
Parts for coolant hose — F290, Technical Reference — L059
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CHFVR/L-CHP

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

: ©

G1/8 2:1 Sty
U<>5) HBKW m
s LPOS Right hand (R)
= (LFASSY™) with left-hand adapter shown.
H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 STCAL/R18-CHP 3.69
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 STCAL/R18-CHP 3.69
H B OAL LH LPOS WPOS HBKW HFASSY HBH Adapter (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 STCAL/R18-CHP 6.5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 STCAL/R18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

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

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS @ /é @ § ( @ @

(@)
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 %
CHFVR/L... SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HWS5.0 OR 5X1N PLUGG1/8ISO1179 8
Recommended clamping torque (Ibs-ft, N-m) 6
Clamping screw Torque (Ibs-ft) Torque (N-m)

SR M5-04451 1.84 253

SR M6X12DIN6912 4.79 6.5

SR M6X20-XT 4.79 6.5

Combination of adapter and shank
Adapter
AR18-CHP -CHP

Shank

CHSR**-CHP (-MC) ®
CHSL**-CHP (-MC) )
CHFVR**-CHP )
CHFVL*-CHP )

@ : Corresponding

Reference pages: Inserts — F229 - F236, Adapters — F225, Standard cutting conditions — F237
Parts for coolant hose — F290, Technical Reference — L059
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[ . B
TETRAMCUT | |
C*CHSN-CHP

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

1LFASSE:;!J
I

‘ @

DCONMS

LPR Right-hand (R) adapter shown.
DCONMS LPR LPOS WPOS Adapter (Option) Torque
C3CHSN19045-CHP 32 45 17.5 18.5 STCAR/L18-CHP 6.5
C4CHSN21047-CHP 40 46.5 215 21 STCAR/L18-CHP 6.5
C5CHSN26047-CHP 50 47 22.5 26 STCAR/L18-CHP 6.5
C6CHSN33050-CHP 63 50 24.5 32.5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

C*CHFVN-CHP

Toolholder with TungCap connection, for perpendicularly-mounted adapter,
with high pressure coolant capability
<LPOS @
A

(WPOS)

DCONMS

Left-hand (L) adapter shown.

PNTETSE  pconms LPOS wB WPOS Adapter (Option) Torque

C3CHFVN26040-CHP 32 40 26 1.5 STCAR/L18-CHP 6.5
C4CHFVN26046-CHP 40 46 26 1.5 STCAR/L18-CHP 6.5
C5CHFVN26046-CHP 50 46 26 1.5 STCAR/L18-CHP 6.5
C6CHFVN33046-CHP 63 46 33 8.5 STCAR/L18-CHP 6.5

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

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

The LFASSY or WFASSY value may change depending on the adapter type.

Torque: Recommended clamping torque: N-m

Applicable for 30 MPa coolant

Please see page L059 for instructions on installing and removing the adapter or the insert.

SPARE PARTS & ﬁ & @ ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2

C*CH**N**-CHP SR M5-04451 T-20/5 SR M6X12DIN6912 SR M6X20-XT HW5.0 OR 5X1N

Recommended clamping torque (N-m)

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

Reference pages: Inserts — F229 - F236, Adapters — F225, Standard cutting conditions — F237
Technical Reference — L059
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Il CHIPBREAKER GUIDE

Face grooving

TCF18 (4 corners)

&

F230

First choice for face
grooving

Provides light cutting
action and excellent
surface finish.
Provides superior chip
evacuation for face
grooving operations.

CW = 0.020" - 0.098"
CDX =0.118"

J

External grooving

TCS18 (4 corners)

F230, F231

First choice for O.D.
grooving

General-purpose
pressed-in 3D
chipbreaker for smooth
chip control

CW =0.039" - 0.118"
CDX = 0.118"

%

TCL18 (4 corners)

F232

For lighter cutting
action

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

low feed rates.
¥

CW =0.059" - 0.118"
CDX = 0.118"

TCG18 (4 corners)

F233, F234

For better chipping
resistance

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

action and fracture
'S

resistance.

CW =0.039" - 0.125"
CDX =0.118"

TCP18 (4 corners)

F235, F236

For higher surface
quality

Featuring a large rake
angle, providing light
cutting action and better
surface finish. TCP-F style
insert is also available for
sharp cutting edge.
CW =0.013" - 0.118" '
CDX =0.118" %

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

Tungaloy F229

Grooving




Il INSERTS
TCF18L (Face grooving, sharp edge)

Left-hand (L) shown.

*

M Stainless *

Cast iron *

l Non-ferrous
S | Superalloys *
H Hard materials % First choice
Coated
Designation HAND CW:=0.02 cw.:o.oo1 F_!E Q C_DX DAXN
(mm) | (in) | (in) | (in) | (in)

b
TCF18L050F-005 L 0.5 0.020 |0.002 | @ 0.039 | 0.236
TCF18L100F-005 L 1 0.039 |0.002 | @ 0.098 | 0.236
TCF18L150F-005 L 15 0.059 |0.002 | @ 0.098 | 0.236
TCF18L200F-005 L 2 0.079 |0.002 | @ 0.118 | 0.236
TCF18L250F-005 L 2.5 0.098 |0.002 | @ 0.118 | 0.236

5 pieces per package

@: Line up
TCS18R/L (3D chipbreaker, honed edge)
— 0457" o
- Right-hand (R) shown.
Bl steel *
M Stainless *
Cast iron Y
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 BE § C_DX DAI\XN
(mm) | (in) | (in) = (in) | (in)
<
TCS18R100-010 R 1 0.039 | 0.004 | @ 0.079 | 2.559
TCS18L100-010 L 1 0.039 | 0.004 | @ 0.079 | 2.559
TCS18R120-010 R 1.2 0.047 | 0.004 @ 0.079 | 2.559
TCS18L120-010 L 1.2 0.047 | 0.004 | @ 0.079 | 2.559
TCS18R125-010 R 1.25 0.049 | 0.004 | @ 0.079 | 2.559
TCS18L125-010 L 1.25 0.049 | 0.004 | @ 0.079 | 2.559
TCS18R125-020 R 1.25 0.049 | 0.008 | @ 0.079 | 2.559
TCS18L125-020 L 1.25 0.049 | 0.008 | @ 0.079 | 2.559
TCS18R130-020 R 1.3 0.051 | 0.008 | @ 0.118 | 2.559
TCS18L130-020 L 1.3 0.051 | 0.008 | @ 0.118 | 2.559
TCS18R140-010 R 14 0.055 | 0.004 @ 0.118 | 2.559
TCS18L140-010 L 1.4 0.055 | 0.004 @ 0.118 | 2.559
TCS18R140-020 R 1.4 0.055 | 0.008 | @ 0.118 | 2.559
TCS18L140-020 L 14 0.055 | 0.008 | @ 0.118 | 2.559
TCS18R145-010 R 1.45 0.057 | 0.004 @ 0.118 | 2.559
TCS18L145-010 L 1.45 0.057 | 0.004 @ 0.118 | 2.559

5 pieces per package
@ : Line up

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237

F230 tungaloy.com/us




- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 BE § C'DX DA.\XN
(mm) | (in) | (in) 'f (in) | (in)
<
TCS18R150-010 R 1.5 0.059 | 0.004 @ 0.118 | 2.559
TCS18L150-010 L 15 0.059 | 0.004 | @ 0.118 | 2.559
TCS18R150-020 R 15 0.059 | 0.008 | @ 0.118 | 2.559
TCS18L150-020 L 15 0.059 | 0.008 | @ 0.118 | 2.559
TCS18R160-020 R 1.6 0.063 | 0.008 | @ 0.118 | 2.559
TCS18L160-020 L 1.6 0.063 | 0.008 | @ 0.118 | 2.559
TCS18R170-020 R 1.7 0.067 | 0.008 | @ 0.118 | 2.559
TCS18L170-020 L 1.7 0.067 | 0.008 | @ 0.118 | 2.559
TCS18R175-010 R 1.75 0.069 | 0.004 @ 0.118 | 2.559
TCS18L175-010 L 1.75 0.069 | 0.004 | @ 0.118 | 2.559
TCS18R175-020 R 1.75 0.069 | 0.008 | @ 0.118 | 2.559
TCS18L175-020 L 1.75 0.069 | 0.008 | @ 0.118 | 2.559
TCS18R185-020 R 1.85 0.073 | 0.008 | @ 0.118 | 2.559
TCS18L185-020 L 1.85 0.073 | 0.008 | @ 0.118 | 2.559
TCS18R195-020 R 1.95 0.077 | 0.008 | @ 0.118 | 2.559
TCS18L195-020 L 1.95 0.077 | 0.008 | @ 0.118 | 2.559 g
TCS18R200-010 R 2 0.079 | 0.004 @ 0.118 | 2.559 =
TCS18L200-010 L 2 0.079 | 0.004 | @ 0.118 | 2.559 8
TCS18R200-020 R 2 0.079 | 0.008 | @ 0.118 | 2.559 [O)
TCS18L200-020 L 2 0.079 | 0.008 | @ 0.118 | 2.559
TCS18R225-020 R 2.25 0.089 | 0.008 | @ 0.118 | 2.559
TCS18L225-020 L 2.25 0.089 | 0.008 | @ 0.118 | 2.559
TCS18R230-020 R 2.3 0.091 | 0.008 | @ 0.118 | 2.559
TCS18L230-020 L 2.3 0.091 | 0.008 | @ 0.118 | 2.559
TCS18R250-010 R 2.5 0.098 | 0.004 | @ 0.118 | 2.559
TCS18L250-010 L 2.5 0.098 | 0.004 | @ 0.118 | 2.559
TCS18R250-020 R 2.5 0.098 | 0.008 | @ 0.118 | 2.559
TCS18L250-020 L 2.5 0.098 | 0.008 | @ 0.118 | 2.559
TCS18R250-030 R 2.5 0.098 | 0.012 | @ 0.118 | 2.559
TCS18L250-030 L 2.5 0.098 | 0.012 | @ 0.118 | 2.559
TCS18R265-030 R 2.65 0.104 | 0.012 | @ 0.118 | 2.559
TCS18L265-030 L 2.65 0.104 | 0.012 | @ 0.118 | 2.559
TCS18R280-030 R 2.8 0.110 | 0.012 | @ 0.118 | 2.559
TCS18L280-030 L 2.8 0.110 | 0.012 | @ 0.118 | 2.559
TCS18R300-010 R 3 0.118 | 0.004 | @ 0.118 | 2.559
TCS18L300-010 L 3 0.118 | 0.004 | @ 0.118 | 2.559
TCS18R300-020 R 3 0.118 | 0.008 | @ 0.118 | 2.559
TCS18L300-020 L 3 0.118 | 0.008 | @ 0.118 | 2.559
TCS18R300-030 R 3 0.118 | 0.012 | @ 0.118 | 2.559
TCS18L300-030 L 3 0.118 | 0.012 | @ 0.118 | 2.559

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237

5 pieces per package
@ : Line up

Tungaloy F231



TCL18R/L (3D chipbreaker, honed edge)

0157 Right-hand (R) shown.

*

M Stainless *

Cast iron *

Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 BE § C_DX DA.\XN
(mm) | (in) | (in) = (in) | (in)

<
TCL18R150-010 R 15 0.059 | 0.004 | @ 0.118 | 2.559
TCL18L150-010 L 15 0.059 | 0.004 | @ 0.118 | 2.559
TCL18R150-020 R 1.5 0.059 | 0.008 | @ 0.118 | 2.559
TCL18L150-020 L 1.5 0.059 | 0.008 | @ 0.118 | 2.559
TCL18R175-020 R 1.75 0.069 | 0.008 | @ 0.118 | 2.559
TCL18L175-020 L 1.75 0.069 | 0.008 | @ 0.118 | 2.559
TCL18R200-010 R 2 0.079 | 0.004 | @ 0.118 | 2.559
TCL18L200-010 L 2 0.079 | 0.004 | @ 0.118 | 2.559
TCL18R200-020 R 2 0.079 | 0.008 | @ 0.118 | 2.559
TCL18L200-020 L 2 0.079 | 0.008 | @ 0.118 | 2.559
TCL18R250-030 R 2.5 0.098 | 0.012 | @ 0.118 | 2.559
TCL18L250-030 L 2.5 0.098 | 0.012 | @ 0.118 | 2.559
TCL18R300-010 R 3 0.118 | 0.004 | @ 0.118 | 2.559
TCL18L300-010 L 3 0.118 | 0.004 | @ 0.118 | 2.559
TCL18R300-020 R 3 0.118 | 0.008 | @ 0.118 | 2.559
TCL18L300-020 L 3 0.118 | 0.008 | @ 0.118 | 2.559
TCL18R300-030 R 3 0.118 | 0.012 | @ 0.118 | 2.559
TCL18L300-030 L 3 0.118 | 0.012 | @ 0.118 | 2.559

5 pieces per package
@ : Line up

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237
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TCG18R/L (honed edge)

0.157" Right-hand (R) shown.

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 BE gc\,: C_DX DAXN
(mm) | (in) | (in) = (in) | (in)
<
TCG18R100-010 R 1 0.039 |0.004 | @ 0.079 | 2.559
TCG18L100-010 L 1 0.039 |0.004 | @ 0.079 | 2.559
TCG18R120-010 R 1.2 0.047 |0.004 | @ 0.079 | 2.559
TCG18L120-010 L 1.2 0.047 |0.004 | @ 0.079 | 2.559
TCG18R125-010 R 1.25 0.049 |0.004 | @ 0.079 | 2.559
TCG18L125-010 L 1.25 0.049 |0.004 | @ 0.079 | 2.559
TCG18R125-020 R 1.25 0.049 |0.008 | @ 0.079 | 2.559 o
TCG18L125-020 L 1.25 0.049 |0.008 | @ 0.079 | 2.559 =
TCG18R130-020 R 1.3 0.051 |0.008 | @ 0.079 | 2.559 8
TCG18L130-020 L 1.3 0.051 |0.008 | @ 0.079 | 2.559 (%
TCG18R140-010 R 1.4 0.055 |0.004 | @ 0.118 | 2.559
TCG18L140-010 L 14 0.055 |0.004 | @ 0.118 | 2.559
TCG18R140-020 R 1.4 0.055 |0.008 | @ 0.118 | 2.559
TCG18L140-020 L 1.4 0.055 | 0.008 | @ 0.118 | 2.559
TCG18R145-010 R 1.45 0.057 |0.004 | @ 0.118 | 2.559
TCG18L145-010 L 1.45 0.057 |0.004 | @ 0.118 | 2.559
TCG18R145-020 R 1.45 0.057 |0.008 | @ 0.118 | 2.559
TCG18L145-020 L 1.45 0.057 |0.008 | @ 0.118 | 2.559
TCG18R150-010 R 1.5 0.059 |0.004 | @ 0.118 | 2.559
TCG18L150-010 L 15 0.059 |0.004 | @ 0.118 | 2.559
TCG18R150-020 R 1.5 0.059 |0.008 | @ 0.118 | 2.559
TCG18L150-020 L 1.5 0.059 |0.008 | @ 0.118 | 2.559
TCG18R160-020 R 1.6 0.063 |0.008 | @ 0.118 | 2.559
TCG18L160-020 L 1.6 0.063 | 0.008 | @ 0.118 | 2.559
TCG18R170-020 R 1.7 0.067 |0.008 | @ 0.118 | 2.559
TCG18L170-020 L 1.7 0.067 |0.008 | @ 0.118 | 2.559
TCG18R175-010 R 1.75 0.069 |0.004 | @ 0.118 | 2.559
TCG18L175-010 L 1.75 0.069 |0.004 | @ 0.118 | 2.559
TCG18R175-020 R 1.75 0.069 |0.008 | @ 0.118 | 2.559
TCG18L175-020 L 1.75 0.069 |0.008 | @ 0.118 | 2.559
TCG18R185-020 R 1.85 0.073 |0.008 | @ 0.118 | 2.559
TCG18L185-020 L 1.85 0.073 |0.008 | @ 0.118 | 2.559
TCG18R195-020 R 1.95 0.077 |0.008 | @ 0.118 | 2.559
TCG18L195-020 L 1.95 0.077 |0.008 | @ 0.118 | 2.559
TCG18R200-010 R 2 0.079 |0.004 | @ 0.118 | 2.559
TCG18L200-010 L 2 0.079 |0.004 | @ 0.118 | 2.559
TCG18R200-020 R 2 0.079 |0.008 | @ 0.118 | 2.559
TCG18L200-020 L 2 0.079 |0.008 | @ 0.118 | 2.559
TCG18R225-020 R 2.25 0.089 |0.008 | @ 0.118 | 2.559
TCG18L225-020 L 2.25 0.089 |0.008 | @ 0.118 | 2.559
TCG18R230-020 R 2.3 0.091 |0.008 | @ 0.118 | 2.559
TCG18L230-020 L 2.3 0.091 |0.008 | @ 0.118 | 2.559
TCG18R250-010 R 2.5 0.098 |0.004 | @ 0.118 | 2.559
TCG18L250-010 L 2.5 0.098 |0.004 | @ 0.118 | 2.559

5 pieces per package
@ : Line up

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237

Tungaloy F233




- Steel *

M Stainless *

Cast iron *

l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 I_RE lé’ C_DX DAXN
(mm) | (in) | (in) = (in) | (in)

<
TCG18R250-020 R 2.5 0.098 | 0.008 | @ 0.118 | 2.559
TCG18L250-020 L 2.5 0.098 |0.008 | @ 0.118 | 2.559
TCG18R250-030 R 2.5 0.098 [0.012| @ 0.118 | 2.559
TCG18L250-030 L 2.5 0.098 [0.012| @ 0.118 | 2.559
TCG18R265-030 R 2.65 0.104 |0.012| @ 0.118 | 2.559
TCG18L265-030 L 2.65 0.104 |0.012| @ 0.118 | 2.559
TCG18R280-030 R 2.8 0.110 |0.012| @ 0.118 | 2.559
TCG18L280-030 L 2.8 0.110 [0.012 | @ 0.118 | 2.559
TCG18R300-010 R 3 0.118 |0.004 | @ 0.118 | 2.559
TCG18L300-010 L 3 0.118 |0.004 | @ 0.118 | 2.559
TCG18R300-020 R 3 0.118 |0.008 | @ 0.118 | 2.559
TCG18L300-020 L 3 0.118 |0.008 | @ 0.118 | 2.559
TCG18R300-030 R 3 0.118 |0.012 | @ 0.118 | 2.559
TCG18L300-030 L 3 0.118 |0.012 | @ 0.118 | 2.559

5 pieces per package

@ : Line up
TCG18R/L (Full R, honed edge)
CwW.
7 . 0.157"  Right-hand (R) shown.
- Steel D ¢
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
Designation HAND CW=0.02 CW.=0.001 I_RE § C_DX DAXN
(mm) | (in) | (in) = (in) | (in)
<
TCG18R100-050 R 1 0.039 [0.020 | @ 0.079 | 2.559
TCG18L100-050 L 1 0.039 [0.020| @ 0.079 | 2.559
TCG18R158-079 R 1.58 0.062 [0.031 | @ 0.118 | 2.559
TCG18L158-079 L 1.58 0.062 [0.031 | @ 0.118 | 2.559
TCG18R200-100 R 2 0.079 [0.039| @ 0.118 | 2.559
TCG18L200-100 L 2 0.079 |0.039 | @ 0.118 | 2.559
TCG18R239-120 R 2.39 0.094 |0.047 | @ 0.118 | 2.559
TCG18L239-120 L 2.39 0.094 [0.047 | @ 0.118 | 2.559
TCG18R300-150 R 3 0.118 |0.059 | @ 0.118 | 2.559
TCG18L300-150 L 3 0.118 |0.059 | @ 0.118 | 2.559
TCG18R318-159 R 3.18 0.125 | 0.063 | @ 0.118 | 2.559
TCG18L318-159 L 3.18 0.125 | 0.063 | @ 0.118 | 2.559

5 pieces per package
@ : Line up

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237

F234 tungaloy.com/us




TCP18R/L (lightly honed edge)

0.157"
Right-hand (R) shown.

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys b ¢
H Hard materials % : First choice
Coated
Designation HAND CW-0.02 cw.:o.om BE 9 C.DX DAXN
(mm) | (in) | (in) I (in) | (in)
<
TCP18R033-005 R 0.33 0.013 | 0.002 | @ 0.031 | 2.559
TCP18L033-005 L 0.33 0.013 | 0.002 | @ 0.031 | 2.559
TCP18R043-005 R 0.43 0.017 | 0.002 | @ 0.047 | 2.559
TCP18L043-005 L 0.43 0.017 | 0.002 | @ 0.047 | 2.559
TCP18R050-005 R 0.5 0.020 | 0.002 | @ 0.047 | 2.559
TCP18L050-005 L 0.5 0.020 | 0.002 | @ 0.047 | 2.559
TCP18R075-005 R 0.75 0.030 | 0.002 | @ 0.079 | 2.559 g
TCP18L075-005 L 0.75 0.030 | 0.002 | @ 0.079 | 2.559 =
TCP18R095-005 R 0.95 0.037 | 0.002 | @ 0.079 | 2.559 8
TCP18L095-005 L 0.95 0.037 | 0.002 @ 0.079 | 2.559 (B
TCP18R100-010 R 1 0.039 | 0.004 @ 0.079 | 2.559
TCP18L100-010 L 1 0.039 | 0.004 | @ 0.079 | 2.559
TCP18R120-010 R 1.2 0.047 | 0.004 | @ 0.079 | 2.559
TCP18L120-010 L 1.2 0.047 | 0.004 @ 0.079 | 2.559
TCP18R125-010 R 1.25 0.049 | 0.004 @ 0.079 | 2.559
TCP18L125-010 L 1.25 0.049 | 0.004 | @ 0.079 | 2.559
TCP18R140-010-35 R 1.4 0.055 | 0.004 | @ 0.118 | 2.559
TCP18L140-010-35 L 14 0.055 | 0.004 @ 0.118 | 2.559
TCP18R145-010 R 1.45 0.057 | 0.004 | @ 0.079 | 2.559
TCP18L145-010 L 1.45 0.057 | 0.004 | @ 0.079 | 2.559
TCP18R145-010-35 R 1.45 0.057 | 0.004 | @ 0.118 | 2.559
TCP18L145-010-35 L 1.45 | 0.057 | 0.004 | @ 0.118 | 2.559
TCP18R150-010 R 1.5 0.059 | 0.004 @ 0.079 | 2.559
TCP18L150-010 L 1.5 0.059 | 0.004 | @ 0.079 | 2.559
TCP18R150-010-35 R 1.5 0.059 | 0.004 | @ 0.118 | 2.559
TCP18L150-010-35 L 15 0.059 | 0.004 @ 0.118 | 2.559
TCP18R175-010 R 1.75 0.069 | 0.004 @ 0.079 | 2.559
TCP18L175-010 L 1.75 0.069 | 0.004 | @ 0.079 | 2.559
TCP18R175-010-35 R 1.75 0.069 | 0.004 | @ 0.118 | 2.559
TCP18L175-010-35 L 1.75 0.069 | 0.004 @ 0.118 | 2.559
TCP18R200-010 R 2 0.079 | 0.004 @ 0.098 | 2.559
TCP18L200-010 L 2 0.079 | 0.004 | @ 0.098 | 2.559
TCP18R200-010-35 R 2 0.079 | 0.004 | @ 0.118 | 2.559
TCP18L200-010-35 L 2 0.079 | 0.004 @ 0.118 | 2.559
TCP18R250-010 R 2.5 0.098 | 0.004 @ 0.098 | 2.559
TCP18L250-010 L 2.5 0.098 | 0.004 | @ 0.098 | 2.559
TCP18R250-010-35 R 2.5 0.098 | 0.004 | @ 0.118 | 2.559
TCP18L250-010-35 L 2.5 0.098 | 0.004 @ 0.118 | 2.559
TCP18R300-010 R 3 0.118 | 0.004 | @ 0.098 | 2.559
TCP18L300-010 L 3 0.118 | 0.004 | @ 0.098 | 2.559
TCP18R300-010-35 R 3 0.118 | 0.004 | @ 0.118 | 2.559
TCP18L300-010-35 L 3 0.118 | 0.004 | @ 0.118 | 2.559

5 pieces per package
@ : Line up

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237

Tungaloy F235




TCP18R/L-F (sharp edge)

Right-hand (R) shown.

*
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys *
H Hard materials ¥ : First choice
Coated
Designation HAND CW=0.02 cw.=0.001 BE 9 C.DX Dﬁ_\XN
(mm) | (in) | (in) |< (in) | (in)
b
TCP18R033F-005 R | 033 | 0013 |0.002 | @ 0.031 | 2.559
TCP18L033F-005 L | 033 | 0013 [0.002 | @ 0.031 | 2.559
TCP18R043F-005 R | 043 | 0.017 | 0.002 | @ 0.047 | 2.559
TCP18L043F-005 L | 043 | 0.017 [ 0.002 |@ 0.047 | 2.559
TCP18R050F-005 R 0.5 0.020 | 0.002 | @ 0.047 | 2.559
TCP18L050F-005 L 0.5 | 0.020 | 0.002 | @ 0.047 | 2.559
TCP18R075F-005 R | 075 | 0.030 | 0.002 | @ 0.079 | 2.559
TCP18L075F-005 L | 075 | 0.030 [ 0.002 |@ 0.079 | 2.559
TCP18R095F-005 R | 095 | 0.037 |0.002 | @ 0.079 | 2.559
TCP18L095F-005 L | 095 | 0037 [0.002 | @ 0.079 | 2.559
TCP18R100F-005 R 1 0.039 | 0.002 | @ 0.079 | 2.559
TCP18R100F-010 R 1 0.039 | 0.004 | @ 0.079 | 2.559
TCP18L100F-010 L 1 0.039 | 0.004 | @ 0.079 | 2.559
TCP18R120F-005 R 1.2 | 0.047 | 0.002 | @ 0.079 | 2.559
TCP18R120F-010 R 1.2 | 0.047 | 0.004 | @ 0.079 | 2.559
TCP18L120F-010 L 1.2 | 0.047 | 0.004 | @ 0.079 | 2.559
TCP18R125F-005 R | 1.25 | 0.049 | 0.002 | @ 0.079 | 2.559
TCP18R125F-010 R | 125 | 0.049 | 0.004 | @ 0.079 | 2.559
TCP18L125F-010 L 1.25 | 0.049 | 0.004 | @ 0.079 | 2.559
TCP18R140F-010-35 R 1.4 | 0.055 | 0.004 | @ 0.118 | 2.559
TCP18R145F-005-35 R | 145 | 0.057 | 0.002 | @ 0.118 | 2.559
TCP18R145F-010 R | 145 | 0.057 | 0.004 | @ 0.079 | 2.559
TCP18L145F-010 L 1.45 | 0.057 | 0.004 | @ 0.079 | 2.559
TCP18R145F-010-35 R | 1.45 | 0.057 | 0.004 | @ 0.118 | 2.559
TCP18L145F-010-35 L 1.45 | 0.057 | 0.004 | @ 0.118 | 2.559
TCP18R150F-005-35 R 15 | 0.059 | 0.002 | @ 0.118 | 2.559
TCP18R150F-010 R 15 | 0.059 | 0.004 | @ 0.079 | 2.559
TCP18L150F-010 L 15 | 0.059 | 0.004 | @ 0.079 | 2.559
TCP18R150F-010-35 R 15 | 0.059 | 0.004 | @ 0.118 | 2.559
TCP18L150F-010-35 L 15 | 0.059 | 0.004 | @ 0.118 | 2.559
TCP18R175F-005-35 R | 1.75 | 0.069 | 0.002 | @ 0.118 | 2.559
TCP18R175F-010 R | 1.75 | 0.069 | 0.004 | @ 0.079 | 2.559
TCP18L175F-010 L 1.75 | 0.069 | 0.004 | @ 0.079 | 2.559
TCP18R175F-010-35 R | 1.75 | 0.069 | 0.004 | @ 0.118 | 2.559
TCP18L175F-010-35 L 1.75 | 0.069 | 0.004 | @ 0.118 | 2.559
TCP18R200F-005-35 R 2 0.079 | 0.002 | @ 0.118 | 2.559
TCP18R200F-010 R 2 0.079 | 0.004 | @ 0.098 | 2.559
TCP18L200F-010 L 2 0.079 | 0.004 | @ 0.098 | 2.559
TCP18R200F-010-35 R 2 0.079 | 0.004 | @ 0.118 | 2.559
TCP18L200F-010-35 L 2 0.079 | 0.004 | @ 0.118 | 2.559
TCP18R250F-010 R 25 | 0.098 | 0.004 | @ 0.098 | 2.559
TCP18L250F-010 L 25 | 0.098 | 0.004 | @ 0.098 | 2.559
TCP18R250F-010-35 R 25 | 0.098 | 0.004 | @ 0.118 | 2.559
TCP18L250F-010-35 L 25 | 0.098 | 0.004 | @ 0.118 | 2.559
TCP18R300F-010 R 3 0.118 | 0.004 | @ 0.098 | 2.559
TCP18L300F-010 L 3 0.118 | 0.004 | @ 0.098 | 2.559
TCP18R300F-010-35 R 3 0.118 | 0.004 | @ 0.118 | 2.559 | 5 pieces per
TCP18L300F-010-35 L | 3 |o0118 0004 | @ 0.118 | 2559 | g Lrsup

Reference pages: Toolholders — F223 - F228, Standard cutting conditions — F237
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Il STANDARD CUTTING CONDITIONS

TCF18L (Face grooving)

ISO Workpiece materials Grades Cut';i:n(gsfsnr:)eed ;:(elgf)
L°W1g§gt”%ftlcs_tee' SH725 98 - 328 0.0004 - 0.0016
. Cartﬁ%nsgfiﬁm"géstee' SH725 98 - 328 0.0004 - 0.0016
P'\;ngg’elgﬁgysgf:' SH725 98 - 328 0.0004 - 0.0016
M Sgg‘i{‘“gfg,s‘effc‘f' SH725 98 - 328 0.0004 - 0.0016
No.2508, No 3008, etc. SH725 %8 - 028 00004 - 0:0018
s
?f%’j&ﬂf'ﬁf SH725 66 - 131 0.0004 - 0.0016
s Superalloys SH725 33-98 0.0004 - 0.0016

Inconel718, etc.

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

i . i Feed: f (ipr;
ISO Workpiece materials Grade Cutting speed (ipr)
Ve (sfm) TCL18 TCS18 TCG18
Low carbon steel AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
. Carbon steel ooy steel AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
o
o ardened steel AH7025 262 - 591 0.001-0.005  0.002-0.006  0.002-0.006 C
, PX5, etc. S
Stainless steel o
M 304, 316, oto. AH7025 164 - 394 0.001-0.005  0.002-0.006  0.002-0.006 &
i (O]
. N o_zgggy ﬁi%ggg otc. AH7025 164 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
Ductiie cast iron AH7025 164 - 591 0.001-0.005  0.002-0.006  0.002 - 0.006
s Ttarium alloys AH7025 98- 197 0.001-0.005  0.002-0.006  0.002 - 0.006
Inooperaloye AH7025 66 - 131 0.001-0.005  0.002-0.006  0.002 - 0.006
TCP18R/L (lightly honed edge), TCP18R/L-F (sharp edge)
1ISO Workpiece materials Priority Grades Cutting speed Fged
Ve (sfm) f (ipr)
Low carbon steel First choice SH725 262 - 591 0.001 - 0.004
1015, etc. Toughness AH725 262 - 591 0.001 - 0.004
. Carbon steel, Alloy steel First choice SH725 262 - 591 0.001 - 0.004
1055, 4140, etc. Toughness AH725 262 - 591 0.001 - 0.004
Prehardened steel First choice SH725 262 - 591 0.001 - 0.004
NAK80, PX5, etc. Toughness AH725 262 - 591 0.001 - 0.004
M Stainless steel First choice SH725 164 - 394 0.001 - 0.004
304, 316, etc. Toughness AH725 164 - 394 0.001 - 0.004
Gray cast iron First choice AH725 164 - 591 0.001 - 0.004
. No.250B, No.300B, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Busitls et fien First choice AH725 164 - 591 0.001 - 0.004
60-40-18, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Titanium alloys First choice SH725 98 - 262 0.001 - 0.004
s Ti-6Al-4V, etc. Toughness AH725 98 - 262 0.001 - 0.004
Suzeillon: First choice AHT725 66 - 131 0.001 - 0.004

Inconel718, etc.

Il Precautions of processing

Minimum diameter
for face grooving

Minimum face Maximum groove
diameter depth
DAXN (in) CDX (in)

2.559 0.118

Tungaloy F237




MY=T SERIES

#S/D##R/L+CGWSR/L
Adapter for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.

Please check the stock and place an order with the designation of a set or a shank+a adapter.
Use right-hand shanks (CGWSR~) with right-hand adapters (~R); and left-hand shanks (CGWSL~) with left-hand adapters (~L).
Torque: Recommended clamping torque: N-m

SPARE PARTS

&

&

{

Designation Clamping screw Adapter screw Wrench

30S..., 40S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
50S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Combination of adapter and shank

Adapter
Shank
*S/D**R **S/D**L
CGWSR... °
CGWSL... [ J
CGWTR... [ J
CGWTL... [ )

@ : Corresponding

Reference pages: Inserts — F241 - F244, Shanks — F240, Standard cutting conditions — F245

F238 tungaloy.com/us

_CDX Right hand (R) 1016 T s ] CGWSL""*"—"*L j
w m: & Z
=, # | 1
Dg:)’zlx =t [ LF N Toon 1=E9
O
w iﬁ\ Regular R ——
@ I: u OH ,,,,,,,,,,,,,,, H rotation TI
Right hand (R) shown. Dashed line: 20mm square shank. iggg‘fe??ght igggﬁe‘fgﬁ
Metric CW DAXN DAXX [ei»)4¢ H B LF HF WF Insert Shank Torque
m 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S4050R/L 3 40 50 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S5065R/L 88068 10 2025 20/25 1525 20/25 27/32  G"30, GE3O-AL CGWSRI/L... 5
30S6590R/L 3 65 90 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S90150R/L _ 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
30S150500R/L 3 150 500 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
40S3545R/L 4848 14 2025 20/25 1525 20/25 27/32 G40, GE40-AL CGWSRI/L... 5
,- 40S4555R/L 4 45 55 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
/) /| 40S5580R/L [@EsEa 14 20/25 20/25 1525 20/25 27/32 G40, GE40-AL CGWSRIL... 5
ECM  40S80140R/L 4 80 140 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
40S140500R/L {4 140 800 14  20/25 20/25 1525 20/25 27/32 G40, GE40-AL CGWSRI/L... 5
40D3545R/L 4 35 45 22 20/25 20/25 160.5 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
40D4555R/L @45 e 22 2025 20/25 1605 20/25  27/32 G40, GE40-AL CGWSRI/L... 5
40D5580R/L 4 55 80 22 20/25 20/25 160.5 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
40D80140R/L 4 80 140 22 20/25 20/25 1605 20/25 27/32 G40, GE40-AL CGWSRI/L... 5
40D140500R/L 4 140 500 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
50S3545R/L [USE a4 2025 2025 1525 20/25  27/32 G*50 CGWSRI/L... 5
50S4555R/L 5 45 55 14 20/25 20/25 1525 20/25 27/32 G50 CGWSRI/L... 5
50S5575R/L 68 75 14 2025 20025 1525 20/25  27/32 G50 CGWSRI/L... 5
50S75130R/L 5 75 130 14 20/25 20/25 1525 20/25  27/32 G'50 CGWSRI/L... 5
50S130500R/L [EE0E000 14 20/25  20/25 1525 20/25  27/32 G*50 CGWSRI/L... 5
50D3545R/L 5 35 45 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRIL... 5
50D4555R/L 6 4585 22 20/25 20/25 1605 20/25 27/32 G50 CGWSRI/L... 5
50D5575R/L 5 55 75 22 20/25 20/25 1605 20/25  27/32 G'50 CGWSRI/L... 5
50D75130R/L U876 HE0 T 22 20/25 20/25 1605 20/25  27/32 G*50 CGWSRI/L... 5
50D130500R/L 5 130 500 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRI/L... 5




#S/D##R/L+CGWTR/L

Adapter for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

Metric CW DAXN DAXX [ei»)¢
30S4050R/L 3 40 50
30S6590R/L 3 65 90
30S150500R/L 3 150 500
40S4555R/L 4 45 55
40S80140R/L 4 80 140
40S140500R/L 4 140 500
40D3545R/L 4 35 45
40D5580R/L 4 55 80
40D140500R/L 4 140 500
50S4555R/L 5 45 55
50S75130R/L 5 75 130
50S130500R/L 5 130 500
50D3545R/L 5 35 45
50D5575R/L 5 55 75
50D75130R/L 5 75 130
50D130500R/L 5 130 500

b

o

=y

DAXN

CDX

10
10
10
10
10
10
14
14
14
14
14

H
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25

B
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25

Right hand (R) S CIL: saata®

L

LF
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150
150

Right hand (R) shown. Dashed line: 20mm square shank.

HF
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25
20/25

rotation ]

Regular

Shank right
Adapter left

WF
52.25
52.25
52.25
52.25
52.25
52.25
52.25
52.25
52.25
52.25
52.25
60.25
60.25
60.25
60.25
60.25
52.25
52.25
52.25
52.25
52.25
60.25
60.25
60.25
60.25
60.25

Reverse
rotation

Ty

Shank left
Adapter right

PETTIELR) CGWTL R j
d &)

Insert Shank Torque
G*30, GE30-AL CGWTL/R... 5
G*30, GE30-AL CGWTL/R... 5
G*30, GE30-AL CGWTL/R... 5
G*30, GE30-AL CGWTL/R... 5
G*30, GE30-AL CGWTL/R... 5
G*30, GE30-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5
G*40, GE40-AL CGWTL/R... 5 o
G*40, GE40-AL CGWTL/R... 5 §
G*40, GE40-AL CGWTL/R... 5 8
G*40, GE40-AL CGWTL/R... 5 15
G*40, GE40-AL CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5
G*50 CGWTL/R... 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.
Use right-hand shanks (CGWTR~) with left-hand adapters (~L); and left-hand shanks (CGWTL~) with right-hand adapters (~R).
Torque: Recommended clamping torque: N-m

SPARE PARTS

Designation
30S..., 40S...

40D...
508S...
50D...

&

Clamping screw

&

Adapter screw

CHHM5-18 CSHB-6
CM5X0.8X16 CSHB-6
CHHM5-18 CSHB-6
CM5X0.8X16 CSHB-6

Combination of adapter and shank

Shank

CGWSR...
CGWSL...
CGWTR...
CGWTL...

{

P-4
P-4
P-4
P-4

Adapter
*S/D**R **S/D**L
[
[ J
[ J
[ ]

@ : Corresponding

Wrench

Reference pages: Inserts — F241 - F244, Shanks — F240, Standard cutting conditions — F245
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MY=T SERIES

CGWSR/L

Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders

e oL @

| r |

= | =

 HBH

| Right hand (R) shown.
H B LF LH HBH
CGWSR/L12 0.75 0.75 5.40 1.310 0.250
CGWSR/L16 1.00 1.00 5.40 - -
H B LF LH HBH
CGWSR/L2020 20 20 137 32,5 5
CGWSR/L2525 25 25 137 - -
'/- CGWSRL
= 4 Shank of toolholders. Vertical type with offset
ace
m
LF -
i
2-M6
H B LF
CGWSRL12 0.75 0.75 5.40
CGWSRL16 1.00 1.00 5.40

Note: Right (R) or Left (L) hand cartridges can be used in this toolholder

CGWTR/L

Shank for CGWSR/L-WG, -WG-L, -G, -CGD, -FL-G/TP, and -#S/D toolholders,
for tangentially clamped adapter

LF

H B LF LH
CGWTR/L12 0.75 0.75 6.00 1.20
CGWTR/L16 1.00 1.00 6.00 -
H B LF LH
CGWTR/L2020 20 20 150 30.5
CGWTR/L2525 25 25 150 -
SPARE PARTS &
CGW... CSHB-6

F240 tungaloy.com/us

WF
1.50

1.50

WF
37
37

Right hand (R) shown.

HBH
0.234

HBH




I CHIPBREAKER GUIDE

Face grooving

Grooving

¥
GF 1st choice for face grooving 0.012 UL:‘»
Low cutting force and good chip = 0.010
control for face grooving £ 0.008 # j/
CW =0.118" - 0.197" g 0006
& 0.004
0.002
M Face grooving
0.118 0.157 0.197
F243 Groove width : CW (in)
. . ¥
GE 1st choice for external grooving 0.012 U*
and parting '
. . — 0.010
Excellent chip control for grooving £ 0,008 #j/
CW =0.118" - 0.197" S 0.006 |
£ o004 el oo
0.002}| - - —— 4 — = M Face grooving
Parting
0118 0.157 0.197
F242 Groove width : CW (in)
. . . ¥
GN 1st choice for internal grooving 0.012 U;
Low cutting force and good chip — 0010
control for internal grooving £ 0.008 # j %
CW =0.118" - 0.197" § 0.006
L 0.004
0.002
.- l Face grooving
0.118 0.157 0197
F244 Groove width : CW (in)
External grooving and turning
¥
GT 1st choice for turning Ugr ‘hL ﬁ
Low cutting force and good € 0079
chip control for traversing & GT40 # Ej
CW = 0.118" - 0.197" S GT30 /
£0.039
% g j/
[a]
0.002 0.004 0.006 0.008 0.010 0.012
F242 Feed: f (ipr)
For profiling
¥ e
GR Full radius type _ H m#
Low cutting force and good % 0.079 R
chip control for profiling % GR40 # j/ j/
CW =0.118" - 0.197" 5 @
£ 0.039
Q
a
0.002 0.004 0.006 0.008 0.010 0.012
F243 Feed: f (ipr)

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

Tungaloy F241




For aluminum and non-ferrous metal

'
GE-AL Reduce cutting force and welding oot2f——— H Ua
due to sharp chipbreaker 0010} ——
a
CW = 0.118" - 057" S o008 #j/
o 0.006 —————
i 0.004
0.118 ) 0.157
F244 Groove width : CW (in)
Please see page F*** for the product details.
Bl INSERTS
GE
For external grooving and parting
=
(@]
w
RE INSL Ref.
Vi
Face
-C_
Bl steel * | % | A *
M Stainless * %
Cast iron ¥* | Y% S
Non-ferrous
Superalloys DA  : First choice
H Hard materials Y% : Second choice
Coated Cermet
. . CW+0.1|CW+0004) RE Q INSL| h
Designation ot T e Q8 2 : :
(mm) | (n) | (n) |§ = & o @in) | (in)
o L T (79}
<O 4
GE30 3 0.118 |0.008 ® @® @ [ J 0.394 | 0.138
GE40 4 0.157 |0.008| ® ® @ o 0.394 | 0.157
GE50 5 0.197 |0.008| ® ® @ [ J 0.472 | 0.177
@ : Line up
GT
For external grooving and turning
Bl steel * | % [ *
M Stainless % %
Cast iron * | Y S
Non-ferrous
Superalloys DA  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
) ) +0.1 +0.004) RE o
Designation owsg C“_’° o & 8 3 INSL _h
(mm)| (in) | (n) |§ = & o @in) | (in)
o L I N
<O P4
GT30 3 0.118 |0.016 oo [ J 0.394 | 0.138
GT40 4 0.157 |0.016 [ BN J [ J 0.394 | 0.157
GT50 5 0.197 |0.016| @ ® @ [ J 0.472 | 0177
@ : Line up

Reference pages: Toolholders — F238 - F240, Standard cutting conditions — F245
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GR
For profiling (full radius)

S

- Steel ¥ % % >
M Stainless * %
Cast iron * Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
Designation cwsg CV\_I+g-°°4 RE | o Q8 Kg, "\!SL h
(mm)| (in) | (@(n) | = o (in) | (in)
o L L n
<O p
GR30 3 0.118 |0.059 [ BN ) [ J 0.394 | 0.138
GR40 4 0.157 |0.079| ® ® @ [ J 0.394 | 0.157
GR50 5 0.197 |0.098 @ @ @ [ J 0.472 | 0.177
@ : Line up
2
GF 'S
For face grooving 8
O
3
(&)
RE - INSLee. |
-
-Steel * *
M Stainless *
Cast iron ¢ DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation cWg1|cWrgos RE 3 § INSL| -~ h
(mm) | (in) | (in) | o (in) | (in)
I n
©) P4
GF30 3 0.118 |0.008 | @ [ ] 0.394 | 0.138
GF40 4 0.157 |0.008 | @ [ ] 0.394 | 0.157
GF50 5 0.197 |0.008 | @ [ ] 0.472 | 0177
@ : Line up

Reference pages: Toolholders — F238 - F240, Standard cutting conditions — F245
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GN

For internal grooving

Bl steel *
M Stainless *
Cast iron Pig
Non-ferrous
f Superalloys % : First choice
H Hard materials 3¢ : Second choice
Coated
- Designation CWrT CWrgo RE = INSL| h
— (mm) | (in) | (in) = (in) | (in)
)
GN30 3 0.118 |0.008 | @ 0.394 | 0.138
GN40 4 0.157 |0.008 | @ 0.394 | 0.157
GN50 5 0.197 |0.008 | @ 0.472 | 0177
@ : Lineup
GE-AL
For aluminum and non-ferrous metal
]
(@]
Re . INSLret |
-
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys Y : First choice
H Hard materials % : Second choice
Uncoated
Designation cw: CV\.I+g-°°4 F.‘E & INSL .h
(mm) | (in) | (@in) |3 (in) | (in)
¢
GE30-AL 3 0.118 |0.008 | @ 0.394 | 0.138
GE40-AL 4 0.157 |0.008 | @ 0.394 | 0.157
@ : Line up

Reference pages: Toolholders — F238 - F240
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Grade Cutting speed

Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(~ HB150) NS9530 328 - 656
GH730, AH120 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 262 - 591
GH730, AH120 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 ~ ) NS9530 262 - 492
GH730, AH120 164 - 394
M Stainless steel GH730, AH120 164 - 394
. Gray iron, Ductile cast iron GH730, AH120 164 - 591
. Aluminum alloy, Non-ferrous metal KS05F 656 - 984
For face grooving
Feed: f (ipr)
Operation Groove width: CW g
3 mm (0.118") 4 mm (0.157") 5 mm (0.197") S
: o
Face grooving 0.0024 - 0.009 0.0024 - 0.009 0.0028 - 0.010 o
(GE™) O
Face( Gg;‘*’f;‘”"g 0.0016 - 0.010 0.0020 - 0.010 0.0020 - 0.012
Traversing ap =0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
(GT™) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Traversing ap =0.020 - 0.055 ap = 0.020 - 0.059 ap = 0.020 - 0.063
(GR*) f=0.002 - 0.010 f=0.002 - 0.010 f=0.002 - 0.012
Grooving for Aluminum alloys
(GE**-AL) 0.0012 - 0.004 0.0012 - 0.004

For diameter compensation values in traversing, F129 page
When vibration occurs in turning, please use the lower limit value in the above table.

Tungaloy F245




GX-R/LF

Face grooving toolholder

=
I ==||/LH
Details view DMIN  — A
= ) o e
By ¥a > Y m}
— . CDX _|[C 55°
® ] k e
o
)
Right hand (R) shown.
CDX H B LF LH HF WF Insert  Torque
GX-2525R/LF 15-6 25 25 150 35 25 32 XNL/R63... 5
Use right-hand toolholders (GX-...RF) with left-hand inserts (XNL); and left-hand toolholders (GX-...LF) with right-hand inserts (XNR).
Torque: Recommended clamping torque: N-m
- & {
SPARE PARTS C
Designation Clamp set Clamping screw Shim Shim screw Wrench
GX-2525RF CP81A RT-1 SL-3R BHM4-8 P-4
GX-2525LF CP81A RT-1 SL-3L BHM4-8 P-4
Il INSERT
XNR/L
8
CDX
K-*e St
oy Ny Left hand (L) shown.
Unit: mm
Bl steel * *
M Stainless
Cast iron Pig Dig
Non-ferrous
S Superalloys ¥ : First choice
H Hard materials ¥t : Second choice
Cermet | Uncoated
. . CW=0.002|CWx0.05 RE |9 CDX
Designation HAND| . B o
(in) | (mm) | (mm) |5 = (mm)
n I
= [
XNR6310-02 R 0.039 1 02 | @ ([ J 1.5
XNL6310-02 L 0.039 1 02 | @ ([ J 1.5
XNR6315-02 R 0.059 1.5 02 | @ (] 2.3
XNL6315-02 L 0.059 1.5 02 | @ ([ J 2.3
XNR6320-02 R 0.079 02 | @ ([ J 3
XNL6320-02 L 0.079 2 02 | @ ([} 3
XNR6325-02 R 0.098 2.5 02 | @ ([ J 3.8
XNL6325-02 L 0.098 25 02 | @ ([ J 3.8
XNR6330-02 R 0.118 02 | @ ([ J 4.5
XNL6330-02 L 0.118 02 | @ ([ J 4.5
XNR6335-02 R 0.138 3.5 02 | @ [ J 5.3
XNL6335-02 L 0.138 3.5 02 | @ ([ J 5.3
XNR6340-02 R 0.157 4 02 | @ ([ J 6
XNL6340-02 L 0.157 4 02 | @ ([} 6
XNR6345-02 R 0.177 4.5 02 | @ { ] 6
XNL6345-02 L 0.177 4.5 02 | @ ([ J 6
@® : Line up
Il STANDARD CUTTING CONDITIONS
P Feed: f (ipr)
ISO Workpiece material Grade Cut‘;mg fspeed
c (sfm) CW < 0.079" CW = 0.079" - 0.157" CW > 0.157"
. Carbon steels NS9530 262 - 656 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010
. Cast irons, Light alloys TH10 197 - 492 0.002 - 0.004 0.003 - 0.008 0.003 - 0.010

F246 tungaloy.com/us




MY=T SERIES

CGWSR/L-FLR/L5TP

Face grooving and turning toolholder

‘ - 2020 shank 9 w
DX
L @ 0 T 2 4
= g | [To o)
2 e 5 :
45 | ~
N
I For face grooving
Right hand (R) shown. Unit: mm

CDX H B LF HF WF Insert Shank Adapter Torque
CGWSR/L2020-FLR/L5TP 6 20 20 152 20 27 FLEX50R/L CGWSR/L2020 FLR/L5TP 5
CGWSR/L2525-FLR/L5TP 5 150 6 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/L5TP 5

Toolholders are in stock with the designations of: a set of shank and adapter; a shank; a adapter. Combining the designations of a adapter and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a adapter.

Note: Use right-hand shanks (CGWSR...) with right-hand adapters (FLR5TP); and left-hand shanks (CGWSL...) with left-hand adapters (FLL5TP).

Torque: Recommended clamping torque: N-m

SPARE PARTS @ & (

Designation Clamping screw  Adapter screw Wrench

CGWSR/L***-FLR/L5TP CHHM5-18 CSHB-6 P-4
B INSERT o)
C
FLEX(R/L) £
3
Recess =
s p—=F O

Shums
4>i; To distinguish the insert hands, the V-shape

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

Right hand (R) shown. arecess. (not of a right-hand insert)
Unit: mm
- Steel * * *
M Stainless * *
Cast iron Y D¢
Non-ferrous
Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Desianati HAND CW=0.002| CW=0.05| RE 3 BW
esignation . Ye]
9 (i) | (mm) | (mm) | 2 3 (mm)
o)) (2] X
= =2 =]
FLEX30R R 0.118 3 0.4 o 2.2
FLEX30L L 0.118 3 0.4 o 2.2
FLEX40R R 0.157 4 0.4 [ } 3.1
FLEX40L L 0.157 4 0.4 [ ] 3.1
FLEX50R R 0.197 5 0.4 [ ] o [ ] 4
FLEX50L L 0.197 5 04 | @ [ ] [ J 4
@ : Line up
Il STANDARD CUTTING CONDITIONS
. . Cutting speed Feed: f (ipr)
ISO Workpiece material Grade Ve (sfm) Grooving Turning
T9225 262 - 984 0.002 - 0.010 0.004 - 0.012
. Carbon steel NS9530 262 - 656 0.002 - 0.010 0.004 - 0.012
UX30 197 - 492 0.002 - 0.010 0.004 - 0.012

Tungaloy F247




o R

C E

AboPCcUuT

QSER/L

External toolholders for grooving and parting

Reference pages: Inserts — F252, F253, Standard cutting conditions — F253

F248 tungaloy.com/us

¥ ¥
Ll 3|, CDX - %Jﬁ U%r
18 LF N
LH
= T
Right hand (R) shown.
cwW CDX Seat size H B LF LH HF WF
[ QSER/L12-2T26 2 0.750 0.750 5.000 1.417 0.750 0.756
QSER/L12-2T33 0.079 1.299 2 0.750 0.750 5.000 1.654 0.750 0.756
QSER/L16-2T26 _ 2 1.000 1.000 6.000 1.417 1.000 1.004
QSER/L16-2T33 0.079 1.299 2 1.000 1.000 6.000 1.654 1.000 1.004
~ QSER/12-3T26 - ot18 1024 3 0.750 0.750 5.000 1.417 0.750 0.764
- QSER/L12-3T33 0.118 1.299 3 0.750 0.750 5.000 1.654 0.750 0.764
QSER/L16-3T26 _ 3 1.000 1.000 6.000 1.417 1.000 1.012
QSER/L16-3T33 0.118 1.299 3 1.000 1.000 6.000 1.654 1.000 1.012
~ QSER/L12-4T33 0157 1299 4 0.750 0.750 5.000 1.654 0.750 0.768
QSER/L16-4T33 0.157 1.299 4 1.000 1.000 6.000 1.654 1.000 1.016
QSER/L16-5T33 _ 5 1.000 1.000 6.000 1.654 1.000 1.020
QSER/L16-6T36 0.236 1.417 6 1.000 1.000 6.000 1.890 1.000 1.016
Parting
cw CDX Seat size H B LF LH HF WF
QSER/L2020-2T26 2 20 20 125 36 20 20.1
QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2525-2T26 2 2% 2 25 25 150 36 25 25.1
QSER/L2525-2T33 2 33 2 25 25 150 42 25 25.1
QSER/L2020-3T26 3 28 3 20 20 125 36 20 20.3
QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2525-3T26 3 2% 3 25 25 150 36 25 25.3
QSER/L2525-3T33 3 33 3 25 25 150 42 25 253
QSER/L2020-4T33 4 3 4 20 20 125 42 20 20.4
QSER/L2525-4T33 4 33 4 25 25 150 42 25 25.4
QSER/L2525-5T33 R 5 25 25 150 42 25 255
QSP
Blades for external deep grooving and parting
¥ ¥
: i
LF
P>
Metric cw CUTDIA Seat size H B LF HF
QSP26-2D 2 26 1.8 150 21.4
QSP32-2D 2 66 2 32 1.8 150 24.8
QSP26-3D I 3 26 2.4 150 21.4
QSP32-3D 3 120 3 32 2.4 150 24.8
QSP26-4D _ 4 26 3.2 150 21.4
QSP32-4D 4 120 4 32 3.2 150 24.9
QSP32-5D 5 120 5 32 4 150 24.9
SPARE PARTS [
Qs... QL-39




CTBU

Tool block for QSP blades

SN N B S =l

HFASSY
OAH
L/

[\

I
B |z! OAL i
oaw _|F
Blade
H B OAL HFASSY HBH OAH OAW (Optional)
CTBU12-26-U 0.750 0.827 3.386 0.750 0.354 1.693 1.496 QSP26...
CTBU16-26-U 1.000 0.906 4.331 1.000 0.197 1.772 1.654 QSP26...
CTBU12-32-U 0.750 0.748 3.937 0.750 0.512 1.969 1.496 QSP32...
CTBU16-32-U 1.000 0.906 4.331 1.000 0.315 1.969 1.654 QSP32...
CTBU20-32-U 1.250 1.142 4.331 1.250 0.197 2.126 1.890 QSP32...
Blade
H B OAL HFASSY HBH OAH OAW (Optional)
CTBU20-26 20 21 86 20 9 43 38 QSP26...
CTBU25-26 25 23 110 25 5 45 43 QSP26...
CTBU20-32 20 19 100 20 13 50 38 QSP32...
CTBU25-32 25 23 110 25 8 50 42 QSP32...
CTBU32-32 32 29 110 32 5 54 48 QSP32... o
INCH METRIC g
SPARE PARTS f @ ( SPARE PARTS ﬁ @ ( 3
Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench (B
CTBU12-26-U CT-86 CM6X30-S P-5 CTBU20-26 CT-86 CM6X30-S P-5
CTBU16-26-U CT-100 CM6X30-S P-5 CTBU25-26 CT-105 CM6X30-S P-5
CTBU12-32-U CT-105 CM6X30-S P-5 CTBU20-32 CT-100 CM6X30-S P-5
CTBU16-32-U CT-110 CM6X30-S P-5 CTBU25-32 CT-110 CM6X30-S P-5
CTBU20-32-U CT-110 CM6X30-S P-5 CTBU32-32 CT-110 CM6X30-S P-5

C-TBK-R/L
Toolholder with TungCap connection for parting-off blade

g ®
L 12
(@)
O
LF o
N
_3 =
- A Right hand (R) shown.
DCONMS WF LF H
C6TBK-32R/L 63 32 138 32

Applicable for 3 MPa coolant

SPARE PARTS % @ ( g

Designation Clamp Clamping screw Wrench Coolant parts
C6TBK-32R/L BK32-9WEDG SRM6X16DIN912-12.9 HWS5.0 EZ125

Reference pages: Inserts — F252, F253, Standard cutting conditions — F253

Tungaloy F249




ORCE

AboPCcUT

QSG

Parting-off and external grooving blade

ol

Seat size CUTDIA HF D
‘ ' QSG52-2T 2 52 27 48.3

QSG82-2T 2 2 82 42 69.3
QSG52-3T ] 3 52 27 48.3
QSG82-3T 3 3 82 42 69.3
- QsG1203T ] 2 120 61 88
. QsG52-4T 4 4 52 27 69.3
QSG82-4T 4 4 82 42 69.3
QSG120-4T 4 4 120 61 88
, QSG120-5T - 5 120 61 88
K
] SPARE PARTS {
m.ll Designation Wrench
QSG... QL-39

Parting

Reference pages: Inserts — F252, F253, Standard cutting conditions — F253

F250 tungaloy.com/us




CHTBR/L
Tool block for QSG blade

CUTDIA = LFASSY . )
> ! = i
o el 5 It A ]
(f) [ 1
= o I
PO BN T ——
I - ®9 b FE = =
’AL b5 o i
Z) v bl
- A
LB B
‘—" M» - Right hand (R) shown.
CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 0.750 1.968 1.000 1.457
CHTBR/L16-52 2.047 1.000 1.020 5.000 1.000 1.968 1.250 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 0.750 2.953 1.000 2.087
CHTBR/L16-82 3.228 1.000 1.020 6.000 1.000 2.953 1.250 2.087
CHTBR/L16-120 4.724 1.000 1.020 6.500 1.000 3.937 1.250 2.638
CHTBR/L20-120 4.724 1.250 1.270 6.500 1.250 3.937 1.500 2.638
PNET cutpiA H B LFASSY  HFASSY OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 20 50 26.5 37
CHTBR/L2525-52 52 25 25.5 125 25 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 20 75 26.5 53
CHTBR/L2525-82 82 25 255 150 25 75 31.5 53 o
CHTBR/L2525-120 120 25 255 165 25 100 31.5 67 =
CHTBR/L3232-120 120 32 32.5 165 32 100 38.5 67 8
The blade clamping screw heads protrude out for as much as 0.122" (3.1 mm) over the insert cutting edge point. 9
Maintain the clearance from the chucking device to avoid interference. O
Maximum
& f / Workpiece groove depth
SPARE PARTS diameter T max
Designation Clamping screw Grip Torx bit oD+ ——

CHTBR/L... SR ISO 14580 M4X10 SW6-SD BLDT20/S7

Bl Maximum groove depth (T max) as function of workpiece diameter (aD1)
Designation oD1 (in)
CHTBR/L*-52 2087 2126 2165 2205 2283 2362 2441 2559 2677 2835 3071 3307 3622 4016 4528 5236 6.260 7.795
CHTBR/L*-82 4094 4252 4409 4567 4764 5000 5276 5591 5945 6378 6929 7.559 8346 9331 10630 12.323 14.764 18.425
CHTBR/L*-120 8071 8425 8819 9252 9724 10.276 10.945 11.693 12559 13.583 14.803 16.299 18.189 20.551 23.661 27.913 34.055 43.780
T max (in) 0827 0787 0748 0709 0669 0630 0591 0551 0512 0472 0433 0394 0354 0315 0276 0236 0197 0.157

Designation oD1 (in)
CHTBR/L*-82 3.268 3.307 3.307 3.346 3.386 3.425 3.504 3.543 3.622 3.701 3.780 3.858 3.976
CHTBR/L**-120 5669 5.787 5.906 6.024 6.142 6.299 6.457 6.614 6.811 7.008 7.244 7.480 7.756
T max (in) 1339 1299 1260 1.220 1.181 1.142 1.102 1.063 1.024 0984 0945 0.906 0.866

Designation oD1 (in)
CHTBR/L™*-120 4764 4803 4.843 4882 4921 4961 5.000 5.039 5079 5118 5157 5236 5276 5354 5433 5512 5591
T max (in) 2165 2.047 1969 1890 1.850 1.811 1772 1732 1693 1654 1614 1575 1535 1.496 1.457 1417 1378

Reference pages: Inserts — F252, F253, Standard cutting conditions — F253
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Il CHIPBREAKER GUIDE

QGM First choice for grooving M Standard feed JiL UE‘“
and parting 0.020 \
Smooth chip evacuation B 0.016
Well-designed edge with s e
high strength 3 0.008 I I I
CW = 0.079" - 0.197" v 0.004 I
0

0.079 0.118 0.157 0.97
Groove width: CW (in)

TUNGFBLADE Il Recommended feed when using TungFeed-Blade

Enables high feed machining 0.020

when combined with extremely 0.016 — —
rigid TungFeed-Blade toolholder £ 12 I I I I

(ipr)

CW =0.079" - 0.197" 0,008
CUTDIA = 02.047", 93.228", 0.004]
04.724" .

Feed:

0.079 0.18 0.157 0.97
Groove width: CW (in)

El:i QGS Lower cutting force and M Standard feed JiL Ua»

superior sharpness 0.020

Parting

Uniquely designed edge < 0010
and chipbreaker = 0012
CW = 0.079" - 0.197" E 0.008

070079 0118 0457 0197
Groove width: CW (in)

B INSERTS
QGM

External deep grooving and parting

RE

0™

-Steel >
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials  : First choice
Coated
Designation Seat |CW:0.05 CW:0.002 RE § INSL| h
size | (mm) | (in) | (in) R (in) | (in)
z
QGM2-020 2 2 0.079 |0.008 | @ 0.433 | 0.209
QGM3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGM4-030 4 4 0.157 |0.012| @ 0.512 | 0.287
QGM5-030 5 5 0.197 |0.012| @ 0.512 | 0.287
@: Line up

Reference pages: Toolholders — F248 - F251

F252 tungaloy.com/us




QGS

External deep grooving and parting
RE

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials  : First choice
Coated
+ + 0
Designation Seat CW:0.05 CW-_0.002 F.{E S "\!SL -h
sizé | (mm) | (in) | (in) y:E (in) | (in)
<
QGS2-020 2 2 0.079 |0.008 | @ 0.433 | 0.209
QGS3-020 3 3 0.118 |0.008 | @ 0.433 | 0.209
QGS4-030 4 4 0.157 |0.012| @ 0.512 | 0.287
QGS5-030 5 5 0.197 |0.012| @ 0.512 | 0.287
@: Line up
o
=
3
I STANDARD CUTTING CONDITIONS (%
. . Cutting speed
1ISO Workpiece material Hardness Grade
Ve (sfm)
S <300 HB AH7025 164 - 591
1045, 4140, etc.
M Stainless steel <200 HB AH7025 164 - 394
304, etc.
Gray cast lron - AH7025 164 - 591
. No.250B, etc.
Ductile cast iron
65.45-12., ofc, - AH7025 164 - 394
Superalloys <HRC 40 AH7025 66 - 197
. Inconel718, etc.
Titanium alloys
THGAI4V, otp. <HRC 40 AH7025 66 - 262

Please see page F252 for feed: f (ipr).

Reference pages: Toolholders — F248 - F251
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TUNGCUT

CGP

External deep grooving and parting blade

Fig1 T oW | CUTDIA Y ow KCUTD'A Fig.3 %U%r
B ) I# g i I# <HL
" -~ LF . =1.B LF
Fa2 oW A CUTDIA B
. LF
Seat size CUTDIA H B LF HF Fig. Torque

CGP26-1.45 “ 1 26 26 1 150 21.4 1 -
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S e 2 40 26 1.8 150 21.4 1 -
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S _ 3 50 26 2.4 150 214 1 =
CGP32-3D 9 3 100 32 2.4 150 24.8 2 -
CGP26-4S 4 4 80 26 32 150 21.4 1 -
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D _ 4 120 45 B2 150 38.1 2 =
CGP32-5D 5 5 120 32 4 150 24.9 2 -
CGP32-6D e 6 120 32 5.2 150 24.9 2 -
l CGP32-8S-CL 8 8 80 32 6.2 150 24.9 3 3

EEWE]  When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
Wrench (CRW...) is not included. Please order it separately.
Torque: Recommended clamping torque: N-m

SPARE PARTS @ ( ?

Designation Clamping screw Wrench ((\)Agteigrfgl)
CGP**-1.4* - - CRW23
CGP**-2/3/4/5/6 - - CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -
Caution
Newly developed clamp - ®—@: unclamp
Insert is clamped by the elastic deformation of upper jaw. @—@®: clamp
Low clamping stress increases the stability and tool life.
CTBF
Tool block for CGP blade, mono block
y [T T T
%] E 1T T 1T 1T
T
% ] O
\ |
B, . OAL .
OAW _ |8
Blade
[ Metric | H B OAL HFASSY HBH OAH OAW (Optional)
CTBF25-45 25 22 110 25 25 66 40 CGP45...
CTBF32-45 32 28 120 32 18 66 45 CGP45...
SPARE PARTS @ (
Designation Clamping screw Wrench
CTBF... CMBX1.0X40-A P-5

Reference pages: Inserts — F261 - F270, Tool blocks — F254, F255, Standard cutting conditions — F271

F254 tungaloy.com/us




CTBU
Tool block for CGP blade

Eﬁi{ S ey
>- H\H Q H\H H\H Q H\H
0l T
T < =
B |z! OAL i
oaw _|F
Blade
H B OAL HFASSY HBH OAH OAW (Optional)
CTBU12-26-U 0.750 0.827 3.386 0.750 0.354 1.693 1.496 CGP26...
CTBU16-26-U 1.000 0.906 4.331 1.000 0.197 1.772 1.654 CGP26...
CTBU12-32-U 0.750 0.748 3.937 0.750 0.512 1.969 1.496 CGP32...
CTBU16-32-U 1.000 0.906 4.331 1.000 0.315 1.969 1.654 CGP32...
CTBU20-32-U 1.250 1.142 4.331 1.250 0.197 2.126 1.890 CGP32...
Blade
H B OAL HFASSY HBH OAH OAW (Optional)

CTBU20-26 20 21 86 20 9 43 38 CGP26...
CTBU25-26 25 23 110 25 5 45 43 CGP26...
CTBU20-32 20 19 100 20 13 50 38 CGP32...
CTBU25-32 25 23 110 25 8 50 42 CGP32...
CTBU32-32 32 29 110 32 5 54 48 CGP32... o
INCH METRIC g
SPARE PARTS f @ ( SPARE PARTS ﬁ @ ( 3

Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench (B

CTBU12-26-U CT-86 CM6X30-S P-5 CTBU20-26 CT-86 CM6X30-S P-5

CTBU16-26-U CT-100 CM6X30-S P-5 CTBU25-26 CT-105 CM6X30-S P-5

CTBU12-32-U CT-105 CM6X30-S P-5 CTBU20-32 CT-100 CM6X30-S P-5

CTBU16-32-U CT-110 CM6X30-S P-5 CTBU25-32 CT-110 CM6X30-S P-5

CTBU20-32-U CT-110 CM6X30-S P-5 CTBU32-32 CT-110 CM6X30-S P-5

C-TBK-R/L
Toolholder with TungCap connection for parting-off blade

Sk @
P4
—' 3
(G
_ o
@
1=
A Right hand (R) shown.
DCONMS WF LF H
C6TBK-32R/L 63 32 138 32

Applicable for 3 MPa coolant

SPARE PARTS ﬁ @ ( @

Designation Clamp Clamping screw Wrench Coolant parts
C6TBK-32R/L BK32-9WEDG SRM6X16DIN912-12.9 HWS5.0 EZ125

Reference pages: Inserts — F261 - F270, Blades — F254, Standard cutting conditions — F271
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TUNGCUT

CGP32-CHP

External deep grooving and parting blade, with high pressure coolant capability

CUTDIA % U%’%
@

T
LF
Seat size CUTDIA H B LF HF
CGP32-2D-CHP 2 50 32 1.8 150 24.8
CGP32-3D-CHP 3 3 90 32 25 150 24.8
CGP32-4D-CHP _ 4 90 32 3.2 150 24.9
CGP32-5D-CHP 5 5 110 32 4 150 24.9
CGP32-6D-CHP _ 6 110 32 5.2 150 24.9

When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
Wrench (CRW...) is not included. Please order it separately.

SPARE PARTS @ 9

Designation Sealing screw (C\;\gﬁgﬁgl)
CGP32-*D-CHP SGC340 CRW33

[

Parting

Caution

@®—@ : unclamp

Newly developed clamp
@—@: clamp

Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

CTBU-CHP

Tool block for CGP-CHP blade, with high pressure coolant capability

OAL @
] VoL £
D d

>
nl 1T
<
2 T S
&) y S
|
B, T G1/8"-28
OAW _| T
Blade
H B OAL HFASSY HBH OAH OAW (Optional)
CTBU16-32-U-CHP 1.000 0.906 4.331 1.000 0.315 1.97 1.654 CGP32-*D-CHP
Blade
H B OAL HFASSY HBH OAH OAW (Optional)
CTBU25-32-CHP 25 23 110 25 8 50 43.2 CGP32-*D-CHP

Applicable for 14 MPa coolant

SPARE PARTS @ % ( @

Designation Clamping screw Clamp Wrench O-ring
CTBU... SRM6X16DIN912-12.9 CT-110 P-5 OR14X2.5NN

Reference pages: Inserts — F261 - F270, Standard cutting conditions — F271
Parts for coolant hose — F290

F256 tungaloy.com/us




JCTER/L

External grooving and parting toolholder, for Swiss lathes

(V]
L3 e, Jo}
L, o
< LF -
CUTDIA =£ T
m
| g T
TR L
I¢‘~\ HE
R e oA K s e e e
JCTER/L08-2T12 2 0.945 0.500 0.500 4.750 0.748 0.500  0.005/0.505
JCTER/L08-3T12 0.118 3 0.945 0.500 0.500 4.750 0.748 0.500  0.012/0.512
JCTER/L10-2T16 _ 2 1.260 0.625 0.625 4.750 0.945 0.625  0.005/0.630
JCTER/L10-3T16 0.118 3 1.260 0.625 0.625 4.750 0.945 0.625  0.012/0.637
BT ET seatsize CUTDIA  H B LF LH HF  WF20
JCTER/L1010X1.4T10 1 20 10 10 120 18 10 0.2/10.2
JCTER/L1212F1.4T12 1.4 1 24 12 12 85 19.5 12 0.2/12.2
JCTER/L1212X1.4T12 _ 1 24 12 2 120 19.5 12 0.2/12.2
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 0.2/14.2
JCTER/L1616X1.4T16 _ 1 32 16 16 120 24 16 0.2/16.2
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 0.1/10.1
JCTER/L1212F2T12 _ 2 24 2 2 85 19 12 0.1/12.1
JCTER/L1212X2T12 % 2 24 12 12 120 19 12 0.1/12.1
JCTER/L1414-2T12 _ 2 24 14 14 125 19 14 0.1/14.1
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 0.1/16.1
JCTER/L1212F3T12 _ 3 24 2 2 85 19 12 0.3/12.3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 0.3/12.3
JCTER/L1616X3T16 _ 3 32 16 16 120 24 16 0.3/16.3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 0.3/20.3

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

JCTER/L2012

+

Right hand (R) shown.

HBH Torque
0.079 2.21
0.079 2.21
- 2.21
- 2.21
HBH Torque*
- 3
- 3
- 3
- 3
- 3
2 3
5 ;5 2
2 3 3
5 3 o
) 3 O
2 3
2 3
- 3
- 3

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

Q=
=
= [ Ex
LF
curom
I
ETE G seatsize  CUTDIA H B LF LH
JCTER/L2012H2T18 2 36 20 12 100 25
JCTER/L2012H3T21 3 3 42 20 12 100 28

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

& A

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

Reference pages: Inserts — F261 - F270, Standard cutting conditions — F271

HF
20

20

‘g
LN

Right hand (R) shown.

WF2() Torque
0.1/12.1 3
0.3/12.3 3

Tungaloy F257




TUNGCUT
JCTER/L-CHP

External grooving and parting toolholder, with high pressure coolant capability

LF o [ [}
b - Ui
ol m¢ Left-hand @
e g,
=
S L
HBH
Inch @B Seatsize CUTDIA H B LF LH HF  WF2®m HBH HBL Torque
JCTER/LO8X2T12-CHP | 0.079 2 0.980 0500 0500 4750  0.972 0500 0/0.500 0.169  0.965 2.21
JCTER/L10X2T12-CHP 0.079 2 0.980 0625 0625 4750 0972  0.625 0/0.625 0039  0.965 2.21
JCTER/L10X2T16-CHP - 2 1.260 0.625 0625 4750 0972 0625 0/0.625 0.157  0.965 2.21
JCTER/L12X2T16-CHP 0.079 2 1260 0750 0750 4750 0972 0750 0/0.750 0.037  0.965 2.21

Seat size CUTDIA H B LF LH HF WF2(1 HBH HBL Torque*
JCTER/L1212X2T12-CHP 2 25 12 12 120 24.7 12 0/12 24.7 3

5
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 245 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 3
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

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

SPARE PARTS & %g @ ( & (

Parting

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JTTER/L
External grooving and parting toolholder, for Swiss lathes
. N =2 [ [}
Right-hand |§l 2 j ‘ m¢ %%U%‘f
td L = = Left-hand
eft-han
CUTDIA LH =
T [0
o — ‘ i = L
T
\ HBH
Seat size CUTDIA H B LF LH HF WF2() HBH Torque
JTTER/L1010H1.2D12 0.9 12 10 10 100 17 10 0/10 - 1.5
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 0/12 - 15
JTTER/L1212X1.2D16 a2 oo 16 12 12 120 19 12 0/12 - 15
JTTER/L1212X1.2D20 1.2 0.9 20 12 12 120 21 12 0/12 2 1.5
JTTER/L1616X1.2D20 ams oo 20 16 16 120 21 16 0/16 = 2

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

SPARE PARTS @ % y

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

Reference pages: Inserts — F261 - F270, Standard cutting conditions — F271
Parts for coolant hose — F290
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JTTER/L-S

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

Right-hand gi %' LH. mi HL‘HLHai

' ] LF

- o Left-hand
CUTDIA P

Metric cw Seat size CUTDIA H B LF LH HF WF2() HBH Torque
JTTER/L1010H1.2D12-s T2 0.9 12 10 10 100 22.8 10 0/7.7 - 15
JTTER1212F1.2D16-S @ 1.2 0.9 16 12 12 85 22.8 12 0 - 15
JTTER/L1212X1.2D16-S _ 0.9 16 12 12 120 26.8 12 0/7.7 = 1.5
JTTER/L1212X1.2D20-S 1.2 0.9 20 12 12 120 26.8 12 0/7.7 2 1.5
JTTER/LI616X1.2020-s  [H2IN o9 20 16 16 120 26.8 16 0/7.7 = 1.5

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

(2) No clamping screw from the insert side.

Torque: Recommended clamping torque: N-m

SPARE PARTS @ % y

Designation Clamping screw Clamping pin Wrench

JTTER/L**-S SSM3.5x0.35 PIN-SL-TC P-2F o
£
>
o
(o]
P
O

CHGP

Parting-off and external grooving blade

i

Metric Ccw Seat size CUTDIA HF D
CHGP52-2T R 2 52 27 48.3
CHGP52-3T 3 3 52 27 48.3
CHGP82-3T I 3 82 42 69.3
CHGP82-4T 4 4 82 42 69.3

When depth is deeper than insert length - 1.5mm, 1 corner type is recommended.
SPARE PARTS ?
Designation W'ef‘Ch
(Option)
CHGP... CRW33

Reference pages: Inserts — F261 - F270, Tool blocks — F260, Standard cutting conditions — F271
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TUNGCUT

CHTBR/L
Tool block for CHGP blade

LFASSY
CUTDIA = P = - -
TJ&ON . 5N I¢ ' '
/ @ ==
) e =
< e
= =
il
B
OAW | l==» Right hand (R) shown.
CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 0.750 1.968 1.000 1.457
CHTBR/L16-52 2.047 1.000 1.020 5.000 1.000 1.968 1.250 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 0.750 2.953 1.000 2.087
CHTBR/L16-82 3.228 1.000 1.020 6.000 1.000 2.953 1.250 2.087
CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 20 50 26.5 37
CHTBR/L2525-52 52 25 255 125 25 50 315 37
CHTBR/L2020-82 82 20 20.5 140 20 75 26.5 53
CHTBR/L2525-82 82 25 255 150 25 75 315 53

The blade clamping screw heads protrude out for as much as 0.122" (3.1 mm) over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

Ll SPARE PARTS & ya /

Designation Clamping screw Grip Torx bit
CHTBR/L... SR ISO 14580 M4X10 SW6-SD BLDT20/S7

B Maximum groove depth (T max) as function of workpiece diameter (gD1)

Designation oD1 (in)
CHTBR/L**-52 2087 2126 2165 2205 2283 2362 2441 2559 2677 2835 3.071 3307 3.622 4.016 4528 5236 6.260 7.795
CHTBR/L**-82 4.094 4252 4409 4567 4764 5000 5276 5591 5945 6.378 6.929 7.559 8346 9.331 10.630 12.323 14.764 18.425
T max (in) 0.827 0.787 0.748 0.709 0669 0.630 0.591 0.551 0.512 0472 0433 0394 035 0315 0276 0236 0.197 0.157

Designation oD1 (in) ) Maximum
Workpiece groove depth
CHTBR/L**-82 3268 3.307 3.346 3.386 3.425 3504 3543 3622 3701 3780 3.858 3.976 diameter

T max .

T max (in) 1339 1299 1220 1181 1142 1102 1063 1024 0984 0945 0906 0.866 oD+

Reference pages: Inserts — F261 - F270, Blades — F259, Standard cutting conditions — F271
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Il CHIPBREAKER GUIDE

External grooving and parting

DGM type (2 corners) | 1st choice for grooving and M Standard feed %’ UQF j
SGM type (1 corner) | parting 0.020 ¢ /

0.016

Smooth chip evacuation

Well-designed edge with high 0.012 e . B
strength 0.008 I
Handed insert available 0-004'I~~

CW =0.079" - 0.315" 0

Feed: f (ipr)

0.079 0.118 0.157 0.197 0.236 0.315
Groove width: CW (in)

EED
TUNGFBLADE [l Recommended feed when using TungFeed-Blade

Enables high feed machining 0.020
when combined with extremely 0016
rigid TungFeed-Blade toolholder Soorel. .M W
CW =0.079" - 0.157" 8 000s| MM M WM
CUTDIA = 02.047", 23.228" & o e e .
05079 018 0157
F264, F265 Groove width: CW (in)
o)
' =
DGS type (2 CornerS) Lower cutting force and [l Standard feed <H7 Ugrj §
SGS type (1 corner) | superior sharpness 0,020 a¥:

Unique-designed edge and 0016

chipbreaker
Handed insert available

0.008 |-
CW = 0.047" - 0.315" 0004/ I I I I
0 l

0047 0055 0079 0118 0157 0197 0236 0.315

0.012

f(ipr)

Feed:

F266, F267 Groove width: CW (in)
. ¥
DGG type (2 corners) | For non-ferrous materials M Standard feed J% Uai ;
and titanium 0.016 ! /
Chipbreaker with low cutting force E 0012
/ Sharp cutting edge that prevents g 00%8
vibration and delivers fine surface & 0004 lI I """" I I

finish 0 0079 0118 0157 0197 0.236

CW =0.079" - 0.236" Groove width: CW (in)
F268
¥
DGL type (2 corners) 1st choice for mild steel H Standard feed H Ugr i Y
0.016
Chipbreaker with excellent chip w T o

control at low feed

Suitable for mild steel which often 0008 BT o I II

presents challenges in chip control 0.004 ll L |

CW =0.079" - 0.236" 0 0,079 0118 0157 0197 0.236
Groove width: CW (in)

Feed: f (ipr)

F268

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

Tungaloy F261




External grooving and parting

DTM type General purpose Standard feed and DoG (for turmi %Jﬁj j
purp Agw;ﬁn ard feed and Do! for urning) Ugr ) /)

(2 corners) -
1st choice for grooving and 3 o.157
turning ; 0118 M Standard feed
Suitable for light to medium ,; 0.0791 - 0.016
cutting =
®
o

0.039] S 0012 [ L N N
Excellent chip control in N “oosl— B
machining steel, alloy steel, 0.004 Uﬁiid({'[?figgw 0020 0.024 § 0,004 I I II I I
stainless steel, and heat- ) L
Groove width: CW (in)

. 0 L
resistant alloy 0079 W0.118 M0.157 M0.197 W0.236 W0.315 0.079 0.118 0.157 0.197 0.236 0.315
CW =0.079" - 0.315" Groove width: CW (in)

F269

—

External grooving, turning and parting

DTE type General purpose I Standard feed and DoC (for turning) %Jﬁ? j j
0197 T w

-

(2 corners) g
, Unique chipbreaker makes e 0.157 Standard foed
chips shorter £ 0118 Bl Standard fee
. o
T Molded and ground insert 5 0079 e —— 11 0.016
. Ky —_
El.ll available & 00% | § 0012} . .-
. CW =0.104" - 0.315" o f < o - | - i
Parting 0 0.004 0.008 0.012 0.016 0.020 0.024 O 0.008
. [0}
Feed: f (ipr) 0 0.004 |- H-] - . -
Groove width: CW (in) 0 . . . .
0118 M0.157 M0.197 M0.236 M0.315 0118 0157 0.197 0.236 0.315
F269, F270 Groove width: CW (in)

DTX type Multi-functional type [l Standard feed and DoC (for turning) H&T%ﬁ#ﬂj/i/

(2 corners) g M9
Well balanced sharpness 3 o.157 N
P & i B Standard feed
and strength £ 0118 B oois
) . . 3 )
Multi-functional insert 5 0079 | i
_ "o " p= : = 0012}
CW = 0.079" - 0.315 £ dossl [ g
3 i + 0008 W L B B
0 0.004 0008 0012 0016 $
. 8 A 8 [
Feed: f (ipr) $ 0.004 I B
Groove width: CW (in) 0 0078 0118 0157 0197 0236 0.315

0.079 MO.118 W0.157 M0.197 M0.236 M0.315 . )
Groove width: CW (in)

F270

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

BEvE@s

AHSBSO00S

- Continuous cutting, First choice
- External and Internal, Turning

Turning - Light interrupted cutting,
. First choice
) ! - A mix of continuous and
r AH7025 interrupted cuts
Grooving AHG235
- / - Heavy interrupted cutting,
— AHG235 First choice
; - Facing, Parting
- &

Parting-off _
Q <

Continuous

Il GRADES

DIl eves ELEAeves ELZEHeve

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

_AH725 | I

- General purpose PVD grade for high
fracture resistance

- Advanced cermet for finish cutting
of steel

- Innovative grade with incredible
fracture and high wear resistance

_KSo5F 1

- Recommended for non-ferrous
materials and titanium

__BXA10_ [

- Coated CBN grade designed for
turning hardened steel parts

Q>

Light Interrupted

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

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

- Improved wear and chipping resistance

7515 ]

- First recommended grade for cast
iron

- Excellent wear resistance in
high speed machining

- Recommended for
interrupted machining

- TICNO PVD coating layer with
high wear resistance

- High hardness wear resistance

__TH10 ]

- Recommended for
non-ferrous materials

__BXx360 [

- Developed for grooving applications
of hardened steel parts

Heavy Interrupted

Grooving

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

79225 |

- Suitable for steel machining at
high speeds

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

_AH905_ [

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear
resistance

Tungaloy F263




I INSERTS
DGM

External grooving and parting

Neutral PSIRL Left hand RE Right hand
7 INSL Ref. ‘ INSL Ref. INSL Ref.
ﬂﬂm ﬂiﬂ@ 3- R
Bl steel k(Yo k| [k Pk
M Stainless * | Y5 | % % [ %
Cast iron * ) dbAdbAdl ¢ DA DA
l Non-ferrous Pig
S  Superalloys b dhAdh _db ¢ * % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | -
A Seat CW=0.05/CW=0002 RE Sl B w INSL| h
Designation size | HAND mm) | (in) | (in) § Sd g9 ® 8 0 s in) | (in) PSIRL|PSIRR
o LI IIICI n n
i S i - OB § P4 X
DGM2-020 2 N 2 0.079 {0008 @® ®© ®@ @ ( BN ] [ ) [ ) 0.787 | 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 | 0.008 [ N J [ J 0.787 | 0.197 0° 8°
e DGM2-020-8L 2 L 2 | 0079 | 0.008 o0 ° 0787 | 0197 | 8 | 0°
DGM2-020-15R 2 R 2 0.079 | 0.008 [ I} ([ J 0.787 | 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 | 0.008 [ X} [ J 0.787 | 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 |0.0008 [ ] [ J 0.762 | 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 |0.0008 [ ] ([ J 0.762 | 0.197 15° 0°
DGM2.39-020 2 N 2.39 0.094 | 0.008 [ ] [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020 3 N 3 0118 (0008 ® © © © ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGMS3-020-6R 3 R 3 0.118 | 0.008 [ AN} [ J 0.787 | 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 | 0.008 [ N [ J 0.787 | 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 | 0.008 [ ] ([} 0.766 | 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.008 [ ] [ J 0.766 | 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 | 0.008 o 0 [ J 0.787 | 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 | 0.008 [ N} [ J 0.787 | 0.197 15° 0°
DGMS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ ] [ 0.787 | 0.197 0° 0°
DGM4-030 4 N 4 0157 |0012 ® © © ®© ® ® © [ ] [ ] 0.787 | 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 | 0.012 o 0 [ J 0.787 | 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 | 0.012 [ N} (] 0.787 | 0.197 4° Q°
DGM4-030-15R 4 R 4 0.157 | 0.012 [ X} [ J 0.787 | 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 | 0.012 [ X} o 0.787 | 0.197 15° 0°
DGM4.76-040 5 N 4.76 0.187 | 0.016 [ ) [ ] o 0.984 | 0.217 0° 0°
DGM5-030 5 N 5 0197 (0012 ©®© © © ®© © © @ [ ] [ ) 0.984 | 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 | 0.012 [ I} [ J 0.984 | 0.217 0° 4°
DGM®6-030 6 N 6 0236 (0012 ©® © © © ®© © O [ ] 0.984 | 0.217 0° 0°
DGM®6.35-040 6 N 6.35 0.250 | 0.016 [ ) [ ] [ ] 0.984 | 0.217 0° 0°
DGM8-040 8 N 8 0315 (0016 @ ®© @ @ ( BN ] [ ) 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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SGM

External deep grooving and parting

RE Neutral
R
(@)
INSL Ref.

53 ,

Left hand

PSIRL

N ——:

RE
RN

Right hand

- =

o INSL Ref.

gl TR

Bl stee! 3 [ e | ¥ [ &
M Stainless b dbAdh db db ¢
Cast iron * ¥* Y % DA
Non-ferrous pAe
Superalloys ¥* | ¥ % * ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Uncoated
. . Seat CW:0.05(CW002l RE | o 8 o & L INSL| h
Designation size |HAND mm) | @) | ) € S8 @ & i i) | (in) PSIRL|PSIRR
I I IIZI (2]
IO I X
SGM2-020 2 N 2 0079 |[0.008 ® © ®© ®@ © [ ] 0.787 | 0.197 0° 0°
SGM2-020-6R 2 R 2 0.079 | 0.008 | @ @ [} 0.787 | 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 | 0.008 | @ @ [ ] 0.787 | 0.197 6° 0°
SGMS3-020 3 N 3 0.118 | 0008 ® © ®@ ® © [ ] 0.787 | 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 | 0.008 | @ @ [} 0.787 | 0.197 6° 0°
SGM3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ ] 0.787 | 0.197 0° 15°
SGMS3-020-15L 3 L 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 | 15° 0°
SGM4-030 4 N 4 0157 (0012 | @ © ® ® © [ ) 0.787 | 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 | 0.012 | @ @ [ ] 0.787 | 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 | 0.012 | @ @ o 0.787 | 0.197 4° 0°
SGM5-030 5 N 5 0197 (0012 ©® ©@ ®© ® © [ 0.984 | 0.217 0° 0°
SGM6-030 6 N 6 023 (0012 | @ © ®© @ © [ ) 0.984 | 0.217 0° 0°
SGM8-040 8 N 8 0.315 | 0.016 | @ o o [ 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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DGS

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand
—— N | ——— [ \ 3
%# A——— RE ————— PSIRR l 7771
7° 1 INSL Ref. ‘ 7 INSL Ref. ‘ 7 INSL Ref. -

il A I I R R

Bl steel 2. db. 4hAdR dh~db IR <
M Stainless ) 'dbidb 'db db ¢
Cast iron * * Y% % e DA
l Non-ferrous Dig
S  Superalloys * | ¢ |k * % : First choice
H Hard materials 5% : Second choice
Coated Cermet | Uncoated
. ; Seat CW-0.05/CW=0.002 RE Qo808 |8 w INSL| h
Designation size |HAND (mm) | (n) | (in) ﬁ So g ® % e e in) | (in) PSIRL|PSIRR
o I ITIIICI (7] 7]
F << <O P4 NS
DGS1.2-003 0.9 N 1.2 0.047 |0.0012 [ ] 0.630 | 0.185 0° 0°
DGS1.4-005 1 N 1.4 0.055 | 0.002 (] 0.630 | 0.169 0° 0°
DGS1.4-010 1 N 1.4 0.055 | 0.004 [ ) 0.630 | 0.169 0° 0°
DGS1.4-016 1 N 1.4 0.055 | 0.006 [ N J [ J 0.630 | 0.169 0° 0°
DGS2-005 2 N 2 0.079 | 0.002 ([} 0.787 | 0.197 0° 0°
Parting DGS2-010 2 N 2 0.079 | 0.004 (] 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0.079 (0008 ® © © © ® © [ J [ J 0.787 | 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 | 0.008 o0 [ J 0.787 | 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 | 0.008 [ N ) ([ 0.787 | 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 |0.0008 (] [ J 0.768 | 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 | 0.008 [ N J [ J 0.787 | 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 | 0.008 [ N ) [ J 0.787 | 0.197 | 15° 0°
DGS2-002-15R 2 R 2 0.079 |0.0008 ([ ) [ J 0.768 | 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 |0.0008 [ ] [ J 0.768 | 0.197 | 15° 0°
DGS2.39-020 2 N 2.39 0.094 | 0.008 [ J [ J [ J 0.787 | 0.197 0° 0°
DGS3-020 3 N 3 0.118 |0.008 ® © ®© ®© ® © [ J o 0.787 | 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 | 0.008 [ N ) ([ 0.787 | 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 | 0.008 [ N J [ J 0.787 | 0.197 | 15° 0°
DGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.766 | 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 |0.0008 [ o 0.766 | 0.197 | 15° 0°
DGS3.18-020 3 N 3.18 0.125 | 0.008 [ ] [ J [ J 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0.157 |0012 ® © ®© © ®© © [ J [ ] 0.787 | 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 | 0.012 [ I J ([ 0.787 | 0.197 | 0° 40
DGS4-030-4L 4 L 4 0.157 | 0.012 [ N ) [ J 0.787 | 0.197 4° 0°
DGS4.76-040 5 N 4.76 0.187 | 0.016 [ J [ J [ 0.984 | 0.217 0° 0°
DGS5-030 5 N 5 0197 (0012 @ © © © ©® @ [ J () 0.984 | 0.217 | 0° 0°
DGS6-030 6 N 6 0236 (0012 @ © © © @ © [ ] 0.984 | 0.217 0° 0°
DGS6.35-040 6 N 6.35 0.250 | 0.016 [ J [ J [ J 0.984 | 0.217 0° 0°
DGS8-040 8 N 8 0.315 | 0.016 [ J [ J ([ o 1.181 | 0.264 0° 0°
@ : Line up
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax. ~— < N l \
Designation oDmax (in) Designation oDmax (in) 06\7’ \ —
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102 © :
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141 _
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055 ;
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338 b

7/

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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SGS

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
; W i - — '7 i N
gl =——= reinn B ==

o INSL Ref. ) INSL Ref. INSL Ref

&l e f@’m O w

I stee * | v | [ [
M Stainless ) 'dbidh db db ¢
Cast iron * * | Y% % DA
l Non-ferrous Pig
S  Superalloys ) dbidh ¢ * % : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. . Seat CW:0.05/CW:0.002f RE |2 o I INSL| h
Designation cize |HAND mm) | (n) | (in) § é’ § & § § i) | (in) PSIRL PSIRR
I I ITII n
IO I NG
SGS2-020 2 N 2 0.079 |0008 ® © ®© ® © [ J 0.787 | 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 | 0.008 ® @ [ J 0.787 | 0.197 | 15° 0°
SGS3-020 3 N 3 0.118 (0.008 ® ®© © ® © [ J 0.787 | 0.197 0° 0° 8
SGS3-020-6R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 6° 8
SGS3-020-6L 3 L 3 0.118 | 0.008 | @® @ o 0.787 | 0.197 6° 0° o
SGS3-002-6R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 6° O
SGS3-002-6L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 | 0.008 | @ @ [ J 0.787 | 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 | 0.008 @ @ o 0.787 | 0.197 | 15° 0°
SGS3-002-15R 3 R 3 0.118 |0.0008 [ ] [ J 0.780 | 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 |0.0008 [ J [ J 0.780 | 0.197 | 15° 0°
SGS4-030 4 N 4 0.157 |0012 @ © ®@ ® © [ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 |0012 @ © ®© ® © [ J 0.984 | 0.217 0° 0°
SGS6-030 6 N 6 0236 (0012 @ © © @ @ [ J 0.984 | 0.217 0° 0°
SGS8-040 8 N 8 0.315 | 0.016 | @ [ J [ J 1.181 | 0.264 0° 0°

@ : Line up

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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DGG

External grooving and parting (for high precision)

[TF

= ==
7

° INSL Ref.

- = T ey

B

Bl steel * *
M Stainless *
Cast iron * Pig Y
Non-ferrous *
S Superalloys * PAd ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation Seat |CW:0.02 cw:_o.ooos F_!E '§ 3 w INSL .h
size | (mm) | (in) | (in) | & 8 (in) | (in)
T n (7]
< P4 X
DGG200-020 2 2 0.079 | 0.008 | @ [ J [ J 0.787 | 0.197
DGG300-020 3 3 0.118 | 0.008 | @ [ J [ J 0.787 | 0.197
DGG400-040 4 4 0.157 | 0.016 | @ [ ] o 0.787 | 0.197
DGG500-040 5 5 0.197 | 0.016 | @ [ J [ J 0.984 | 0.217
DGG600-040 6 6 0.236 | 0.016 | @ [ J [ J 0.984 | 0.217
Parting @: Line up
DGL
External grooving and parting
RE
;E
(@]
7 INSL Ref.
i '
Y
-Steel % % %
M Stainless % % %
Cast iron * % %
l Non-ferrous
S Superalloys * [ % ¥ : First choice
H Hard materials ¢ : Second choice
Coated
Designation Seat CW:0.05 cw_:o.ooz BE § § § INSL _h
size | (mm)| (in) | (in) IR & & (in) | (in)
EE) L EE
e S 8
DGL2-020 2 2 0.079 | 0.008 ® ® @ 0.787 | 0.197
DGL3-025 3 3 0.118 | 0.010 ® ® @ 0.787 | 0.197
DGL4-030 4 4 0.157 | 0012 | @ @ @ 0.787 | 0.197
DGL5-030 5 5 0.197 | 0012 @ ® @ 0.984 | 0.217
DGL6-080 6 6 0.236 | 0.031 ® @ @ 0.984 | 0.217
@ : Line up

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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DTM

External/face grooving, turning and parting

RE
HT/—1
—
6. INSL Ref.

-1
hr

Bl steel * %K
M Stainless ¥ % %
Cast iron * % %
l Non-ferrous
S | Superalloys * % % : First choice
H Hard materials ¥ : Second choice
Coated
Designation Seat CW:0.05 cw.:o.ooz F_{E g Z § INSL .h
size | (mm)| (in) | (in) R & & (in) | (in)
I I T
<< <
DTM2-020 2 2 0.079 | 0008 ® ® @ 0.787 | 0.197
DTM3-030 3 3 0118 | 0012 @ ®@ @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0016 ® @® @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0031 @ ® @ 0.787 | 0.197
DTM5-080 5 5 0197 | 0031 @® ® @ 0.984 | 0.217
DTM6-080 6 6 0236 | 0031 ® @ @ 0.984 | 0.217 ?
DTM8-080 8 8 |0315 0031 |®@ @ @ 1181 | 0.264 3
. (o]
@ : Line up (B
DTE
External/face grooving, turning and parting (for high precision)
RE
Bl e———
7. INSL Ref. ‘

BBl steel * || e | ¥ *
M Stainless ¥ | Y5 %
Cast iron * DA
l Non-ferrous
S Superalloys * | Y¥ v : First choice
H Hard materials 3¢ : Second choice
Coated Cermet
Designation Seat CW:0.02 cw:_o.oooa BE © § © g § INSL .h
size | (mm)| (in) |(n) |J =& = o (in) | (in)
o> LT X ()]
F <O P4
DTE265-015 3 2.65 0.104 (0006 ® ® ® @ [ ] 0.787 | 0.197
DTE300-020 3 3 0.118 |0.008| ® ® ® © o 0.787 | 0.197
DTE300-040 3 3 0.118 (0016 ® ® ® @ [ ] 0.787 | 0.197
DTE315-015 3 3.15 0.124 |0006 | @ ®© ® @ [ ] 0.787 | 0.197
DTE400-040 4 4 0.157 |0016 | @ ® ® @ [ ] 0.787 | 0.197
DTE400-080 4 4 0.157 (0031 ® ®@ ®@ @ o 0.787 | 0.197
DTE415-015 4 4.15 0.163 (0006 @ ®© ® © [ ] 0.787 | 0.197
DTE478-055 5 478 | 0.188 (0022 ® ® ® @ [ J 0.984 | 0.217
DTE500-040 5 5 0.197 |0016| @ ® ® @ [ ] 0.984 | 0.217
DTE500-080 5 5 0197 (0031 ® ®@ @ @ [ ] 0.984 | 0.217
DTE515-015 5 5.15 0203 (0006 ® © ©® © 0.984 | 0.217
DTE600-080 6 023 (00311 ® @ @ © 0.984 | 0.217
DTE600-120 6 6 0236 (0047 @ © ®@ @ 0.984 | 0.217
DTES800-080 8 8 0315 (0031 ® @ @ @ 1.181 | 0.264
DTE800-120 8 8 0315 (0047 ® © ©® © 1.181 | 0.264
@: Line up

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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DTE

External/face grooving, turning and parting

e
SGEF—=

INSL Ref.

ﬁi@

I stee K| e[|k | k| [k
M Stainless ) dbidh 4 4b ¢
Cast iron % % * Y% %
l Non-ferrous
S  Superalloys Y dbxdh ¢ Y% : First choice
Bl 12rd materials Y% : Second choice
Coated Cermet
Designation Seat |CW=0.05Clz0002 RE 1, § 0 § 3 § § INSL| h
size |[(mm)| (in) (n)|YPRND=-© | (in) | (in)
oI III I N
FFEFI<IC<CO I P4
DTE3-020 3 3 0.118 | 0.008 [ ] [ ) [ J 0.787 | 0.197
DTE3-040 3 3 0118 |0016 | ® © © © ®© ® © [ ) 0.787 | 0.197
DTE4-040 4 4 0157 |0016 | @ © © © ®© ® © [ ] 0.787 | 0.197
DTE4-080 4 4 0.157 |0.031 [ ) [ ) [ J 0.787 | 0.197
DTE5-040 5 5 0.197 |0.016 [ N [ ) [ J 0.984 | 0.217
e DTE5-080 5 5 0.197 |0.031 [ ] o [ J 0.984 | 0.217
DTE6-080 6 6 0.236 | 0.031 [ X} [ ] [ J 0.984 | 0.217
@ : Lineup
DTX
External/internal/face grooving, turning and parting
; —
%‘}ﬂ INSL Ref.
Bl steel k| Y k| Ve k| [k
M Stainless ) dbidh '9b db ¢
Cast iron * ¥* Y% % DA DA
l Non-ferrous Pig
S  Superalloys * |9 & * % : First choice
H Hard materials % : Second choice
Coated Cermet Uncoated
. . Seat |CW=0.05/CW:0.002) RE SEBIESES 3 w INSL| h
Designation | size | (mm)| () |(m RSS2 8 |2 3 i) | (in)
o LIIICXI n 0
F<< <O < P4 X
DTX2-020 2 2 0.079 |0.008 { ] [ ] [ J [ J 0.787 | 0.197
DTX3-030 3 3 0118 |0012/ ® ©@ © © ® © [ J [ ] 0.787 | 0.197
DTX4-040 4 4 0157 |0016 | @ © © © ®@ © [ J [ J 0.787 | 0.197
DTX5-040 5 5 0197 |0016| ® ®© ® ® ® © [ J [ ] 0.984 | 0.217
DTX6-080 6 6 0.236 | 0.031 0000 [ ] 0.984 | 0.217
DTX8-080 8 8 0.315 | 0.031 [} [ ] [ ] [ ] 1.181 | 0.264
@ : Lineup

Reference pages: Toolholders — F254 - F260, Standard cutting conditions — F271
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Il STANDARD CUTTING CONDITIONS

Cutting speed

1ISO Workpiece material Hardness Priority Grade Ve (sfm)
<300 HB First choice AH7025, AH725 164 - 591
Steel < 300 HB Wear resistance T9225, AH8005 262 - 984
. 1045, 4135, etc. <300 HB Impact resistance AH6235, GH130 164 - 394
<300 HB Surface quality NS9530 262 - 722
<200 HB First choice AH7025, AH725 164 - 394
M Sstoaé""ggj‘s;f:' <200 HB Wear resistance AH8005 164 - 394
<200 HB Impact resistance AH6235, GH130 164 - 394
Gray cast iron = First choice T515 492 - 2297
No.250B, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 591
. Ductile cast iron - First choice T515 492 - 984
65-45-12, etc. = Impact resistance AH8005, AH7025, AH6235, GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% - First choice KSO5F 328 - 1969
Superalloys <HRC 40 First choice AH8005 66 - 197
Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725, AH6235 66 - 131
. Titanium alloys < HRC 40 First choice KSO05F 66 - 328
Ti-6AI-4V, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 262
Please see page F261, F262 for feed: f (ipr). g
S
STH ()
ISO Grade CwW Application Cut‘}i:?sfsnﬁ;eed Degt:: (?:)cut ;:Sg
) External turning 328 - 755 0.003 - 0.005 0.016 - 0.039
o Face turning 328 - 755 0.003 - 0.005 0.016 - 0.031
BXA10
) External turning 328 - 755 0.003 - 0.005 0.020 - 0.059
0197 Face turning 328 - 755 0.003 - 0.005 0.020 - 0.031
SGN
ISO Grade Edge preparation Workpiece condition Cut‘;::n(gsfsng;e ed ;:8;:‘)

No symbol Continuous 262 - 492 0.0012 - 0.0031
BX360 -S Light interrupted 164 - 394 0.0012 - 0.0031
-H Heavy interrupted 131 - 328 0.0012 - 0.0024

Tungaloy F271




DUOJCUT

JSXXR/L

Parting-off and grooving toolholders

N
I Right-hand & - i an m; % Er
2 % M LF ‘ : Left-hand ;.‘ = F %‘“%
‘% A N B
Fig. 1 5% ék ALy Right-hand (R) shown.

H B LF®m  LHM HF WF2@ HBL® HBH Insert Torque Fig.
JSXXR/L063 0375 0.375 4.750 0.774 0.375 0.008/0.367 0.748 0.120 JX*06..,12..,16..,20.. 0.89 1

JSXXR/LO83 0.024 0098 0500 0500 4750 0.774 0500 0.008/0.492 0748 0.060 JX“06.,12.,16.,20.. 089 1
JSXXR/L103 [0:02470:098' 0625 0625 4750 0.774 0625 0.008/0.617 - - JX"06..,12.,16.,20.. 089 1
JSXXR/L123 0.024 0.098 0750 0750 3.950 0.886 0.750 0.008/0.742 - - JX"06.,12.,16.,20.. 089 1
JSXXR/L163 [0:02470:098' 1.000 1.000 5.350 1.339 1.000  1.250 - - JX"06.,12.,16.,20.. 089 2
-m H B LFY LH® HF  WF2® HBL" HBH Insert Torque* Fig.
JSXXR/L1010X09 10 10 120 1965 10 0.2/9.8 19 3  JXx"06.,12.,16.,20.. 12 1
JSXXR/L1212F09 06 25 12 12 85 1965 12 0.2/11.8 19 15  JX™06.,12.,16.,20.. 1.2 1
JSXXR/L1212x09  [T0l6 26 12 12 120 1965 12 0.2/11.8 19 1.5  JX"06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09 06 25 16 16 120 19.65 16 0.2/15.8 - - JX"06.,12.,16.,20.. 12 1
JSXXR/L2020H09  [10l6 25T 20 20 100 225 20 0.2/19.8 - - JX©06.,12.,16.,20.. 1.2 1
JSXXR/L2525Z09 06 25 25 25 135 34 25 30 - - JX"06.,12.,16.,20.. 12 2

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

. (1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2
Parting mm) shorter than the above values with JX**12... and JX**20...inserts, and 0.157" (4 mm) shorter for JX**06... insert.

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

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

JSXXR/L-F/H/X-CHP
Parting-off toolholders with high pressure coolant capability, for swiss lathes

oirectcomecio | (oo comection |
Right-hand Right-hand ' =
- R iSS S— i Sl
gmﬂé_:::::::@:é:;;ﬁmmg KEAMTQ;_::::::[IQ@EM
E 0 £ 0
‘% L E* 516 24UNE EXT T LK, g.}* §/16"-24UNF Left-hand
8156

Do (= «iINle O+~;;@;@g@:¢ S=UT

HBL t HBH HBL HB

CWN-
1
CWN-

Fig. 1 Fig. 2

H B LF® LH® HF WF2@  HBL" HBH Insert Torque Fig.
JSXXR/LO83F-CHP 0500 0.500 3.344 0.764 0.500 0.008/0.492 0.736 0.051 JX“06.,12.,16.,20.. 0.89 2
JSXXR/LO83X-CHP® 0.024 0.098 0500 0.500 4.750 0.764 0.500 0.008/0.492 0.736 0.051 JX*06.,12..,16.,20.. 0.89 1
JSXXR/L103X-CHP® [0102477010981| 0.625 0.625 4.750 0.764 0.625 0.008/0.617 - - JXx706.,12.,16.,20.. 0.89 1

H B LF®  LH®  HF WF2@ HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 10 12 102 192 10 02/11.8 187 3  JX"06.,12.,16.,20.. 12 1
JSXXR/L1212F09-CHP 06 25 12 12 8 194 12 02/11.8 188 2  JX"06.,12.,16.,20.. 12 2
JSXXR/L1212X09-CHP® [T0l6 1251 12 12 120 194 12 0.2/11.8 188 2 JX"06.,12..,16.,20.. 1.2 1
JSXXR1616X09-CHP®® 06 25 16 16 120 194 16 0.2 187 25  JX“06..12..16.,20.. 1.2 1
JSXXR/L1616X09B-CHP® 1061251 16 16 120 194 16 02/158 187 - JX"06.,12..16.,20.. 1.2 1

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

(1) LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 0.079" (2
mm) shorter than the above values with JX**12... and JX**20... inserts, and 0.157" (4 mm) shorter for JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS & A @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR**09 CSTC-4L100DL T-1008/5 - - - -
JSXXL09 CSTC-4L100DR T-1008/5 = o - -
JSXXR**F**-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXL**F**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 ° =
JSXXR*H/X*-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**H/X**-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: Inserts = F274, F275, Standard cutting conditions — F275
Parts for coolant hose — F290

F272 tungaloy.com/us




DUOJCUT

JSXXR/L-S

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

- N 0.224" [} H—j‘m#m"
) e ) Wl
zx| LF .
I == & - ]
00 g# i N
LS JON = LH P
I¢ I¢ <~ >/
Right-hand = Left-hand H
o A
[ Inch | cwN  cwx B LF® LH®  HF WF22) HBH Insert Torque
JSXXR/L063-S 0375 0375 4750 1.030 0383  0.008/0217 0120  JX*06...,12..,16..9 0.89
JSXXR/L083-S 0.024 0098 0500 0500 4750 1.030 0500 0.008/0.217  0.060  JX™06..,12...,16..9 0.89
H B LFM LHM HF WF2@ HBH Insert Torque*
JSXXR/L1010X09-S 10 10 120 26 10 0.2/5.5 3 JX*06...,12...,16...0) 1.2
JSXXR/L1212F09-S 0.6 25 12 12 85 26 12 0.2/5.5 15 JX*06...,12...,16...%) 1.2
Jsxxr/L1212x00-s  [NOE2ET 12 12 120 30 12 0.2/5.5 15 JX*06...,12...,16...9) 1.2
JSXXR/L1616X09-S 0.6 25 16 16 120 30 16 0.2/5.5 - JX™06...,12...16..., 20... 1.2

Torque: Recommended clamping torque: Ibs-ft (*N-m)
(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 0.079" (2 mm) shorter than the above value with

JX**12... and JX**20... inserts; 0.157" (4 mm) shorter with JX**06... insert.
(2) The first value before “/” indicates the WF2 for the right-hand holder and the second value after “/” for the left-hand holder.

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

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

JSXXR/L-F/X-S-C

HP

Grooving

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

Direct connection

I Right-hand Right-hand ¥ T
f =~ L - S~ F - *HEW%W@
. Yg o ;r,,:y,,gﬁ“:@:::}EE m% . ’§ . nn_&:::_:!::ﬁ:g@jme Left-hand
] §§T L 5 & L s1e2aune SZ 5§ 516" -24UNF N
518} i A (518) . S S o -
ﬂ@;::@z&::ﬁﬁ:# LI/OY B
T dmBH o ihBH ‘ N
Fig. 1 Fig. 2 S
H B LF®  LH® HF WF2@ HBH Insert Torque Fig.
JSXXR/LO83F-S-CHP W 0.500 0500 3.344 1.024 0500 0.008/0.217 0.051 JX*06..12..,16.,20..  0.89 2
JSXXR/LO83X-S-CHP 0.024 0.098 0500 0500 4750 1.181 0500 0.008/0.217 0.051 JX*06.,12..,16.,20..  0.89 1
JSXXR/L103X-S-CHP 10024 70/098" 0625 0625 4750 1.181 0.625 0.008/0.217 - JX™06.,12.,16.,20.. 0.89 1
H B LF®  LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® W 12 12 85 26 12 0.2 4 JX"™06.,12..,16.,20.. 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 0.2/5.5 2 JX"06.,12.,16.,20.. 1.2 2
JSXXR/L1212X09-S-CHP®® [Tole 28 12 12 120 30 12 0.2/5.5 4 UX“06..12.,16.,20.. 1.2 1
JSXXR/L1212X09B-S-CHP® 06 25 12 12 120 30 12 0.2/5.5 2 JX™06.,12.,16.,20.. 1.2 1
JSXXR1616X09-S-CHP®@  [Hol8 125 16 16 120 30 16 0.2 15 JX™06.,12.,16.,20.. 1.2 1
JSXXR/L1616X09B-S-CHP® 0.6 25 16 16 120 30 16 0.2/5.5 - UX™06.,12..,16.,20.. 12 1

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

(1) LF (Functional Length) and LH (Head Length) values shown above are true with JX**16... insert. Both LF and LH will be 0.079" (2 mm) shorter than the above value with
JX**12... and JX**20... inserts; 0.157" (4 mm) shorter with JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS

&

A

Wrench 1

©

Coolant plug

Wrench 2

DirectJet plug

Wrench 3

Designation

Clamping screw

JSXXR**-S CSTC-4L055DL T-1008/5 = = = =
JSXXL*-S CSTC-4L055DR T-1008/5 - = - -
JSXXR*F**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 - =
JSXXL*F**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXR*X**-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL*X**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Reference pages: Inserts = F274, F275, Standard cutting conditions — F275

Parts for coolant hose — F290
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I INSERTS

JXPS**R/L-F (with 3D chipbreaker, sharp edge)

RE’ CDX
©
5 g
o
INSL Ref. Right-hand (R) shown.
B steel *
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys *
H Hard materials % : First choice
Coated
: : CW=0.025|CW=0.001| RE | CUTDIA| CDX* INSL
Designation HAND (mm) (in) in) |& (in) in) (in)
b
JXPS06R06F R 0.6 0.024 [0.002| @ 0.236 0.138 0.827
JXPS06L06F L 0.6 0.024 [0.002| @ 0.236 0.138 0.827
JXPS12R08F R 0.8 0.031 |0.002 | @ 0.472 0.256 0.984
JXPS12L08F L 0.8 0.031 |0.002 | @ 0.472 0.256 0.984
JXPS12R10F R 1 0.039 [0.002| @ 0.472 0.256 0.984
JXPS12L10F L 1 0.039 [0.002| @ 0.472 0.256 0.984
JXPS12R15F R 1.5 0.059 |0.002 | @ 0.472 0.256 0.984
JXPS12L15F L 1.5 0.059 |0.002 | @ 0.472 0.256 0.984
JXPS16R15F R 1.5 0.059 |0.002 | @ 0.630 0.335 1.142
JXPS16L15F L 1.5 0.059 [0.002| @ 0.630 0.335 1.142
JXPS20R20F R 2 0.079 |0.002 | @ 0.787 0.413 1.299
JXPS20L20F L 2 0.079 |0.002 | @ 0.787 0.413 1.299
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line up
JXPG**R/L-F (Sharp edge)
RE  _obx
% PSIRR §
o
M Right-hand (R) shown.
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys *
H Hard materials % : First choice
Coated
: : CW=0.025|CW=0.001| RE | CUTDIA| CDX* INSL
Designation HAND (mm) (in) in) |& (in) in) (in) PSIRR
o
JXPGO6R10F R 1 0.039 [0.002| @ 0.236 0.138 0.827 0°
JXPGO6L10F L 1 0.039 [0.002| @ 0.236 0.138 0.827 0°
JXPGO6R15F R 1.5 0.059 |0.002 | @ 0.236 0.138 0.827 0°
JXPGO6L15F L 1.5 0.059 |0.002 | @ 0.236 0.138 0.827 0°
JXPGO6R10F-15 R 1 0.039 |0.002 | @ 0.236 0.138 0.827 15°
JXPGO6L10F-15 L 1 0.039 [0.002| @ 0.236 0.138 0.827 15°
JXPGO6R15F-15 R 1.5 0.059 |0.002 | @ 0.236 0.138 0.827 15°
JXPGO6L15F-15 L 1.5 0.059 |0.002 | @ 0.236 0.138 0.827 15°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Lineup

Reference pages: Toolholders — F272, F273
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- Steel *
M Stainless *
Cast iron Y
Non-ferrous
S  Superalloys *
H Hard materials % : First choice
Coated
*
Designation HAND CW=0.025 cwfo.om BE 0 CUTDIA CI?X INSL PSIRR
(mm) (in) (in) yf (in) (in) (in)
n
JXPG12R15F R 15 0.059 |0.002 | @ 0.472 0.256 0.984 0°
JXPG12L15F L 15 0.059 |0.002 | @ 0.472 0.256 0.984 0°
JXPG12R20F R 2 0.079 |0.002 | @ 0.472 0.256 0.984 0°
JXPG12L20F L 0.079 |0.002 | @ 0.472 0.256 0.984 0°
JXPG12R15F-15 R 15 0.059 |0.002 | @ 0.472 0.256 0.984 15°
JXPG12L15F-15 L 15 0.059 |0.002 | @ 0.472 0.256 0.984 15°
JXPG12R20F-15 R 2 0.079 |0.002 | @ 0.472 0.256 0.984 15°
JXPG12L20F-15 L 0.079 |0.002 | @ 0.472 0.256 0.984 15°
JXPG16R15F R 15 0.059 |0.002 | @ 0.630 0.335 1.142 0°
JXPG16L15F L 15 0.059 |0.002 | @ 0.630 0.335 1.142 0°
JXPG16R20F R 2 0.079 |0.002 | @ 0.630 0.335 1.142 0°
JXPG16L20F L 0.079 |0.002 | @ 0.630 0.335 1.142 0°
JXPG16R15F-15 R 15 0.059 |0.002 | @ 0.630 0.335 1.142 15°
JXPG16L15F-15 L 15 0.059 |0.002 | @ 0.630 0.335 1.142 15°
JXPG16R20F-15 R 2 0.079 |0.002 | @ 0.630 0.335 1.142 15°
JXPG16L20F-15 L 0.079 |0.002 | @ 0.630 0.335 1.142 15° g
JXPG20R15F R 1.5 0.059 |0.002 | @ 0.787 0.413 1.299 0° g
JXPG20L15F L 15 0.059 |0.002 | @ 0.787 0.413 1.299 0° e
JXPG20R20F R 2 0.079 |0.002 | @ 0.787 0.413 1.299 0° (O]
JXPG20L20F L 0.079 |0.002 | @ 0.787 0.413 1.299 0°
JXPG20R15F-15 R 15 0.059 |0.002 | @ 0.787 0.413 1.299 15°
JXPG20L15F-15 L 15 0.059 |0.002 | @ 0.787 0.413 1.299 15°
JXPG20R20F-15 R 2 0.079 |0.002 | @ 0.787 0.413 1.299 15°
JXPG20L20F-15 L 2 0.079 [0.002 | @ 0.787 0.413 1.299 15°
*Max grooving depth (CDX) varies depending on workpiece diameters. @ : Line up
Il STANDARD CUTTING CONDITIONS
Parting, Grooving
: - Cutting speed Feed
ISO Workpiece materials Grades Ve (sfm) f (ipr)
Low carbon steels
1015, etc. SH725 164 - 656 0.00039 - 0.0020
Carbon steels, Alloy steels
. 1055, etc., 4140, etc. SH725 164 - 656 0.00039 - 0.0020
Free cutting steels
SUH22, SUH23, etc. SH725 164 - 656 0.00039 - 0.0020
M Stainiess steels SH725 164 - 656 0.00039 - 0.0020
304, etc. : :
Aluminum alloys
. 5056, 6061, etc. SH725 492 - 656 0.00039 - 0.0020
Copper alloy
©2600, C280C, etc. SH725 328 - 656 0.00039 - 0.0020
Titanium alloys
s Ti-BAl-4V, etc. SH725 98 - 262 0.00039 - 0.0020
Superalloys SH725 98 - 262 0.00039 - 0.0020

Inconel718, etc.

Reference pages: Toolholders — F272, F273
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MY=T SERIES

CCH-W

External grooving and parting blade, for 2 corner inserts

§ il

B - 150 -
e UTD
4 N\
CW \
i i ‘
M U |
T |.I|_ N\/ ()
I Y / O;
— Unit: mm
CUTDIA H B HF Insert
CCH32-W20 33 32 1.6 246 WGE20, WGE20R/L
CCH32-W30 3 33 32 2.2 24.6 WG*30, WGE3OR/L
CCH32-W40 _ 42 32 3.2 24.5 WG*40, WGE40R/L
CCH32-W50 5 42 32 42 243 WG*50, WGE50R/L
SPARE PARTS
Designation (C\g\gteigrfgl)
CCH32-W... CRW33
Parting CcCBS-32
Tool block for CCH blade
- 3.937"
"’” I
J
T > \ |
n n
= OAW 1) I 4.331 i
M - =
T T
[ Inch | H HFASSY HBH OAW Blade
CCBS12-32-U 0.750 0.750 0.550 1.490 CCHB32...
CCBS16-32-U 1.000 1.000 0.300 1.660 CCH32...
CCBS20-32-U 1.250 1.250 0.210 1.660 CCH32...
H HFASSY HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCH32...
CCBS32-32 32 32 5 42 CCH32...

Blade sold separately.

A 4

SPARE PARTS
Designation Clamp Screw
CCBS... CC-32 CM6X25

{

Wrench
P-5

Reference pages: Inserts — F277 - F279, Standard cutting conditions — F279
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Il CHIPBREAKER GUIDE (for 2 corner inserts)

External grooving and parting

‘
WGE 1st choice for external grooving 0012 JiL UL:‘»

and parting _ 0.010

Excellent chip control for grooving § 0.008
" " S 0.006
= - )
CW =0.079" - 0.197 & o0 B Extornal
. [ Internal
0.002 — — = — - ——— M Face
Parting

0.079 0.118 0.157 0.197
Groove width : CW (in)

F278
WGE R/L Handed insert 0012 UL:‘»

Minimize burr generation when 0010
workpiece is cut off £ 0.008

Cw =0.079" - 0.197" 8 0.006 ———  — —

L 0004 —— — —

0.002 — — — —

Parting

0.079 0.118 0.157 0.197
Groove width : CW (in)
F279

WGT 1st choice for turning Ugr % Jﬁ

Grooving

Low cutting force and good £ 479
chip control for traversing ; IR
CW =0.118" - 0.197" 3 WETS0
£ 0.039
(o}
a

0.002 0.004 0.006 0.008 0.010 0.012
Feed: f (ipr)

F278

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

WGE
For external grooving and parting
INSL Ref.

Bl steel 9 [ *
M Stainless % %
Cast iron * | Y% big
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. i W+0.1|CW+0.004) RE (=]
Designation cwstic o T e Q8 2 "\!SL _h
(mm)| (in) | (@(n) N = o (in) | (in)
o L I n
= <O P4
WGE20 2 0.079 |0.008| ® ®@ @ [ ] 0.787 | 0.185
WGE30 3 0.118 |0.008 | ® ® @ [ ] 0.787 | 0.217
—1 WGE40 4 0.157 |0.008 @ ® ©® [ ] 0.984 | 0.224
mil WGE50 5 | 0197 [0.008|® ® @ ° 0.084 | 0232
Parting @ : Lineup
WGT
For external grooving, parting and turning
RE = INSL Ref. _
N |
e
£L-
Bl steel * [ | & *
M Stainless % %
Cast iron * |y PAG
Non-ferrous
Superalloys Pig % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . Cw-+01|CW+2004| RE Q INSL| h
Designation 0 0 . w8 a ) .
(mm)| (n) | (n) |§ = & o (in) | (in)
o> L I n
<O P
WGT30 3 0.118 0.016 | @ [ [ ] 0.787 | 0.217
WGT40 4 0.157 0.016 | @ [ ] [ 0.984 | 0.224
WGT50 5 0.197 0016 | ® ® @ [ ] 0.984 | 0.232
@ : Line up

Reference pages: Toolholders — F276
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WGE(R/L)

For parting off (handed inserts)

INSL Ref.

- i

Right hand (R) shown.

- Steel % | %
M Stainless % %
Cast iron %* %
Non-ferrous
S Superalloys Pig  : First choice
H Hard materials ¥¢ : Second choice
Coated
. . W+01 |CW+2.004| RE INSL| h
Designation Hanp| CW8' © T IR B -S i
(mm) | (@in) | (in) & N (in) | (in)
T T
<O
WGE20R R 2 0079 |0008] @ 0.787 | 0.185
WGE20L L 2 0.079 |0.008] @ 0.787 | 0.185
WGE30R R 3 0.118 [0.008| @ @ 0.787 | 0.217
WGE30L L 3 0.118 |0.008] @ 0.787 | 0.217
WGE40R R 4 0.157 |0.008| @ 0.984 | 0.224
WGE40L L 4 0.157 |0.008] @ 0.984 | 0.224
WGE50R R 5 0.197 |0.008] @ 0.984 | 0.232
WGES50L L 5 0.197 |0.008] @ 0.984 | 0.232
@ : Line up
Il STANDARD CUTTING CONDITIONS (for 2 corner inserts)
1ISO Workpi.e?e Recomn(ﬁjended Cutting speed Feed: f (ipr)
material grace Vo (sfm) Operation Groove width: CW
Low carbon steels 19225 262 - 984 2mm (0.079") | 3mm (0.118") | 4 mm (0.157") | 5mm (0.197")
Alloy steels NS9530 328 - 656 = = = =
(~HB150)  GH730, AH120 164 - 591 i
. ‘ Grooving | 60040008 | 0.0024-0.010 | 0.0028-0.011 | 0.0028 -0.012
Medium carbon T9225 262 - 722 (WGEOD)
A”Stee's NS9530 262 - 591
e GH730,AH120 164 - 492 i
(HB150 ~ 250) om0 oes - 720 Parting off | 1,160,004 | 0.0016-0.006 | 0.0016-0.006 | 0.0016 - 0.006
High carbon steels 9225 62-7 (WGELJUIR/L)
Alloy steels NS9530 262 - 492
(HB250 ~)  GH730, AH120 164 - 492 Turning ap = 0.020 - 0.059 | ap = 0.020 - 0.079 | ap = 0.020 - 0.098
GTOO f=0.0024 - 0.008 | f=0.0024-0.010 | f=0.0024 - 0.011
M Stainless steels GH730, 164 - 394 w )
AH120
Gray and GH730, _
. ductile cast irons AH120 164 - 591

Reference pages: Toolholders — F276

Grooving
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MY=T SERIES

CCH
External grooving and parting blade, for 1 corner inserts

‘ § gl

B = 5.906" ‘
W¢ Ol = 5 >
CUTDIA ‘ \
L
| I8
R
Inch cw CUTDIA H B HF Insert
CCH26-30 - o118 2.76 0.979 0.087 0.843 GE30,GE30R/L,GE30-AL
CCH26-40 0.157 2.76 0.968 0.126 0.837 GE40,GE40R/L,GE40-AL
CCH32-30U _ 3.94 1.230 0.087 0.968 GE30,GE30R/L,GE30-AL
CCH32-40U 0.157 3.94 1.220 0.126 0.963 GE40,GE40R/L,GE40-AL

ccHa2-s0u  [EAe7 4.72 1.210 0.165 0.958 GE50,GE50R/L

CUTDIA H B HF Insert
CCH32-30 100 32 2.2 24.6 GE30,GE30R/L,GE30-AL

CCH32-40 4 100 32 3.2 245 GE40,GE40R/L,GE40-AL

CCH32-50 [ ] 120 32 42 243 GE50,GE50R/L

l SPARE PARTS (

=
CCH... CTL-2
CCBS-32
Tool block for CCH blade
3.937"
i ’” o\ T —
T ul
] > \ |
n n
m ~ = [
T T
H HFASSY HBH OAW Blade
CCBS12-32-U 0.750 0.750 0.550 1.490 CCH32...
CCBS16-32-U 1.000 1.000 0.300 1.660 CCH32...
CCBS20-32-U 1.250 1.250 0.210 1.660 CCH32...
H HFASSY HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCH32...
CCBS32-32 32 32 5 42 CCH32...

Blade sold separately.

SPARE PARTS % @ (

Designation Clamp Screw Wrench
CCBS... CC-32 CM6X25 R=5;

Reference pages: Inserts — F281 - F285, Standard cutting conditions — F285
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I CHIPBREAKER GUIDE (for 1 corner inserts)

External grooving and parting

GE R/L

Handed insert

Ly

0.012
Minimize burr generation when 0.010
workpiece is cut off 2 4008
CW =0.118" - 0.197" g 0006} — — — —
£ o004 —
0002 | — — — —
Parting
0.079 0.118 0.157 0.197
Fo82 Groove width : CW (in)
. . ¥
GE 1st choice for external grooving 0012 _ U*
and parting 0'010
Excellent chip control for grooving % 0.008 #j/
CW =0.118" - 0.197" T 0.006 |
@ M External grooving
- 0.004 — Internal grooving
0.002 — - — 4 —— M Face grooving
Parting
0118 0.157 0.197
Groove width : CW (in) 8’
F283 'g
o
) i v O
GF 1st choice for face grooving 0.012 B U*
Low cutting force and good chip = 0010 — —
control for face grooving € o008 — — — - #j/
CW =0.118" - 0.197" g 0000 T o
& 0004 — — — -
0002 | — — —
- Parting
0.118 0.157 0.197
Groove width : CW (in)
F283
. . . ¥
GN 1st choice for internal grooving 0.012 U*
Low cutting force and good chip —~ 0010
control for internal grooving g 0008}l — # j/
CW =0.118" - 0.197" § 0.006 — — — -
& 0004 — — — -
0002 | — — —r
Parting
0.118 0.157 0.197
Groove width : CW (in)
F284
External grooving and turning
. . H } T
GT 1st choice for turning Uir ‘hL JH
Low cutting force and good 5 0.079
chip control for traversing 5 GT40 # # j
CW = 0.118" - 0.197" g GT30 /
£ 0.039
% g j/
(=]

F284

0.002 0.004 0.006 0.008 0.010 0.012

Feed: f (ipr)

Please see page F*** for the product details.
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For aluminum and non-ferrous metal

'
GE-AL Reduce cutting force and welding 0012 H UL:‘»
due to sharp chipbreak —
p chipbreaker < 0010
CW = 0.118" - 0.157" 2 o008 =
g 0.006 ———————
£ oo04f— — —
0002 — — —
Parting

0.118 0.157
Groove width : CW (in)

F285

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

Bl INSERTS (1 corner)

GE-R/L
For parting off (handed inserts)

RE INSL Ref.
=
(@]

[

—

&

Parting .
<
_ Right hand (R) shown.

- Steel * %
M Stainless % [ %
Cast iron %* Y%
Non-ferrous
Superalloys S ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated
Designation HAND cws! ch+g-oo4 BE {8 INSL .h
(mm) | (in) | (in) |= ~ (in) | (in)
I I
< O
GE30R R 3 0.118 |0.008| ®@ @ 0.394 | 0.138
GE30L L 3 0.118 |0.008 [ ] 0.394 | 0.138
GE40R R 4 0.157 |0.008 | @ @ 0.394 | 0.157
GE40L L 4 0.157 |0.008 [ ] 0.394 | 0.157
GE50R R 5 0.197 |0.008 [ ] 0.472 | 0.177
GE50L L 5 0.197 |0.008| ®@ @ 0.472 | 0.177
@ : Line up

Reference pages: Toolholders — F280, Standard cutting conditions — F285
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GE

For external grooving and parting

re . MNSLmse

- Steel ¥ % % >
M Stainless * %
Cast iron * Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¥ : Second choice
Coated Cermet
Designation cws CV\.I+3-°°4 I.RE v 8 § INSL .h
(mm) | (n) | (n) |¥ = & & (in) | (in)
o> L T n
<O P4
GE30 3 0.118 |0.008 ® ® @ o 0.394 | 0.138
GE40 4 0.157 |0.008| ® ® @ [ J 0.394 | 0.157
GE50 5 0.197 |0.008| ® ® @ [ ] 0.472 | 0177
@ : Lineup
2
GF £
For face grooving 8
O
=
O
RE . INSLret
-
-Steel > *
M Stainless D ¢
Cast iron Pig Pig
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
Designation cwgr|cwgos RE =3 % INSL~ h
(mm) | (in) | (in) |~ o (in) | (in)
ac [72]
(©) 4
GF30 3 0.118 |0.008 | @ [ ] 0.394 | 0.138
GF40 4 0.157 |0.008 | @ [ ] 0.394 | 0.157
GF50 5 0.197 |0.008 | @ [ ] 0.472 | 0.177
@ : Line up

Reference pages: Toolholders — F280, Standard cutting conditions — F285
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GN

For internal grooving

Bl steel *
M Stainless *
Cast iron Pig
Non-ferrous
f Superalloys % : First choice
H Hard materials Y¢ : Second choice
Coated
ol Designation CWrgT Ccwrges RE = INSL| h
— (mm) | (in) | (in) = (in) | (in)
O
GN30 3 0.118 |0.008 | @ 0.394 | 0.138
GN40 4 0.157 |0.008 | @ 0.394 | 0.157
GN50 5 0.197 |0.008 | @ 0.472 | 0.177
@ : Lineup

Parting GT

For external grooving and turning

B steel * 9% | A *
M Stainless % %
Cast iron * | Y% S
Non-ferrous
Superalloys DA % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
Designation cws CVY+g-°°4 BE v Q3 “8, INSL _h
(mm)| (n) | (n) |Y = & o (in) | (in)
o L L (2]
<O =z
GT30 3 0.118 |0.016 o0 [ J 0.394 | 0.138
GT40 4 0.157 |0.016 o o [ J 0.394 | 0.157
GT50 5 0.197 |0.016|® ® @ [ ] 0.472 | 0177
@® : Lineup

Reference pages: Toolholders — F280
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GE-AL

For aluminum and non-ferrous metal

gi
(]

Re 7. INSL s |

-c_

- Steel

M Stainless

Cast iron

S Superalloys
H Hard materials

Non-ferrous ) ¢

¥ : First choice
¥< : Second choice

Uncoated
. . CW-+01|CW-go04| RE INSL| h
Designation PR PN ) .
(mm) | (in) | (in) 3 (in) | (in)
NG
GE30-AL 0.118 [0.008 | @ 0.394 | 0.138
GE40-AL 4 | 0157 |o.008| @ 0.394 | 0.157
@ : Line up

Il STANDARD CUTTING CONDITIONS (for 1 corner inserts)

ISO

Workpiece material

Grades

Cutting speed

Grooving

Ve (sfm)
T9225 262 - 984
Low carbon steel, Alloy steel _
(~ HB150) NS9530 328 - 656
GH730, AH120 164 - 591
T9225 262 - 722
Medium carbon steel, Alloy steel _
. (HB150 ~ 250) NS9530 262 - 591
GH730, AH120 164 - 492
T9225 262 - 722
High carbon steel, Alloy steel _
(HB250 - ) NS9530 262 - 492
GH730, AH120 164 - 394
M Stainless steel GH730, AH120 164 - 394
. Gray iron, Ductile cast iron GH730, AH120 164 - 591
Aluminum alloy, KSO5F 656 - 984
Non-ferrous metal
For Parting off
Feed: f (ipr)
Operation Groove width: CW
3 mm (0.118") 4 mm (0.157") 5 mm (0.197")
G;g‘g!i’;g 0.0024 - 0.010 0.0028 - 0.011 0.0028 - 0.012
Parting off
(GE*RIL) 0.0016 - 0.006 0.0016 - 0.006 0.0016 - 0.006
Traversing ap = 0.020 - 0.059 ap = 0.020 - 0.079 ap = 0.020 - 0.098
(GT*) f=0.0024 - 0.008 f=0.0024 - 0.010 f=0.0024 - 0.011
Parting off for Aluminum alloys _ _ _
(GE**-AL) 0.0012 - 0.004 0.0012 - 0.004

For diameter compensation values in traversing, see page F129.

Reference pages: Toolholders — F280
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TUNGCUT

CGEUR/L

External 45° undercutting toolholder

, s Yo @ T

e LF »

DMIN

2
O
H,]
8
‘><
O
Te-

Right hand (R) shown.

Seat size CDX H B LF LH HF WEF () Insert Torque
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU... 5

CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 233  DTIU... 5
CGEUR/L2525-3T02  [N8g s 3 2.8 25 25 150 30 25 283  DTIU... 5

CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 195  DTIU... 8.5
CGEUR/L2020-4T02 _ 4 2.8 20 20 125 31 20 235  DTIU... 8.5
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU... 8.5

CGEUR/L2525-6T03  [IN6 84 5.6 3.4 25 25 150 35 25 289  DTIU... 85

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

CTER/L-15A

Square shank toolholder for profiling aluminum wheel

A
: ]
A

Right hand (R) shown.

Seat size CDX H B LF HF WF HBH HBL Insert Torque
CTER/L2525-6T25-15A 6 25 25 25 150 25 32.2 7 50.5 DTA... 5]
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

Torque: Recommended clamping torque: N-m

SPARE PARTS @ (

Designation Clamping screw Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CM6X1X16-A R=5;
CGEUR/L2020-4T02 CM6X1X20-A P-5
C**R/L2525-... CMBX1X25-A P-5

Reference pages: Inserts — F288, F289, Standard cutting conditions — F289
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CGIUR/L

Internal 45° undercutting toolholder

H |DCONMS

t z
30—
[a]

Right hand (R) shown.

Seatsizez CDX DCONMS H LF LH WF ™ Insert  Torque
CGIUR/L20-3T02-D380 3 2.8 20 19 160 - 12.8 DTIU... 5
CGIUR/L25-3T02-D380 3 38 3 2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 4 3 4 238 20 19 160 = 12.9 DTIU... 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU.. 5
CGIUR/L25-6T02-D460 [eaeny se 238 25 23 200 = 15.2 DTIU... 8.5
(1) WF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: N-m
SPARE PARTS & (
Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4 >
CGIUR/L**-4T02-D... CM5X0.8X16-A P-4 c
CGIUR/L25-6T02-D460 CMBX1X25-A P-5 3
o
O]
CGIUR/L-15A
Round-shank toolholder for profiling aluminum wheel
E®
1 = /
&'
@)
ot
T
1 T
Y
¥ Seal cap
Right hand (R) shown.
. Seal
Seatsize CDX DCONMS H WF LF HF HBL Insert cap Torque
CGIUR/L40-6T50-D160-15A 6 50 40 385 197 320 19 60 DTA... CA-40 5
CGIUR/L40-8T83-D160-15A 8 160 8 83 40 385 205 320 19 85 DTA..  CA-40 5
CGIUR/L50-6T85-D200-15A  [61200 1 6 85 50 485 252 350 235 85 DTA... = 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 485 259 350 23.5 85 DTA... - 5

Torque: Recommended clamping torque: N-m

SPARE PARTS @ ( @

Designation Clamping screw Wrench Seal cap
CGIUR/L™-15A CM6X1X25-A P-5 CA-40
NOZZLE
Coolant pipe Coolant nozzle
PNz5 CNZz125

Reference pages: Inserts — F288, F289, Standard cutting conditions — F289
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Il CHIPBREAKER GUIDE

Profiling and undercutting

(2 corners)

DTIU type Full radius type

Excellent chip control for undercutting
CwW =0.118" - 0.236"

M Standard feed and DoC

0118 0.157 0197 0.236
Groove width: CW (in)

Aluminum wheel machining

(2 corners)

DTA type Full radius type

Excellent chip control

For aluminum wheel profiling
Ground insert
CW =0.236" - 0.315"

[l Standard feed and DoC (for turning)

0.197
; 0.157
0.118
0.079
0.039

0

n

Depth of cut: ap

0.004 0.008 0.012 0.016 0.020 0.024

Feed: f (ipr)

Groove width: CW (in)
W0.236 WM0.315

Il INSERTS
DTIU

Profiling and undercutting (for high precision)

RE
e
O

INSL Ref.

wwl i

B stee! * | Yol ¥
M Stainless % | ¥ [
Cast iron * DA
Non-ferrous
Superalloys ¥* | v % : First choice
H Hard materials v¢ : Second choice
Coated
Designation i;a; i:’:ﬁ:;z cw(fs];m BE § Q8 INSL .h
(in) B (in) | (in)
<< O
DTIU300-150 3 3 0.118 0059/ @ @ @ 0.787 | 0.197
DTIU400-200 4 4 0.157 |0.079 @ @ @ 0.787 | 0.197
DTIU500-250 5 5 0.197 |0.098 | ® ® @ 0.984 | 0.217
DTIU600-300 6 6 0236 |0.118| ® @® @ 0.984 | 0.217
@: Line up

Reference pages: Toolholders — F286, F287
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DTA

Aluminum wheel machining (for high precision)

RE

=
O

>

_S—\Y
=

"~ INSL Pef.

Bl steel
M Stainless
Cast iron
l Non-ferrous *
S | Superalloys % : First choice
H Hard materials Y + Second choice
Uncoated
Designation 2?;: cW=002 cw»_to.ooos BE o "\!SL .h AN
(mm) | (in) | (in) |2 (in) | (in)
=
DTA600-300 6 6 0.236 |0.118| @ 0.984 | 0.217 7
DTA800-400 8 8 0.315 |0.157 | @ 1.181 | 0.264 | 10°
@: Line up

I STANDARD CUTTING CONDITIONS

ISO

S

Workpiece material

Steel
1045, 4135, etc.

Stainless steel
303, 304, etc.

Gray cast iron
No.250B, etc.

Ductile cast iron
65-45-12, etc.

Aluminum alloys
Si<12%

Superalloys
Inconel718, etc.

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

Please see page F288 for feed: f (ipr).

Hardness

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

< HRC 40
< HRC 40

< HRC 40

Reference pages: Toolholders — F286, F287

Priority

First choice
Impact resistance
First choice
Impact resistance
First choice
Impact resistance
First choice

Impact resistance
First choice

First choice

Impact resistance

Impact resistance

Grade

AH7025, AH725
GH130
AH7025, AH725
GH130
AH7025
GH130
AH7025
GH130

TH10

AH7025, AH725
GH130

AH7025, AH725

Cutting speed
Ve (sfm)

164 - 591

164 - 394

164 - 394
164 - 394
492 - 2297
164 - 591

492 - 984
164 - 394

328 - 1640

66 - 197
66 - 131

66 - 262

Tungaloy F289

Grooving




Il PARTS FOR COOLANT HOSE
Connecting hose
Fig.1 Fig.2
Th Tht Th Tht
- L 'i L
|
h? ot il'-{;,-_f_g_qs &
Length Screw Max. pressure Fi
L Th Th1 MPa (PSI) g
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF 26 (3771) 1
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF 26 (3771) 1
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF 7/16"-20 UNF 20 (2901) 1
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF G1/8"-28 BSPP 20 (2901) 1
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP 26 (3771) 2
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP 26 (3771) 2
Connector Seal washer
HEX9/16”
]
7/167-20 UNF o 1/8"-28 BSPP
) ~ ,
% 1 @« % B
37°(\ ‘ o
] J '
A
.14 ,LJJ W
28.75
(Unit: mm)
T et DT oD od W
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 15 10 1
CHP-COPPER-SEAL5/16 11.9 8.15 1.35
Connector erOW CHP-COPPER-SEAL5/16-2.5 9.4 8 2.5

CNT
CND

P oNT

CHP-ELBOW-90-G1/8-7/16UNF  7/16"-20 UNF

CHP-ELBOW-90-5/16-7/16UNF  7/16"-20 UNF 4.4

F290 tungaloy.com/us

CND
4.4

H.P. Coolant Hose

1/8” BSPP Connector

CXT CXD
1/8"-28 BSPP 4 Washer
5/16"-24 UNF 4 £y,

Plug Screw
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