Miniature Macnining




Miniature Machining - Content structure

- Products are listed by application.

- In the same application, products are listed by insert shape.

- Items are listed by product series.

- Toolholders in the catalog are our standard items.

How to use the page

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

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

Method @ Select an item from Quick Guide on G004 - G025.
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Reference pages : QC12-JSCL2CR-Y, QC12-JSCL2CR-Y-CHP, QC12-JSCL2CR:
Inserts — B112 -, CBN — B191, PCD — B213, Shank, Accessory — G115, G116
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: Application

. Insert shape

: Tool series name

: Dimension table

: Toolholder designation

Q000 Q

e.g. right-hand, 0.5 inch square shank

- JyspJ2xR 082 x-cHp

When ordering

- Please specify the designation and quantity.
e.g. JSSWL2XR082X-CHP ... 1 (one toolholder per package)

* Inserts are not included. Please order

G002 tungaloy.com/us

those separately.

: Applicable insert
: Spare parts

: Insert selection

: Reference page

SN RN

: Dimension drawing (conforming to ISO13399)




Main products

MmooUMTURN

1 Modular head turning toolholder system

G026

MINIVERLOOVE

High precision grooving and threading tool series for CNC automatic lathes

G014, G020, G083 -, G168 -

MINIFTU2N

Economical double-sided inserts with excellent sharpness

G029
,.\ J-SERIES

.

A

P

Toolholders for small-part machining

: G004 -, G032 -
G106 -, G182 -
| I . |
N\ TETRAMCEUT
“' Unique insert pocket geometry for grooving with high quality and precision G014 -
- _ no_ n G016 ) G020 -
O =001t 0128 G086 -, G137 -, G170 -

1 TETRRAFCUT

oy
* e 4-cornered insert with good clamping rigidity for highly precise grooving and parting
*) CW =0.02" - 0.125"
G014, G099 -

FO RCE

l\ggbleoturning%ge‘sl;r CNC automatic lathes and cam-driven lathes

CW =0.02" - 0.039" G074, G140 -
DUOJCUT

Innovative clamping system for high rigidity in parting GO18 - G022
CW =0.024" - 0.079" G142 - G176 -

TUNGCUT

Multi-functional tool series for various grooving operations

CW = 0.047" - 0.157" G018 -, G148 -

TINYIMTUu=2N

Solid boring bar for turning small diameters with high precision

@ G024 -, G123 -
TUNGEH&E=OOVE

Highly rigid clamping for wide grooving and profiling in one pass
CW =0.394" - 1.000"

G016, G112 -

Tungaloy G003




Miniature External Turning - Quick Guide

CC** inserts

g Size of square shanks (in) Holder Clamping
C
«© w o ©vw v o & =
© - N O o a o (B 5 mE| o | 2 kol
- ° = O I (0] (0]
§ Application Designation s S 2 e 2 |e £ £ 03 |-‘ g 9| = 2 2
o = x x x x x |25 o gi 3|9 5 s
£ RS 8 8813 § Z:i| o5 |©
k] =2 g £ ©
= @ o] 0 © ™~ e > JE 9 ]
a3 o o o o o E-
QC-JSCL2CR-Y | CC*3... O O O 0O without | G030
QC-JSCL2CR-Y-CHP | CC*3... O 0O O O O without* | G030
QC-JSCL2CR CC*3... O O O without* G030
95°
L QC-JSCL2CR-CHP | CC*3... O O O O without* G031
95°
95°
iy
= 2 JSCL2CR/L cc*2.. | O O O without G032
95°
%" (@
JSCL2CR-CHP CC*3... O O O without G033
95°
* When using stepped-head shank, the “Offset” will be “with”.
CN** inserts
%c; Siéﬁaﬂkssq(ﬁ'ﬁ)re Holder Clamping style
@ n o b= a =
S - o £ & B B s £3589
2 Application Designation 3 o o =2 L % o o 2 &
: £ & 58 B i8¢ 0|8
= a1 Z3 3 ) o) S
5 91X JE m | - |9
3 o o = o
PCLNR/L C/GN**33 O with |G036
95° | N ACLNR/L C/GN**33/43 O with |C019
95°
95°
PN PCLNR/L-CHP C/GN**33 O O with {C023
95°

G004 tungaloy.com/us




DC** inserts

o Size of square shanks | CYlindrical Clamping
2 il henkeay|  Oder style
$ O o v E = a
t N O o o = HINE @ o
'§) Application Designation 0 S e 23 E_’ i'_\_s 5 5 £ &
2 £ |x x x x|@e =35 » Wil 3|9 O | &
£ L 8 8 B|% 938 5§ Zi| 5|
5 ® ©® B © s > JE| 9| {
O o o o o g =
QC-JSDJ2CR-Y DC**2 O O O O without* | G037
QC-JSDJ2CR-Y-CHP | DC*2 O O O O O without* | GO38
'
QC-JSDJ2CR DC*2/3 O O O without* | G038
93° QC-JSDJ2CR-CHP | DC**2/3 o O O O without* | GO38
JSDJ2CR/L DC*2/3| O O O without | GO39
- . G040
JSDJ2CR/L-CHP | DC*2/3 O O 0O without | 20 5
o
2
JS-SDUCL DC*2/3 O - G043 .g
=
62.5° . 1 JSDNCN DC*2 | O O O with | G044
— —

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

Tungaloy G005




Miniature External Turning - Quick Guide

DX*U inserts

o . : Cylindrical Clamping
o Size of square shanks (in) (Shzziné«ia') Holder style
: - lesg8g388 oomcle 5 | .
(@] = s T diig
3 Application Designation g EEE R A © o 2§ 8 ’pg 5 E|l ¢ e
o = x X x x x x| © K25 o Wil E2|9| O a
£ w © O 1w v o | Q 9 |J3 X 2 £ | x
£ N O © A o »b| & ®|pg8 © &3 G|
3 ® B H © © N 2 > JE 0|8
O @ | @ | @ |@ | ® | g -
QC-JSDJ2XR-Y DX*U O O O O without* | G046
QC-JSDJ2XR-Y-CHP | DX*U O O O O O without* | G046
'
=T QC-JSDJ2XR DX*U O O 0) without* | G046
93°
-
R 300 QC-JSDJ2XR-CHP | DX*U O O 0 O without* | G047
JSDJ2XR/L DXU |O O ®) without | G047
93°
JPDJ2XR/L DXU |O O 0 without | G048
JSDJ2XR/L-CHP DX*U O O O without | G048
JSDJXR-F DX*U O O with | G049
JSDJXR/L DX*U O with C057
JS-SDUXL DX*U O O - G050
62.5° QC-JSDNXR-CHP DX*U O O O O without* | GO51

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

G006 tungaloy.com/us




DN** inserts

2 SERoie Holder | Ogppns
3 0 o = o
0} +— al re} i = Xx IS +=
o) - ) . 5 © N =S c | ® o g
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o i x x W< 5 o o) o
£ & | B Z3 > | 2
= E o >
= © N~ JE - 5]
3 IS=] = a
'
=N é ADJNR/L DN**33/43/44 O with |C036
93° PDJNR/L DN*33/43/44 | O O with |G052
N r PDJNR/L-CHP DN**33/43/44 O O with |C039
93°n S
62.5° >4 ‘_ ADPNN DN**43 O with |C049
62.5%
T\107.5°
107.5° ADQNR/L DN**33/43/44 O with |C045
107.5°
©
o
TN** inserts 2
2 SEEOISHEE Holder | Clappins :
C
S = _ Q
> £ |8 B BE 5 5| g |
° Application Designation o s o =2 S |3 L g
o = x x| @i |5|e| O |
2 L 9 23 R
= & |2 = |3
=] ORI DE — o
3 c o = o
93° ‘\JT ATINR/L TN**33 O with |C088
93°
Q%‘ ATGNR/L TN**33 O with  |{C091
91°
‘%%‘ PTGNR/L TN*23 O with |C092
91°
91° @
9;&:? PTGNR/L-CHP TN*23/33 O O with |C093
o
ATFNR/L TN**33 O with |C094
T0s°
105° _ ATQNR/L TN**33 O with  |C096
105°
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Miniature External Turning - Quick Guide

VB** inserts

: - Clampi
ié’ Size of square shanks (in) Holder g
© w o v v o o & lk_
o - N © o « » b K- aE _ a -
P ™ 5] © © N N El g € ) 0]
=1 Application Designation 2 2 2 & &8 5 G |88 ﬁ 8l 2| s | 2 2
o} < x x x x x x |25 gyil 2|0 o o
2 T} o o Te) Te) o |23 4 2 = x
= N o o al al 0 s o o 8
£ ® B8 8§ © © N gé JE| @ | 8
3 @ | | e |8 | | =
QC-JSVJ2BR VB 22 O O O without* | G058
f
by | QC-JSVU2BR-CHP = VB"22 O O O O without* | G058
93°
93° JSVJ2BR/L vB*22 O O O without |G058
JSVJ2BR/L-CHP VB**22 O O O without {G059
l .
930-' \\3500 JSVJBR/L VB**22 O with  |G060

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

VC** inserts

() Size of square, Clamping
ko) shanks (in) style
c
«© e =) a
) - I3\ re} c =

. . = © N € 7} ]
=1 Application Designation 3 o o ?| s £ S
@ = x x| 29 5 a
8’ [To) o = X
= al 0 O Q
E © ™~ 2 o
S (=} (=} m
93° SVJCR VB**33 O O with | C113

*% 3
VP** inserts
) Size of square Clam?ing
ie) shanks (in) style
C
o 8 8 3 =
- c -
(o) o . ) L 0 © N € |0} )
3 Application Designation 3 S oS o | 2| = 2 2
< X x < % Q o o
2 o w o | = | X
= [S) I Te] o Q
E L o N~ |0 g
8 o o o
l\45°

93° 95° N JSVL2PR/L VP**22 O O without| G062
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YWMT inserts

Size of Cl i
2 Shanksin) |~ style
C
0 g 3 o
o c IS © )
S Application Designation 2 s 8 ¢ s & | 2
@ c x x 2 o o o
) = o o | 2| x
£ Al 9] O [&]
z & g3 8
o o o
93° 03> N\ 60" SYJBR/L YWMT16 O with |C130
100° SYHBR/L YWMT16 O with |C132
77.5° SYIBN YWMT16 O with | C131
122.5° SYQBR/L YWMT16 O with | C131
VXGU inserts
° Size of square shanks (in) YRmc® | Holder |Clamping S
o q (shank dia.) style g
© 2 o
o - L O W W 9o o t_+= a - 5
o . N O o o WO ! < dl § ) [N
3 Application Designation 3 SElsiee s 2 2 8 23 B3 5§ 2 g 2
o = X X x x x x|9Q N~ 9|25 wsl 3| S o e 3
£ v O o v v o |9 9o =« |(J3 zg’ S| x
= N O O o o 1’| ¥ ¥ ¥ fge el 9 | Q
5 Qv B o 9 N~ t 380 | B
(@] O O o o o o g E
]
8 N Jsge QC-JSVJ2XR VXGU O O O without* | G064
93°
Y @
N Usoe QC-JSVJ2XR-CHP VXGU O O O O without* | G064
93°
JSVJ2XR/L VXGU | O O O without |G065
JPVJ2XR/L VXGU | O O O without |G065
93° @
~050° JSVJ2XR/L-CHP VXGU O O O without | G066
93°
. e JSVUXR-F VXGU O O with | G067
N SIS JSVJXR/L VXGU O with | C119
E JS-SVUXL VXGU O O O - C120
93°
72.5° 7059 - QC-JSVVXR-CHP VXGU O O O O without* | G067

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

Tungaloy G009




Miniature External Turning - Quick Guide

V/YN** inserts

i Cl
g SERSTEIS Hoider | O
© =) = o
) + N re) i € x e +=
[®)] j © N~ e O [0 [0
) Application Designation ? S o g 3|8 | & 2
< X X < L i o
(@] U =) [0 < o
£ 2B Z3 > | Qo
= E [} >
] © I~ JE 4] 3
3 S o = a
- NSTQ VN**2.33, .
030 § AVJNR/L V/YN*33 O with | C103
93° PVJNR/L VN*2.33 | O with | C104
NV @ ok
AN PVJNR/L-CHP Y/'/\'Y,\f%% o) O with | G105
VN**2.33 .
(] - ’
72.5 72.5& AVVNN V/YN*33 O with | G107
7 VN™2.33, .
) 7{)@ AVQNR/L VN3 o with | C110
117.5°
T17S @
PVQNR/L-CHP V/YN**33 O O with | C112
117.5°
WXGU inserts
%‘C; Size of square shanks (in) Holder C'gfg; ing
© L o v v 9o o E b= a
® . c |5 8 8 8 B B Jg 3 s e 5 o
3 Application Designation 3 © o o o o o |k & mg i =z 2 Q
o < x x x x x x |25 o RS % Q o o
c 0 o o Te) 0 o 23 % Z3 5 =<
= N =) =) Al I o0 | Q2 T 2l 21 8
£ ® B B O © N g > JE D |Z
O o o o o o o g F -
QC-JSWL2XR-Y WXGU O O O O without*| G069
QC-JSWL2XR-Y-CHP| WXGU O O O O O without'| G069
QC-JSWL2XR WXGU O O O without*| GO70
QC-JSWL2XR-CHP WXGU O O O O without*| GO70
95°
JSWL2XR/L WXGU O O O without| GO71
JPWL2XR/L WXGU O O O without| GO71
L JSWL2XR/L-CHP WXGU O O O without| GO72
JSWLXR-F WXGU O O with | G073

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

G010 tungaloy.com/us




WN** inserts

s SEeavelia® | Holder | C'appino
s o w o & = o
S £ |8 8 B B8 = E 5 o
3 Application Designation 3 o o o 'EE =2 & | o 2 g
> £ |X X x|2:9i| 5 0|0 |
£ S 8 B8 3% zs| 3|2
£ o B & g2 5| 3| 3
a3 o o o g [ a
95°
\
B 1 AWLNR/L WN**43/33 O with |C121
95° PWLNR/L WN**33 O with |C123
N | PWLNR/L-CHP WN**43/33 O O with |C124
.l
/) J10E inserts
0 SEeelear® | Holder | Capring
R s 8 2 |F &z .o
o) = n © N~ s8s| S| E| B @
) Application Designation 0 2 8 S 2% pg 218 @ g S
o < x x x|2:Wi 5 (9|6 |0 e
c o o o J 3 23 = P4
= o o Te] 1} e O o 9_)
= R B §§ 5e| @ | 8 5
O o o o = E
I =
= =
2 L QC-JSEGR JI0ER... | O O O without" GO78
c
s B
1
a E QC-JSEGR-CHP JIOER... | O O O O without*| GO78
* When using stepped-head shank, the “Offset” will be “with”.
e
< .
< JTB inserts
Si f Cl i
3 S |
C
S ° 2 8 o
C T ® W © | S | E © o
% Application Designation ? s o o | 2 8| &
o < x x x|z /95 o
c [To) o 0 = =
= N~ o Al (6] (&)
£ ® ©® © & |8
o o o o
x2
"é'g 4@31* JSTBR/L JTBR/L30O| O O O without| G081
=}

Tungaloy Go11




Miniature Internal Turning - Quick Guide

Positive type

StreamJet-Bar = E
(2]
: ) ) ) £ Min. bore diameter DMIN (in)
:;Fi’c')'r'] Style Designation Insert Material Tg&:ﬂ? o J Page
@ P> 0 01250250 0.375 0500 0.625 0.750 0.875 1.000 1.250
5 ] Steel | 20.250"
g SEXPR/L  EP.. D048
'S Carbide l 20.250"
8
T
= Steel 00375 [ 01.250"
2 SCLCR/L  CC... D018
E Gartide o0500" (11 6250
[
()]
£ Steel 20500" | £0.875"
2 SCLPR/L  CP.. D022
Carbide 20500" | £0.875"
— Steel 00625"| 21.000"
30° SDUCR/L DC... D032
Carbide 20625 21.000"

20.875" | @1.000" D072

=8\ 50°
SVUCR/L VC... Steel

21.000" | D068

___=h\50°
SVUBR/L VB... Steel

SDQCR/L  DC... Steel

00625 | o0.875" D035

Boring & internal profiling
o
o

00688"|  @1.000" DO74

@25_5" SVQCR/L VC..  Steel

@255’ SVQBR/L  VB..  Steel 01.000" | D069
— 60° Steel 21.000"
@ SYUBR/L  YW.. _ l D088
Carbide 00.875" | 1.000"
oo onscer [ g2
STUPR/L  TP.. D060
Carbide

00438" | 00.875"

STFPR/L TP... Carbide

20.500" [ g1.000" D057

20500" | 91.000" D056

STFCR/L TC... Carbide

Blind hole boring | Boring

G012 tungaloy.com/us




StreamJet-Bar 0
2 g
(2]
: k= Min. bore diameter DMIN (in)

Appli Style Designation  Insert Material T"°Uh 5 g Page
cation coolant @3 M= (0125 0.250 0.375 0.500 0.625 0.750 0.875 1.000 g
. I
) . Steel 20.750" | 0.875"
55% 30" sy@BR/L  YW.. , v 89
£ Carbide 20.750" | 0.875"

o 7'77‘r

30 SDZCR/L  DC.. Steel O 120.875"D037
(@]
£ L
o
-Q O n n
3 50@ SVZCR/L  VC.. Steel O 00.750" | 91:000" D076
8
m

50@ SVZBR/L VB.. Steel O 61.000" | D071
(0]
2 % SVJICR/IL  VC.. Steel (O 01.000" | D075
oD
n.E
[0}
£ SWBR/L VB.. Steel O 21.000 | D070

Miniature tool

Double-sided insert with positive cutting edges

MiniForce-Turn E
=)

iL

I Through g

ace

Min. bore diameter DMIN (in)
0 0125 0.250 0.375 0.500 0.625 0.750 0.875 1.000

— st 00.500" [ 000"
SWLXR/L WX*U... O 4 D081
Carbie 00.500" [ a000"

o~ 15.5° Steel
@ SDXXR/L ~ DX'U.. O 4 00.625" [91.000" D040

Appli- Style Designation  Insert Materia Page

coolant

Boring &
Internal
facing

Carbide

Boring &
internal
profiling

262@ SDZXR/L DX'U.. Stel O |4 200.625" [ 50.875" DOM

Back
boring

Tungaloy G013




Miniature Grooving - Quick Guide

External Grooving

(el i) Holder
Z =
.. u o W W PR
MiniVLockGroove B S 8 &8 8.mE 2
) ) ’ 2 § 3l @
o o o o 32'5 =5 2
oo BE !zﬂ % 8  Groove width (in)
Sl E R KEE 5 £ © Max. groove
Application Designation Insert S o o o g |_': = 0  0.0313 0.0938 depth(in) Page
,,,,,
I @ QC12-SVER/L-CHP VGP O O O O O ooz 0.039" 0.079" - G083
¥ Modular head : : 0.157"
" " 0.098" -
Iﬁ SVER/L vaP.. O O 0.020 0.039 0157 G083
. . 0098"- oo
I SVER/L-CHP VGP... O O O o0.020 0.039 e
hank Cylindrical shank
(Egaﬂ;exsw%}rh) y(lsnharlncl? disa.?n Holder
Z = =
- T} o o Te) 0 o @ = O
- N © & o o ! = WE
263 TetraMini-Cut 5 8 8 8 8§ £ o o o o &} 3 87 3
x x x x x x| 8 O E S glg? = W% §
Application Designation Insert S 38 o S8 oS o g“ BE &
QC12-STCR/L-Y «
7] Modular head TC*18RAL... o O O O
N @ QC12-STCR/L-Y-CHP .
1] )é‘ Modular head TCHBRIL... o O o O O O
F_HJ QC12-STCR/L «
]% Modular head TCHBRIL... O O O
@ QC12-STCR/L-CHP «
]@ Modular head TC™8RIL... O O O O O
Ug] STCR/L-18 TC8R/L... O O O O
]E STCR/L-18-CHP  TC*18R/L... O O O O
:QQ JS-STCL18 TCH8RIL... O O O
t

S hank
(holgnt x widith) Holder
Z c
TetraForce-Cut L 8 8 B |L.dz £
2 2 S = £g3ine 8
o o o o §f I-g <
5 & o S |85z 85 3 Groove width (in)
0 P
Application Designation Insert & & o o 2 = 0 0.0313 0.0625 0.0938 0.1250 0.1563 0.1875
% STCR/L-27 TC*27... O O O O 0.020" 0.125"
1% STCR/L-27-CHP  TC*27... O O O O o0.020" 0.125"
f% STCR/L-38 TCL38... O 0.059" 0.157"

G014 tungaloy.com/us




Groove width (in)

Max. groove
0 0.0313 0.0625 0.0938 0.1250 0.1563 0.1875 depth (in) Page

00R on2s” 00515" -
0.138" G086 =
o)
0.0315" - o
0.0FH ozsr 00315" - Goge E
=
0.0315" =
o.018" | 01" o13gr G087
n 0.0315" -
00T o125 0.0315" - Gog7
0.0315" -
00T o125
0.125 0138" G088
" 0.0315" - G088
0.018" ] 0425 D58 GO8Y
0.0RGH oazst 00315" - Gogg J
Max.

groove
depth (in) Page

0.039" -
0.252" G099
0.039" - G099
0.252" G100
0.354" -
0.394" G105

Tungaloy G015




Miniature Grooving - Quick Guide

External Grooving

Square shank

(height x width)
O
GTGN °© 2 © g
@ 0 © ™~
o o o o
O I Groove width (in)
Application Designation Insert s &8 & &
PP 9 (=} (=} (=} (=} 0 0.0313 0.0625 0.0938 0.1250 0.1563 0.1875
% CER/L GTGN-16E... O 0.039" 0.089"
Square shank
(height x width)
TungHeavyGroove N I
o N o)
5 © ™~
o o o Max
X X X . . .
§ § E Groove width (in) groove
Application Designation Insert S5 S S 0 0394 0787 1181 1575 1969 depth(in) page
tg FPGN PSGB.. O O O o0.394" 0.984" - G111
tg SPGN PSGB... O O O 0.394" 0.984" - G112
Internal Grooving
Cylindrical
shank
AddinternalCut
o 1o
o AN
0 9
o o
& ¥ Groove Max.
width groove  Through
Application Designation Insert (in) depth (in) coolant
0.020" - 0.039" -
@ AE-STCRL  ToGlome. O O %20 0% O
Face Grooving
Square shank  Cylindrical
(height x width) shank
Eg TetraMini-Cut
w0 o Ye)
& 3 &
s |8 |s & 3
X X X © ™~
2 8 & " S
™ [t} © Groove Max.
- . . © o o width groove
Application Designation Insert (in) depth (in)
0.020"-  0.039" -
E@f,,,, JS-STCFL18 TCF18L... O Kl v B
0.020"- 0.039" -
HQH STCFVR-18 TcFisL.. O O O 0.118" 18

G016 tungaloy.com/us




Max.
groove
depth (in) Page

0.049" -

0.071" F105

Min. bore diameter DMIN (in)

0 0125 0.250 0.375 0.625 0.750 0.875 1.000 Page

20.438" 20.813" G117

Min. face groove outside diameter (in)

0 0125 0250 0375 0625 0.750 0875 1.000 Page

20.236" G137

20.236" G137

Miniature tool

Tungaloy G017




Miniature Parting - Quick Guide

Parting
S hank
(helght x wigth) Holder
DuoJustCut £ 8 8§ 8 T
c o o o |- 8
X x X X w 'é,
v o w o Groove 2 3
— N ® B8 &8 & width 2
Application Designation Insert o o o o (in) I:-, =
0.024" -
L,% JSXXR/L XP.. O O O O (gro
LHJ JSXXR/L-CHP JXP... O O 8353: i O
15 -
Liﬁ JSXXR/L-S XP.. O O Sy
I% JSXXR/L-S-CHP JXP... O O g'ggg" i @)
S hank
(hgi;ﬁ;exswﬁjqfh) Holder
2 c
T TungCut 2 g8 8 & 3 . gz S
®© B ©° © ~ £2ia: 38
© o o o o Lo =g 2
x x  x x % ez ws §
2 8 8 8 8 S 3izf 3
P . . %) Ire) Ire) © ~ width Qs 5¢ e
Application Designation Insert o ©o o o o (in) g E- &
R @ QC12-JTTER/L-CHP  DG.../ O O 0.047" - O O O
] o) Modular head SG... 0.079"
. DG.../ 0.079" -
WTE JTER/L SG... O O 0.118"
T T DG/
I% JCTER/L-CHP SGm O O O o.079" O O
DG.../ 0.079" -
%ﬁ—r CHGP SG O o157
DG.../ 0.055" -
Ltﬁ—r (el SG... O 0.315"
Eh AddForceCut Square shank Holder
2z c
2 8 & 8 3 iz $
o B @ @ N 23 s 8
o o o o o de o2 4 =
> = = ~ = Groove S l",j:; 5
L 8 8 § 8  wdh 2% 23 =
Application Designation nsert 2 & 2 & 3 (in) g~ .:_!: £
0.079" -
) ﬁ QsG QG... O 57
IE QsP QG... O o

G018 tungaloy.com/us




Max. parting diameter (in)

0 0.250 0.500 0.750 1.000 1.250 1.500 1.750 2.000 Page

20.236" 20.787" G142
0.236" 20.787" G143
20.236" 20.787" G142
20.236" 20.787" G143

©

o

Max. parting diameter (in) g

0 0625 1.250 1.875 2500 3125 3750 4.375 5000 Page 2

=
20.787" G148
T D G149
20.945 21.260 G150
20.980" ©1.260" G151
02.047" 03.228" G152
21.024" 04.724" G152

Max. parting diameter (in)

0 0625 1250 1.875 2500 3125 3750 4375 5000 298

02.047" 23.228" G164

22.047" 24.724" G163

Tungaloy G019




Miniature Threading -

Quick Guide

External Threading

are shank

(Egiléht * width) Holder
MiniVLockGroove L g z2 k- 5
™ te} © 5% §|.".|g ©
o o o £2 mg§ £
x X % s w: S
2 8 8 ComerR gé Z: 3
Application Designation nsert & & & (in) g“ Et E
B @ qci2-sverL-cHP 0.020" -
Modular head VGT10F... O O 0.039" O O
- 0.020" -
ﬁ SVER/L VGTIOF.. O O 0020
F— @ 0.020" -
B SVER/L-CHP VGT10F... O 0.039" O

Square shank (height x width)

Cylindrical shank

(shank dia.)
wn =) o Yo} To] =)
TetraMini-Cut 5 8 8 8 8§ R
203 R RN = 2 3 3
x x x x x x Q © ~ S
2 2 8 8 & 8 8 §® ® &w ComerR
Application Designation Insert FERR I - - I B (in)
)@ "
F_ QC12-STCR/L-Y 0.002" -
Modular head TCT18RAL... O O 0.008"
F pand @ QC12-STCR/L-Y-CHP 0.002" -
)é Modular head TCT18RAL... O O 0.008"
I - QC12-STCR/L 0.002" -
% Modular head TCTI8RIL... O O 0.008"
I - @ QC12-STCR/L-CHP 0.002" -
% Modular head TCT1BRAL... O O 0.008"
%’ STCR/L-18 TCTHRL.. O O O O e
%’ STCR/L-18-CHP  TCTi8RLL.. O 0O e
] 0.002" -
%@ JS-STCL18 TCTI8RIL... O O O X%

G020 tungaloy.com/us




Grade

o)
(D)
£
Threads per inch g
0 16 32 48 64 80 96 112 128 144 Page 2
S
12 [ e 168 5
>
ke
2 e G168 :
o
ke’
12 I a168 2
(@)]
=
©
@
o
c
'_
Holder -
- £
T ° :|||§ '% 8
£ & M3 ¢ S
k] K} u.:? S . -
23 3 23 e Threads per inch
H b £ ~
§ “ BE £ o 16 32 48 64 80 96 112 128 144 Page 5
o
=}
o O sl e G170 E
£
=
O O O O & I e 6170 ;
5
o
(@]
O sl e G171 £
=
o O O sl 64 G171 -
5
&
sl e G172
G172
O O sl 4 it
sl e G173

User's Guide Tooling System  Dirilling tool

Index

Tungaloy G021




Miniature Threading -

Quick Guide

External Threading

(helg?\qexsvr\}%%) Holder
DuoJust-Cut L g w3 ke &
w B 9 N ]
o o o o =3 =
X X X X u .é, 8
2 8 & 8 ComerR Z3 3
L . . 0 LORN ORI ) 5& ¢
Application Designation Insert © © o & (in) E- &
L - 0.002" -
@ JSXXR/L XTG12... O O O O 0.004"
| B @ 0.002" -
- JSXXR/L-CHP  JXTG12... O O oo O O
B - 0.002" -
@ JSXXR/L-S X1G12... O O 0.004"
B a @ 0.002" -
- JSXXR/L-S-CHP  JXTG12... O O 0.004" O O
S hank
(helght x width) Holder
O o 1w 1’ o z =. §
TungThread N 3 Q@ g @ g g Qg ~§
S o S o o €2 Qs @
x x x x x )3 5 Wi §
2 8 8 & B Corner R 3 2 Z: %
o o o ® ©® Q@ N : 2 5 ¢
Application Designation Insert © © o© o o (in) 2 E- &
JSE2R16-CHP 16ER... O O 0.002" - 0.009" O O
CER/L 16ER/L... O  0.002" - 0.009" O O
Internal Threading
TungThread
Min. bore Corner R (in)
Application Designation Insert Slﬁmezﬁr)
20.640" - " "
SIR 6/8IR... 21.800" 0.002" - 0.007
(I
SNR 6IR... 20.750" 0.002" - 0.004"

mb

C ooy

G022 tungaloy.com/us




Grade

Threads per inch

0 16 32 48 64 80 96 112 128 144 Page

16 I 2 G176

16 L 2 a7

16 [ 2r G176

16 [ 2 a7

Threads per inch

0 16 32 48 64 80 96 112 128 144 Page

sl 508 G180

sl 508 E036

Threads per inch

0 16 32 48 64 80 96 112 128 144 Page

127 508 E054

14500 s0s E055

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

Endmill

User's Guide Tooling System  Dirilling tool

Index

Tungaloy G023




Miniature Internal Turning - Quick Guide

TinyMini-Turn

Solid carbide tools for small diameters turning

Cylindrical
shank
Through g4 @7
Application Description Material coolant Groove width
5oE BT Carbide o O -
SEE F
8%5 p— JBT Carbide O o O
5.2 TBP Carbide O O -
588 =
%5 -— JBP Carbide O O O
o3
gg TBU Carbide O -
cQ
o E [
L — JBU Carbide O O
=% TBC Carbide O -
cE [
g -~ JBC Carbide O O
j=2}
£ TBB Carbide o O =
Qo N —
8 — JBB Carbide O o O
ggfg TBI Carbide o O -
8o
==c
T [ =—] JBI Carbide O o O
52 TBG Carbide O O o05-2
88 | I
E% JBG Carbide O O O
8'? TBF Carbide O 1-3
cO | T = —
5 e — JBF Carbide O O
25 TBS Carbide O 2
22| Lol JBS Cabide O O
< t_g%’ TBR Carbide O 1
S5 & -
@83 o JBR Carbide O O
Indexable tools for small diameters turning
Cylindrical
shank
- T Min. bore diameter DMIN (mm)
Application Description coolant 0 2 4 6 8 10 Page
SEo 10057
£53 SEXPR O O 05 06 G133
o= 00°
j=2}
£ 950
o
3 % SEZPR O O 055 G133
[$]
©
m

G024 tungaloy.com/us




Grade

|5
)
£
Min. bore diameter DMIN (mm)

0 2 4 6 8 10 12 14 15 Page B
(5]
ot [ o7 G125 3
006 [ o7 G123, G124 8
=
2.8 - 05 G126 -
028 o5 3
o
o5 | G126 3
o5 | G127 £
o5 068 G127 2
o}
o5 068 3
C
et G128 =
03 [0 o5 R
c
ot [N o7 G128 3
4| o6 G129 15
o2 [ 06 8 G129 -
——— e}
o2 [ 06 8 G130 ®
3
L =
131 =S
6 e =
8
06 | é

132
z6| G13 E
o5 068 S
05 068 G132 -
E
©
D

User's Guide Tooling System  Dirilling tool

Index
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MODUMTURN

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

I Unique coupling design

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

Shank _
| i /.
(Se‘?;ebv(\aldcd?arg)pmg Conical head/
ﬂ shank contact
;I#.h‘
Head

B Benefits of Y-axis feed

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

For JSVJ2BR...
LF =21 mm

LF =20 mm

——

MINIFFUR0N

B Benefits of Y-axis feed

No chip entanglements — Chips are directed downward and away from the cutting zone
Conventional X-axis feed Y-axis feed Conventional X-axis feed Y-axis feed

Tool deflects v’ No tool
deflection

Cutting force

Y-axis ~—

X-axis Cutting force

X-axis

Reference pages : G030 -, G083 -, G148, G168 -
Shank, Accessory : G115, G116

G026 tungaloy.com/us




TUNG TLET e

Thru-coolant holder system

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

External coolant supply at normal pressure

Miniature tool

I Coolant jets from two outlets ensure high cutting efficiency and extended
tool life

Directly to the cutting edge

Reliable chip control
Reduces crater and notch wears

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

Reference pages: G030 -, G083 -, G143 -, G168 -

Tungaloy G027




TUNG TUET

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

Conventional DirectTung-Jet system

No need for coolant
tube setup.

Eliminates chip
entanglement on tubes
and streamlines tool
replacement.

Tool

el Plug A _
for connecting
an external

coolant tube

Coolant outlet on
the tool post

Plug B
for Direct connection

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

Nozzle tube delivers coolant
directly to the cutting edge

G028 tungaloy.com/us




MINIFFliaN A

<

—~
L= <5
‘A'A

" s

B

Economical double-sided positive insert F

Innovative geometry and seat interface ensures stability
and high performance.

Miniature tool

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

@
L Y .__@© L . @®
B o B &

WXGUO0403... 6 positive cutting edges VXGUO9T2... 4 positive cutting edges

e?\' {?A@ K ‘ﬂ‘
@ao\’ \/@‘e 9‘ gv ;9 J

I High rake angle
WXGUO0403... DXGUO0703...

External turning External turning Internal turning Internal turning

Reference pages : G046 -, G064 -, G069 -

Tungaloy G029




-~

External

Rhombic, 80°
with hole
Positive 7°

MmoouUuMTuUa2N

QC12-JSCL2CR-Y

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

LB,

ol |
ﬁ

\

H

H2

L= i
DISTX , = HH o
q/g‘sc’ =
[T —
EA m¢
Cutting edge style L2
H B LH HF WF LB H2 DISTX RE*
12 12 19.5 0 6 19.8 18.6 03 0.2

RGeSy (0.750") (0.750") (0.768") (0"  (0.236") (0.780") (0.732") (0.012") (0.008")

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

QC12-JSCL2CR-Y-CHP

Without offset )5

Right hand (R) shown.

Insert Torque
CC*09T3... 1.2
(CC**32.5...) (0.89)

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

pressure coolant capability
LB

95° e
] = i =
= LH
DISTX ~
DL/Q‘SO

ol
HF
H

Without offset )g @

)
-
5= b
. LL? v
Cutting edge style L2 = Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE* Insert Torque*
12 12 19.5 0 6 19.8 18.6 0.3 0.2 CC*09T3... 1.2
QC12-JSCL2CRO9Y-CHP 750 (0.750" (0.768")  (0)  (0.236") (0.780") (0.732") (0.012") (0.008")  (CC*32.5..) (0.89)
Torque: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
QC12-JSCL2CR
Screw-on modular head with 95° approach angle, for positive 80° rhombic inserts
LH i
H Without offset

=1

< 4

Oy e m¢

—\© X L
L
95° =
| 3 e I e TS
Cutting edge style L2 Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque*
12 12 19.5 12 6 15 0.2 CC*09T3... 1.2

S bk iy (0.750"  (0.750")  (0.768")  (0.472")  (0236")  (0.591")  (0.008")  (CC™325..) (0.89)

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

SPARE PARTS @ %g ()

Designation Clamping screw Wrench O-ring

QC12-JSCL2CR09-Y,
QC12-JSCL2CR09

QC12-JSCL2CR09-Y-CHP CSTB-4SD T-8F ORSS-0454.5X1.0NBR70

CSTB-4SD T-8F -

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

Inserts — B112 -, CBN — B191, PCD — B213, Shank, Accessory — G115, G116

G030 tungaloy.com/us




QC12-JSCL2CR-CHP

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

95° <LH_ Without offset
1
2
= O
95°
Cutting edge style L2 Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque*
12 12 19.5 12 6 21 0.2 CC09TS... 12
QC12-JSCL2CR09-CHP (750"  (0.750")  (0.768")  (0.472")  (0.236")  (0.827")  (0.008")  (CC*32.5.) (0.89)

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

SPARE PARTS @ S (@)

Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSCL2CR09-CHP CSTB-4SD S-CU-CHP T-8F ORSS-0454.5X1.0NBR70

Miniature tool

Il INSERT SELECTION

. Apg:j:aa;ion Precision finishing Finish cutting Medig:]:t}g gfinish M Apg:ié::;ion Precision finishing Finish cutting Mem:&}ggf nish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
ot JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application  Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker G Breaker '-
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application medium to finish Application Precision . . . .
. areas cutting . areas finishing PR GG | sl G
Grade T515 Grade DX110 TH10 KSO05F
cM NS w20 AL
Breaker Breaker ‘ “ *
Shape Shape " ﬁ“ | o
gt
Cutting conditions B020 Cutting conditions B022
Application - q Medium to finish Application Precision Aa q
. areas (il Gy cutting H areas finishing (Flsfiti G
Grade SH725 SH725 Grade BXA20
Js Js CBN
Breaker Breaker o
Shape Shape - L
Cutting conditions G114 Cutting conditions B026

Reference pages : QC12-JSCL2CR-CHP: Inserts — B112 -, CBN — B191, PCD — B213
Shank, Accessory — G115, G116

Tungaloy G031




Rhombic, 80°
with hole
Positive 7°

SJ-SERIES

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

External Without offset
[T
51 o Ex
LH
= LF -
w
y E
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSCL2CR/L062 0.375 0.375 5.000 0.438 0.375 0.375 0.008 CC**21.5... 0.89
JSCL2CR/L082 0.500 0.500 5.000 0.438 0.500 0.500 0.008 CC*21.5... 0.89
JSCL2CR/L103 0.625 0.625 5.000 0.625 0.625 0.625 0.008 CC*32.5... 0.89
H B LF LH HF WF RE** Insert Torque*
JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 1.2
JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC*0602... 1.2
c JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T83... 1.2

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

JTCL2CR/L
Back-clamp toolholder with 95° approach angle, for positive 80° rhombic inserts
05° Without offset
1 .
[T
o 4} @] o}
‘\t" LH
95° l< LF -
LL.
% i
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
JTCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 0.9
JTCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T3... 1.2

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

SPARE PARTS & L] & y ﬁ /

Designation Clamping screw Clamping screw Wrench 1 Xgﬁ?gr?alz)
JSCL2CR/L062/082,
JSCL2CR/L**06 CSTB-2.5 - - - T-8F (T-8L)
JSCL2CR/L103,
JSCL2CR/L*09 CSTB-4SD - - - T-8F (T-8L)
JTCL2CR/L:*06 - JCP-2 JDS-3525 P-2F - -
JTCL2CR/L*09 = JCP-3 JDS-5040 P-2.5F = =

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

G032 tungaloy.com/us




JSCL2CR-CHP

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

;\?50 Ty LF - Without offset @

E i )

=l
= [} Y _—5/167-24UNF

WF2
M=
OAW

s —
:

95° =
b X — B

Cutting edge style L2 & i Right hand (R) shown.

H B LF LH HF HBH WF2 OAW RE Insert Torque
JSCL2CR083X-CHP 0.500 0.500 4.750 0.709 0.500 0.031 0 0.787 0.008 CC*™325... 0.89
JSCL2CR103X-CHP 0.625 0.625 4.750 0.709 0.625 - 0 0.787 0.008 CC*™* 32.5... 0.89

H B LF LH HF HBH WF2 OAW RE Insert Torque*
JSCL2CR1212X09B-CHP 12 12 120 18 12 1.5 0 20 0.2 CC*09T3... 1.2
JSCL2CR1616X09-CHP 16 16 120 18 16 - 0 20 0.2 CCH09T3... 1.2

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

SPARE PARTS & /@ @ ( & (

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

JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Miniature tool

Il INSERT SELECTION

. Ap‘a"r'g:;m“ Precision finishing Finish cutting Me"'gl']:t}r“’g'"'s“ M Apg'r'::;"’" Precision finishing Finish cutting Me"'(‘:‘l’j‘;t};’;'“'s"
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
ot JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker : Breaker :
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application medium to finish Application Precision _— q q .
. e cutting . e finishing Finish cutting Medium cutting
Grade T515 Grade DX110 TH10 KSO05F
CcM NS w20 AL /
Breaker Breaker “ ...
Shape Shape 1 Q" Q
Cutting conditions B020 Cutting conditions B022
Application . : Medium to finish Application Precision L :
. areas GRishiciting cutting H areas finishing QRisHlciting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker
Shape Shape . £
Cutting conditions G114 Cutting conditions B026

Reference pages : JSCL2CR-CHP: Inserts — B112 -, CBN — B191, PCD — B213

Tungaloy G033
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External

Rhombic, 80°
with hole
Positive 7°

J-SERIES

JSCLCR/L

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

95°
U

Nl =
95°

Cutting edge style L

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

Torque*: Recommended clamping torque (N-m)

RE**: Standard corner radius

JSCLCR-F

LF
100
100
100
100

LH
12
12
16
16

= M
g ;
LH
(- LF
LL
1 Ex
HF WF RE**
8 10 0.4
10 12 0.4
12 16 0.8
16 20 0.8

Right hand (R) shown.

Insert

CC*0602...
CC*0602...
CC*™09T8...
CC*09T3...

Torque*
1.2
1.2
1.2
1.2

Screw-on stepped-head toolholder with

Cutting edge style L

JSCLCR1216F09-F15 12
JSCLCR1216X09-F15 12
JSCLCR1620X09-F15 16

Torque*: Recommended clamping torque (N-m)

RE**: Standard corner radius

SPARE PARTS @ S

Clamping
screw
CSTB-2.5

Designation

JSCLCR/L*H06
JSCLCR/L*H09  CSTB-4SD

JSCLCR**F15 CSTB-4SD

B
16
16
20

Wrench 1

85
120
120

4

Wrench 2
(Optional)

(T-8L)

L2
12
12
12

HBKL
27
27
27

LF .

. HBKL
2
o 3; =
ﬁ L2

~ A
i il B
LH HF WF  OAW RE*
12.5 12 15 28
12.5 12 15 28
12.5 16 15 28

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

G034 tungaloy.com/us

95° approach angle, for positive 80° rhombic inserts

Right hand (R) shown.

Insert
CC*09T83...
CC*09T83...
CC*09T3...

Torque*
1.2
1.2
1.2




JSCGCR/L

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

LH

=0 —— LF
91°:

Cutting edge style G

Right hand (R) shown.

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

Torque*: Recommended clamping torque (N-m)

RE**: Standard corner radius

SPARE PARTS

A

. . ; Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSCGCR/L1212H06 CSTB-2.5 T-8F (T-8L)
JSCGCR/L1616H09 CSTB-4SD T-8F (T-8L)
°
o
=
()
S
=]
=
o
£
=
I INSERT SELECTION
Application L - q Medium to finish Application e . . Medium to finish
. e Precision finishing Finish cutting cutting e Precision finishing Finish cutting cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
(] JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker : Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application medium to finish Application Precision - A . . .
. areas cutting . areas finishing AR @G | sl G
Grade T515 Grade DX110 TH10 KSO05F
cM NS w20 AL
Breaker Breaker . *
Shape Shape ‘- “
- -
Cutting conditions B020 Cutting conditions B022
Application - q Medium to finish Application Precision Aa q
. areas (il Gy cutting H areas finishing (Flsfiti G
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker
Shape e e Shape %‘f

Cutting conditions G114

Cutting conditions B026

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

Tungaloy G035
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External

CN

Rhombic, 80°
with hole

GN

Rhombic, 70°
with hole

J-SERIES

PCL2NR
Lever-lock toolholder with 95° approach angle, for negative 80°/70° rhombic inserts
T95° Without offset
L
° §L@° m¢
<lo}) [ © LH
95° ) S —— LF
Al =
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
PCL2NR2020H12 20 20 100 26 20 20 0.8 CN*/GNGA1204... 3
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
PCLNR/L
Lever-lock toolholder with 95° approach angle, for negative 80°/70° rhombic inserts
95° w ‘ m¢
| 2, ge
(2]
& LH
95° W
t} =
Cutting edge style L Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
PCLNR/L1233 0.750 0.750 4.500 0.813 0.750 1.000 0.031 CN*/GNMG 33... 1.48
H B LF LH HF WF RE** Insert Torque*
PCLNR2020H12 20 20 100 26 20 25 0.8 CN*/GNGA1204... 3
Torque: Recommended clamping torque: Ibs-ft ("N-m) RE**: Standard corner radius
&
SPARE PARTS & R n {
Designation Shim Clamping screw Lever Spring pin Wrench
PCLNR/L1233 LSC317 LCS3 LCL33 LSP3 P-2.5
PCL*2020H12 LSC42 LCS4 LCL4 LSP4 P-3
I INSERT SELECTION
. Apzlri:aastion Ff’lrr:gﬁ:-?gn Finish cutting Medium cutting Mediléll"nntiz;eavy M Apg:j::;ion Finish cutting Medium cutting Mediléz'lﬂtiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF sm SH
Breaker Q Breaker Ty
Shape 3 Shape 2 i )
Cutting conditions B004 Cutting conditions B006
. A"g'ri::;im Finish cutting  Medium cutting Medi‘éﬂ‘n‘i‘r“;ea"y Apglri::;ion Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX110 TH10 KSO05F
All-roun All-roun All-round DIA P 28
Breaker Breaker - l. J,;\
Shape Shape \ V
Cutting conditions B008 Cutting conditions B010
. Apgl:g:;ion Zﬁgﬁfg Finish cutting  Medium cutting H Apg:i:aa;ion Zﬁgﬁfg
Grade BX950 AHB8005 AH8005 Grade BXA10
CBN HRF HRM HP
Breaker Breaker [
Cutting conditions B012 Cutting conditions B014

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

G036 tungaloy.com/us




DC

Rhombic, 55°

a with hole
Positive 7°

MmooUMTURN

QC12-JSDJ2CR-Y

Screw-on Y-axis turning modular head with 93° approach angle, for positive 55° rhombic inserts
LB Without offset )5
. § :f e
’ X ! Ty
30°\ 7 :’/‘ DISTX | |<tH~
9 o
| o =
Cutting edge style J2 = Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE* Insert Torque*
12 12 19.5 0 6 19.8 18.7 03 02 DC*11T3... 1.2
QC12-JSDJ2CR11-Y (07507 (0.750") (0.768") (")  (0236") (0.78") (0.736") (0.012") (0.008")  (DC"32.5..) (0.89)

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

SPARE PARTS & 4

Designation Clamping screw Wrench
QC12-JSDJ2CR11-Y CSTB-4SD T-8F

Il INSERT SELECTION

. Apglri::;ion Precision finishing Finish cutting Medig::ﬁtggfinish M Apglri:aa;ion Precision finishing Finish cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725

Miniature tool

Medium to finish
cutting
SH725

o1 JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape

Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1 01
Breaker - = Breaker - i“““-«.
Shape oo T Shape o
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Precision : :
. areas cutting . areas finishing Medium cutting
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker ——
Shape ‘ Shape % “ ”._-,! ‘Eﬁﬂy
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
. areas (TSR GLHhE) cutting H areas finishing (it G
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker , -
Shape 0 Shape “.: | .g—;-_—-"f
Cutting conditions G114 Cutting conditions B026

Reference pages : QC12-JSDJ2CR-Y : Inserts — B121 -, CBN — B193 -, PCD — B214
Shank, Accessory — G115, G116

Tungaloy G037




Rhombic, 55°

with hole
Positive 7°

MmoouMTuUR

QC12-JSDJ2CR-Y-CHP

-~

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

208l pressure coolant capability
Without offset )H @
!
4
30°\ 7 (L1 :/‘
-
Cutting edge style J2 Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE** Insert Torque*
12 12 195 0 6 198 187 0.3 0.2 DC*11T3... 1.2
QC12-JSDJZCRTIY-CHP (5750 (07507 (0.768")  (0")  (0236") (0.78") (0.736") (0.012") (0.008")  (DC*32.5..) (0.89)
Torque*: Recommended clamping torque: N-m (lbs-ft)
RE**: Standard corner radius
QC12-JSDJ2CR
Screw-on modular head with 93° approach angle, for positive 55° rhombic inserts
< LH - Without offset
D
| =1
\ R e =
=0 NN /300 ut
93° =
. L =}
Cutting edge style J2 Y Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque*
12 12 195 12 6 15 0.2 DG*0702... 12
ol st (0750  (0750")  (0.768")  (0472")  (0236")  (0591")  (0.008") (DC™215..) (0.89)
12 12 195 12 6 15 0.2 DC*11T3... 12
QC12-JSDJ2CR11 (0750  (0.750")  (0.768")  (0.472")  (0.236")  (0.591")  (0.008") (DC**32.5..) (0.89)

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

QC12-JSDJ2CR-CHP

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

coolant capability

30°
93°

Cutting edge style J2

H B
12 12
QC12-JSDJ2CR0O7-CHP (0.750%) (0.750%)
12 12
QC12-JSDJ2CR11-CHP (0.750") (0.750")
Torque*: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
SPARE PARTS @
Designation Clamping screw Coolant unit
QC12-JSDJ2CR11-Y-CHP CSTB-4SD =
QC12-JSDJ2CR07 CSTB-2.5 -
QC12-JSDJ2CR0O7-CHP CSTB-2.5 S-CU-CHP
QC12-JSDJ2CR11-CHP CSTB-4SD S-CU-CHP

G038 tungaloy.com/us

LH

19.5
(0.768")

19.5
(0.768"

A

HF

12
(0.472")

12
(0.472"

Wrench

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

WF OAW
6 18
(0.236") (0.709")
6 21
(0.236") (0.827")
O
O-ring

ORSS-0454.5X1.0NBR70

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

RE**

0.2
(0.008")

0.2
(0.008")

Without offset @

Right hand (R) shown.

Insert Torque*
DC**0702... 1.2
(DC**21.5...) (0.89)
DC*11T83... 1.2
(DC**32.5..) (0.89)




SJ-SERIES

JSDJ2CR/L
Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts

Without offset
[N A =
| Er ‘ﬂ = JSDJ2CR/L1010X11
LH ‘ ! JSDJ2CR/L1212F11
-=lonS 30° 2 LF . @k JSDJ2CR/L1212X11
930 |L7
4] Ty
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF HBKW RE** Insert Torque
JSDJ2CR/L062 0.375 0.375 5.000 0.563 0.375 0.380 = 0.008 DC*21.5... 0.89
JSDJ2CR/L082 0.500 0.500 5.000 0.563 0.500 0.500 - 0.008 DC*21.5... 0.89
JSDJ2CR/L103 0.625 0.625 5.000 0.813 0.625 0.630 - 0.008 DC*32.5... 0.89
H B LF LH HF WF HBKW RE** Insert Torque*
JSDJ2CR/L0808F07 8 8 85 14 8 8 = 0.2 DC*0702... 1.2
JSDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 1.2
JSDJ2CR/L1010X11 10 10 120 20 10 10 4 0.2 DC*11T83... 1.2
JSDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212F 11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T83... 1.2
JSDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
RE**: Standard corner radius
SPARE PARTS & s / _
. . . Wrench 2 9
Designation Clamping screw Wrench 1 (Optional) _g
JSDJ2CR/L062/082, =
JSDJ2CR/L**07 CSTB-2.5 T-8F (T-8L) %
JSDJ2CR/L103, =
JSDJ2CR/L11 CE=AED T-8F (T-81) =
=
I INSERT SELECTION
. Apgl:::;ion Precision finishing Finish cutting Medis:;t?ggﬁniSh M Apglri;::;ion Precision finishing Finish cutting Mediglrjr;t}r? gﬁ"iSh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP i Js Js
Breaker Breaker
Shape o Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
o1
Breaker oy Breaker
Shape T“ “ 5 J Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Precision A .
. areas cutting . areas finishing T @)
Grade T515 Grade DX110 KSO05F
cM NS AL
Breaker Breaker “‘
Shape ‘ Shape = “ J ‘.
Cutting conditions B020 Cutting conditions B022
Application - Einish cutting Medigl']:t}r‘l’;i"is" H Application Ff’lﬁ‘s’;::’; Finish cutting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker =
Shape 0 0 Shape """'-ﬂ.-.—-": | % en-"
Cutting conditions G114 Cutting conditions B026

Reference pages : QC12-JSDJ2CR-Y-CHP, QC12-JSDJ2CR, QC12-JSDJ2CR-CHP, JSDJ2CR/L
: Inserts — B121 -, CBN — B193 -, PCD — B214, Shank, Accessory — G115, G116

Tungaloy G039




DC

Rhombic, 55°

with hole
Positive 7°
SSERIES
h~ JTDJ2CR/L
ﬁ Back-clamp toolholder with 93° approach angle, for positive 55° rhombic inserts
External
Without offset
w JTDJ2CR/L1212F11
m =
BL@ ‘ # = JTDJ2CR/L1212X11
LH ‘ ~
L
| E=]
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF HBKW RE** Insert Torque*
JTDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JTDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T3... 1.2
JTDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
D

JSDJ2CR-CHP

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

LF B Lp  Without offset
| ; @
30° N =i N N _
N \\>z¥ glg o I PR 1 Q SEAY e Lo
93° * 2 5/16"-24UNF A 5/16”-24UNF
Wi e e 1]} S S — & o )
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
H B LF LH HF WF2 OAW RE** Insert Torque Fig.
JSDJ2CR083X-CHP 0.500 0.500 4.750 0.748 0.500 0 0.807 0.008 DC*™32.5..  0.89 -
JSDJ2CR103X-CHP 0.625 0.625 4.750 0.748 0.625 0 0.807 0.008 DC™32.5..  0.89 -
H B LF LH HF WF2 OAW RE** Insert Torque*  Fig.
JSDJ2CR1012HO07-CHP 10 12 100 17 10 0 16.4 0.2 DC*0702 1.2 1
JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC*11T3 1.2 2
JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC*11T3 1.2 2

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

[
SPARE PARTS o & /é
Designation Clamp Clamping screw Wrench 1
JTDJ2CR/L*07 JCP-2 JDS-3525 P-2F
JTDJ2CR/L**11 JCP-3 JDS-5040 P-2.5F
SPARE PARTS @ = & S \@ (

Designation

Clamping screw Coolant nozzle Nozzle retainer screw

Wrench Coolant plug Wrench

&

{

Wrench

DirectJet plug

JSDJ2CR1012H07-CHP CSTB-2.5 NZ-1.10-7-CHP SSHM4-4-TB T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
& S ® { & {

Designation Coolant unit Wrench

Clamping screw

Coolant plug

JSDJ2CR**X-CHP, SR5/16UNFTL360

JSDJ2CR**11-CHP el

S-CU-CHP T-8F P-4

DirectJet plug
SSHM4-6-TB

P-2

Reference pages : JTDJ2CR/L, JSDJ2CR-CHP: Inserts — B121 -, CBN — B193 -, PCD — B214

G040 tungaloy.com/us




JSDJ2CR/L-CHP

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

coolant capability.

- Without offset (#2)
' 300 X J,
\ 7[{:371*\’ I H"’m¢
<—
93°
= =iy
v
Cutting edge style J2 WSHG -24UNF Right hand (R) shown.
H B LF LH HF WF OAW RE Insert Torque
JSDJ2CR/L082-CHP 0.500 0.500 3.344 0.710 0.500 0.500 0.710 0.2 DC*21.5... 0.89
H B LF LH HF WF2 OAW RE* Insert Torque*
JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2 DC*0702... 1.2
JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC*11T3... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
RE**: Standard corner radius
SPARE PARTS & Vs /
) ) ) . Wrench 2
Designation Clamping screw Coolant unit Wrench 1 (Optional)
JSDJ2CR/L082-CHP,
JSDJ2GR/L1212F07-CHP CRIB-2L Sl 1=l -
JSDJ2CR/L1212F11-CHP CSTB-4SD S-CU-CHP T-8F -
°
o
=
()
S
=]
=
o
£
=
I INSERT SELECTION
. Apgl:::;ion Precision finishing Finish cutting Medi:lr‘r;t?ggfinish M Apg:i::;ion Precision finishing Finish cutting Medi:mt}g gfinish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
01
—
Breaker Breaker
Shape Shape {-f::g ::1
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Precision N A
. areas cutting . areas finishing (e @A)
Grade T515 Grade DX110 KSO05F
cM NS AL
Breaker Breaker ——
Shape ‘ Shape . ___! ﬁé__p
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
areas (TSR G cutting H areas finishing (Pt Gy
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker
Shape 0 0 Shape "::;..,_
Cutting conditions G114

Cutting conditions

Reference pages : JSDJ2CR/L-CHP: Inserts — B121 -, CBN — B193 -, PCD — B214

Tungaloy G041




DC

Rhombic, 55°

with hole
Positive 7°

J-SERIES

h. JSDJCR-F
i Screw-on stepped-head toolholder with 93° approach angle, for positive 55° rhombic inserts
External
— LF .
HBKL
= o
< W
Syt ®
w| o | L2
I} LH
: [ I
Cutting edge style J ) Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 15 26 0.2 DC*0702... 1.2
JSDJCR1216F07-F15 12 16 85 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1216X11-F15 12 16 120 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1620X11-F15 16 20 120 12,5 27 20 16 15 28 0.2 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
D
JSDJCR/L
Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts
w m
(] ;i ° #
LH
o N
930" S a0 =< LF -
L
= B
Cutting edge style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
JSDJCR/L0808H07 8 8 100 14 8 10 0.4 DC*0702... 1.2
JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC*11T3... 1.2
JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC*0702... 1.2
JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC*11T3... 1.2
JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC*11T3... 1.2

Torque*: Recommended clamping torque (N-m)

RE**: Standard corner radius

SPARE PARTS
Designation

JSDJC**H07, JSDJCR**07-F15
JSDJC**H11, JSDJCR**11-F15

Clamping screw

&

CSTB-2.5
CSTB-4SD

Pt

Wrench 1

T-8F
T-8F

4

Wrench 2
(Optional)

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

Reference pages : JSDJCR-F, JSDJCR/L: Inserts — B121 -, CBN — B193 -, PCD — B214

G042 tungaloy.com/us




JS-SDUCL
Screw-on round-shank toolholder with 93° approach angle, for positive 55° rhombic inserts

SDUCLO07 - LF o SDUCL11
25 2
|-
0.0 . |20
™ 2 o
Y v
. o
] gt
Cutting edge style U Left hand (L) shown.
DCONMS WF LF H B wB RE** Insert Torque*
JS19K-SDUCLO7 19.05 6 125 18 18 11.5 0.4 DC*0702... 1.2
JS20K-SDUCLO07 20 6 125 19 19 11.5 0.4 DC*0702... 1.2
JS22K-SDUCLO07 22 6 125 21 21 11.5 0.4 DC*0702... 1.2
JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC*11T83... 1.2
JS20K-SDUCL11 20 10 125 19 19 11.5 0.8 DC*11T3... 1.2
JS22K-SDUCL11 22 11 125 21 21 11.5 0.8 DC*11T3... 1.2
JS25K-SDUCL11 25 12 125 24 24 12.5 0.8 DC*11T3... 1.2
JS254K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC*11T83... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & S
Designation Clamping screw Wrench
JS**K-SDUCL07 CSTB-2.5 T-8F
JS**K-SDUCL11 CSTB-4SD T-8F
°
o
=
o
=]
=
o
£
=
I INSERT SELECTION
. Apg'rigaa;m“ Precision finishing Finish cutting Medigl']:t}ggﬂ"is" M Apg'ft:g"" Precision finishing Finish cutting Medigl’j‘:t}ggﬁ"is"
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker Breaker
e O & S me ™y e e
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
01
Breaker Breaker .
Shape Shape T:“"‘““ = )
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Precision A q
. pgreas cutting . pgreas finishing Medium cutting
Grade T515 Grade DX110 KSO05F
CcM NS AL
Breaker Breaker i
Shape ‘ Shape i ﬂ __!' W
Cutting conditions B020 Cutting conditions B022
Application N q Medium to finish Application Precision . .
areas (Al G cutting H areas finishing (FIGIEER Gl
Grade SH725 SH725 Grade BXA10 BXA20
Js Js CBN CBN
Breaker Breaker -
Shape o o Shape ‘i"‘-— . T |l ._‘;',;...!‘.’
Cutting conditions G114 Cutting conditions B026

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

External

D

DC

Rhombic, 55°

with hole
Positive 7°

J-SERIES

JSDFCR/L

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

S

~\9'1°

2y

55° rhombic inserts

- LA LF
! ty [ =
Cutting edge style F Right hand (R) shown.
B LF LH HF WF RE** Insert Torque*
JSDFCR/L1212H07 12 12 100 8 12 16 0.4 DC*0702... 1.2
JSDFCR/L1616H11 16 16 100 10.5 16 22 0.8 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
JSDNCN
Screw-on toolholder with 62.5° approach angle, for positive 55° rhombic inserts
[T
5
s o
2 /9 T - LH
62.5:\/ w LF
Tl
G —)
CT =
Cutting edge style N }
H B LF LH HF WF RE** Insert Torque
JSDNCNO062 0.375 0.375 5.000 0.563 0.375 0.188 0.008 DC*21.5... 0.89
JSDNCNO082 0.500 0.500 5.000 0.563 0.500 0.250 0.008 DC*21.5... 0.89
JSDNCN103 0.625 0.625 5.000 0.813 0.625 0.313 0.008 DC*32.5... 0.89
H B LF LH HF WF RE** Insert Torque*
JSDNCN1010X07 10 10 120 15 10 5 0.2 DC*0702... 1.2
JSDNCN1010X11 10 10 120 21 10 5 0.2 DC*11T3... 1.2
JSDNCN1212F07 12 12 85 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212X07 12 12 120 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212F11 12 12 85 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1212X11 12 12 120 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1616X11 16 16 120 21 16 8 0.2 DC*11T3... 1.2

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

SPARE PARTS

Designation

JSDFCR/L1212H07, JSDNCN**07
JSDNCNO062, 082

JSDNCN103, JSDNCN**11,
JSDFCR/L1616H11

&

Clamping screw
CSTB-2.5

CSTB-4SD

Pt

Wrench 1
T-8F

T-8F

4

Wrench 2
(Optional)

(T-8L)

(T-8L)

Reference pages : JSDFCR/L, JSDNCN: Inserts — B121 -, CBN — B193 -, PCD — B214
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JSDN3CR
Screw-on toolholder with 62.5° approach angle (N3-style), for positive 55° rhombic inserts

! (3] i
2 No
o - GAL
62.5° -
el =
Cutting edge style N3 Right hand (R) shown.
H B OAL LF HF WF RE** Insert Torque*
JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC*0702... 1.2
JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC*11T3... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & /4 /
. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSDN3CR1212H07 CSTB-2.5 T-8F (T-8L)
JSDN3CR1616H11 CSTB-4SD T-8F (T-8L)
°
o
=
()
S
=]
=
o
£
=
I INSERT SELECTION
. Apgﬁ:;mn Precision finishing Finish cutting Medlg:&?ﬁgﬂnlsh M Apgl:;::;lon Precision finishing Finish cutting Memg:;t}g;'"mh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
o1 JP Js Js 01 JP Js Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10
Breaker a““-c— Breaker
= -
Shape *Q:::"‘ /,,3 Shape
Cutting conditions G114 Cutting conditions G114
Application  Medium to finish Application Precision . . . .
. e S . Py finishing Finish cutting Medium cutting
Grade T515 Grade DX110 DX140 KSO05F
cMm NS DIA AL
Breaker Breaker 3 —
Cutting conditions B020 Cutting conditions B022
Application . . Medium to finish Application Precision . .
. areas (Tt G cutting H areas finishing GRhlcEting
Grade SH725 SH725 Grade BXA10 BXA20
Js Js HP CBN
Breaker Breaker - =
Cutting conditions G114 Cutting conditions B026

Reference pages : JSDN3CR: Inserts — B121 -, CBN — B193 -, PCD — B214
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External

Rhombic, 55°
with hole

MINIFTURN

QC12-JSDJ2XR-Y

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

_ B o — Without offset )@
&~
! S TS
4 . Yo
30° 7 y DISTX = =
03°
— I
m
) o
Cutting edge style J2 = — Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE** Insert Torque*
12 12 19.5 0 6 22.3 125 2.8 0.2 DX*U0703*"L... 0.9
QC12-JSDJ2XRO07-Y 750" (0.750" (0.768") (0  (0236") (0.878") (0.492") (0410% (0.008")  (DX-U22"L.) 0.66)

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

QC12-JSDJ2XR-Y-CHP

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

<LB, ‘ Without offset )5@
! g =T )
/ Q T = y T
G Vi LH
30° g DISTX -
93° L
= -
. L
Cutting edge style J2 = — Right hand (R) shown.
H B LH HF WF LB  H2 DISTX RE* Insert Torque*
12 12 195 0 6 223 125 28 02 DX'U0703"L.. 0.9
QC12-JSDJ2XROTY-CHP g 750n  (0.750" (0.768")  (0")  (0.236") (0.878") (0.492") (0.110") (0.008")  (DXU22"L..) (0.66)

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

QC12-JSDJ2XR

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

Without offset

93°

Cutting edge style J2

Right hand (R) shown.

H B LH HF WE OAW RE** Insert Torque*
12 12 19.5 12 6 15 0.2 DX*U0703"L... 0.9
glepl2 iy (0.750"  (0.750")  (0.768")  (0.472")  (0.236")  (0.591")  (0.008")  (DX'U22"L..) 0.66)

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

SPARE PARTS @ %3 (&

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

QC12-JSDJ2XR07-Y-CHP,

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

Reference pages : QC12-JSDJ2XR-Y, QC12-JSDJ2XR-Y-CHP, QC12-JSDJ2XR: Inserts — B126 -
Shank, accessory — G115, G116, Standard cutting conditions — G114

G046 tungaloy.com/us




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

Without offset @

!l I
Z =
Y o
93°
s
Cutting edge style J2 — Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque*
12 12 19.5 12 6 18.4 0.2 DXU0708"L... 0.9
QC12-JSDJ2XR07-CHP (0750  (0750")  (0768")  (0472")  (0236")  (0724")  (0.008")  (DXU22"L..) (0.66)

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

JSDJ2XR/L
Screw-on toolholder with 93° approach angle, for DX*U inserts

Without offset

! %o m¢

3 LH

O NS = LF
- S =
93°
] =
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque 3
JSDJ2XR/L062 0.375 0.375 4.750 0.625 0.375 0 0.008 DX*U22**L/R... 0.66 o
S
JSDJ2XR/L082 0.500 0.500 4.750 0.625 0.500 0 0.008 DX*U22**L/R... 0.66 _.g
JSDJ2XR/L102 0.625 0.625 4.750 0.625 0.625 0 0.008 DX*U22**L/R... 0.66 §
=
H B LF LH HF WF2 RE** Insert Torque*
JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DX*U0703**L/R... 0.9
JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DX*U0703*L/R... 0.9
JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DX*U0703*L/R... 0.9
JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DX*U0703*L/R... 0.9
JSDJ2XR/L2020H07 20 20 100 18 20 0 0.2 DX*U0703*L/R... 0.9
Torque: Recommended clamping torque: Ibs-ft (N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS @ A o
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSDJ2XR07-CHP SR34-514 S-CU-CHP T-7F ORSS-0454.5X1.0NBR70
JSDJ2XR/L... SR34-514 - T-7F -
I INSERT SELECTION
for Swiss lathes
. Apgl:::éion Finish cutting Medig:;titr?g;iniSh M Apglrié;aa;ion Finish cutting Medig:;ﬁt:gfinish
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
for Small CNC lathes
. Ap[a)lri:aa;ion Finish cutting Medium cutting M Apglri:aa;ion Finish cutting Medium cutting Appa)lri:aa;ion Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AHB8015 Grade KSO05F KSO05F
SS TS SS TS SS TS
Breaker Breaker Breaker _ o [y
Shape @ @ Shape ® @ Shape - . e | ' \a_f
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : QC12-JSDJ2XR-CHP, JSDJ2XR/L: Inserts — B126 -
Shank, accessory — G115, G116, Standard cutting conditions — G114
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External

DX
Rhombic, 55°

with hole

MINIFFTURN

JPDJ2XR/L

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

o Without offset
L
! ii il oy
R T
(: S - >
- >
93°
H P =
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JPDJ2XR/L062 0.375 0.375 4.750 0.625 0.375 0 0.008 DX*U22*L/R... 0.66
JPDJ2XR/L082 0.500 0.500 4.750 0.625 0.500 0 0.008 DX*U22**L/R... 0.66
JPDJ2XR/L102 0.625 0.625 4.750 0.625 0.625 0 0.008 DX*U22*L/R... 0.66
H B LF LH HF WF2 RE** Insert Torque*
JPDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DX*U0703**L/R... 0.9
JPDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DX*U0703*L/R... 0.9
JPDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DX*U0703*L/R... 0.9
JPDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DX*U0703*L/R... 0.9
Torque: Recommended clamping torque: Ibs-ft ("N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
JSDJ2XR-CHP
Screw-on toolholder without offset, 93° approach angle, for DX*U inserts,
high pressure coolant compatible
_ LF _ _ LF WithOULOﬁSGt @
v N LH N <tH
L;L EA A i=r Q élgf v A
- R\ /30° vOv /e t 7777777 == ! m# o)y Hie=——= ¥ o el @y
93° A /~5/16"-24UNF A /—5/16"-24UNF
ey ——— —— — L ) ST
I}@Ef;f;f;@&ﬂg I Ty )\ iﬁ,,,,,,,,,,g@} ,,,,,,,, I#
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque  Fig.
JSDJ2XR082X-CHP 0.500 0.500 4.750 0.748 0.500 0 0.728 0.008 DX*U22*L/R... 0.66 2
JSDJ2XR102X-CHP 0.625 0.625 4.750 0.748 0.625 0 0.728 0.008 DX*U22**L/R... 0.66 2
H B LF LH HF WF2 OAW RE** Insert Torque*  Fig.
JSDJ2XR1012H07-CHP 10 12 100 17 10 0 14.7 0.2 DX*U0703**L 0.9 1
JSDJ2XR1212X07-CHP 12 12 120 19 12 0 18.5 0.2 DX*U0703**L 0.9 2
JSDJ2XR1616X07-CHP 16 16 120 19 16 0 18.5 0.2 DX*U0703**L 0.9 2
LF Without offset @
v LH
o B g
= —
- "\ /30° Q ;i 85  ——— ==l m#
93° v
L
T
Cutting edge style J2 %/1 6"-24UNF Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSDJ2XR/L082-CHP 0.500 0.500 3.344 0.750 0.500 0 0.730 0.008 DXGUO0703*L/R... 0.66
H B LF LH HF WF2 OAW RE ** Insert Torque*
JSDJ2XR/L1212F07-CHP 12 12 85 19 12 0 18.5 0.2 DX*U0703**L/R... 0.9

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

G048 tungaloy.com/us




SPARE PARTS % @ y & /é @ ( & (

Designation Pin ngg\;,)viqg Wrench 1 Cslgg\l:/ir;g Coolant unit Wrench2 Coolant plug Wrench 3 Diﬁﬁgjet Wrench 4
JPDJ2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED - - - - - - -
JSDJ2XR1012H07-CHP = = = = SR34-514 - T-7F  SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSDJ2XR**07-CHP - - - - SR34-514 S-CU-CHP T-7F  SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSDJ2XR/L1212F07-CHP - - - - SR34-514 S-CU-CHP T-7F  SR5/16UNFTL360 P-4 - -
JSDJXR**-F15 - - - - SR34-514 - T-7F - - - -

JSDJXR-F
Screw-on stepped-head toolholder with 93° approach angle, for DX*U inserts
HBKL
=t 16l 1
& |12 =
2|~ = -
- etH
[T
_ 4 Ell Es
Cutting edge style J Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque
JSDJXR082-F10 0.500 0.625 4.750 0.500 1.130 0.625 0.500 0.625 1.000 0.008 DX*U22**L/R... 0.66
JSDJXR102-F10 0.625 0.750 4.750 0.500 1.130 0.625 0.625 0.625 1.000 0.008 DX*U22**L/R... 0.66
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DX*U0703**L... 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2 DX*U0703**L... 0.9 —
o
Torque: Recommended clamping torque: Ibs-ft (N-m) RE**: Standard corner radius o
Use right-hand toolholders (R) with left-hand inserts (L). )
2
o
£
& -
SPARE PARTS
Designation Cfg:swg Wrench
JSDJXR**-F... SR34-514 T-7F
I INSERT SELECTION
for Swiss lathes
. Apgl::aastion Finish cutting Medigmt?g;inish M Apglrigaa;ion Finish cutting Mediglr::ﬁtrc‘);inish
Grade SH725 SH725 Grade SH725 SH725
Jss Js JSs Js
Breaker @ @ Breaker 0 @
Shape Shape
Cutting conditions G114 Cutting conditions G114
for Small CNC lathes
. Apgl:g:;ion Finish cutting Medium cutting M Apg:jg:;ion Finish cutting Medium cutting Apgl:::;ion Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AH8015 Grade KSO05F KSO05F
SS TS SSs TS SSs TS
Breaker Breaker Breaker . . g
Shape @ 6 Shape @ 0 Shape . fa' 2 & ‘g.'
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : JPDJ2XR/L, JSDJ2XR-CHP, JSDJXR-F : Inserts — B126 -
Standard cutting conditions — G114
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Rhombic, 55°
ﬂ with hole

MINIFFTURN

h. JS-SDUXL
ﬁ Screw-on round-shank toolholder with 93° approach angle, for DX*U inserts
External
’» 25
w20
| il
. 24%
I
®
CUtting edge Style U Left hand (L) shown.
DCONMS WF LF H WB RE** Insert Torque*
JS14H-SDUXLO7 14 6 100 13 6.75 0.2 DX*U0703*L... 0.9
JS159F-SDUXLO07 15.875 6 85 15 7.687 0.2 DX*U0703**L... 0.9
JS16F-SDUXLO7 16 6 85 15 7.75 0.2 DX*U0703**L... 0.9
JS19G-SDUXLO07 19.05 6 90 18 9.275 0.2 DX*U0703**L... 0.9
JS19X-SDUXLO7 19.05 6 120 18 9.275 0.2 DX*U0703**L... 0.9
JS20G-SDUXLO07 20 6 90 19 9.75 0.2 DX*U0703**L... 0.9
JS20X-SDUXLO07 20 6 120 19 9.75 0.2 DX*U0703**L... 0.9
JS22X-SDUXLO07 22 10 120 21 10.75 0.2 DX*U0703*"L... 0.9
JS25H-SDUXLO7 25 10 100 24 12.25 0.2 DX*U0703*L... 0.9
D JS254X-SDUXLO7 25.4 10 120 24 12.45 0.2 DX*U0703*"L... 0.9

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

SPARE PARTS & /é

Designation Clamping screw Wrench
JS**-SDUXL07 SR34-514 T-7F

I INSERT SELECTION
for Swiss lathes

. Application i uop o tting  Medium to finish M Application iy, o ting  Medium to finish

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114

for Small CNC lathes

- Apgl:g:;ion Finish cutting Medium cutting M Apg:jg:;ion Finish cutting Medium cutting Apgfg:;ion Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AHB8015 Grade KSO05F KSO05F
SS TS SS TS Ss TS
Breaker Breaker Breaker . a v e l."‘ -
Shape ° 6 Shape 0 0 Shape . o7 R e
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : JS-SDUXL.: Inserts — B126 -, Standard cutting conditions — G114
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QC12-JSDNXR-CHP

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

j LH E E
[ —
1o p
o) = % =y <} - = m
62.5° Cr | '
LII‘ I—j‘lﬂ T | i It
Cutting edge style N == Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque*
12 12 19.5 12 6 15 0.2 DX*U0703**L... 0.9
Il R e (0.750") (0.750") (0.768") (0.472") (0.236") (0.591") (0.008") (DX*U22**L...) (0.66)
Torque*: Recommended clamping torque: N-m (lbs-ft)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & A =
Designation Clamping screw Wrench O-ring
QC12-JSDNXR0O7-CHP SR34-508 T-7F ORSS-0454.5X1.0NBR70
°
o
=
()
S
=]
=
o
£
=
I INSERT SELECTION
for Swiss lathes
Application . . Medium to finish Application . . Medium to finish
. e Finish cutting cutting T Finish cutting cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSs Js
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions G114
for Small CNC lathes
. Apglri:aastion Finish cutting Medium cutting M Apra)lrigaa;ion Finish cutting Medium cutting Apgfg:;ion Medium to finish cutting
Grade AH725 AH725 Grade AHB8015 AH8015 Grade KSO05F KSO05F
SS TS SS TS SS TS
Breaker Breaker Breaker - == [y
Shape o o Shape o o Shape 4 -g 2 e \g_a
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : QC12-JSDNXR-CHP: Inserts — B126 -, Shank, Accessory — G115, G116

Standard cutting conditions — G114
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Rhombic, 55° Rhombic, 45°
with hole with hole

h PDJNR/L
ﬁ Lever-lock toolholder with 93° approach angle, for negative 55°/45° rhombic inserts

External
LI.‘ om
! - = gzﬂ ¢

- : ~ LH L
93° - >
Al =
Cutting edge style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
PDJNR/L1033 0.625 0.625 4.000 1.125 0.625 0.875 0.031 DN**/FNMG 33... 1.48
PDJNR/L1233 0.750 0.750 4.500 1.125 0.750 1.000 0.031 DN**/FNMG 38... 1.48
H B LF LH HF WF RE** Insert Torque*
PDJNR/L1616H1104 16 16 100 27 16 20 0.8 DN**/FNMG1104... 2
PDJNR/L2020K1104 20 20 125 27 20 25 0.8 DN**/FNMG1104... 2
PDJNR2020H15 20 20 100 32 20 25 0.8 DN**/FNGA1504... 3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
D RE**: Standard corner radius
SPARE PARTS &
F Designation Shim Clamping screw Lever Spring pin Wrench
PDJNR/L**33,
PDJNR/L**1104 ELSD32 LCS3 LCL33L LSP3 P-2.5
PDJNR2020H15 LSD42 LCS4 LCL4 LSP4 P-3
S
I INSERT SELECTION
Apzl::aa;ion erﬁg;::'?; Finish cutting Medium cutting Medilé':'nti?‘ gheavy M Apg:i::;ion Finish cutting Medium cutting MEdigTﬂtizgh eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6215 AH6225 AH6225
TF TSF ™ TH SF SM SH
Breaker Breaker !
Cutting conditions B004 Cutting conditions B006
. Apgl:::;ion Finish cutting Medium cutting MediléTuti?‘gheaW . Apg:f::;ion 2ﬁgﬁfg Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX110 DX140 TH10 KSO05F
All-round All-round All-round DIA with rake DIA P 28
Breaker Breaker -
sl - - - B B2 O &S <
Cutting conditions B008 Cutting conditions B010
. Apra)llj:aa;ion Zﬁgﬁfg Finish cutting Medium cutting H Apgl:g:;ion Zﬁgﬁfg Finish cutting
Grade BX950 AH8005 AHB8005 Grade BXA10 BXA10
CBN HRF HRM HP HS
Breaker Breaker .
Shape 4 - ] @ e Shape i',:;;_._, . el
Cutting conditions B012

Cutting conditions

Reference pages : PDJNR/L: Inserts — B066 -, CBN — B172 -, PCD — B211
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SC

Square
@ with hole
Positive 7°
SSDC/PN

SP

Square
O

with hole
Positive 11°

Screw-on toolholder with 45° approach angle, for positive square inserts

45}\7 o

-
—~

Cutting edge style D

)\
-

LF

H B LF LH HF WF RE** Insert
SSDCN1010K07 10 10 125 12 10 5 0.4 SC*0702...
SSDPN1010H 10 10 100 12 10 5 0.4 SP*P042...
SSDCN1212K09 12 12 125 15 12 6 0.8 SC*09T83...
SSDPN1212H 12 12 100 12 12 6 0.4 SP*P042...
SSDCN1616H09 16 16 100 15 16 8 0.8 SC*09T83...
SSDPN1616H 16 16 100 14 16 8 0.8 SP*M322...
RE**: Standard corner radius
SPARE PARTS & @ ( ﬁ °
Designation Clamping screw Shim screw Shim Wrench 1 Wrench 2 L
SSDCN1010K07 CSTB-3 - - - T-9F Q
SSDPN1010H CSTA-NO3 - - - T-9F %
SSDCN1212K09 CSTB-4 - - - T-15F £
SSDPN1212H CSTA-NO3 - - - T-9F =
SSDCN1616H09 CSTB-3.5L DTS5-3.5 SSS32 P-3.5 T-15F
SSDPN1616H CSTA-NO5 - - - T-9F

Il INSERT SELECTION

Application Medium to finish q . Application . .
e cutting Medium cutting M e Medium cutting
Grade AH725 AH725 Grade AH725

PM
Breaker Breaker
Shape Shape
Cutting conditions B016 Cutting conditions B018

Application Medium to finish
areas cutting
Grade 515

CM
Breaker
Shape
Cutting conditions B020

Reference pages : SSDC/PN: Inserts — B134 -

Tungaloy G053




TC

Triangular
with hole
Positive 7°

J-SERIES

JSTACR/L

-~

Screw-on toolholder with 91° approach angle, for positive 60° triangular inserts
External

% @

LH

HF
H

o
91°<:

Cutting edge style A

H B LF LH HF WF RE**
JSTACR/L0808K08 8 8 125 10 8 8 0.2
JSTACR/L1010K08 10 10 125 10 10 10 0.2
JSTACR/L1212K11 12 12 125 12 12 12 0.4
JSTACR/L1616H11 16 16 100 12 16 16 0.4

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

& s

SPARE PARTS

; " q Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSTACR/L*K08 CSTB-2L T-6F (T-6L)
JSTACR/L*11 CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
. Apglri:aastion Precision finishing Finish cutting Medigll;r:“trt:;inish M Apg:ié::;ion Precision finishing
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725
o1 JP Js Js 01 JP
Breaker Breaker
Shape Shape
Cutting conditions G114 Cutting conditions
Application Medium to finish Application Medium to finish
areas cutting M areas cutting
Grade SH725 Grade SH725
J10 J10
Breaker / Breaker /
Shape 4 Shape
Cutting conditions G114 Cutting conditions G114
Application Medium to finish Application Precision a q
. areas cutting . areas finishing Medium cutting
Grade T515 Grade DX120 KSO05F
CM DIA with rake AL
Breaker Breaker A
Shape Shape a
Cutting conditions B020 Cutting conditions B022
Application . .
H e, Finish cutting
Grade BXA10
CBN
-~
Breaker
Shape -‘
| -
Cutting conditions B026

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

G054 tungaloy.com/us

Without offset

Right hand (R) shown.

Insert Torque*
TC*0802... 0.6
TC*0802... 0.6
TC*1102... 1.2
TC*1102... 1.2

Finish cutting MEdigert}r?JiniSh
SH725 SH725

A A

G114




JTTACR/L

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

- ©

91°

Cutting edge style A

Without offset

=N
*J‘ﬁ LF

%y O]

B
|

H| B
[

Right hand (R) shown.

LF LH

HF WF RE** Insert Torque*
JTTACL0810K08 8 10 125 10 8 10 0.2 TC*0802... 0.9
JTTACR/L1212M11 12 12 150 12 12 12 0.4 TC*™1102... 0.9
JTTACR/L1616M11 16 16 150 12 16 16 0.4 TC*1102... 0.9
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
@ & 9
SPARE PARTS Bl
Designation Clamp Clamping screw Wrench
JTTACL0810K08 JCP-1 JDS-3525 P-2F
JTTACR/L*M11 JCP-2 JDS-3525 P-2F
I INSERT SELECTION
. Apglri:aastion Precision finishing Finish cutting Medigll;r:“trt:;inish M Apg:ié::;ion Precision finishing Finish cutting MEdigert}r?JiniSh
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
01 JP Js Js 01 JP Js Js
Breaker Breaker
Cutting conditions G114 Cutting conditions G114

Application Medium to finish
areas cutting
Grade SH725

J10
Breaker /
Shape 4

Cutting conditions G114

Application Medium to finish
areas cutting
Grade T515

CcM
Breaker
Shape
Cutting conditions B020
Application . .
H e, Finish cutting
Grade BXA10
CBN
-~
Breaker
Shape -‘
| -
Cutting conditions B026

Application Medium to finish
M areas cutting
Grade SH725
J10
Breaker /
Shape
Cutting conditions G114
Application Precision q .
. areas finishing Medium cutting
Grade DX120 KSO05F
DIA with rakeAL
Breaker A
Shape a
Cutting conditions B022

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

Miniature tool

Tungaloy G055




-~

External

Triangular
with hole

PTL2NR/L

Lever-lock toolholder with 95° approach angle, for negative 60° triangular inserts

« %%

95°

Cutting edge style L2

WF

/\,45"
) m¢

LF

il &

Without offset

Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque*
PTL2NR/L2020H16 20 20 100 22 20 20 0.4 TN**1604... 2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
JTTLNR/L
Back-clamp toolholder with 95° approach angle, for negative 60° triangular inserts
. Without offset
t\115 w ¢
; m
)
P LH
95° LF

Cutting edge style L

H
JTTLNR/L1216F16 12
JTTLNR/L1216X16 12
JTTLNR/L1616X16 16

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

SPARE PARTS @ &

Clamping screw Clamping screw 1

Designation Clamp Shim
PTL2NR/L... - LST317 D30
JTTLNR/L... JCP-3N =

16
16
16

JDS-5040

LF
85
120
120

LH
17
17
17

Wrench

P-2.5F

1l £

HF WF RE**
12 16 0.4
12 16 0.4
16 16 0.4

y ¢ MR

Wrench 1

Spring pin

P-2.5 LSP3

Lever
LCL3

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

G056 tungaloy.com/us

Right hand (R) shown.

Insert Torque*
TN*1604... 1
TN**1604... 1
TN**1604... 1




JTTANR/L

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

Without offset
=y e\ o
LH
— @ D LF |
91°
o] =
Cutting edge style A Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
JTTANR/L1216K16 12 16 125 19.8 12 16 0.4 TN**1604... 1.2
JTTANR/L1616K16 16 16 125 19.8 16 16 0.4 TN™1604... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
@) & %
SPARE PARTS Bl
Designation Clamp Clamping screw Wrench
JTTANR/L... JCP-3N JDS-5040 P-2.5F
°
o
=
()
S
=]
=
o
£
=
Il INSERT SELECTION
Application Precision Finish cuttin Medium cuttin Application Precision Finish cuttin Medium cuttin
areas finishing 9 9 M areas finishing 9 9
Grade SH725 SH725 GT9530 T9215 Grade SH725 SH725 AH6225
01 JRP TSF A ™ 01 JRP SM
Breaker _- Breaker
Shape LN Shape
i = 5
Cutting conditions G114 B004 Cutting conditions G114 B006
Appiiation Medizrntiﬂ;eavy Application - Einish cutting ~ Medium cutting Me‘“‘;:‘ﬂ‘iﬁ;ea"y
Grade T9215 Grade T515 T515 T515
TH All-round All-round All-round
Breaker Breaker
Shape Shape
Cutting conditions B004 Cutting conditions B008
. Apgl:g:;ion Zﬁg;ﬁfg Finish cutting Medium cutting Apglri::;ion Zﬁgﬁfg Finish cutting Medium cutting
Grade DX110 DX140 TH10 KSO05F Grade BX950 AH8005 AH8005
DIA with rake DJA P 28 CBN _ HRF HRM
A = ./ Break
Breaker reaker
Shape L - ,j A Shape @
e —— A = Yot
Cutting conditions B010 Cutting conditions B012
Application Precision - .
H areas finishing Finishicutting
Grade BXA10 BXA10
HP HS N
Breaker
Shape

Cutting conditions

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

Tungaloy G057




Rhombic, 35°

with hole

Positive 5°

Mmoo uUuMTuU=2N

QC12-JSVJ2BR

-~

External

93°

Cutting edge style J2
H
QC12-JSVJ2BR11

12
(0.750")

Screw-on modular head with 93° approach

angle, for positive 35° rhombic inserts

OAW

=

o

L

=

- i =1

I

Ty
B LH HF WF OAW RE**
12 22 12 6 15 0.2

(0.750") (0.866") (0.472") (0.236") (0.591") (0.008")

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

RE**: Standard corner radius

QC12-JSVJ2BR-CHP

Without offset

Right hand (R) shown.

Insert Torque*
VB**1108... 1.2
(VB*22..) (0.89)

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

coolant capability

50°
93°

Cutting edge style J2

OAW

Kl =F

Without offset @

Right hand (R) shown.

H B LH HF OAW RE** Insert Torque*
12 12 21 12 6 15 0.2 VB*1103... 1.2
ISR ARIRTRGR 2 (0.750"  (0.750")  (0.827")  (0.472")  (0.236")  (0.591")  (0.008") (VB™22..) (0.89)
Torque: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
V. JSVJ2BR/L
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts
Without offset

|
N

- ) ®

ora® 250

Cutting edge style J2

H
JSVJ2BR/L062 0.375
JSVJ2BR/L082 0.500
JSVJ2BR/L102 0.625

H
JSVJ2BR/L1010X11 10
JSVJ2BR/L1212F11 12
JSVJ2BR/L1212X11 12
JSVJ2BR/L1616X11 16

B LF
0.375 5.000
0.500 5.000
0.625 5.000

B LF

10 120

12 85

12 120

16 120

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

RE**: Standard corner radius

SPARE PARTS

Designation

&

Clamping screw

Wrench 1

LH HF WF RE**
0.813 0.375 0.375 0.008
0.813 0.500 0.500 0.008
0.813 0.625 0.625 0.008

LH HF WF RE**

21 10 10 0.2

21 12 12 0.2

21 12 12 0.2

21 16 16 0.2

o = &

Right hand (R) shown.

QC12-JSVJ2BR11, JSVJ2BR/L...
QC12-JSVJ2BR11-CHP

G058 tungaloy.com/us

CSTB-2.5
CSTB-2.5

T-8F
T-8F

Coolant nozzle

ORSS-0454.5X1.0NBR70  NZ-1.10-7-CHP

SSHM4-4-TB

Insert Torque
VB* 22... 0.89
VB** 22... 0.89
VB** 22... 0.89

Insert Torque*

VB**1103... 1.2
VB**1103... 1.2
VB**11083... 1.2
VB**11083... 1.2
Wrench 2
P-2




J-SERIES

JSVJ2BR/L-CHP

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

LF . Without offset @
l LH
50° N L —
T - SENPY < — i )
93° ! 5/16"-24UNF
W - - ‘
| TP
Cutting edge style J2 Right hand (R) shown.
H B LF LH HF WF2 OAW RE Insert  Torque*
JSVJ2BR1212X11-CHP 12 12 120 23.6 12 0 14.7 0.2 VB**1103 1.2
JSVJ2BR1616X11-CHP 16 16 120 23.6 16 0 16 0.2 VB**1103 1.2
- LF . Without offset @
] o LH
L
=
N, mEEF == f
93° A
E=]
Cutting edge style J2 5/16”-24UNF Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSVJ2BR/L082-CHP 0.500 0.500 3.344 0.930 0.500 0 0.610 0.008 VB 22... 0.89
H B LF LH HF WF2 OAW RE ** Insert Torque*
JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB**11083... 1.2

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

RE**: Standard corner radius

°
o
=
()
S
=]
=
o
@o= &) £
SPARE PARTS @ /% @ ( & ( =
Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSVJ2B**X11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSVJ2BR/L082-CHP,
JSVJ2B**F11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 = -
I INSERT SELECTION
Application Precision = a q Medium to finish Medium to finish Application Precision - . Medium to finish Medium to finish
. areas finishing Finishicutting cutting cutting areas finishing Ginishictitling cutting cutting
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
JP Js Js J10 JP Js Js J10
Breaker Breaker
e e WS> O e = shepe | ey eSS B> »
Cutting conditions G114 Cutting conditions G114
Application  Medium to finish Application _ q Medium to finish
. pgreas cutting . areas Al Gt cutting
Grade T515 Grade SH725 SH725
CM Js Js
Breaker Breaker "
Shape Shape @ @
Cutting conditions B020 Cutting conditions G114
Application Precision . .
H areas finishing hinishlcuting
Grade BXA10 BXA10
HP CBN
Breaker
Shape @y oy W
Cutting conditions B026

Reference pages : QC12-JSVJ2BR, QC12-JSVJ2BR-CHP, JSVJ2BR/L, JSVJ2BR/L-CHP:
Inserts — B150 -, CBN — B207 -, Shank, Accessory — G115, G116

Tungaloy G059




VB

Rhombic, 35°

with hole

Positive 5°

J-SERIES

h~ JSVJBR-F
i Screw-on stepped-head toolholder with 93° approach angle, for positive 35° rhombic inserts
External
LF -
(i,
= HBKL
=iy ©
5 T of
B e N\ oy
=7
93°l 50° LN L2
I
) LH
_ [m| BE=]
Cutting edge style J b Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSVJBR1216F11-F15 12 16 85 12.6 27 21 12 15 26 02  VB*1103.. 1.2
JSVJBR1216X11-F15 12 16 120 12.6 27 21 12 15 26 02  VB*1103.. 1.2
JSVJUBR1620X11-F15 16 20 120 12.6 27 21 16 15 26 02  VB*1103.. 1.2
Torque*: Recommended clamping torque (N-m) RE**: Standard corner radius
JSVJBR/L
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts
LL,
m
' =P ’
LH
50° -~ LF N
LL,
H Ex]
Cutting edge style J Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
SVJBR/L122 0.750 0.750 4.500 1.063 0.750 1.000 0.0160 VB*22... 0.89
SVJBR/L123 0.750 0.750 4.500 1.181 0.750 1.000 0.0320 VB**33... 0.89
SVJBR/L163 1.000 1.000 6.000 1.575 1.000 1.250 0.0320 VB*33... 0.89
H B LF LH HF WF RE** Insert Torque*
\/ JSVJBR/L1010H11 10 10 100 20 10 12 0.4 VB**1103... 1.2
JSVJBR/L1212H11 12 12 100 22 12 16 0.4 VB**1103... 1.2
JSVJBR/L1616H11 16 16 100 22 16 20 0.4 VB**1103... 1.2

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

SPARE PARTS & /é /

. . . Wrench 2
Designation Clamping screw Wrench 1 (Optional)
JSVJBR**-F15, JSVJBR/L... CSTB-2.5 T-8F (T-8L)

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

G060 tungaloy.com/us




JSVABL

Screw-on toolholder with 91° approach angle, for positive 35° rhombic inserts

Without offset
mn _
=t o o
= ] |
‘\> o s=—= LF -
91°
e
=4 R E
Cutting edge style A Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque*
JSVABL1010K11 10 10 125 21 10 10 0.2 VB**1103... 1.2
JSVABL1212K11 12 12 125 21 12 12 0.2 VB*1103... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
JSVNBN
Screw-on toolholder with 72.5° approach angle, for positive 35° rhombic inserts
TR LF .
Ei H
T
72.5° 0
— |—) a5
I N Ed)
Cutting edge style N
H B LF LH HF WF RE** Insert Torque* g
JSVNBN1010X11 10 10 120 22 10 5 0.2 VB**1103... 1.2 ‘;,
S
JSVNBN1212F11 12 12 85 22 12 6 0.2 VB**11083... 1.2 %
JSVNBN1212X11 12 12 120 22 12 6 0.2 VB**1103... 1.2 c
JSVNBN1616X11 16 16 120 22 16 8 0.2 VB**1103... 1.2 =
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS & S /
Designation Clamping screw Wrench 1 Wirzmeln 2
(Optional)
JSVNB... CSTB-2.5 T-8F (T-8L)
I INSERT SELECTION
. Apglri::;ion I:II;:(S:I;I:gn Finish cutting Medigl’rlr;t:;ggfinish Medigmﬁtﬁgﬁnish M Apglri;:aa;ion Ff’lr;gﬁlr(‘)gn Finish cutting Medigmﬁtﬁgﬁnish Medizmtitggfinish
Grade SH725 SH725 SH725 SH725 Grade SH725 SH725 SH725 SH725
JP Js Js J10 JP Js Js J10
Breaker . Breaker B
| e G S s e i i@ ai@is 9 -
Cutting conditions G114 Cutting conditions G114
Applicati Medium to finish Application . " Medium to finish
. pzrlgzslon ¢ Igmtirt\)glms . areas oshiciing cutting
Grade T515 Grade SH725 SH725
CcM Js Js
Breaker Breaker .
Shape ‘ Shape & w
Cutting conditions B020 Cutting conditions G114
Applicati Precisi n 3
H pzr'::slon firr?ig;ﬁlr?; Finish cutting
Grade BXA10 BXA10
HP CBN
Breaker
Shape By ™

Cutting conditions B026

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

Tungaloy Go61




VP

Rhombic, 35°
with hole
Positive 11°

J-SERIES

h JSVL2PR/L
ﬁ Screw-on toolholder with 95° approach angle, for positive 35° rhombic inserts
External
Without offset
' 5 =}
3TN _LH ‘
- LF -
95° !
H T =
Cutting edge style L2 Right hand (R) shown.
H B LF LH HF WF RE** Insert Torque
JSVL2PR/L082 0.500 0.500 5.000 0.813 0.500 0.500 0.008 VP**22... 0.89
JSVL2PR/L102 0.625 0.625 5.000 0.813 0.625 0.625 0.008 VP*22... 0.89
H B LF LH HF WF RE** Insert Torque*
JSVL2PR/L1010X08 10 10 120 16 10 10 0.2 VP**0802... 0.6
JSVL2PR/L1010K08 10 10 125 16 10 10 0.2 VP**0802... 0.6
JSVL2PR/L1212F08 12 12 85 16 12 12 0.2 VP**0802... 0.6
JSVL2PR/L1212F11 12 12 85 21 12 12 0.2 VP**1103... 1.2
JSVL2PR/L1212X08 12 12 120 16 12 12 0.2 VP**0802... 0.6
JSVL2PR/L1212X11 12 12 120 21 12 12 0.2 VP**1103... 1.2
JSVL2PR/L1212K08 12 12 125 16 12 12 0.2 VP**0802... 0.6
JSVL2PR/L1616X08 16 16 120 16 16 16 0.2 VP**0802... 0.6
JSVL2PL1616K08 16 16 125 16 16 16 0.2 VP**0802... 0.6
JSVL2PR/L1616X11 16 16 120 21 16 16 0.2 VP**1103... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
RE**: Standard corner radius
SPARE PARTS & %’g /
Designation Clamping screw Wrench 1 Yg';?;:alz)
JSVL2PR/L082/102 CSTB-2.5 T-8F (T-8L)
JSVL2PR/L**08 CSTB-2L T-6F (T-6L)
7 JSVL2PR/L**11 CSTB-2.5 T-8F (T-8L)

Il INSERT SELECTION

Application - q - q Application A . . .
i Finish cutting  Finish cutting M i Finish cutting  Finish cutting
Grade SH725 SH725 Grade SH725 SH725

JRP JSP JRP JSP
Breaker ‘ il Breaker - =
Shape & @ Shape & @
Cutting conditions G114 Cutting conditions G114

Application . . . X
s areas Finish cutting  Finish cutting

Grade SH725 SH725
JRP JSP
Breaker _—
Shape & B
Cutting conditions G114

Reference pages : JSSVL2PR/L: Inserts — B154

G062 tungaloy.com/us




JSVP2PR/L
Screw-on toolholder with 117.5° approach angle, for positive 35° rhombic inserts

Without offset

-9

Z
117.5° LH

WF HBKW

-

LF

HF
=5
i
4l

Cutting edge style P2

Right hand (R) shown.

H B LF LH HF WF HBKW RE** Insert Torque*
JSVP2PR/L1010K08 10 10 125 16 10 10 4 0.2 VP**0802... 0.6
JSVP2PR/L1010K11 10 10 125 20 10 10 8 0.2 VP**1108... 1.2
JSVP2PR/L1212K08 12 12 125 16 12 12 2 0.2 VP**0802... 0.6
JSVP2PR/L1212K11 12 12 125 20 12 12 6 0.2 VP**1108... 1.2
JSVP2PR/L1616K08 16 16 125 16 16 16 2 0.2 VP**0802... 0.6
JSVP2PR/L1616K11 16 16 125 20 16 16 6 0.2 VP**1108... 1.2
Torque*: Recommended clamping torque (N-m)
RE**: Standard corner radius
SPARE PARTS @ S /
Designation Clamping screw Wrench 1 Wirzmeln 2
(Optional)
JSVP2PR/L**08 CSTB-2L T-6F (T-6L)
JSVP2PR/L**11 CSTB-2.5 T-8F (T-8L)
©
o
=
o
>
=
o
£
=

Il INSERT SELECTION

Application . 2 A " Application - . - .
. areas Finish cutting  Finish cutting M reas Finish cutting  Finish cutting

Grade SH725 SH725 Grade SH725 SH725
JRP JSP JRP JSP
Breaker Breaker
s A <S> e A
Cutting conditions G114 Cutting conditions G114
Application . . . .
A Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape ‘ "
Cutting conditions G114

Reference pages : JSVP2PR/L: Inserts — B154

Tungaloy G063




-~

External

VX

Rhombic, 35°

07 with hole

MINIFFURN

QC12-JSVJ2XR

Screw-on modular head with 93° approach angle, for VXGU inserts

93°

Cutting edge style J2

QC12-JSVJ2XR09

H
12

(0.750")

12
(0.750")

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

RE**: Standard corner radius

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

QC12-JSVJ2XR-CHP

LH

19.5
(0.768"

‘ LH
= A i
\
5\ 8/ @
[V
=
==
HF WF OAW
12 6 15
(0.472"  (0.236")  (0.591")

RE**

0.2
(0.008")

Without offset

Right hand (R) shown.

Insert Torque*
VXGUO9T2**L... 0.9
(VXGU73.5*L...) (0.66)

Screw-on modular head with 93° approach angle, for VXGU inserts, with high pressure coolant capability

93°

Cutting edge style J2

QC12-JSVJ2XR09-CHP

H

12
(0.750")

12
(0.750")

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

RE**: Standard corner radius

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

SPARE PARTS
Designation
QC12-JSVJ2XR09
QC12-JSVJ2XR09-CHP

&

Clamping screw
SR34-508

SR34-508

Coolant unit

S-CU-CHP

LH

21
(0.827")

A

Wrench
T-7F
T-7F

OAW

HF

12
(0.472"

HF_ WF

(0.236")

(&

O-ring

OAW

15
(0.591")

B

Lever
SLLV-1

ORSS-0454.5X1.0NBR70 =

RE**

0.2
(0.008")

&

Pin

SL-PI-2

Without offset @

Right hand (R) shown.

Insert Torque*
VXGUO9T2**L... 0.9
(VXGU73.5%L...) (0.66)

e »
Clamping screw Wrench
SR10400611 HW2.0/5RED

Reference pages : QC12-JSVJ2XR, QC12-JSVJ2XR-CHP: Inserts — B155, Shank, Accessory — G115, G116
Standard cutting conditions — G114

G064 tungaloy.com/us




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

4 5 e o)

Y
A

Without offset

- LF

HF
%
H
]

Cutting edge style J2

Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JSVJ2XR/L067 0.375 0.375 4.750 0.669 0.375 0 0.008 VXGU73'L/R... 0.66
JSVJ2XR/L087 0.500 0.500 4.750 0.748 0.500 0 0.008 VXGU73*L/R... 0.66
JSVJ2XR/L107 0.625 0.625 4.750 0.748 0.625 0 0.008 VXGU73*L/R... 0.66

H B LF LH HF WF RE** Insert Torque*
JSVJ2XR/L1010X09 10 10 120 17 10 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9
JSVJ2XR/L2020H09 20 20 100 19 20 0 0.2 VXGUO9T2*L/R... 0.9

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

JPVJ2XR/L
Lever-lock toolholder with 93° approach angle, for VXGU inserts
_ W Without offset _
LA % & <} ;
Lo /il X © 2
()
LH, g
LF z
IS
=
| £ T11° =
Cuttlng edge style J2 Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JPVJ2XR/L067 0.375 0.375 4.750 0.669 0.375 0 0.008 VXGU73*L/R... 0.66
JPVJ2XR/L087 0.500 0.500 4.750 0.748 0.500 0 0.008 VXGU73*L/R... 0.66
JPVJ2XR/L107 0.625 0.625 4.750 0.748 0.625 0 0.008 VXGU73*L/R... 0.66

H B LF LH HF WF RE** Insert Torque*
JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2**/R... 0.9
JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUQO9T2**L/R... 0.9
JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2*L/R... 0.9

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

SPARE PARTS & /é % @ % )y

Designation Clamping screw Wrench Lever Pin Clamping screw Wrench
JSVJ2XR/L... SR34-508 T-7F - - - -
JPVJ2XR/L... = = SLLV-1 SL-PI-2 SR10400611 HW2.0/5RED

Il INSERT SELECTION

Application . : Medium to finish Application . : Medium to finish
areas Finish cutting cutting M eepe— Finish cutting cutting
Grade SH725 SH725 Grade SH725 SH725

JRP Js JRP Js
Breaker .= Breaker T
Shape @ Shape @
Cutting conditions G114 Cutting conditions G114

Reference pages : JSSVJ2XR/L, JPVJ2XR/L: Inserts — B155, Standard cutting conditions — G114

Tungaloy G065




VX

Rhombic, 35°
with hole

MINIFFURN

JSVJ2XR/L-CHP

Direct connection

-~

Screw-on toolholder without offset, 93° approach angle, for VXGU inserts,

=l high pressure coolant compatible
Without offset
LF LF -
~ LH
. o [LH ] o |
~ . = R > I E— T EENY - i —
N e L m—remi T L, S
93° d /16”-24UNF A /—5/16"-24UNF
T %:::::::@@:j[ IEES] Ay & e T T
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
H B LF LH HF WF OAW RE* Insert Torque Fig.
JSVJ2XR087X-CHP 0.500 0.500 4.750 0.768 0.500 0 0.528 0.008 VXGU73"L... 0.66 -
JSVJ2XR107X-CHP 0.625 0.625 4.750 0.768 0.625 0 0.625 0.008 VXGU73"L... 0.66 -
H B LF LH HF WF2 OAW RE** Insert Torque* Fig.
JSVJ2XR1012H09-CHP 10 12 100 17 10 0 12 0.2 VXGUO09T2*L 0.9 1
JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGU09T2**L 0.9 2
JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGU09T2**L 0.9 2
LF Without offset @
|~ g
v o | H
\ o Y s = D — = ;’?”’\’*JT’“‘ =
‘\"’ 50 SR S==surss ey
93° 4
LIS e
Iy S
Cutting edge style J2 /1 6”-24UNF Right hand () shown.
H B LF LH HF WF OAW RE** Insert Torque
JSVJ2XR/L087-CHP 0.500 0.500 4.750 0.748 0.500 0 0.020 0.008 VXGU73™L... 0.66
H B LF LH HF WF2 OAW RE ** Insert Torque*
JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 13.5 0.2 VXGUO9T2**L/R... 0.9
Torque: Recommended clamping torque: Ibs-ft (*N-m) RE**: Standard corner radius
Vv Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R).
SPARE PARTS & S @ ( & (
Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSVJ2XR1012H09-CHP SR34-508 - T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSVJ2XR**X-CHP,
JSVJ2XR*X09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSVJ2XR/L087-CHP
JSVJ2XR/L1212F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 - -
Reference pages : JSVJ2XR/L-CHP: Inserts — B155, Standard cutting conditions — G114

G066 tungaloy.com/us




JSVJXR-F
Screw-on stepped-head toolholder with 93° approach angle, for VXGU inserts

HBKL

1N g

TA LF o

LH
o Tl E

OAW

Cutting edge style J

Right hand (R) shown.

H B LF L2 HBKL LH HF WF OAW RE** Insert Torque
JSVJXR087-F10 0.500 0.625 4.750 0.500 1.130 0.750 0.500 0.625 1.000 0.008  VXGU73*L... 0.66
JSVJUXR107-F10 0.625 0.750 4.750 0.500 1.130 0.750 0.625 0.625 1.000 0.008  VXGU73*L... 0.66

H B LF L2 HBKL LH HF WF OAW  RE** Insert Torque*
JSVJXR1016X09-F15 10 16 120 12 27 19 10 15 26 0.2  VXGUO9T2*L... 0.9
JSVJUXR1216F09-F15 12 16 85 12 27 19 12 15 26 0.2  VXGUO9T2*L... 0.9
JSVJUXR1216X09-F15 12 16 120 12 27 19 12 15 26 0.2  VXGUO9T2*L... 0.9
JSVJUXR1620X09-F15 16 20 120 12 27 19 16 15 26 0.2 VXGUO09T2*L... 0.9

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

QC12-JSVVXR-CHP
Screw-on modular head with 72.5° approach angle, for VXGU inserts, with high pressure coolant capability

| — @
A L e
— <§t = = m¢ S
72.5° & 8
o
2
= | g
Cutting edge style V Right hand (R) shown. =
H B LH HF WF OAW RE** Insert Torque*
12 12 21 12 6 15 0.2 VXGUOIT2*L... 0.9
(C oSG el 0.750"  (0.750"  (0.827)  (0.472)  (0236)  (0.591)  (0.008)  (VXGU73"L..) (0.66)

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

SPARE PARTS @ 7 O

Designation Clamping screw Wrench O-ring
JSVIXR**-F... SR34-508 T-7F -
QC12-JSVVXR09-CHP SR34-508 T-7F ORSS-0454.5X1.0NBR70

Il INSERT SELECTION

. Application Finish cutting Medium to finish M Application Finish cutting Medium to finish

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker Breaker
rhondll —— -~ Sape
Cutting conditions G114 Cutting conditions G114

Reference pages : JSVUXR-F, QC12-JSVVXR-CHP: Inserts — B155,
Shank, Accessory = G115, G116, Standard cutting conditions — G114

Tungaloy G067




VN

Rhombic, 35°

07 with hole

c o

IsoETURN

h JPVJ2NR/L

N
ﬁ Back-clamp toolholder with 93° approach angle, for negative 35° rhombic inserts

External
(]
L
S = @
\ 5 =¥ *
bl () LH
& it LF
93°
Lo
. £ TR E
Cutting edge style J
H B LF LH HF WF RE**
JPVJ2NR082.33 0.500 0.500 4.75 0.900 0.500 0 0.0078
JPVJ2NR102.33 0.625 0.625 4.75 0.900 0.625 0 0.0078
H B LF LH HF WF2 RE**
JPVJ2NR/L1212X1204 12 12 120 23 12 0 0.2
JPVJ2NR/L1616X1204 16 16 120 23 16 0 0.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
RE**: The holder measurements are true with this insert radius
SPARE PARTS % @ % /<
Designation Lever Pin Clamping screw Wrench
JPVJ2NR/L***.33
JPVJ2NR/L*1204 SLLV-4 SL-PI-2 SR10400611 HW2.0/5RED
Vv
W' B INSERT SELECTION
. Application Finishing Medium cutting M Application Finishing Medium cutting
Grade T9215 T9215 Grade AH6225 AH6225
TSF ™ SS SM
Chipbreaker Chipbreaker
shape - - shape ‘ ‘
Cutting conditions B004 Cutting conditions B006

Reference pages : JPVJ2NR/L: Inserts — B098 -

G068 tungaloy.com/us

Without offset

Right hand (R) shown.

Insert Torque
VN*2.38... 0.66
VN*2.38... 0.66

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




Trigon, 80°
with hole

MINIFFTURN

QC12-JSWL2XR-Y

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

o < B o Without offset
o57% i )=
A I It
e ! Ty
- pisTX, | =t~
95°
i o
. u_T Y
Cutting edge style L2 = Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE* Insert Torque
12 12 195 0 6 22.3 12 2.8 02  WXGU0403"L... 0.9
Soib sl it (0.750" (0.750") (0.768")  (0')  (0.236") (0.878") (0.472") (0.11") (0.008")  (WXGU22"L..) (0.66)

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

QC12-JSWL2XR-Y-CHP

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

. < LB, Without offset S
¥ == w ] )= 8
QY] -
§A a5 d==—H T
h@l i - ¢ Ty g
=
{= DISTX | 1= M =~ g
95° =
= =
== m
. L
Cutting edge style L2 = Right hand (R) shown.
H B LH HF WF LB H2 DISTX RE** Insert Torque
12 12 19.5 0 6 22.3 12 2.8 0.2 WXGUO0403**L... 0.9
12-JSWL2XR04-Y-CHP
ol 04-¥-C (0.750") (0.750") (0.768") Q") (0.236") (0.878") (0.472") (0.11")  (0.008") (WXGU22*L...) (0.66)
Torque: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & A o
Designation Clamping screw Wrench O-ring
QC12-JSWL2XR04-Y SR34-514 T-7F -
QC12-JSWL2XR04-Y-CHP SR34-514 T-7F ORSS-0454.5X1.0NBR70
I INSERT SELECTION
For Swiss lathes
Application . . Medium to finish Application . A Medium to finish Application Precision
. areas (Tt Gy cutting M areas RinShlcttling cutting areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSs Js JSs Js HP .=
Breaker Breaker Breaker
= A v e &
Cutting conditions G114 Cutting conditions G114 Cutting conditions B026
For Small CNC lathes
. Apgl:::;ion Finish cutting Medium cutting M Apg:j:aa;ion Finish cutting Medium cutting Apglri:aa;ion Medium to finish cutting
Grade AHT725 AH725 Grade AHB8015 AHB8015 Grade KSO05F KSO05F
SS TS SS TS ss TS A
Breaker Breaker Breaker a a
Shape ‘ ‘ Shape ‘ A Shape .b = o‘, L - __5
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : QC12-JSWL2XR-Y, QC12-JSWL2XR-Y-CHP: Inserts — B157 -, CBN — B210
Shank, Accessory — G115, G116, Standard cutting conditions — G114

Tungaloy G069




WX
Tigon,

MINIFFTURN

QC12-JSWL2XR

hﬁ Screw-on modular head with 95° approach angle, for WXGU inserts

External
: 95° = LH - Without offset
2 \ =
©
< .
= i m
—
g
95° =
| A=
Cutting edge style L2 Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque
12 12 19.5 12 6 15 0.2 WXGUO0403**L... 0.9
QC12-JSWL2XR04 (0.750") (0.750") (0.768") (0.472" (0.236") (0.591") (0.008" (WXGU22*L..) (0.66)
Torque: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
QC12-JSWL2XR-CHP
Screw-on modular head with 95° approach angle, for WXGU inserts, with high pressure coolant capability
95° Without offset @
1
— @
95°
Cutting edge style L2 = Right hand (R) shown.
H B LH HF WF OAW RE** Insert Torque
12 12 19.5 12 6 16.5 0.2 WXGUO0403**L... 0.9
€9 S0 el (0.750"  (0.750")  (0.768")  (0.472")  (0.236")  (0.650")  (0.008")  (WXGU22"L..) (0.66)
Torque: Recommended clamping torque: N-m (Ibs-ft)
RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
W
SPARE PARTS @ A O
Designation Clamping screw 1 Coolant unit Wrench 1 O-ring
QC12-JSWL2XR04 SR34-514 = T-7F =
QC12-JSWL2XR04-CHP SR34-514 S-CU-CHP T-7F ORSS-0454.5X1.0NBR70

Reference pages : QC12-JSWL2XR, QC12-JSWL2XR-CHP: Inserts — B157 -, CBN — B210
Shank, Accessory — G115, G116, Standard cutting conditions — G114

G070 tungaloy.com/us




JSWL2XR/L
Screw-on toolholder with 95° approach angle, for WXGU inserts

950 Without offset
L A Y e}
IS FlH
- i LF y
95°
L
Cutting edge style L2 IW H ‘It Right hand (R) shown.

H B LF LH HF WF RE** Insert Torque
JSWL2XR/L062 0.375 0.375 4.750 0.500 0.375 0 0.008 WXGU22*L/R... 0.66
JSWL2XR/L082 0.500 0.500 4.750 0.500 0.500 0 0.008 WXGU22*L/R... 0.66
JSWL2XR/L102 0.625 0.625 4.750 0.500 0.625 0 0.008 WXGU22*L/R... 0.66

H B LF LH HF WF2 RE** Insert Torque*
JSWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L2020H04 20 20 100 8 20 0 0.2 WXGUO0403*L/R... 0.9

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

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

N Without offset
L
A L4 o)
Yn
- LF
) j 38
5 ° =} E
Cutting edge style L2 Right hand (R) shown. }E
H B LF LH HE WE RE* Insert Torque <
JPWL2XR/L062 0.375 0.375 4.750 0.500 0.375 0 0.008 WXGU22**L/R... 0.66
JPWL2XR/L082 0.500 0.500 4.750 0.500 0.500 0 0.008 WXGU22**L/R... 0.66
JPWL2XR/L102 0.625 0.625 4.750 0.500 0.625 0 0008  WXGU22"LAR.. 0.66
H B LF LH HF WF2 RE** Insert Torque*
JPWL2XR/L1010X04 10 10 120 11 10 0 02  WXGUO403"LR.. 0.9
JPWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9

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

— & B P ®s

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

I INSERT SELECTION

For Swiss lathes

Application Al q Medium to finish Application 4 A q Medium to finish Application Precision
. areas [Fltel) GV cutting M areas Rinishiclitting cutting H areas finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSS Js JSS Js HP .~
Breaker Breaker Breaker n-
Shape Shape Shape L [1
Cutting conditions G114 Cutting conditions G114 Cutting conditions B026
For Small CNC lathes
Application A q q 5 Application A q A q Application i - q
. - Finish cutting Medium cutting M e Finish cutting Medium cutting e Medium to finish cutting
Grade AH725 AH725 Grade AH8015 AH8015 Grade KSO05F KSO05F
SS TS SS TS SS . TS
#
Breaker Breaker Breaker a a
Shape Shape Shape k 41 L ;
A e 4 Y
Cutting conditions G114 Cutting conditions G114 Cutting conditions B022

Reference pages : JSWL2XR/L, JPWL2XR/L: Inserts — B157 -, CBN — B210
Standard cutting conditions — G114

Tungaloy G071




WX
Tigon,

ORCE
MINIFTURN
JSWL2XR/L-CHP

‘i
h‘ Screw-on toolholder without offset, 95° approach angle, for WXGU inserts,
External . .

high pressure coolant compatible

. LF Without offset
% T S,
. & =l | I —
"> P IR

|_5/16"-24UNF

95°
Cutting edge style L2 : Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSWL2XR082X-CHP 0.500 0.500 4.750 0.728 0.500 0 0.650 0.008 WXGU22*L... 0.66
JSWL2XR102X-CHP 0.625 0.625 4.750 0.728 0.625 0 0.650 0.008 WXGU22**L... 0.66
H B LF LH HF WF2 OAW RE** Insert Torque*
JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2 WXGUO0403*L 0.9
JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2 WXGUO0403*L 0.9

95° = LF Without offset
i & @

N [
m =
[ P—

95° W

Ties——@ 077 T|
Cutting edge style L2 T/Sﬁ 2z Right hand (R) shown.
H B LF LH HF WF OAW RE** Insert Torque
JSWL2XR/L082-CHP 0.500 0.500 3.344 0.750 0.500 0 0.650 0.008 WXGU22**L/R... 0.66
H B LF LH HF WF2 OAW RE ** Insert Torque*
JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGUO0403*L/R... 0.9

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

- SPARE PARTS @ S @ ( & (

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

Reference pages : JSWL2XR/L-CHP: Inserts — B157 -, CBN — B210
Standard cutting conditions — G114

G072 tungaloy.com/us




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

HBKL
= i © N
<| LW
Oy 3y |2 mt
L LF -
LH
L
. £ [l E2
Cuttlng edge style L Right hand (R) shown.
H B LF L2 HBKL LH HF WF OAW  RE** Insert Torque
JSWLXR082-F10 0.500 0.625 4.750 0.500 1.100 0.500 0.500 0.625 1.000 0.008 WXGU22**L... 0.66
JSWLXR102-F10 0.625 0.750 4.750 0.500 1.100 0.500 0.625 0.625 1.000 0.008 WXGU22**L... 0.66
H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSWLXR1016X04-F15 10 16 120 12 27 11 10 15 26 0.2 WXGUO0403**L... 0.9
JSWLXR1216F04-F15 12 16 85 12 27 11 12 15 26 0.2 WXGUO0403*L... 0.9
JSWLXR1216X04-F15 12 16 120 12 27 11 12 15 26 0.2 WXGUO0403*"L... 0.9
JSWLXR1620X04-F15 16 20 120 12 27 11 16 15 26 0.2 WXGUO0403*L... 0.9
Torque: Recommended clamping torque: Ibs-ft (*N-m) RE**: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
SPARE PARTS & s
Designation Clamping screw Wrench
JSWLXR**-F10,
JSWLXR*-F15 SR34-514 T-7F
©
o
=
o
=]
=
o
£
=
I INSERT SELECTION
For Swiss lathes
Applicati & q q Medium to finish Applicati nn : Medium to finish Application Precisi
. Poreas | Fimisheutting MESCR IS M) PRess™  Finshoutting NeCiRn SN Il Phrcas | finishing
Grade SH725 SH725 Grade SH725 SH725 Grade BXA10
JSs Js JSS Js HP .=
Breaker Breaker Breaker n
Shape Shape Shape i S ﬂ
Cutting conditions G114 Cutting conditions G114 Cutting conditions B026

For Small CNC lathes

Application
areas

Grade

Breaker
Shape

Cutting conditions

Finish cutting  Medium cutting M Apgl:::;ion
AH725 AH725 Grade
ss TS
Breaker
Shape
G114 Cutting conditions

Finish cutting Medium cutting Application Medium to finish cutting
AH8015 AH8015 Grade KSO5F KSO5F

ss TS ss LI
e & = & s

G114 Cutting conditions B022

Reference pages : JSWLXR-F: Inserts — B157 -, CBN — B210, Standard cutting conditions — G114
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External

G074 tungaloy.com/us

pDuokl

JSXXR/L

ORCE

cuUT

Parting-off and front turning toolholders

0

I

Parting-off

JSXXL0606X05

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

SPARE PARTS
Designation
JSXXR...05
JSXXL...05

Il INSERT

Front turning

H

o O N O

&

Clamping screw
CSTB-2.5L054DL
CSTB-2.5L054DR

Right-hand Right-hand U -~

N i m o m’ ;

S = [ gi‘:}r—m l Left-hand

R A S

T, LF 5 I LF T =

— bl |
ANCINY 1 TS 1
1
Fig. 1 Fig. 2

B LF HF WF2( Insert Torque* Fig.

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

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

(1) The first value before “/” indicates the WF for the right-hand holder and the second value after “/”

Wrench for the left-hand holder.

T-7F Use the right-hand insert (JV****R...) for a right-hand holder (JSXXR...); the left-hand insert (JV****L...)

o for a left-hand holder (JSXXL...).

JVFN45R/L (For front turning)

Fig. 1 ‘ Fig. 2
Details of edge INSL Ref.
- Steel Y
M Stainless Y
Cast iron
Non-ferrous Y
Superalloys *
H Hard materials % : First choice
Coated
Designation HAND | RE |& INSL Fig.
N~ (in)
I
(2]
JVFN45R0310F R 0 @ 0.827 1
JVFN45L0302FL L 0 @ 0.827 2
@ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece materials Grade Cut;::n?sfslg)eed
Low carbon steels
1015, etc. SH725 164 - 591
Carbon steels, Alloy steels
. 1055, etc. SH725 164 - 591
Free cutting steels
SUH22, SUH23, etc. SHr25 164 - 591
Stainless steels
M S SH725 164 - 394
Aluminum alloys
. 5056, 6061, etc. SH725 492 - 656
Copper alloys _
2600, C280C, etc. SH725 528 - 656
Titanium alloys
. Ti-6Al-4V, etc. SH725 98 - 262
Superalioys SH725 98 - 262

Inconel718, etc.

Details of edge

Feed
f (ipr)

0.00039 - 0.0012
0.00039 - 0.0012

0.000839 - 0.0012
0.00039 - 0.0012
0.00039 - 0.0012
0.00039 - 0.0012
0.00039 - 0.0012

0.00039 - 0.0012




J-SERIES

JSXGR/L

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

o

T [ uf] o
R,

§ CDX Without offset
o
<C

LH

Front 'FF e C-type
i ] =
turning S I © Et

APMX = 5.5 mm Right hand (R) shown.

H B LF LH CDX HF WF Insert
JSXGR/L1010K8-C 10 10 125 29 6.7 10 10 JXFR/LS..., JXRR/LS...
JSXGR/L1212K8-C 12 12 125 29 6.7 12 12 JXFR/LS..., JXRR/LS...
JSXGR/L1616K8 16 16 125 29 6:5 16 16 JXFR/LS..., JXRR/LS...
JSXGR/L2020K8 20 20 125 29 6.5 20 20 JXFR/LS..., JXRR/LS...
JSXGR/L2525K8 25 25 125 29 6.5 25 25 JXFR/LS..., JXRR/LS...

Can be used with JXG insert for parting and grooving.
Can be wrenched also from the back with a double-head screw.

SPARE PARTS & /<> /

Designation Clamping screw Wrench 1 (\:V)ﬁ?g:alz)
JSXGRI/L... CSTB-4SD T-8F (T-8L)
I INSERT
JXF (For front turning) JXR (For reverse turning) _
8
IC )
¥ e s
A . - <) ° =
=~ | 99 1 i
) A
%
Bl stee! * Bl stee! *
M Stainless * M Stainless *
Cast iron Cast iron
Non-ferrous * Non-ferrous *
Superalloys * Superalloys *
H Hard materials % : First choice H Hard materials % : First choice
Coated | Uncoated Coated | Uncoated
Designation |HAND| RE o IC| S |D1 Designation |HAND| RE o IC| S |D1
o o
N T N T
5 = 5 =
JXFR8000F R | 000 @ [ J 0.315|0.156 | 0.173 JXRR8000F R | 000 @ [ J 0.315|0.156 | 0.173
JXFR8010F R | 0004 @ [ J 0.315|0.156 | 0.173 JXRR8010F R | 0004 @ [ J 0.315|0.156 | 0.173
@ : Line up @ : Line up

Tungaloy G075
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External

G076 tungaloy.com/us

J-SERIES

JSXBR/L

Screw-on toolholder for back turning and threading

JSXBR/L1010K8-C
JSXBR/L1212K8-C
JSXBR/L1616K8
JSXBR/L2020K8
JSXBR/L2525K8

SPARE PARTS
Designation

JSXBRI/L...

Il INSERT

APMX

I

APMX = 5.5 mm

H
10
12
16
20
25

Can be used with JXT insert for threading.
Can be wrenched also from the back with a double-head screw.

&

Clamping screw

CSTB-4SD

JXB (Sharp edge)

B
10
12
16
20
25

LF
125
125
125
125
125

WF,, .
A
N

LF
LH
AN Y El
LH CDX HF
29 6.7 10
29 6.7 12
29 6.4 16
29 6.4 20
29 6.4 25

‘ﬂ\l

WF
5.7
7.7
1.7
15.7
20.7

P 4

1C

Wrench 2
Wrench 1 (Optional)
T-8F (T-8L)
3.97
RE
-

Right hand (R) shown.

- Steel *
M Stainless *
Cast iron * %
Non-ferrous *
Superalloys DA * % : First choice
H Hard materials * ¥¢ : Second choice
Coated | Uncoated Max.
Designation HAND (251) o o (rL?n) gfgm
S F (mm)
JXBR800O0OF R | 003 @ [ J 8 5.5
JXBL800OF L |003 @ [ J 8 5.5
JXBR8005F R | 005 @ [ J 8 5.5
JXBL8005F L |005 | @ [ 8 5.5
JXBR8010F R 01 |@ [ J 8 5.5
JXBL8010F L 01 |@ [ J 8 5.5
JXBR8015F R |015 | @ [ J 8 5.5
JXBL8015F L |015 | @ [ J 8 5.5
@ : Line up

C type
Right hand (R) shown.
Insert
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...
JXBR/L8..., JXT*R...
JXBR/LS..., JXT*R...
JXBR/LS..., JXT*R...




JXB (Honed edge)
| 3.97

r* 157 | | RE
ﬁ 60&:5
e

@

Right hand (R) shown.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys D¢ % : First choice
H Hard materials ¥¢ : Second choice
Coated Max.
. . RE IC |depth
Designation HAND (mm) o (mm) | of cut
~ (mm)
=
JXBR/L8005 R | 005 @ 8 5.5
JXBR/L8005 L [005 | @ 8 5.5
JXBR/L8010 R 01 | @ 8 5.5
JXBR/L8010 L 01 |@ 8 5.5
JXBR/L8015 R |015 | @ 8 5.5
JXBR/L8015 L |015 | @ 8 5.5
® : Line up
Il STANDARD CUTTING CONDITIONS (JXB type insert)
Cutting speed Feed: f (ipr, S
1ISO Workpiece material Grade 9 sp: . (ipr) . o]
Ve (sfm) Grooving Turning ©
General steel 5
. 1045, etc. J740 33 -328 0.0004 - 0.0012 0.0008 - 0.004 -§
c
Free-cutting steel J740 33 -328 0.0004 - 0.0012 0.0008 - 0.004 5
M Stainless steel J740 33-328 0.0004 - 0.0008 0.0008 - 0.003
3083, etc.
Aluminium alloys, Brass _ _ _
. Si < 12%, 5056, 6061, etc. TH10 164 - 656 0.0004 - 0.0020 0.0008 - 0.004
Difficult-to-machine material,
s Titanium alloys TH10 33-98 0.0004 - 0.0008 0.0008 - 0.002

Ti-6AI-4V, etc.

Tungaloy G077




J-SERIES

QC12-JSEGR
Screw-on modular head for back turning
<LH
Y =i
L Z @ I
< Oy @ ©
= w
Z =
tf WD =
APMX =0.118 Right hand (R) shown.
H B LH HF WF OAW Insert Torque*
12 12 19.5 12 3.5 5 1.2
(SRl (0.750") (0.750") (0.768") (0.472") (0.138") (0.591") e (0.89)
Torque* : Recommended clamping torque: N-m (Ibs-ft)
QC12-JSEGR-CHP
Screw-on modular head for back turning, with high pressure coolant capability
: l @
1 f 2
x Oy
=
o
<
" : I
APMX =0.118 Right hand (R) shown.
H B LH HF WF OAW Insert Torque*
12 12 19.5 12 3.5 15 1.2
ClGleEadmel (0.750") (0.750") (0.768") (0.472") (0.138") (0.591") SN 27 (0.89)
Torque* : Recommended clamping torque: N-m (Ibs-ft)
JSEGR/L
Screw-on toolholder for back turning
o . <CDX
O C= o
x w —
2 =
< LF
-
7 O =
APMX =3 mm
H B LF CDX HF WF Insert Torque*
JSEGR/L1010K10 10 10 125 3.3 10 7.5 J10ER/L... 1.2
JSEGR/L1212K10 12 12 125 3.3 12 9.5 J10ER/L... 1.2
JSEGR/L1616K10 16 16 125 818} 16 13.5 J10ER/L... 1.2
Torque*: Recommended clamping torque (N-m)
& B % ' o

SPARE PARTS

Designation

QC12-JSEGR10

QC12-JSEGR10-CHP

JSEGR/L...

Clamping screw
CSTB-2.5
CSTB-2.5
CSTB-2.5

Coolant unit

S-CU-CHP

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

Wrench 2
(Optional)

ORSS-0454.5X1.0NBR70

(T-8L)

Reference pages : QC12-JSEGR, QC12-JSEGR-CHP, JSEGR/L: Inserts— G079

Shank, Accessory — G115, G116, Standard cutting conditions — G080

G078 tungaloy.com/us




Il INSERT
J10E (Sharp edge)

05 RE
05
~_ 60 ,4-\"’
e N
|
L Ic —t 3.18 Right hand (R) shown.
Bl steel * |3 *
M Stainless * | Y
Cast iron * PG pie
Non-ferrous *
S Superalloys DAY * Y : First choice
H Hard materials * ¥ : Second choice
Coated Cermet | Uncoated
3 IC | donth
i i RE |0 () ep
Designation HAND (mm) | o i3 o (mm) | of cut
ag n T mm
» 5 Z = (mm)
J10ER/LO05BF R | 005 @ @ [ J 6.35 3
J10ER/LOO5BF L |005 @ @ ([} 6.35 3
J10ER/LO10BF R 0.1 @ @ [ J 6.35 3
J10ER/LO10BF L 0.1 @ @ [ J 6.35 3
J10ER/LO15BF R | 015 | @ [ J 6.35 3
J10ER/LO15BF L |015|@ [ J 6.35 3
@® : Line up
J10E (Honed edge)
05 Rg
30°T :ﬁ
N me
IR
o
-\\-\-,.‘9. \.
|
l<IC | 12318 might hand (R) shown.
- Steel * *
M Stainless *
Cast iron * S
Non-ferrous
S Superalloys D¢  : First choice
H Hard materials ¥¢ : Second choice
Coated | Ggated Mo
Designation nanp| RE o IC | depth
(mm) Q 2 (mm) | of cut
~ o (mm)
= =
J10ER005B R | 005 |@ [ J 6.35 3
J10EL005B L |005|@ 6.35 3
J10ER010B R 0.1 | @ [ J 6.35 3
J10ELO10B L 0.1 | @ 6.35 3
® : Line up

Miniature tool

Tungaloy G079




Il STANDARD CUTTING CONDITIONS (J10E type insert)

Cutting speed Feed
1ISO Workpiece material Grade -
P Ve (sfm) f (ipr)
SH725 164 - 656 0.0004 - 0.004
J740 33 -328 0.0004 - 0.004
Steel
1045, etc. NS9530 164 - 492 0.0004 - 0.004
h‘. . J9530 164 - 492 0.0004 - 0.004
External
SH725 164 - 656 0.0004 - 0.004
Free-cutting steel
J740 33 - 328 0.0004 - 0.004
SH725 164 - 656 0.0004 - 0.004
. J740 33-328 0.0004 - 0.004
M Stainless steel
303, ste. NS9530 164 - 492 0.0004 - 0.004
J9530 164 - 492 0.0004 - 0.004
(T Elliepz), B TH10 33 - 656 0.0004 - 0.004
Si < 12%, 5056, 6061, etc. ’ ’
Difficult-to-machine material, Titanium alloys _ _
S LAY, otc. TH10 33-98 0.0004 - 0.004
Il INSERT
10E (Insert blank) 10E (Insert blank)
= Q
©) | Q‘ 0 —
s Jop B ;
o1 R B @ i
= E?Y 26° Right hand (R) shown. ) 13.3 .18 Right hand (R) shown.
m - 13.0 ~3'18 Unit: mm o = T Unit: mm
Uncoated Uncoated
Designation HAND| o Designation HAND| o
- ™
ag o5
(= =
10ER100B R @ 10ER300 ([ J
10EL100B L @ 10EL300 L @
10ER150B R @ @ : Lineup
10EL150B L @
@ : Line up
Note: Right hand holder (JSEGR...) use right hand insert (10ER...) Note: Right hand holder (JSEGR...) use right hand insert (10ER...)
and left hand holder (JSEGL...) use left hand insert (10EL...) and left hand holder (JSEGL...) use left hand insert (10EL...)
ll Formed examples of insert blanks ll Standard cutting conditions
o o Workpiece material| Carbon | Stainless
£ s 2 =) Operations & steel steel Brass
2 3 % 3 Cutting speed (sfm) ~ 330 ~ 160 ~ 650
€ B = & Lateral feed Roughing| ~0.002 | ~0.001 | ~0.004
& @ (external turning) | Feed (ipr) Medium | ~0.001 | ~0.001 | ~0.002
= Finishing | ~ 0.0007 | ~ 0.0006 | ~ 0.0016
Q Notes: :
= « Front relief angle, side relief angle, edge Parti ff Cutting speed (sfm) ~ 260 ~ 100 ~ 500
= width can be ground depending on the Ga '”9'0 Roughing| ~ 0.0007 | ~ 0.0006 | ~ 0.002
© icati roovin
& application. g ) - - ~ ~
* Insert blanks can be formed to a profiling Forming Feed (ipr) Medium 0.0006 0.0004 0.001
tool which has a width up to 0.118". Finishing | ~ 0.0004 | ~ 0.0003 | ~ 0.0006

G080 tungaloy.com/us




SJ-SERIES

JSTBR/L
Screw-on toolholder for back turning

o CDX
E Y
% o}
[T
== LF -
-
il LH
N e
I@ v | T4
= Ul ==
APMX =0.098 ES Right hand (R) shown.
H B LF LH CDX HF WF HBH Insert Torque
JSTBR/L063 0.375 0.375 5.000 0.625 0.197 0.375 0.219 0.250 JTBR/LS... 0.89
JSTBR/L083 0.500 0.500 5.000 0.625 0.197 0.500 0.313 0.125 JTBR/LS... 0.89
JSTBR/L103 0.625 0.625 5.000 0.625 0.197 0.625 0.469 - JTBR/LS... 0.89
H B LF LH CDX HF WF HBH Insert Torque*
JSTBR/L1010X3 10 10 120 15 5 10 6 5 JTBR/L3... 1.2
JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/LS... 1.2
JSTBR/L1212F3 12 12 85 15 5! 12 8 8 JTBR/LS... 1.2
JSTBR/L1212X3 12 12 120 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1616X3 16 16 120 15 5 16 12 = JTBR/LS... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
JS-TBL3
Screw-on toolholder for back turning
LF %) ©
W = - 3 S
- T )
O S
< 3 5
(Kl ° g
£
T =
APMX = 2.5 mm
H H LF CDX WF wB Insert Torque*
JS19K-TBL3 19.05 18 125 4.5 6 11.5 JTBRS... 3
JS20K-TBL3 20 19 125 4.5 6 11.5 JTBRS... 3
JS22K-TBL3 22 21 125 4.5 6 11.5 JTBRS... 3
JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBRS... 3

Torque*: Recommended clamping torque (N-m)

SPARE PARTS @ %’g /

Designation Clamping screw Wrench 1 zg';?g:a%
JSTBR/L... CSTB-4SD T-8F (T-8L)
JS**-TBL3 CSTB-4S T-15F o

Reference pages : JSTBR/L, JS-TBL3: Inserts, Standard cutting conditions — G082

Tungaloy G081




I INSERT
JTB (Sharp edge)

3.18

Right hand (R) shown.

- Steel ¥* |y *
M Stainless * | Y%
Cast iron * DAe Pig
l Non-ferrous *
S Superalloys AR A * % : First choice
H Hard materials Y ¥¢ : Second choice
Coated Cermet | Uncoated
Max.
Designation hanp| RE 1o 3 IC | depth
@in) IR Q o = (mm) |of cut
55 & E )
JTBR3000F R |0.001 @ @ [ J 9.438 | 2.5
JTBL3000F L (0001 @ @ [ J 9.438 | 2.5
JTBR3005F R (0002 @ @ [ J 9.438 | 2.5
JTBL3005F L (0002 @ @ [ J 9.438 | 2.5
JTBR3010F R |0004 @ @ [ J [ J 9.438 | 2.5
JTBL3010F L (0004 @ @ [ J [ J 9.438 | 2.5
JTBR3015F R |0.006 @ @ 9.438 | 2.5
JTBL3015F L |0.006 @ 9.438 | 2.5
® : Line up
JTBR/L (Honed edge)
B
ot
3.18 Right hand (R) shown.
* *
M Stainless *
Cast iron * DA
l Non-ferrous
S Superalloys Pig % : First choice
H Hard materials < : Second choice
Coated gg%% Max.
. . RE IC |depth
Designation HAND| o § (mm) | of gut
N~ [ (mm)
) )
JTBR3005 R |0.002| @ [ J 9.438 | 2.5
JTBL3005 L [0.002 @ 9.438 | 2.5
JTBR3010 R |0.004 | @ [ J 9.438 | 2.5
JTBL3010 L [0.004 | @ 9.438 | 2.5
® : Line up
Il STANDARD CUTTING CONDITIONS (JTB type insert)
i . Cutting speed Feed
ISO Workpiece material Grade Ve (sfm) £ (ipr)
SH725 164 - 656 0.0004 - 0.004
Steel J740 33-328 0.0004 - 0.004
1045, etc. NS9530 164 - 492 0.0004 - 0.004
. J9530 164 - 492 0.0004 - 0.004
. SH725 164 - 656 0.0004 - 0.004
Free-cutting steel
J740 33 -328 0.0004 - 0.004
SH725 164 - 656 0.0004 - 0.004
Stainless steel J740 33-328 0.0004 - 0.004
M 303, ete. NS9530 164 - 492 0.0004 - 0.004
J9530 164 - 492 0.0004 - 0.004
. Sﬂ“;g'&‘j?oa;gygbg i TH10 33 - 656 0.0004 - 0.004
s DifficuIt-to-mac_lr_}i_réirl‘r_'nz\tfz?g Titanium alloys TH10 33.98 0.0004 - 0.004

G082 tungaloy.com/us




MINIVERROOVE
QC12-SVER/L-CHP

Modular head for external grooving and threading, with

high pressure coolant capability

Right-hand Left-hand

CWN-

“own —owx G B LA HF WFO et Toraue
05 1 12 12 19.5 12 4.19/7.19 " 1.3
Clgile ARl Gials (0.020") (0.039") (0.750") (0.750") (0.768") (0.472") (0.165"/0.283") VGO.. (0.96)
Torque: Recommended clamping torque: N-m (Ibs-ft)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width. The first value before “/” indicates the WF for
the right-hand holder and the second value after “/” for the left-hand holder.
SVER/L
External grooving and threading toolholder
- Right-hand Left-hand %%
—— Pk o (= SR
ZI <A i Y =
==« . LF 0.106"
[GX®) ‘-gl- 0.106" |= > -
> oY
L
%r % ¥ Tl II (D)
Fig.1 |HBL| t HBH Fig.2 S
H B LF HF WF2 ) HBL HBH Insert  Torque Fig. g
SVER/L06-10 0.020 0.039 0.375 0.375 4.750 0.375 0.070/0.304 0.472 0.024  VG*10... 0.96 1 E;‘
SVER/L08-10 0.020 0.039 0.500 0.500 4.750 0.500 0.070/0.430 - - VG*10... 0.96 2 é
H B LF HF WF2 () HBL HBH Insert Torque*  Fig.
SVER/L0808H08 0.33 1 8 8 100 8 1.23/6.78 - - VGPOS... 1.1 2
SVER/L1010H10 0.5 1 10 10 100 10 1.78/8.23 - - VG*10... 1.3 1
SVER/L1212X10 0.5 1 12 12 120 12 1.78/10.23 - - VG*10... 1.3 1

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

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

SPARE PARTS @ 4 @
Designation Clamping screw Wrench O-ring
QC12-SVER10-CHP CSTB-2.5L054DL T-7F ORSS-0454.5X1.0NBR70
QC12-SVEL10-CHP CSTB-2.5L054DR T-7F ORSS-0454.5X1.0NBR70
SVER0808... CSTB-2.2L053DL T-7F -
SVEL0808... CSTB-2.2L053DR T-7F -
SVER06/08-10,
SVER1010/1212.... CSTB-2.5L054DL T-7F -
SVEL06/08-10,
SVEL1010/1212... CSTB-2.5L054DR T-7F -

Reference pages : QC12-SVER/L-CHP, SVER/L: Inserts — G084
Shank, Accessory — G115, G116, Standard cutting conditions — G085

Tungaloy G083




MINIVERROOVE
SVER/L-CHP

External grooving and threading toolholder, with high pressure coolant capability

Right-hand Left-hand J% =
‘ — Wm
rl 3 2 @
Z %) y
£E1 5/16"-24UNF
QO L
2| 0.106" = LF -
e
SO~ s ___ P 'y
| Lfi SO N - 1 =z |
| CWN  CWX | H B LF HF WF2 (1) Insert Torque
SVER/L08-10-CHP 0.020 0.039 0.500 0.500 4.750 0.500 0.070/0.430 VG*10... 0.96
CWN [ H B LF HF WF2 (1) Insert  Torque*
SVER/L1012H10-CHP 0.5 1 10 12 100 10 1.78/10.23 VG*10... 1.3
SVER/L1212X10-CHP 0.5 1 12 12 120 12 1.78/10.23 VG*10... 1.3

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

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

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

SPARE PARTS & @ & %g ( (

Designation Clamping screw Coolant plug DirectJet plug Wrench Wrench 1 Wrench 2
SVER... CSTB-2.5L054DL  SR5/16UNFTL360 SSHM4-6-TB T-7F P-4 P-2
SVEL... CSTB-2.5L054DR  SR5/16UNFTL360 SSHM4-6-TB T-7F P-4 P-2

VGPO08/10 (For grooving / sharp edge)

RE
gy |

Bl stee! *
M Stainless *
Cast iron
Non-ferrous *
Superalloys *
H Hard materials % : First choice
Coated
Designation CW=0.025 CW¢'0.001 BE 9 CPX* CU'_I'DIA S
(mm) (in) (in) | (in) (in) (in)
»
VGP08-033F-000 0.33 0.013 0 @ 0.079 0.157 0.087
VGP08-050F-000 0.5 0.020 0 @ 0.079 0.157 0.087
VGP08-075F-000 0.75 0.030 0 @ 0.098 0.197 0.087
VGP08-100F-000 1 0.039 0 | @ 0.098 0.197 0.087
VGP10-050F-000 0.5 0.020 0 @ 0.098 0.197 0.124
VGP10-050F-005 0.5 0.020 |0.002 | @ 0.098 0.197 0.124
VGP10-075F-000 0.75 0.030 0 @ 0.118 0.236 0.124
VGP10-075F-005 0.75 0.030 |0.002 | @ 0.118 0.236 0.124
VGP10-100F-000 1 0.039 0 @ 0.157 0.315 0.124
VGP10-100F-005 1 0.039 |0.002 | @ 0.157 0.315 0.124
*Max grooving depth varies depending on workpiece diameters. @ : Line up

See below for details.

Reference pages : Toolholders — G083 - G084

G084 tungaloy.com/us




Note: Max grooving depths vs workpiece diameters

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

Workpiece VGP08 VGP10
diameter (in) 01E ] VGP08-100F, 30'236 L (] VGP10-100F
0098 VGP08-075F X - [ VGP10-075F
] VGP08-050F, E - [0 VGP10-050F
0079 : =07 -

VGP08-033F

Max. groove depth: T max (in)

<
g i g b i o
B e 2018
h H h H h H g)
0.039 o 00719
o
5 ‘ ‘ :
0.020 ¢ 0, ] R A
Max. groove 3 eee : :
depth: 0 i ] i ] i ] i ] = 0 S N A N N N N L0 4 9
| | T max (in) 0030 0079 018 0167 0197 028 0216 0315 0354 03% 0079 0157 026 035 034 042 0% 080 0709

Workpiece diameter (in) Workpiece diameter (in)

I STANDARD CUTTING CONDITIONS

Grooving
. . Cutting speed Feed
ISO Workpiece materials Grade Ve (sfm)  (ipr)
L0 EEN SEMERIES SH725 164 - 492 0.0002 - 0.004

1015, 1020, etc.

Carbon steels, Alloy steels
. 1055, 4140, efc. SH725 164 - 492 0.0002 - 0.004

Free cutting steels

SUH22, SUH23, etc. SH725 164 - 492 0.0002 - 0.004 -
Stainless steels ie]
M 304, etc. SH725 164 - 328 0.0002 - 0.004 ©
g
Aluminum alloys ©
. 5056, 6061, etc. SH725 492 - 722 0.0002 - 0.004 é
Copper alloy i )
©2600, C280C, etc. SH725 328 - 656 0.0002 - 0.004
Titanium alloys
Ti-GAN4Y. oft, SH725 98 - 262 0.0002 - 0.004
Superalioys SH725 98 - 262 0.0002 - 0.004

Inconel718, etc.

Tungaloy G085




TETRAMCEUT

QC12-STCR/L-Y

Y-axis turning modular head for external grooving and threading

LB
- Right-hand i Left-hand HL‘HL
SR =ED T )*
'Y ! i
CWN- LH
CWX DR |
o] ] i
= T m wi o
AN v DNm L
|
| CWN Ccwx [ B LH HF  WF= LB H2  DISTX Insert Torque*
0.33 3.18 12 12 195 0 6/9 26 18.6 6.5 . 1.2
e ok Se s (0.013") (0.125") (0.472") (0.472") (0.768") (0") (0.236"/0.354") (1.024") (0.732") (0.256") Ul (0.89)

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

WEF** : The first value before “/” indicates the WF for the right-hand holder and the second value after */” for the left-hand holder.
Note: Use the right-hand insert (TC*18R...) for a right-hand holder (QC12-STCR...); the left-hand insert (TC*18L...) for a left-hand holder (QC12-STCL...).

QC12-STCR/L-Y-CHP

Y-axis turning modular head for external grooving and threading

, with high pressure coolant capability

Right-hand e y Left-hand hﬁ%%
LL & (V)
SR =t @
] e || pisTx || |s LH
=

= s R TP ™
| CWN Ccwx [ B LH HF WP LB H2  DISTX Insert Torque*
CIENSR LAl (0.%?2") (0?1'122") (0_411:722") (0.41152") (o?ég") (((J)“) (0.2?36") (1.524“) (o??ég") (o.gfs") Uk (01.%529)

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

WF** : The first value before “/” indicates the WF for the right-hand holder and the second value after */” for the left-hand holder.

Through-coolant head

Note: Use the right-hand insert (TC*18R...) for a right-hand holder (QC12-STCR...); the left-hand insert (TC*18L...) for a left-hand holder (QC12-STCL...).

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

Reference pages : QC12-STCR/L-Y, QC12-STCR/L-Y-CHP: Inserts — G091 -
Shank, Accessory — G115, G116, Standard cutting conditions — G097

G086 tungaloy.com/us




QC12-STCR/L
Modular head for external grooving and threading

T8 Y
Right-hand = m Left-hand u.¢ ! 1 %%
o ) = ¢ mi n
=<
= LH ==
== 33
T QO
m 2 ¢ 1
)= 2 sl =
_HBL_
 CWN cwx [ B LH HF HBH HBL WF Insert  Torque*
0.33 3.18 12 12 19.5 12 3.9 17.9 6 ’ 1.2
SIS (0.013") (0125" (0.472") (0.472") (0.768") (0.472") (0.154"  (0.705") (0286"  'C 18R (ggg)
0.33 3.18 12 12 21 12 3.9 18.3 9 . 1.2
QC12-STCL18 (0.013")  (0.125")  (0.472")  (0.472") (0.827")  (0.472")  (0.154")  (0.720")  (0.354") TCH18L... (0.89)

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

QC12-STCR/L-CHP

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

UL,
Right-hand = (’H:[ mi Left-hand-l-# UW\F ELJ%
[ = m -
— 2| W= Ty D
LH £
== o
I T QO ‘ 2 ‘ QO @
m 1 UGal-
T "fi o:‘ — T
= —
e, S
(0]
- CWN  cwx [ B LH HF HBH HBL WF Insert  Torque* 35
0.33 3.18 12 12 19.5 12 4.2 19.3 6 . 1.2 8
COULSCAECalE 0013) (125" (0472) (0472 (0768) (0.472") (0.165°) (0760 (0236) 0 N (89 =
0.33 3.18 12 12 21 12 4.2 19.3 9 . 1.2
QC12-STCL18-CHP (0.013")  (0.125")  (0.472")  (0.472")  (0.827")  (0.472")  (0.165")  (0.760")  (0.354") TCH8L... (0.89)

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

Note: Use the right-hand insert (TC*18R...) for a right-hand holder (QC12-STCR...); the left-hand insert (TC*18L...) for a left-hand holder (QC12-STCL...).

SPARE PARTS @ /& o

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

QC12-STCR18-CHP CSTC-4L100DL T-1008/5 ORSS-0454.5X1.0NBR70
QC12-STCL18-CHP CSTC-4L100DR T-1008/5 ORSS-0454.5X1.0NBR70

Reference pages : QC12-STCR/L, QC12-STCR/L-CHP: Inserts — G091 -
Shank, Accessory — G115, G116, Standard cutting conditions — G097

Tungaloy G087




TETRAMCEUT

STCR/L-18
External grooving and threading toolholder

WF
<—>‘
UMY
B
WF
CUN-CIX
-t B L

P i
LH ©
I ©
5 1] & | T
Fig. Fig. 2 Right-hand (R) shown.
H B LF LH HF WF HBH Insert Torque Fig.
STCR/L06-18 0.013 0.125 0.375 0.375 4.750 0.730 0.375 0.375 0.177 TC*18... 0.89 1
STCR/L08-18 0.013 0.125 0.500 0.500 4.750 0.730 0.500 0.500 0.098 TC*18... 0.89 1
STCR/L10-18 0.013 0.125 0.625 0.625 4.750 0.730 0.625 0.625 = TC*18... 0.89 1
STCR/L12-18 0.013 0.125 0.750 0.750 4.750 0.900 0.750 1.000 - TC*18... 0.89 2
STCR/L16-18 0.013 0.125 1.000 1.000 5.500 0.900 1.000 1.250 - TC*18... 0.89 2
~ CWN  cwx [ B LF LH HF WE  HBH  Insert Torque* Fig.
STCR/L1010X18 0.33 3.18 10 10 120 18.5 10 10 4.5 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1212X18 0.33 3.18 12 12 120 18.5 12 12 2.5 TC*18... 1.2 1
STCR/L1616X18 0.33 3.18 16 16 120 18.5 16 16 - TC*18... 1.2 1
STCR/L2020H18 0.33 3.18 20 20 100 18.5 20 20 - TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 - TC*18... 1.2 2

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

STCR/L-H/X18-CHP

External grooving and threading toolholder, with high pressure coolant capability

Right-hand LF Left-hand
A
L 15 =
L Sama— i O
! [—5/16"-24UNF 2T E
=
o G I¢
STCR/L1012H18-CHP
STCR/L1212X18B-CHP
H B LF LH HBL HF WF2 HBH Insert Torque
STCR/L08X18-CHP 0.013 0.125 0.500 0.500 4.750 0.728 0.689 0.500 0.500 0.130 TC*™18... 0.89
STCR/L10X18-CHP 0.013 0.125 0.625 0.625 4.75 0.728 - 0.625 - 0 TC*18... 0.89
CWN CWwX H B LF LH HBL HF WF2 HBH Insert Torque*
STCR/L1012H18-CHP 0.33 3.18 10 12 100 171 171 10 0/12 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 0.33 3.18 16 16 120 18.5 = 16 0/16 0 TC*18... 1.2

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

SPARE PARTS @ /6 @ ( & (

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

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

Threading pitch range: 0.8 ~ 3.0 mm

Reference pages : STCR/L-18, STCR/L-H/X18-CHP: Inserts — G091 -, Standard cutting conditions — G097

G088 tungaloy.com/us




STCR/L-18-CHP

External grooving and threading toolholder, with high pressure coolant capability

‘ - Left-hand Jiﬁ hﬁ il @
v o L7 5M6"-24UNF g

wt OSSO GiH )

Right-hand o §§
g 0O

\ HBL |3/
|a— T
CWN cwx T B LF LH HBL HF WF20 HBH Insert  Torque*
STCR/LO8F18-CHP 0.013 0.125 0.500 0.500 3.344 0.728 0.689 0.500 0/0.5 0.130 TC*18 0.89
H B LF LH HBL HF WF20 HBH Insert  Torque*
STCR/L1212F18B-CHP 0.33 3.18 12 12 85 18.5 17.5 12 0/12 4 TC*18 1.2

The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***), and the left hand insert (TC*18L***) is used for the left hand toolholders (STCL***).
WF2(1) : 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)

JS-STCL18

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

__CWN-CWX Jip hﬁ
" LF
= [ 1tH, DCONMS T%

Y

Left-hand (L) shown. _'8

L CWN CWX TINTES LF LH H wB WF Insert  Torque* %

JS14H-STCL18 0.33 3.18 14 100 20 13 14 6 TC*18R... 1.2 g

JS159F-STCL18 033 3.8 15.875 85 20 15 14 6 TCH18R... 12 =
JS16F-STCL18 0.33 3.18 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 0.33 3.18 19.05 120 20 18 14 6 TC*18R... 1.2
JS20G-STCL18 033 3.8 20 90 20 19 14 6 TCH8R... 12
JS20X-STCL18 0.33 3.18 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 0.33 3.18 25 100 20 24 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3.18 25.4 120 20 24 12.25 10 TC*18R... 1.2

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

SPARE PARTS @ % @ (

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

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

Threading pitch range: 0.8 - 3.0 mm

Reference pages : STCR/L-18-CHP, JS-STCL18: Inserts — G091 -, Standard cutting conditions — G097

Tungaloy G089




Il Sclection guide for TetraMini-Cut inserts

Groove width Corner rad. TCL18R/L TCS18R/L TCG18R/L TCP18R/L TCP18R/L-F
(G091 page) (G091 page -) | (G093 page -) (G095 page) (G096 page)
CW (in) CW (mm) RE (in) RE (mm) AH7025 AH7025 AH7025 AH725 SH725
0.013 0.33 0.002 0.05 o o
0.017 0.43 0.002 0.05 ° [
0.020 0.50 0.002 0.05 ° ()
0.030 0.75 0.002 0.05 [ [
0.037 0.95 0.002 0.05 () ()
d 0.002 0.05 [
0.039 1.00 0.004 0.1 () [} [ [ ]
0.020 0.5 (]
0.047 1.20 0.002 005 ¢
0.004 0.1 () () o ()
0.002 0.05 [
0.049 1.25 0.004 0.1 () [ ] () [
0.008 0.2 () °
0.051 1.30 0.008 0.2 () °
0.05 140 0.004 0.1 () [ ] ° [ )
0.008 0.2 () [ ]
0.002 0.05 ()
0.057 1.45 0.004 0.1 () () () ()
0.008 0.2 ()
0.002 0.05 [
0.059 1.50 0.004 0.1 () () [ ] ° [
0.008 0.2 () [ [
0.062 1.58 0.031 0.79 °
0.063 1.60 0.008 0.2 () [ ]
0.067 1.70 0.008 0.2 () ()
0.002 0.05 [
0.069 1.75 0.004 0.1 () [} [ [ ]
0.008 0.2 () [ [
0.073 1.85 0.008 0.2 () °
0.077 1.95 0.008 0.2 () [ ]
0.002 0.05 ()
0.079 500 0.004 0.1 [ ] [ J [ ] o [ J
0.008 0.2 () () (]
0.039 1.0 (]
0.089 2.25 0.008 0.2 [ [ ]
0.091 2.30 0.008 0.2 () °
0.094 2.39 0.047 1.2 [ ]
0.004 0.1 () () () ()
0.098 2.50 0.008 0.2 () ()
0.012 0.3 () () ()
0.104 2.65 0.012 0.3 ° (]
0.110 2.80 0.012 0.3 () (]
0.004 0.1 () () ° ° [
0.118 3.00 0008 02 ¢ ¢ ¢
0.012 0.3 () () [
0.059 1.5 °
0.125 3.18 0.063 1.59 o
®: Line up

G090 tungaloy.com/us




Il INSERT
TCL18R/L (3D chipbreaker, honed edge)

Right-hand (R) shown.

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys Y
H Hard materials % : First choice
Coated
Designation HAND CW=002 cwfo.om F_‘E § C.D X
(mm) | (i) in |R (in)
I
<
TCL18R150-010 R 15 0.059 | 0.004 | @ 0.138
TCL18L150-010 L 1.5 0.059 | 0.004 | @ 0.138
TCL18R150-020 R 1.5 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 | 25 | 0098 |0012 | @ 0.138 3
TCL18L250-030 L 2.5 0.098 | 0.012 | @ 0.138 E)
TCL18R300-010 R 3 0.118 | 0.004 | @ 0.138 ..g
TCL18L300-010 L 3 | 0118 | 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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

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

—

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H | Hard materials Y : Second choice
Coated
. . CW=0.02CW:0.001, RE | CDX
Designation HAND mm) | i) i) § i
I
<
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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

Tungaloy G091




- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * Y : First choice
H | Hard materials Y% : Second choice
Coated
. . CW:0.02/CW:0001 RE | CDX
Designation HANDI "o i) | i g i)
I
<
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 1.4 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 1.4 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 15 0.059 | 0.004 | @ 0.138
TCS18L150-010 L 15 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 23 0.091 | 0.008 | @ 0.138
TCS18R250-010 R 25 0.098 | 0.004 | @ 0.138
TCS18L250-010 L 2.5 0.098 | 0.004 | @ 0.138
TCS18R250-020 R 2.5 0.098 | 0.008 | @ 0.138
TCS18L250-020 L 25 0.098 | 0.008 | @ 0.138
TCS18R250-030 R 25 0.098 | 0.012 | @ 0.138
TCS18L250-030 L 2.5 0.098 | 0.012 | @ 0.138
TCS18R265-030 R 2.65 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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G086 - G089, Standard cutting conditions — G097

G092 tungaloy.com/us




TCG18R/L (honed edge)

*
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials Y% : Second choice
Coated
. . CW=0.02|CW:0001| RE |Q CDX
Designation HAND om | ) | ) § i)
ag
<
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 14 0.055 |0.004 | @ 0.138
TCG18L140-010 L 14 0.055 |0.004 | @ 0.138 5
TCG18R140-020 R 1.4 0.055 |0.008 | @ 0.138 i)
TCG18L140-020 L 1.4 0.055 |0.008 | @ 0.138 g
TCG18R145-010 R 1.45 0.057 |0.004 | @ 0.138 g
TCG18L145-010 L 1.45 0.057 |0.004 | @ 0.138 5
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 15 0.059 |0.004 | @ 0.138
TCG18L150-010 L 1.5 0.059 |0.004 | @ 0.138
TCG18R150-020 R 15 0.059 |0.008 | @ 0.138
TCG18L150-020 L 15 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 23 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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G086 - G089, Standard cutting conditions — G097
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- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H  Hard materials 3% : Second choice
Coated
. . CW=0.02|CW:0001| RE |Q CDX
Designation HAND (mm) (in) (in) § (in)
I
<
| 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 25 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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up
TCG18R/L (Full R, honed edge)
Right-hand (R) shown.
- Steel >
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys > % : First choice
Bl Hord materials ¥¢ : Second choice
Coated
Designation HAND CWs002 CW.10.001 BE § CPX
mm) | () | (n) | (in)
I
<
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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G086 - G089, Standard cutting conditions — G097
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TCP18R/L (lightly honed edge)

*
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * ¥ : First choice
H  Hard materials ¥¢ : Second choice
Coated
. . CW=0.02/CW=0.001 RE CDX
Designation HAND i R
(mm) | (in) | (in) | (in)
I
<
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 0.50 0.020 | 0.002 | @ 0.047
TCP18L050-005 L 0.50 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 _8
TCP18L120-010 L 1.2 0.047 | 0.004 | @ 0.079 o
TCP18R125-010 R | 125 | 0.049 | 0.004 | @ 0.079 =
TCP18L125-010 L | 125 | 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 1.5 | 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 25 0.098 | 0.004 | @ 0.098
TCP18L250-010 L 25 0.098 | 0.004 @ 0.098
TCP18R250-010-35 R 25 | 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
Please see page G098 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G086 - G089, Standard cutting conditions — G097
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TCP18R/L-F (sharp edge)

*
M Stainless *
Cast iron *
Non-ferrous
S  Superalloys * % : First choice
H Hard materials Y + Second choice
Coated
. . CW=0.02CW:0.001 RE CDX
Designation HAND ) R
(mm) | (i) (in |N (in)
I
()
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
TCP18R095F-005 R 0.95 0.037 | 0.002 | @ 0.079
TCP18L095F-005 L 0.95 0.037 | 0.002 | @ 0.079
TCP18R100F-005 R 1 0.039 | 0.002 | @ 0.079
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 14 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 1.5 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 1.5 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 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 0.118 | 0.004 | @ 0.138
TCP18L300F-010-35 L 3 0.118 | 0.004 | @ 0.138
Please see page G098 for precautions of processing. 5 pieces per package
® : Line up

Reference pages : Toolholders — G086 - G089, Standard cutting conditions — G097
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I STANDARD CUTTING CONDITIONS
TCS18R (3D chipbreaker) , TCG18R/L (honed edge)

ISO Workpiece materials Grades Cut&::n(gsfsn;:;eed Feed: f (ipr)
TCG TCS

LSt Sieel AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006
. G e oy Steel AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006
N assened steel AH7025 262 - 591 0.001 - 0.005 0.001 - 0.006
M 30‘3’1%@'21533%‘?2{0_ AH7025 164 - 394 0.001 - 0.005 0.001 - 0.006
Clasony GStiron . AH7025 164 - 591 0.001 - 0.005 0.001 - 0.006
. 60-40-Sale Sast N e, AH7025 164 - 591 0.001 - 0.005 0.001 - 0.006
TS AH7025 98 - 262 0.001 - 0.005 0.001 - 0.006
S S AH7025 66 - 197 0.001 - 0.005 0.001 - 0.006

Inconel718, etc.

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

1ISO Workpiece materials Grades Cut;icn(gsfsn;:)eed TcL18 Feed: f (ipr) TCGi8
'-%’%50’31%’200? g}ﬁ?‘ AH7025 262 - 591 0.001 - 0.005 0.002 - 0.006
. Carbggssstfgﬁb{\ggg_ steel AH7025 262 - 591 0.001 - 0.005 0.002 - 0.006
Pﬁszagg,egggfgfg' AH7025 262 - 591 0.001 - 0.005 0.002 - 0.006 B
M 3o§1ts""isrj|§1sgss§,egltc. AH7025 164 - 394 0.001 - 0.005 0.002 - 0.006 %
CIassGEa, Eﬁf‘sts,"é)cr)', . AH7025 164 - 591 0.001 - 0.005 0.002 - 0.006 }E
. o 4%9%1'%8?555]6%? . AH7025 164 - 591 0.001 - 0.005 0.002 - 0.006 =
??:%r}iﬁ'f?vf"ﬁ%? AH7025 98 - 262 0.001 - 0.005 0.002 - 0.006
S Superalloys AH7025 66 - 197 0.001 - 0.005 0.002 - 0.006

Inconel718, etc.

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

ISO Workpiece materials Priority Grades Cut‘;::n(gsfsrg)e ed ;?i;?)
Low carbon steel First choice SH725 262 - 591 0.001 - 0.004
LA Toughness AH725 262 - 501 0.001 - 0.004
. Carbon steels, Alloy steel First choice SH725 262 - 591 0.001 - 0.004
1055, 4140, etc. Toughness AHT725 262 - 591 0.001 - 0.004
Prehardened steel First choice SH725 262 - 591 0.001 - 0.004
NAKSO, PX3, stc. Toughness AH725 262 - 591 0.001 - 0.004
Stainless steel First choice SH725 164 - 394 0.001 - 0.004
M 804S8, 31658, etc. Toughness AH725 164 - 394 0.001 - 0.004
Gray cast iron First choice AH725 164 - 591 0.001 - 0.004
Class 25, Class 30, etc. Shromees SH725 164 - 591 TR
. Ductile cast iron First choice AH725 164 - 591 0.001 - 0.004
60-40-18, 80-55-06, etc. Sharpness SH725 164 - 591 0.001 - 0.004
Titanium alloys First choice SH725 98 - 262 0.001 - 0.004
THEAL-AV, ete. Toughness AH725 98 - 262 0.001 - 0.004
s Superalloys First choice SH725 66 - 197 0.001 - 0.004
Inconel718, etc. Toughness AH725 66 - 197 T

Tungaloy G097




I PRECAUTIONS OF PROCESSING

oD max
T
w ~
26T @
5 24 \
NS k] 22
™~ €_ 20 \ CDX CUTDIA
S5 18 \
g £ 16 -
o X 14 \\
2T
2e 12
%q 10 . S
29 3 ™
X 6 IR
= 4 > . _
2 Max workpiece diameter
0 CUTDIA (Inch)
0.122 0.126 0.130 0.134 0.138 0.276

Groove depth
T (Inch)

*Groove depth and
max workpiece diameter (gDmax)

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

STCR/L-27

External grooving toolholder

T

t

cwn owx I T
STCR/L06-27 0.020 0.125 0.375 0.375 5.000
STCR/L08-27 0.020 0.125 0.500 0.500 5.000
STCR/L10-27 0.020 0.125 0.625 0.625 5.000
STCR/L12-27 0.020 0.125 0.750 0.750 5.000
STCR/L16-27 0.020 0.125 1.000 1.000 5.500
EIEE + 8w
STCR/L1010-27 0.5 3.18 10 10 120
STCR/L1212-27 0.5 3.18 12 12 120
STCR/L1616-27 0.5 3.18 16 16 120
STCR/L2020-27 0.5 3.18 20 20 120

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

STCR/L1212-27-CHP

sl ] [} -
d{CWN-CWX
LF
123, ™~y
ﬂ@ )
§> - Iy
HBL| THBH
Right-hand (R) shown.
HF WF HBH HBL Insert Torque
0.375 0.315 0.374 0.945 TC*27... 1.84
0.500 0.440 0.287 0.945 TC*27... 1.84
0.625 0.570 0.236 0.945 TC*27... 1.84
0.75 0.690 0.118 0.945 TC*27... 1.84
1.000 0.940 - - TC*27... 1.84
HF WF HBH HBL Insert Torque*
10 8.5 9.5 24 TC*27... 2.5
12 10.5 8 24 TC*27... 2.5
16 14.5 6 24 TC*27... 2.5
20 18.5 2 24 TC*27... 2.5

[irectcomnectin |

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

Right &2
e ”;‘vg

A

=
I
%‘r :l/ﬁ:{fi
<LH,

(=
e ———— b1

o

=zl
=

P CWIN W R B

STCR/L08-27-CHP 0.020 0125 0500 0500 4750
L CWN W R B -

STCR/L1212-27-CHP 05 318 12 12 120

(1) The above WF value is valid when an insert width of CW = 0.118" is mounted.
Torque: Recommended clamping torque: Ibs-ft (*N-m)
Make sure to avoid tool interferences when used on Swiss machines

&£ A

SPARE PARTS

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

| 5/167-24UNF

LH HF WF2t  HBH
0.906 0.500 0.059/0.413  0.287

LH HF WF2t  HBH

23 12 1.5/10.5 8

Reference pages : STCR/L-27, STCR/L1212-27-CHP:

Inserts — G100 - G104, Standard cutting conditions — G104

HBL Insert Torque

0.945 TC*27... 1.84

HBL Insert Torque*
24 TC*27... 2.5

Miniature tool

Tungaloy G099




TETRAFCUT
STCR/L2020-27-CHP

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

17T sz g L™

S L i It
|
G1/84
Right-hand (R) shown.
[ Inch | CWN CWX H B LF LH HF WF Insert Torque
STCR/L12-27-CHP 0.020 0.125 0.750 0.750 5.000 0.906 0.750 0.690 a2 1.84
. CWN  Ccwx [ B LF LH HF WF Insert  Torque*
STCR/L2020-27-CHP 0.5 3.18 20 20 120 23 20 18.5 TC*27... 2.5

Torque: Recommended clamping torque: Ibs-ft (*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

Il INSERT - FOR GROOVING AND PARTING OFF
TCL27

CUTDIA

M Stainless

*
*
Cast iron *
*

Non-ferrous

Superalloys Y : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (aD max)
. . CW=0.02 CW=0001| RE |, CDX [CUTDIA (in)
Designation . R . .
(mm) | (in) | (in) | (in) (in)

E 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
TCL27-150-015 1.5 0.059 |0.006 | @ 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 | @ 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 2.5 0.098 |0.008 | @ 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 | @ 0.252 0.504 oo [23.622|11.024| 7.087 | 5.315 | 4134 | 3.740 | 3.346 | 3.071 | 2.165

5 pieces per package
@ : Line up

I HOW TO INDEX INSERTS

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

G100 tungaloy.com/us




Il INSERT - FOR GROOVING AND PARTING OFF

TCS27
RE 1 CUTDIA
= o

;T oRX— & 4
G B
/ o

- Steel

*
M Stainless *
Cast iron *

l Non-ferrous
*

S Superalloys % : First choice
H Hard materials ¥¢ : Second choice

Relation of groove depth (T) and Max. diameter (gD max)
CW=0.02|CW=0.001| RE CDX |CUTDIA (in)

(mm) | (in) | (in) (in) | (in)

Designation

T<0.039|T<0.079| 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

TCS27-050-000 0.5 0.020 0

TCS27-050-004 0.5 0.020 | 0.0016
TCS27-075-010 | 0.75 | 0.030 | 0.004
TCS27-080-000 0.8 0.031 0

TCS27-100-006 1 0.039 | 0.0024
TCS27-100-010 1 0.039 | 0.004
TCS27-104-000 | 1.04 | 0.041 0

TCS27-120-000 1.2 0.047 0

TCS27-125-010 | 1.25 | 0.049 | 0.004
TCS27-125-020 | 1.25 | 0.049 | 0.008
TCS27-140-000 1.4 0.055 0

TCS27-147-000 | 1.47 | 0.058 0

TCS27-150-010 1.5 0.059 | 0.004
TCS27-150-020 1.5 0.059 | 0.008
TCS27-157-015 | 1.57 | 0.062 | 0.006
TCS27-170-010 1.7 0.067 | 0.004
TCS27-175-010 | 1.75 | 0.069 | 0.004
TCS27-175-020 | 1.75 | 0.069 | 0.008
TCS27-178-018 | 1.78 | 0.070 | 0.007
TCS27-185-020 | 1.85 | 0.073 | 0.008
TCS27-196-015 | 1.96 | 0.077 | 0.006
TCS27-200-010 2 0.079 | 0.004
TCS27-200-020 2 0.079 | 0.008
TCS27-222-015 | 2.22 | 0.087 | 0.006
TCS27-230-020 23 0.091 | 0.008
TCS27-239-015 | 2.39 | 0.094 | 0.006
TCS27-247-020 | 2.47 | 0.097 | 0.008
TCS27-250-010 2.5 0.098 | 0.004
TCS27-250-030 25 0.098 | 0.012
TCS27-270-010 2.7 0.106 | 0.004
TCS27-287-020 | 2.87 | 0.113 | 0.008
TCS27-300-000 3 0.118 0

TCS27-300-020 3 0.118 | 0.008
TCS27-300-030 3 0.118 | 0.012
TCS27-300-040 3 0.118 | 0.016
TCS27-315-015 | 3.15 | 0.124 | 0.006
TCS27-318-020 | 3.18 | 0.125 | 0.008

0.039 | 0.079 oo - - - - - - - - - - -
0.098 | 0.197 oo oo - - - - - - - - - -
0.098 | 0.197 oo o0 - - - - - - - - - -
0.063 | 0.126 0o - - - - - - - - - - -
0.138 | 0.276 oo o0 o [23.622| - - - - - - - -
0.138 | 0.276 oo oo oo [23.622| - - - - - - - -
0.079 | 0.157 oo oo - - - - - - - - - -
0.079 | 0.157 oo oo - - - - - - - - - -
0.138 | 0.276 oo o0 o [23.622| - - - - - - - -
0.138 | 0.276 oo oo oo [23.622| - - - - - - - -
0.079 | 0.157 oo oo - - - - - - - - - -
0.098 | 0.197 oo o0 - - - - - - - - - -
0.224 | 0.449 oo o0 oo |23.622|11.024| 7.087 | 5.118 | 1.969 | 1.378 | - - -
0.224 | 0.449 oo oo o |23.622|11.024| 7.087 | 5.118 | 1.969 | 1.378 | - - -
0.118 | 0.236 oo o0 oo - - - - - - - - -
0.118 | 0.236 oo o0 oo - - - - - - - - -
0.118 | 0.236 oo o0 oo - - - - - - - - -
0.118 | 0.236 oo oo oo - - - - B - B - -
0.118 | 0.236 oo oo oo - - - - - - - - -
0.118 | 0.236 oo o0 oo - - - - - - - - -
0.118 | 0.236 oo o0 oo - - - - - - - - -
0.252 | 0.504 oo o0 e |23.622|11.024| 7.087 | 5.118 | 4.134 | 3.346 | 2.362 | 1.969 | 1.181
0.252 | 0.504 oo o0 oo 123.622|11.024| 7.087 | 5.118 | 4134 | 3.346 | 2.362 | 1.969 | 1.181
0.138 | 0.276 0o oo o |23.622| - - - - - - - -
0.138 | 0.276 oo o0 o [23.622| - - - - - - - -
0.224 | 0.449 oo o0 o |23.622|11.024| 7.087 | 5.118 | 1.969 | 1.378 | - - 0
0.224 | 0.449 oo oo o |23.622|11.024| 7.087 | 5118 | 1.969 | 1.378 | - - -
0.224 | 0.449 oo oo oo |23.622|11.024| 7.087 | 5.118 | 1.969 | 1.378 | - - -
0.224 | 0.449 oo o0 oo |23.622|11.024| 7.087 | 5.118 | 1.969 | 1.378 | - - -
0.244 | 0.488 oo 00 oo |23.622]11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 —
0.244 | 0.488 oo oo o |23.622|11.024 | 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 -
0.252 | 0.504 0o o0 oo 123.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 oo o0 oo 123.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 oo 00 e |23.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 oo oo oo |23.622|11.024| 7.087 | 5.315| 4.134 | 3.740 | 3.346 | 3.071 | 2.165
0.252 | 0.504 0o o0 oo |23.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677
0.252 | 0.504 oo o0 oo |23.622|11.024| 7.087 | 5.315 | 4.134 | 3.740 | 3.346 | 3.071 | 2.677

Miniature tool

® 0000000000000 00000000000 O®O®OOO®OOO®O® OGO O AH2

5 pieces per package
@ : Lineup

Reference pages : Toolholders — G099 - G100, Standard cutting conditions — G104
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Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA
e

CUTDIA

Right hand (R) shown. - Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Mg?(. [)(;rjt_:%gi:ff
ia.
Designation HAND 1002 CW=0001) RE o CDX o SIRLPSIRR (in)
(mm) | (in) | (in) |~ (in) Solid
E bar Tube
TCS27-100-15R R 1 0.039 | 0.0024 | @ 0.138 0° 15° 0.276 23.622
TCS27-100-15L L 1 0.039 | 0.0024 @ 0.138 15° 0° 0.276 23.622
TCS27-150-6R R 1.5 0.059 | 0.0024 | @ 0.224 0° 6° 0.449 1.378
TCS27-150-6L L 1.5 0.059 | 0.0024 | @ 0.224 6° 0° 0.449 1.378
TCS27-150-15R R 15 0.059 | 0.0024 | @ 0.224 0° 15° 0.449 1.378
TCS27-150-15L L 15 0.059 | 0.0024 @ 0.224 15° 0° 0.449 1.378
TCS27-200-6R R 2 0.079 0.004 | @ 0.252 0° 6° 0.504 1.181
TCS27-200-6L L 2 0.079 0.004 | @ 0.252 6° 0° 0.504 1.181
TCS27-200-15R R 2 0.079 0.004 | @ 0.252 0° 15° 0.504 1.181
TCS27-200-15L L 2 0.079 0.004 | @ 0.252 15° 0° 0.504 1.181

5 pieces per package
@ : Line up

Il INSERT- FOR GROOVING AND PROFILING
TCS27 (Full R)

Cast iron
Non-ferrous

*
M Stainless *
*
*

Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
o CW:0.02|/CW=0.001| RE CDX (in)
Designation . . % .
(mm) | (in) (in) |~ (in) [7=0.039
50 T<0.079|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
< T<0.118
TCS27-157-079 1.57 0.062 0.031 | @ 0.118 oo - - - - - - - - -
TCS27-200-100 2 0.079 0.039 | @ 0.118 I - - - - - B - _ _
TCS27-239-120 2.39 0.094 0.047 | @ 0.224 oo [23.622|11.024|7.087 | 5118 | 1.969 | 1.378 - - -
TCS27-300-150 3 0.118 0.059 | @ 0.252 oo [23.622]11.024 | 7.087 | 5.315| 4134 | 3.740 | 3.346 | 3.071 | 2.165

5 pieces per package
@ : Line up

Reference pages : Toolholders — G099 - G100, Standard cutting conditions — G104
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Il INSERT- FOR GROOVING AND PARTING OFF

TCM27
CUTDIA
0.118"
- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S | Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
. . CW:0.02| CW=0.001] RE CDX |CUTDIA (in)
Designation . ] Q : :
(mm) | (in) (in) | (in) (in) [7=0.039
E T<0.079) T<0.138 | T<0.157 | T<0:177 | T<0:107 | T<0.217 T<0.224| <0.236| s0.244 T<0.252
TCM27-150-010 1.5 0.059 0.004 | @ 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 | @ 0.224 0.449 oo [23.622|11.024 | 7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-157-015 1.57 0.062 0.006 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-170-010 1.7 0.067 0.004 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-175-010 1.75 0.069 0.004 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-175-020 1.75 0.069 0.008 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-178-018 1.78 0.070 0.007 | @ 0.118 0.236 oo - - - - - - - - -
TCM27-185-020 1.85 0.073 0.008 | @ 0.118 0.236 ) - - - - - - - - -
TCM27-196-015 1.96 0.077 0.006 | @ 0.118 0.236 ) - - - - - - - - - 5
TCM27-200-010 2 0.079 0.004 | @ 0.252 0.504 oo |23.622(11.024]7.087 | 5118 | 4134 [3.346[2.362[1.969 | 1181 | 2
TCM27-200-020 2 0.079 0.008 | @ 0.252 0.504 oo |23.622|11.024| 7.087 | 5118 | 4134 | 3.346|2.362 | 1.969 | 1.181 g
TCM27-222-015 2.22 0.087 0.006 | @ 0.138 0.276 oo |23.622| - - - - - - - - E
TCM27-230-020 2.3 0.091 0.008 | @ 0.138 0.276 oo [23.622| - - - - - - - - é
TCM27-239-015 2.39 0.094 0.006 | @ 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 | @ 0.224 0.449 oo [23.622|11.024 | 7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-250-010 2.5 0.098 0.004 | @ 0.224 0.449 oo 123.622|11.024 | 7.087 | 5.118 | 1.969 | 1.378 - - -
TCM27-250-030 2.5 0.098 0.012 | @ 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 | @ 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 | @ 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 [ ) 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 | @ 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 | @ 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 | 4134 | 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
@ : Line up

Reference pages : Toolholders — G099 - G100, Standard cutting conditions — G104
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Il INSERT - FOR GROOVING AND PROFILING
TCM27 (Full R)

- Steel

*
M Stainless *
Cast iron *

l Non-ferrous
*

S Superalloys

Y : First choice

H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and Max. diameter (gD max)
. . CW:002CW=0001| RE | CDX |CUTDIA (in)
Designation . . & - .
(mm) | (in) (in) | (in) (in) [7=0.039
E ';5(82173 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 | 0059 | 0031 |@ 0.118 | 0236 | o - - - - - - - - -
TCM27-200-100 2 0.059 | 0.039 | @ 0.118 | 0236 | o |23.622| - - - - - - - -
TCM27-239-120 239 | 0.062 | 0047 |@ 0.224 | 0.449 | o |23622]11.024]7.087|5.118|1.969|1.378| - - -
TCM27-300-150 3 0.125 | 0.059 |@ 0.252 | 0504 | oo |23.622|11.024|7.087 |5.315|4.134|3.740|3.346 | 3.071 | 2.165
5 pieces per package
@ : Lineup
I STANDARD CUTTING CONDITIONS
Cutting Feed: f (ipr) Depth of cut
: : A for profilin:
. . speed Grooving Parting-off Profiling p 9
) ’ . ) - th full
IS0 Workpiece material  Grades Ve parting-off (with hand)  (with full radius insert) (v:;diu:
(sfm) “Jci27 Tos27 TcmM27r  Tes27 | Tcs27 | Temz7 | insert)
102?‘10 AH725  328-656 0.001-0.005 0.002-0.006 0.002-0.010 0.002-0.005 0.002-0.004 0.002-0.006  0.020
. Alloy steel
9 ot AH725 164 -591 0.001-0.005 0.002-0.006 0.002-0.010 0.002-0.005 0.002-0.004 0.002-0.006  0.020
M Sta;g'fsztztee' AH725  328-492 0.001-0.005 0.002-0.006 0.002-0.008 0.002-0.005 0.002-0.004 0.002-0.006  0.020
. G,‘\EVQ‘?(‘)SZ{S" AH725 164 -591 0.001-0.005 0.002-0.006 0.002-0.010 0.002-0.005 0.002-0.004 0.002-0.006  0.020
Dg’&”g_ﬁgsz{g” AH725  164-394 0.001-0.005 0.002-0.006 0.002-0.008 0.002-0.005 0.002-0.004 0.002-0.006  0.020
Vgl ellioys AH725  98-197 0.001-0.005 0.002-0.006 0.002-0.006 0.002-0.005 0.002-0.004 0.002-0.004  0.020
s Ti-6Al-4V, etc.
Superalloys AH725  66-164 0.001-0.005 0.002-0.006 0.002-0.006 0.002-0.005 0.002-0.004 0.002-0.004  0.020

Inconel718, etc.

Reference pages : Toolholders — G099 - G100
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TETRAFCUT

STCR/L-38

External grooving and parting toolholder

T

2l (]

L U™

Right hand (R) shown.

fown-cwx
s CWN-CWX NC
1.417" Vi Lir
2 HBL | [HBH
© T ‘STCR/L12—38

H B LF HF WF HBH  HBL Insert
STCR/L12-38 0.059 0.157 0.750 0.750 5.000 0.750 0.670 0.234 1.378 TCL38...
STCR/L16-38 0.059 0.157 1.000 1.000 5.500 1.000 0.920 - - TCL38...
STCR/L20-38 0.059 0.157 1.250 1.250 5.500 1.250 1.170 - - TCL38...
CWN  CwX H B LF HF WF HBH  HBL Insert
STCR/L2020-38 1.5 4 20 20 120 20 18.1 5 35 TCL38...
STCR/L2525-38 1.5 4 25 25 135 25 23.1 - - TCL38...
STCR/L3232-38 1.5 4 32 32 135 32 30.1 - - TCL38...

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

&

SPARE PARTS

A

Designation Screw Wrench
STCR****-38 (-CHP) SR16-212-01397L T-2010/5
STCL***-38 (-CHP) SR16-212-01397 T-2010/5

Il INSERT - FOR GROOVING AND PARTING OFF

TCL38

CUTDIA

Torque
1.84
1.84
1.84

Torque*
2.5
2.5
2.5

Miniature tool

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
CW=0.02|/CW:0001 RE |© CDX |CUTDIA Relation of groove depth (T) and Max. diameter (D max)
Designation ] i) = in) in)
mm in in) | in in
(mm) | (in) E T=0.197"|T<0.236"|T < 0.276" | T < 0.315" | T < 0.354" | T < 0.394"
TCL38-150-020 1.5 0.059 |0.008 | @ 0.354 0.709 o 37.402 12.402 7.480 1.772 -
TCL38-200-020 2 0.079 |0.008 | @ 0.354 0.709 3 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 oo 37.402 12.402 7.480 5.118 1.969
5 pieces per package
®:Lineup
Il STANDARD CUTTING CONDITIONS
Cutting speed Feed: f (ipr)
ISO Workpiece materials Grades Vc Grooving, Parting
(sfm) TCL38
. Carbon steel (1045, etc.) AH7025 262 - 591 0.001 - 0.007
Alloy steel (4140, etc.) AH7025 164 - 591 0.001 - 0.007
M Alloy steel (304SS, etc.) AH7025 164 - 492 0.001 - 0.006
. Grey cast iron (Class 25, etc.) AH7025 164 - 591 0.001 - 0.006
Ductile cast iron (60-40-18, etc.) AH7025 164 - 394 0.001 - 0.006
. Titanium alloys (Ti-6Al-4V, etc.) AH7025 98 - 197 0.001 - 0.006
Superalloys (Inconel718, etc.) AH7025 66 - 164 0.001 - 0.006

Tungaloy G105



SJ-SERIES

JSTGR/L

Screw-on external grooving toolholder, for Swiss lathes

LF Without offset Jip*
iy
s |y
=
w i 7
| 18/ E2;
\ =
2= Right-hand (R) shown.
H B LF LH HF WF HBH Insert  Torque
JSTGR/L063 0.013 0.118 0.375 0.375 5 0.75 0.375 0.375 0.100 JTGR/L3...  0.89
JSTGR/L083 0.013  0.118 0.500 0.500 5 0.75 0.500 0.500 - JTGR/L3...  0.89
JSTGR/L103 0.013  0.118 0.625 0.625 5 0.75 0.625 0.625 - JTGR/L3...  0.89
' CWN cwx [T B LF LH HF WF HBH Insert  Torque*
JSTGR/L1010X3 0.33 3 10 10 120 18.5 10 10 2 JTGR/LS... 1.2
JSTGR/L1212F3 0.33 3 12 12 85 18.5 12 12 - JTGR/L3... 1.2
JSTGR/L1212X3 0.33 3 12 12 120 18.5 12 12 - JTGR/L3... 1.2
JSTGR/L1616X3 0.33 3 16 16 120 18.5 16 16 - JTGR/LS... 1.2
JSTGL1616K3 0.33 3 16 16 125 18.5 16 16 - JTGR/LS... 1.2
Torque: Recommended clamping torque: Ibs-ft (*N-m)
JS-TGL3
Screw-on external grooving toolholder, for Swiss lathes
n ¥
LF = H
< = e}
=/ 1 H 8
YOI =
— A
i -
—
s
Left-hand (L) shown.
S8 pconms WF LF LH H wB Insert Torque*
JS19K-TGL3 0.33 3 19.05 6 125 20 18 11.5 JTGRS... 3.0
JS20K-TGL3 0.33 3 20 6 125 20 19 11.5 JTGR3... 3.0
JS22K-TGL3 0.33 3 22 6 125 20 21 11.5 JTGR3... 3.0
JS25K-TGL3 0.33 3 25.4 10 125 20 24 12.7 JTGR3... 3.0

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

SPARE PARTS & ﬁ /

Designation Clamping screw Wrench 1 (g';?;:af)
JSTGR/L... CSTB-4SD T-8F (T-8L)
JS**-TGL3 CSTB-4S T-15F o

Reference pages : JSTGR/L, JS-TGL3: Inserts = G107 - G108
Standard cutting conditions — G108

G106 tungaloy.com/us




Il INSERT
JTG (Sharp edge)

cw RE
2°{\ ¥
<
& T°
; Right hand (R) shown.
0.125"
Bl steel * | % * W
M Stainless % %
Cast iron S *
l Non-ferrous *
S | Superalloys * ¥ : First choice
H Hard materials ¥t : Second choice
Coated Cermet | Uncoated
o Max.
Designation HAND |CW+205|CW+002| RE |1 ° & o CDX| IC |groove
mm) | G | Gn) L N 3 T (i) | (mm) | 9Pt
n o =2 =
JTGR3033F 0.33 0.013 |0.001 | @ @ [ ] 0.028 | 9.53 | 0.028
JTGL3033F 0.33 0.013 | 0.001 o [ ] 0.028 | 9.53 | 0.028
JTGR3033F-005 0.33 0.013 |0.002 | @ 0.028 | 9.53 | 0.028
JTGR3043F 0.43 0.017 |0.001 { ] 0.043 | 9.53 | 0.028
JTGR3050F 0.5 0.020 | 0.001 [ ) [ ] [ ] 0.043 | 9.53 | 0.043
JTGL3050F 0.5 0.020 | 0.001 o [ ] 0.043 | 9.53 | 0.043
JTGR3050F-005 0.5 0.020 |0.002 0.043 | 9.53 | 0.043
JTGL3050F-005 0.5 0.020 |0.002 0.043 | 9.53 | 0.043
JTGR3065F 0.65 0.026 | 0.001 o 0.075 | 9.53 | 0.043
JTGR3065F-010 0.65 0.026 |0.004 0.075 | 9.53 | 0.043 °
JTGR3075F 0.75 0.030 |0.001 { ] [ ] [ ] 0.075 | 9.53 | 0.075 "g
JTGL3075F 0.75 0.030 | 0.001 { ] [ J [ J 0.075 | 9.53 | 0.075 :é
JTGR3075F-010 0.75 0.030 |0.004 0.075 | 9.53 | 0.075 g
JTGL3075F-010 0.75 0.030 |0.004 0.075 | 9.53 | 0.075 E
JTGR3080F 0.8 0.031 | 0.001 o 0.075 | 9.53 | 0.075
JTGR3080F-010 0.8 0.031 |0.004 0.075 | 9.53 | 0.075
JTGR3085F 0.85 0.033 | 0.001 [ ] 0.075 | 9.53 | 0.075
JTGR3095F 0.95 0.037 | 0.001 o [ ] [ ] 0.075 | 9.53 | 0.075
JTGL3095F 0.95 0.037 | 0.001 o [ ] 0.075 | 9.53 | 0.075

JTGR3095F-010
JTGL3095F-010

0.95 | 0.037 |0.004
0.95 | 0.037 |0.004

0.075 | 9.53 | 0.075
0.075 | 9.58 | 0.075

JTGR3100F 1 0.039 |0.002 [ J [ J [ J 0.083 | 9.58 | 0.075
JTGL3100F 1 0.039 |0.002 ([ J [ J 0.083 | 9.53 | 0.075
JTGR3100F-010 1 0.039 | 0.004 0.083 | 9.58 | 0.075
JTGL3100F-010 1 0.039 | 0.004 0.083 | 9.53 | 0.075
JTGR3110F 1.1 0.043 |0.002 ([ J 0.083 | 9.58 | 0.075
JTGR3120F 1.2 0.047 |0.002 [ J 0.083 | 9.53 | 0.075
JTGR3120F-010 1.2 0.047 |0.004 0.083 | 9.53 | 0.075
JTGR3125F 1.25 | 0.049 |0.002 [ J [ J [ J 0.083 | 9.53 | 0.083
JTGL3125F 1.25 | 0.049 |0.002 ([ J [ J 0.083 | 9.53 | 0.083

JTGR3125F-010
JTGL3125F-010

1.25 | 0.049 |0.004
1.25 | 0.049 |0.004

0.083 | 9.53 | 0.083
0.083 | 9.53 | 0.083

jo.5 18 I el Bl w28 Il s B s w8 Il b s w i w s & 8 I s w2 Il b Y s w s w & 8 ol w8 I ol I B Il w18 I ol s s w o w s N 8l [ w 8 1l s @ s w s & ol i v I O ol R s o I s v Y Il i 0

JTGR3130F 1.3 0.051 |0.002 ([ J 0.083 | 9.53 | 0.083
JTGR3140F 1.4 0.055 |0.002 [ J 0.083 | 9.53 | 0.083
JTGR3140F-010 1.4 0.055 | 0.004 0.083 | 9.53 | 0.083
JTGR3145F 1.45 | 0.057 |0.002 [ J [ [ 0.083 | 9.53 | 0.083
JTGL3145F 1.45 | 0.057 |0.002 [ J [ J 0.083 | 9.53 | 0.083
JTGR3145F-010 1.45 | 0.057 |0.004| @ 0.083 | 9.53 | 0.083
JTGR3150F 1.5 0.059 (0002 ®@ ® [ [ J 0.083 | 9.53 | 0.083
JTGL3150F 1.5 0.059 (0002 ®@ ® [ 0.083 | 9.53 | 0.083
JTGR3150F-010 1.5 0.059 |0.004 | @ 0.083 | 9.53 | 0.083
JTGL3150F-010 1.5 0.059 |0.004 | @ 0.083 | 9.53 | 0.083
JTGR3175F 1.75 | 0.069 [0.002| ®@ @ [ [ J 0.083 | 9.53 | 0.083
JTGL3175F 1.75 | 0.069 |0.002 [ J [ J [ 0.083 | 9.53 | 0.083
JTGR3175F-010 1.75 | 0.069 |0.004 | @ 0.083 | 9.53 | 0.083

®: Line up

Tungaloy G107




Bl steel * | % * ¥
M Stainless * %
Cast iron ) ¢
l Non-ferrous *
S | Superalloys * Y : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Max.
Designation HAND|CW+3%5| CW+3%2| RE |0 § o CDX | IC |groove
mm) | @ | ) T ?{ & I n) | (mm) [4°P"
n - = =
JTGR3180F R 1.8 0.071 |0.002| ®@ @ 0.083 | 9.53 | 0.083
JTGR3200F R 2 0.079 [0.002| ®@ @ [ ] [ ] 0.102 | 9.53 | 0.102
¥ JTGL3200F L 2 0.079 |0.002| ®@ @ [ ] 0.102 | 9.53 | 0.102
JTGR3200F-010 R 2 0.079 |0.004 | @ 0.102 | 9.53 | 0.102
JTGL3200F-010 L 2 0.079 |0.004 | @ 0.102 | 9.53 | 0.102
JTGR3225F R 2.25 0.089 [0.002| ®@ @ 0.102 | 9.58 | 0.102
JTGR3250F R 2.5 0.098 [0.002| ®@ @ [ [ ] 0.102 | 9.53 | 0.102
JTGL3250F L 2.5 0.098 [0.002/ ®@ @ [ J 0.102 | 9.53 | 0.102
JTGR3250F-010 R 2.5 0.098 [0.004 | @ 0.102 | 9.53 | 0.102
JTGL3250F-010 L 2.5 0.098 |0.004 | @ 0.102 | 9.58 | 0.102
JTGR3275F R 2.75 0.108 |0.002 [ ) 0.102 | 9.53 | 0.102
JTGR3300F R 3 0.118 |0.002 | @ @ 0.102 | 9.53 | 0.102
JTGR3300F-010 R 3 0.118 [0.004 | @ 0.102 | 9.53 | 0.102
®: Line up
JTG (honed edge)
RE
=
& °
| 0.125" Right hand (R) shown.
- Steel *
M Stainless
Cast iron ¢
l Non-ferrous
S | Superalloys PAY % : First choice
H Hard materials ¥ : Second choice
Coated
Max.
Designation HAND|CW+g0s| CW-p2| RE | o CDX| IC |groove
mm) | ) | ) |G (in) | (mm) | 9P
JTGR3100 R 1 0.039 |0.002 | @ 0.087 | 9.525 | 0.083
JTGL3100 L 1 0.039 |0.002 | @ 0.087 | 9.525 | 0.083
JTGR3125 R 1.25 0.049 |0.002 | @ 0.087 | 9.525 | 0.083
JTGL3125 L 1.25 0.049 |0.002 | @ 0.087 | 9.525 | 0.083
JTGR3150 R 1.5 0.059 |0.002 | @ 0.087 | 9.525 | 0.083
JTGL3150 L 1.5 0.059 |0.002 | @ 0.087 | 9.525 | 0.083
JTGR3200 R 2 0.079 |0.002 | @ 0.106 | 9.525 | 0.102
JTGL3200 L 2 0.079 |0.002 | @ 0.106 | 9.525 | 0.102
®: Line up
Il STANDARD CUTTING CONDITIONS (J-Series grooving tool)
ISO Workpiece material Grade Cut‘?:?s?z)eed l:'e(ﬁgr)
SH725 164 - 656 0.0004 - 0.0039
General steels J740 33 -328 0.0004 - 0.0039
1045, etc. NS9530 164 - 492 0.0004 - 0.0039
J9530 164 - 492 0.0012 - 0.0051
e Sial SH725 164 - 656 0.0004 - 0.0039
J740 33 -328 0.0004 - 0.0039
SH725 164 - 656 0.0004 - 0.0039
Stainless steels J740 33-328 0.0004 - 0.0039
303SS, 304SS, etc. NS9530 164 - 492 0.0004 - 0.0039
J9530 164 - 492 0.0012 - 0.0051
Aluminum alloys, copper alloys
. S 1>2'%’ ech.) 4 TH10 33 - 656 0.0004 - 0.0039
Difficult-to-cut materials, titanium alloys
S THGAILY, ofc. y TH10 33-98 0.0004 - 0.0039

G108 tungaloy.com/us




J-SERIES

JSXGR/L

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

- CDx Without offset JiL
-
L |
3# £3~ cn#
Zx L LF
53  LH
L:— o ‘ C-type
£} £
Right hand (R) shown.
CWN CWwWX CDX H B LF LH HF WF Insert
JSXGR/L1010K8-C 0.7 2 6.7 10 10 125 29 10 10 JX*R/LS...
JSXGR/L1212K8-C 0.7 2 6.7 12 12 125 29 12 12 JX*R/LS...
JSXGR/L1616K8 0.7 2 6.5 16 16 125 29 16 16 JX*R/LS...
JSXGR/L2020K8 0.7 2 6.5 20 20 125 29 20 20 JX*R/LS...

Can be wrenched also from the back with a double-head screw.
This toolholders can be used for JXG insert (grooving), JFX insert (front-turning), JXK insert (reverse-turning)

& A

SPARE PARTS

Designation Clamping screw Wrench 1 zgﬁ?g:aﬁ
JSXGR/L CSTB-4SD T-8F (T-8L)
I INSERT
JXG (handed insert with sharp edge)
cw,.,. . RE
Y —_
—\PSIRR B3 o
[ & =
)
£
L =
‘ﬁ »Lﬂ Right hand (R) shown.
Bl steel * oS
M Stainless *
Cast iron *
Non-ferrous *
Superalloys PAe * % : First choice
H Hard materials ¥< : Second choice
Coated | Uncoated
Designation HAND CW:0.001CW=0025 RE | _ ° CDX| IC |PSIRR
@ | mm) | (mm) S E (mm) | (mm) | (mm)
=
JXGR8070FA R 0.028 0.7 0 [ } 4.5 8 15
JXGL8070FA L | 0.028 0.7 0@ [ J 4.5 8 15
JXGR8070FA-005 R 0.028 0.7 0.05 | @ [ ] 4.5 8 15
JXGR8100FA R 0.039 1 0 [ } 6 8 15
JXGL8100FA L | 0.039 1 0 | @ [ J 6 8 15
JXGR8100FA-005 R | 0.039 1 0.05 | @ [ ] 6 8 15
JXGR8100FA45 R 0.039 1 0 o 4.5 8 15
JXGR8100FA45-005 R | 0.039 1 0.05 | @ [ J 4.5 8 15
JXGR8150FA R 0.059 1.5 0 o 6 8 15
JXGL8150FA L 0.059 15 0 [ ) [ ] 6 8 15
JXGR8150FA-005 R 0.059 1.5 0.05 | @ [ ] 6 8 15
JXGR8150FA50 R 0.059 1.5 0 o 5 8 15
JXGR8150FA50-005 R | 0.059 15 | 0.05 | @ [ J 5 8 15
JXGR8180FA R 0.071 1.8 0 [ ) 6 8 15
JXGR8180FA-005 R | 0.071 1.8 | 0.05 | @ [ J 6 8 15
JXGR8200FA R 0.079 2 0 o 6 8 15
JXGL8200FA L | 0.079 2 0 | @ [ J 6 8 15
JXGR8200FA-005 R | 0.079 2 0.05 | @ [ ] 6 8 0
JXGR8200FN R 0.079 2 0o | @ 6 8 0
JXGL8200FN L | 0.079 2 0 | @ [ J 6 8 0
JXGR8200FN-005 R | 0.079 2 0.05 | @ [ J 6 8 0
®: Line up

Reference pages: JSXGR/L: Standard cutting conditions — G111
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J-SERIES

JSVGR/L

Screw-on external grooving toolholder, for Swiss lathes

(@}
g
x

v

WF

N

Without offset %

\ LF |
OO |
) I':E# ‘\ ‘E{ C-type
Right hand (R) shown.
CWN CWX eI H B LF LH HF WF Insert  Torque
JSVGR/L062.5 0.013 0.079 0.028 - 0.217 0.375 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 0.013 0.079 0.028-0.217 0.625 0.625 5 0.875 0.625 0.625 JVGR/L... 1.70
CWN CWX e H B LF LH HF WF Insert  Torque*
JSVGR/L1010K-C 0.33 2 6.2 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 6.2 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K 0.33 2 6.2 16 16 125 23 16 16 JVGR/L... 2.3
Torque: Recommended clamping torque: Ibs-ft (*N-m)
SPARE PARTS @ %’g /
Designation Clamping screw Wrench 1 zg';?;:a?)
JSVGR/L CSTB-3S T-9F (T-9L)
Il INSERT
JVG (with hand, sharp edge)
O
23 9 '
-G, *L 8.18 Right hand (R) shown.
Bl steel * | % * W%
M Stainless ) db ¢
Cast iron Pig *
Non-ferrous *
Superalloys DA * Y : First choice
H Hard materials Y : Second choice
Coated Cermet | Uncoated
Designation HAND |CW+30s|CW->2) RE | & § o CDX| IC
mm) | @) | () | T N @ T i) | (mm)
n o = [
JVGRO33F R 0.33 0.013 0 [ N} 0.7 7.94
JVGLO33F L 0.33 0.013 0 [ ) [ ] 0.7 7.94
JVGRO50F R 0.5 0.020 0 [ N J 1.1 7.94
JVGLO50F L 0.5 0.020 0 [ ] [ J 1.1 7.94
JVGRO75F R 0.75 0.030 0 [ N} 1.9 7.94
JVGLO75F L 0.75 0.030 0 [ ) [ ] 1.9 7.94
JVGR0O95F R 0.95 | 0.037 0 @ @ 1.9 7.94
JVGLO95F L 0.95 0.037 0 [ ] [ J 1.9 7.94
JVGR100F R 1 0.039 0 [ N} o 5.5 7.94
JVGL100F L 1 0.039 0 [ ] o [ J 5.5 7.94
JVGR125F R 1.25 | 0.049 0 @ @ [ J 5 7.94
JVGL125F L 1.25 0.049 0 [ ] [ J 5 7.94
JVGR150F R 1.5 0.059 0 [ N} o 5.5 7.94
JVGL150F L 15 | 0059 | 0 |@ ([ [ 55 | 7.94
JVGR200F R 2 0.079 0 @ @ [ J [ J 5.5 7.94
JVGL200F L 2 0.079 0 | @ [ J 5.5 7.94
®: Line up

Reference pages: JSVGR/L: Standard cutting conditions — G111

G110 tungaloy.com/us




Il STANDARD CUTTING CONDITIONS (JXG and JVG inserts)

. i Cutting speed Feed
ISO Workpiece material Grade 9 sp .

Ve (sfm) f (ipr)

SH725 164 - 656 0.0004 - 0.0039
Steel
1045, etc. J740 33-328 0.0004 - 0.0039
. NS9530 164 - 492 0.0004 - 0.0039
SH725 164 - 656 0.0004 - 0.0039
Free-cutting steel
J740 33 - 328 0.0004 - 0.0039
SH725 164 - 656 0.0004 - 0.0039
Stainless steel

M A0S ot J740 33-328 0.0004 - 0.0039
NS9530 164 - 492 0.0004 - 0.0039
Aluminum alloys, Brass TH10 33 - 656 0.0004 - 0.0039

Si < 12%, etc. : .

Difficult-to-machine material, Titanium alloys

. Ti-GAI-4V, eto. TH10 33-98 0.0004 - 0.0039

TUNGHEROOVE
FPGN
Lever-lock toolholder for external wide grooving and profiling
. CDX - ﬂ@
— ‘ L
- 5,51 @] ]
t - e . g
il =
f2 ZE
=
L CW > H B LF HF WF f2 Insert  Torque
FPGNO08-10T20 0.394 0.984 0.500 0.500 4.946 0.500 0.450 0.216 PSGB10... 1.62
FPGN10-10T20 0.394 0.984 0.625 0.625 4.946 0.625 0.510 0.216 PSGB10... 1.62
FPGN12-10T20 0.394 0.984 0.750 0.750 5.196 0.750 0.570 0.216 PSGB10... 1.62
FPGN10-15T25 0.590 1.181 0.625 0.625 4.946 0.625 0.610 0.216 PSGB15... 1.62
FPGN12-15T25 0.590 1.181 0.750 0.750 5.196 0.750 0.670 0.216 PSGB15... 1.62
FPGN12-20T32 0.787 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSGB20... 6.27
CDX H B LF HF WF f2 Insert  Torque*
FPGN1212X-10T20 10 25 12 12 125 12 11 55 PSGB10... 2.2
FPGN1616X-10T20 10 25 16 16 125 16 13 55 PSGB10... 2.2
FPGN2020K-10T20 10 25 20 20 130 20 15 55 PSGB10... 2.2
FPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15... 2.2
FPGN2020K-15T25 15 30 20 20 130 20 17.5 515 PSGB15... 2.2
FPGN2020K-20T32 20 37 20 20 130 20 20 55 PSGB20... 8.5

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

SPARE PARTS % § § (

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

Reference pages: FPGN: Inserts — G112, Standard cutting conditions — G113
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TUNGHEROOVE

SPGN

Screw-on toolholder for external wide grooving and profiling

< CDX - ‘,ﬁ
- w : i
[ &3l e @,
LF -
T S A
) T T
\ v v
f2
CDX H B LF HF WF f2 Insert Torque
SPGNO08-10T20 0.984 0.500 0.500 4.946 0.500 0.450 0.216 PSGB10 0.96
SPGN10-10T20 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 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 2.58
SPGN12-20T32 1.456 0.750 0.750 5.196 0.750 0.770 0.216 PSGB20 3.69
CDX H B LF HF WF f2 Insert Torque*
SPGN1212X-10T20 25 12 12 125 12 11 515 PSGB10 2.3
SPGN1616X-10T20 25 16 16 125 16 13 55 PSGB10 2.3
SPGN2020K-10T20 10 25 20 20 130 20 15 555 PSGB10 2.3
SPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15 3.5
SPGN2020K-15T25 15 30 20 20 130 20 17.5 55 PSGB15 3.5
SPGN2020K-20T32 20 37 20 20 130 20 20 55 PSGB20 5

PSGB insert blank is available for tailored inserts. Can be used with profile grooving inserts, only
Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS @ ﬁ

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

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

PSGB (Blank for wide profile grooving inserts®)

Specially tailored profile insert |

cw S
Bl stee! vl
M Stainless *
Cast iron *
Non-ferrous *
Superalloys PAS % : First choice
H Hard materials Y¢ : Second choice
Uncoated
Desi ti CW=0.025 | CW=0.001 INSL S
eeignation mm) | () |28 (in) | (in)
E3
PSGB10 10.2 0.402 [ BN ) 0.709 | 0.157
PSGB15 15.2 0.598 [ BN ) 0.787 | 0.197
PSGB20 20.2 0.795 [ BN ) 1.063 | 0.256
PSGB25 25.2 0.992 [ BN J 1.063 | 0.256
These are blanks (semi-finished products) for wide profile grooving inserts that can be tailored. Package quantity = 5pcs.
@ : Line up

Reference pages : Toolholders — G111 - G112

G112 tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

}H% Wide profile grooving
. . Hardness Cutting speed

ISO Workpiece material Grade 9 sp

(HB) Vc (sfm)

. 1045 s;tgsels etc <200 UX30 165 - 490

4124'%%?36&(: <300 UX30 165 - 390
Stainless steel

M 304SS, 316SS, 17-4 PH, etc. <200 UX30 165 - 390
Gray cast iron

. Class 25, Class 30, etc. - TH10 165 - 490
Ductile cast iron

60-40-18, 60-55-06, etc. - TH10 165 - 390

Aluminum alloys TH1 164

Si < 12%, etc. - 0 330 - 1640

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

e Semi-finished blanks PSGB types are offered for purchase.

&
-

Miniature tool

Tungaloy G113




Technical Guide

MINIFFTURN

Il STANDARD CUTTING CONDITIONS
FOR EXTERNAL TURNING

Applications 1SO Workpiece material

Low carbon steels
Carbon steels 1045, etc.
Low alloy steels

For swiss Alloy steels 4140, etc.

type
automatic Stainless steels (Austenitic)

lathes 304, etc.

M Stainless steels (Martensitic and ferritic)
430, etc.

Stainless steels (Precipitation hardened
174, etc.

Low carbon steels
Carbon steels 1045, etc.
Low alloy steels
For small Alloy steels 4140, etc.

size CNC
lathes
Stainless steels (Austenitic)

304, etc.
M Stainless steels (Martensitic and ferritic)

430, etc.
Stainless steels (Precipitation hardened

74, etc.

J-SERIES

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material Priority
Low carbon steels First choice
Carbon steels 1045, etc.
Low alloy steels =oies
Alloy steels 4140, etc. o s o
Stainless steels (Austenitic)
304, etc. First choice
M Stainless steels (Martensitic and ferritic)
430, etc. .
Stainless steels (Precipitation hardened For impact
174, etc. resistance
Titanium alloys First choice
Ti-6Al-4V, etc.
Superalloys .
Inconel718, etc. For impact
resistance

G114 tungaloy.com/us

Priority

First choice

With high
sharpness

First choice

With high
sharpness

First choice

For improved
surface finish

For wear
resistance

First choice

For impact
resistance

Grade

SH725

AH725

SH725

AH725

SH725

AH725

Chip
breaker

JS

JSS

JS

JSS

SS
TS
SS
TS
SS
TS

SS

TS

Cutting
Grade speed

Vc (sfm)
SH725 164 - 591
SH725 164 - 591
SH725 164 - 591
SH725 164 - 591
AH725 164 - 591
AH725 164 - 591

NS9530 164 - 656
NS9530 164 - 656
GT9530 164 - 820
GT9530 164 - 820

AH8015 164 - 492

AH8015 164 - 492

Cutting speed  Feed

Ve (sfm)

164 - 656

164 - 656

164 - 656

164 - 656

66 - 262

66 - 262

f (ipr)

0.0004 - 0.008

0.0004 - 0.008

0.0004 - 0.008

0.0004 - 0.008

0.0004 - 0.008

0.0004 - 0.008

Depth of
cut
ap (in)

0.004 -0.118

0.004 - 0.059

0.004 - 0.049

0.004 - 0.059

0.006 - 0.059
0.012 - 0.079
0.006 - 0.059
0.012 - 0.079
0.006 - 0.059
0.012 - 0.079

0.006 - 0.059

0.012 - 0.079

Feed
f (ipr)

0.001 - 0.004

0.001 - 0.004

0.001 - 0.004

0.001 - 0.004

0.002 - 0.008
0.008 - 0.012
0.002 - 0.008
0.003 - 0.012
0.002 - 0.008
0.008 - 0.012

0.002 - 0.008

0.003 - 0.012




I ACCESSORY
MmooUMTURN

QC-08 and QC-1212

Shank for modular heads

(LFASSY)
LF
ztz |4
5 I 5,10 o]
i
5—; i { |
3 ﬁﬂ o ‘ T
Wy =
E=
H B WFASSY LF OAW HFASSY LFASSY™ Torque
QC-08F 0.500 0.500 0 2.560 0.590 0.500 3.346 2.21
QC-08X 0.500 0.500 0 3.940 0.590 0.500 4.724 2.21
H B WFASSY LF OAW HFASSY LFAsSSY(™ Torque*
QC-1212F 12 12 0 65 15 12 85 3
QC-1212X 12 12 0 100 15 12 120 3

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

QC-08-CHP and QC-1212-CHP

Shank for modular heads, with high pressure coolant capability

(LFASSY) (LFASSY)
| 1; i @
=17 =Hai! =
AVl — 28| l=1 |l y i P
Oy 5| Y 23—+ Oy &y JEC ~ ]
t 5/16"-24UNF _
%ﬁ | e e g = 8
2 /—‘ﬂd\uiuw o 2 | = 2
ig1 I ig2 L' == o
Fig.1 < Fig.2 < =
©
H B LF WFASSY OAW HFASSY LFASSY"  Torque Fig. =
QC-08F-CHP 0.500 0.500 2.560 0 0.590 0.500 3.346 2.21 1 =
QC-08X-CHP 0.500 0.500 3.940 0 0.590 0.500 4.724 2.21 2
H B LF WFASSY OAW HFASSY LFASSY"  Torque* Fig.
QC-1212F-CHP 12 12 65 0 15 12 85 3 1
QC-1212X-CHP ® 12 12 100 0 15 12 120 3 2

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

Through-coolant shank

(*) : Compatible to the direct internal coolant supply system without the use of external coolant hose.
(1) The size is true when the modular head with LH = 19.5 mm is mounted.

QC-08-F10-CHP and QC-1216-F15-CHP

Stepped-head shank for modular heads, with high pressure coolant capability

(LFASSY)

- _ » (LFASSY) _
<HBKL,_ @
Y o Hige [ S
2| 5 1O =4
< 21 i g S| 21
O & (j 777777 ) \ g T om ol &
3 S N 15 12
= 5/16"-24UNF g 5/16"-24UNF
(9]
2 o 21 B R ——
et £ | OO 0TS, Fig2 &1 SN e e— N
H B LF OAW  WFASSY HFASSY LFASSY" HBKL Torque Fig.
QC-08F-F10-CHP 0.500 0.625 2.559 1.220 0.625 0.500 3.346 0.980 2.21 1
QC-08X-F10-CHP 0.500 0.625 3.937 1.220 0.625 0.500 4.724 0.980 2.21 2
H B LF OAW  WFASSY HFASSY LFASSY" HBKL Torque* Fig.
QC-1216F-F15-CHP 12 16 65 30 15 12 85 25 3 1
QC-1216X-F15-CHP 12 16 100 30 15 12 120 25 3 2

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

QC12 heads only can be mounted on these shanks.

(*) : Compatible to the direct internal coolant supply system without the use of external coolant hose.
(1) The size is true when the modular head with LH = 19.5 mm is mounted.

SPARE PARTS @ ( @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench DirectJet plug Wrench
QC-**F/X SRM6X0.5-26977 P-3 - - - -
QC-*F-... SRM6X0.5-26977 P-3 SR5/16UNFTL360 P-4 - -

QC-**X-... SRM6X0.5-26977 P-3 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2 Tu n g a|oy G‘] 1 5
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QC-12D28EXC

Modular head holder for insert change

g

+

BD
QC-12D28EXC 28

LB
80

B
25

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

machine, and possible human injury.

SPARE PARTS K@
Designation Fixing screw
QC-12D28EXC KNOBMS5X10

QC12-STOPPER

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

Protective plug for shank

11.6

Designation
QC12-STOPPER

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

G116 tungaloy.com/us

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

Unit: mm




NTERNAL

ADDICUT

A/E-STCIR/L

Internal grooving toolholder

L =@

w

= v

— g

g £ A

> =

= =

| . QlLF 8
T

Right hand (R) shown.

Material [ETM7@ DMIN DCONMS  LH LF WF H Insert  Torque*
A08-STCIR/L10-D07U Steel 0.059 0.118 0.438 0.500 0.984 4.000 0.339 0.475 TCIG10... 0.74
A08-STCIR/L10-D08U Steel 0.059 0.118 0.500 0.500 1.220 4.000 0.339 0.475 TCIG10... 0.74
E08-STCIR/L10-D10U Carbide 0.059 0.118 0.625 0.500 = 5.000 0.339 0.475 TCIG10... 0.74
A10-STCIR/L12-D09U Steel 0.059 0.118 0.563 0.625 1.299 4.500 0.441 0.600 TCIG12... 0.96
A10-STCIR/L12-D11U Steel 0.059 0.118 0.688 0.625 1.614 4.500 0.441 0.600 TCIG12... 0.96
E10-STCIR/L12-D13U Carbide 0.059 0.118 0.813 0.625 - 6.000 0.441 0.600 TCIG12... 0.96

Material [T ETZ8 DMIN DCONMS  LH LF WF H Insert  Torque*
A12H-STCIR/L10-D105 Steel 1.5 3 10.5 12 25 100 8.3 11 TCIG10... 1
A12H-STCIR/L10-D120 Steel 1.5 3 12 12 31 100 8.3 11 TCIG10... 1
E12K-STCIR/L10-D150 Carbide 1.5 3 15 12 - 125 8.3 11 TCIG10... 1
A16J-STCIR/L12-D130 Steel 1.5 3 13 16 33 110 11.3 15 TCIG12... 1.3
A16J-STCIR/L12-D160 Steel 1.5 3 16 16 41 110 11.3 15 TCIG12... 1.3
E16M-STCIR/L12-D200 Carbide 1.5 3 20 16 - 150 11.3 15 TCIG12... 1.3

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

SPARE PARTS @
=~ Designation Clamping sorow | 5
A/E-STCIR10-... CSTB-2.2L053DR ..9
A/E-STCIL10-... CSTB-2.2L.053DL g
5
A/E-STCIR12-... CSTB-2.5L054DR ®©
A/E-STCIL12-... CSTB-2.5L054DL é

Reference pages: A/E-STCIR/L: Inserts, Standard cutting conditions — G118
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I INSERTS

TCIG
1l <
8
-
32
Bl steel *
M Stainless *
Cast iron Y
l Non-ferrous
S Superalloys Y
H Hard materials % : First choice
Coated
. . CW=0.025CW=x0.0011 RE CDX | PDX
Designation . N S
(mm) | (in) | (in) = (in) | (in)
<
TCIG10-050-005 0.5 0.020 | 0.05 | @ 0.039 | 0.059
TCIG10-122-008 122 | 0.048 | 0.08 | @ 0.079 | 0.045
TCIG10-142-008 1.42 | 0.056 | 0.08 | @ 0.079 | 0.041
TCIG10-150-010 1.5 0.059 | 0.1 | @ 0.079 | 0.039
TCIG10-172-008 1.72 | 0.068 | 0.08 | @ 0.079 | 0.035
TCIG10-200-010 2 0079 | 01 | @ 0.079 | 0.030
TCIG10-250-020 25 0.098 | 02 | @ 0.079 | 0.020
TCIG10-300-020 3 0.118 | 0.2 | @ 0.079 | 0.010
TCIG12-100-010 1 0.039 | 0.1 | @ 0.098 | 0.049
TCIG12-150-010 1.5 0.059 | 0.1 | @ 0.118 | 0.039
TCIG12-197-008 197 | 0.078 | 0.08 | @ 0.118 | 0.030
TCIG12-200-020 2 0.079 | 0.2 | @ 0.118 | 0.030
TCIG12-224-008 2.24 | 0.088 | 0.08 | @ 0.118 | 0.025
TCIG12-250-020 25 0.098 | 0.2 | @ 0.118 | 0.020
TCIG12-277-015 2.77 | 0.109 | 0.15 | @ 0.118 | 0.015
TCIG12-300-020 3 0.118 | 0.2 | @ 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" ; and for TCIG12, when
the bore diameter is < 0.63".

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

A
0.118 - Application range

0.098
0.079 -
0.059
0.039 -
0.020 -

~ Max. groove depth
T max (in)

TCIG12
TCIG10

Max. groove depth
T max (in)
\
|

| |
0.413 0.433 0472 0512 0.551 0.591 0.630
Hole dia.: @ (in)

| | | {(
n

I STANDARD CUTTING CONDITIONS

1SO Workoi terial Hard Priorit Cutting speed Feed
orkpiece material araness riority Ve (sfm) f (Ipr)
Steel ! .
1045.4140. etc <300 HB First choice 98 - 262 0.0004 - 0.002
M Stainless steel <200 HB First choice 98 - 164 0.0004 - 0.002
30388, etc. ' '
Titanium alloys . .
S TH-GAL4V. ete. <HRC 40 First choice 33-164 0.0004 - 0.002

G118 tungaloy.com/us




SNG / CNG&

A/E-SNGR

Toolholders for internal grooving, with through coolant

Fig.1 DMIN

‘CDX

D p=ne=
77777 LL?’ CUN-CWX | 1, A M
S| F——<—0  |F @

g Fig.2 DMIN . 5
) (e (7 mt
W g 8- K
H

k CWN-CWX
M LF
= Right hand (R) shown.

N

Material | &)'[\l=e)/€ ) [|'F CDX DCONMS H B LF LH WF Insert Torque* Fig.
AO08H-SNGR06-D080  Steel 1 2 8 1.5 8 7 = 100 18 4.73 6GMR..., 6GR... 0.7 1
AO8H-SNGR07-D100  Steel 1 2 10 1.5 8 7 - 100 23 5.8 7GMR.., 7GR... 1.0 1
A10K-SNGR07-D120 Steel 1 2 12 1.5 10 ¢ - 125 29 6.8 7GMR..., 7GR... 1.0 1
A10K-SNGR08-D140 Steel 1.5 3.5 14 2 10 9 - 125 15 7.6  8GMR.., 8GR... 1.0 2
A12M-SNGR08-D160  Steel 1.5 3.5 16 2 12 11 11.5 150 18 86 8GMR.., 8GR... 1.0 2
A16Q-SNGR09-D200  Steel 1.5 3.5 20 3 16 15 15.5 180 20 11.6  9GMR..., 9GR... 1.3 2
A20R-SNGR09-D240 Steel 1.5 3.5 24 3 20 18 19 200 25 13.6 9GMR..., 9GR... 1.3 2
E08X-SNGRO07-D100  Carbide 1 2 10 1.5 8 7.5 - 120.5 35 58 7GMR..., 7GR... 1.0 1
E10X-SNGR07-D120  Carbide 1 2 12 1.5 10 9 = 143.5 45 6.8 7GMR..., 7GR... 1.0 1
E10X-SNGR08-D140  Carbide 1.5 3.5 14 2 10 9 - 146 - 7.6 8GMR.., 8GR... 1.0 2
E12X-SNGR08-D160  Carbide 1.5 3.5 16 2 12 11 - 174.8 - 8.6 8GMR.., 8GR... 1.0 2
E16X-SNGR09-D200  Carbide 1.5 3.5 20 3 16 15 - 194.6 - 11.6  9GMR..., 9GR... 1.5 2

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

SPARE PARTS & %’g

Designation Clamping screw Wrench g
A*-SNGRO06-D... CSTB-2L040 T-6F -'q—‘)
A**-SNGRO07-D... CSTB-2.28 T-7F 5
A**-SNGRO08-D... CSTB-2.2 T-7F g
A*-SNGRO09-D... CSTB-2.5L080 T-8F S
E**-SNGRO07-D... CSTB-2.28 T-7F
E**-SNGR08-D... CSTB-2.2 T-7F
E**-SNGR09-D... CSTB-2.5L080 T-8F

Reference pages: A/E-SNGR: Inserts — G121, G122, Standard cutting conditions — G123

Tungaloy G119




SNG / CNG&
SNGR/L
Toolholders for internal grooving

o

. 15
Fig.1 DMIN
/ (UL
_ 150 =
Fig. 2 DMIN%

DCONMS

@

H *

| ==

igENCDX ‘*4‘\ JCDX

La

| L CWN-CWX Z

§ I&ﬂ» = Right hand (R) shown.

Material CDX DCONMS H LF LH WF Insert Torque* Fig.
SNGR/L08H06 Steel 1 2 8 1.5 8 7 100 18 4.7 6GMR..., 6GR/L... 0.7 1
SNGR/LO8HO7 Steel 1 2 10 1.5 8 7 100 23 5.8 7GMR..., 7GR/L... 1.0 1
SNGR/L10K07 Steel 1 2 12 1.5 10 9 125 29 6.8 7GMR..., 7TGR/L... 1.0 1
SNGR/L10K08 Steel 1.5 BE5 14 2 10 9 125 15 7.6 8GMR..., 8GR/L... 1.0 2
SNGR/L12M08 Steel 1.5 35 16 2 12 11 150 18 8.6 8GMR..., 8GR/L... 1.0 2
SNGR/L16Q09 Steel 1.5 &85 20 3 16 15 180 20 11.6 9GMR..., 9GR/L... 1.3 2
SNGR/L20R09 Steel 15 3.5 24 3 20 18 200 25 13.6  9GMR..., 9GR/L... 1.3 2
SNGR/L08K06SC Carbide 1 2 8 1.5 8 7 125 28 4.7 6GMR..., 6GR/L... 0.7 1
SNGR/L08K07SC Carbide 1 2 10 1.5 8 7 125 35 5.8 7GMR..., 7TGR/L... 1.0 1
SNGR/L10M07SC Carbide 1 2 12 1.5 10 9 150 45 6.8 7GMR..., 7TGR/L... 1.0 1
SNGR/L10M08SC Carbide 1.5 3.5 14 2 10 9 150 45 7.6 8GMR..., 8GR/L... 1.0 2
SNGR/L12Q08SC Carbide 1.5 B85 16 2 12 11 180 - 8.6 8GMR..., 8GR/L... 1.0 2
SNGR/L16R09SC Carbide 1.5 85 20 3 16 15 200 - 11.6 9GMR..., 9GR/L... 1.5 2

Note: Use the right-hand insert (CJGR) with the right-hand holder (CONGR), and use the left-hand insert ((JGL) with the left-hand holder (CONGL).
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
SNGR/L**06 CSTB-2L040 T-6F
SNGR/L**07 CSTB-2.28 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

Clamp-on DMIN

CDX

! a} \\ ‘ é" m
@ & e 1 & U
— T ACWN-CWX |

_LH L <H .

Right hand (R) shown.

PO @  cbx DCONMS  H LF LH WF Insert  Torque*
2 5 32 5 7

CNGR/L25S15 25 23 250 30 18.1 15GR/L...
CNGR/L32T15 2 5 40 5 32 30 300 35 221 15GR/L... 7
CNGR/L40U15 2 5 48 5 40 38 350 45 26.1 15GR/L... 7

Note: Use the right-hand insert (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 @ L) a A

Designation Clamp set Screw Shim Wrench & 7 f

CNGR... CsP22 DTS5-3.5 SGSR151 T-20F 5 Designation Clamping screw Wrench
CNGL... CSpP22 DTS5-3.5 SGSL151 T-20F CNGRI/L... CSTB-3.5L T-15F

Reference pages: SNGR/L, CNGR/L: Inserts — G121, G122, Standard cutting conditions — G123
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I INSERTS

*GMR/L
6GMR 8GMR
7GMR 9GMR
—
2 2
Single edge Double edge Right hand (R) shown.
-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *  : First choice
H Hard materials Y¢ : Second choice
Coated
. . CW:0.001CW:0.025 RE |0
Designation HAND| S cDX E?W S I.C INSL [.)1
(in) | (mm) (mm)| = (mm)| (in) | (in) | (in) | (in) | (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 @ 3 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

Miniature tool

Reference pages: Toolholder — G119, G120, Standard cutting conditions — G123

Tungaloy G121




**GR/L

6GR/L BW 8GR/L «
7GR/L 3B [ recw s 9GRIL 3
° \'T 15GR/L

15

INSL Ref.
IC

B

INSL Ref.

Single edge Double edge Right hand (R) shown.

- Steel * ) ¢
M Stainless *
Cast iron DA *
l Non-ferrous *
S Superalloys PAd  : First choice
H Hard materials ¢ : Second choice
Cermet Uncoated
Designation HAND cwj:o.om ews0025 RE § o o CcDX ETW S I.C INSL [.)1
| (mm) |(mm) & 28 (mm)| (in) | (i) | (in) | (in) | (in)
4 =2
6GR100 R 0.039 1 02 |@ [ BN J 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
6GL100 L 0.039 1 0.2 [ ] 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
6GR150 R 0.059 1.5 02 @ [ BN J 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
6GL150 L 0.059 1.5 0.2 [ N J 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
6GR200 R 0.079 2 02 | @ [ BN J 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
6GL200 L 0.079 2 0.2 [ BN J 1.5 | 0.220 | 0.092 | 0.187 | 0.254 | 0.091
7GR100 R 0.039 1 02 @ [ BN ] 1.5 | 0.220 | 0.121 | 0.219 | 0.290 | 0.102
7GR150 R 0.059 1.5 02 @ [ BN J 1.5 | 0.220 | 0.121 | 0.219 | 0.290 | 0.102
7GR200 R 0.079 2 02 | @ [ BN J 1.5 ]0.220 | 0.121 | 0.219 | 0.290 | 0.102
7GL200 L 0.079 2 0.2 [ BN J 1.5 |0.220 | 0.121 | 0.219 | 0.290 | 0.102
8GR150 R 0.059 1.5 02 @ [ 2N ) 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
8GR200 R 0.079 2 02 @ [ 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 25 02 @ [ BN J 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
8GL250 L 0.098 25 0.2 [ 2N ) 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
8GR300 R 0.118 3 02 @ [ BN ] 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
8GL300 L 0.118 3 0.2 [ N J 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
8GR350 R 0.138 3.5 0.2 [ BN J 2 0.244 | 0.152 | 0.219 | 0.400 | 0.102
9GR150 R 0.059 1.5 02 @ [ 2N ) 2 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GL150 L 0.059 1.5 02 @ [ J 2 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GR200 R 0.079 2 02 | @ [ BN ] 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GL200 L 0.079 2 02 @ [ BN J 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GR250 R 0.098 2.5 02 @ o0 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GL250 L 0.098 2.5 02 @ [ J 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GR300 R 0.118 3 02 @ [ BN J 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GL300 L 0.118 3 02 @ [ BN ] 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GR350 R 0.138 3.5 02 |@ [ BN J 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
9GL350 L 0.138 3.5 02 @ [ J 3 0.303 | 0.183 | 0.250 | 0.510 | 0.113
15GR200 R 0.079 2 02 | @ [ BN J 3 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GR250 R 0.098 25 02 @ [ BN J 3 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GR300 R 0.118 3 02 @ [ BN J 3 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GL300 L 0.118 3 0.2 [ ] 3 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GR350 R 0.138 3.5 02 @ [ BN J 3 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GR400 R 0.157 4 02 @ [ BN J 4 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GR450 R 0.177 4.5 0.2 [ BN J 4 0.425 | 0.201 | 0.362 | 0.819 | 0.189
15GL450 L 0.177 4.5 0.2 [ 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 the right-hand insert (CJGR) with the right-hand holder (ONGR), and use the left-hand insert ((JGL) with the left-hand holder (CINGL). @ : Line up

Reference pages: Toolholder — G119, G120, Standard cutting conditions — G123
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Il STANDARD CUTTING CONDITIONS

Cutting speed

Feed rate: f (ipr)

1ISO Workpiece material Grade
Ve (sfm) *GMR... *GR/L...
AH7025 262 - 591 0.0012 - 0.0047 =
Carbon steel
v NS9530 262 - 656 = 0.002 - 0.0059
. UX30 131 - 492 . 0.002 - 0.0059
AH7025 262 - 591 0.0012 - 0.0047 =
Alloy steel
e ot NS9530 262 - 656 . 0.002 - 0.0059
UX30 131 - 492 - 0.002 - 0.0059
. AH7025 164 - 394 0.0012 - 0.0047 =
M Stainless steel
SRS, i UX30 131-328 = 0.0012 - 0.0039
. AH7025 164 - 722 0.0012 - 0.0047 =
Gray cast irons
. Hlase 28, gz TH10 197 - 656 . 0.002 - 0.0059
Ductile cast irons AH7025 164 - 591 0.0012 - 0.0047 =
GUTRE, Gifs: TH10 131 - 525 . 0.002 - 0.0059
o AHT7025 98 - 262 0.0012 - 0.0047 -
Titanium alloys
s 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
TINYIMTURN
JBTR
For boring, profiling, and chamfering
DMIN - LF - 2 @
i/—‘\;\ g /
k" ob VA1 zi
&/ . LH N 8
= a
\ )
= E—
Details of edge Right hand (R) shown.
BX310 DCONMS  WF a LF LH cDX RE'0®
JBTR04060010-D028ST o 2.8 4 0.9 2.6 22 6 0.3 0.1
JBTR04095010-D028ST o 2.8 4 0.9 2.6 25.5 9.5 0.3 0.1
JBTR04070015-D040ST ° 4 4 15 3.5 23 7 0.5 0.15
JBTR04110015-D040ST ° 4 4 15 3.5 27 11 0.5 0.15
JBTR07090020-D050ST ) 5 7 0.6 4.15 25 9 0.4 0.2
JBTR07140020-D050ST o 5 7 0.6 4.15 30 14 0.4 0.2
@® : Line up

Edge preparation
ST: T0O1315
0.13 mm

M

Reference pages : JBTR: Standard cutting conditions — G136

Tungaloy

Miniature tool

G123




TINYIMTURN
JBTR/L

Solid boring bar for boring, profiling, and chamfering

with coolant hole

SH725
JBTR04020004-D006
JBTR04030004-D006
JBTR04045005-D010
JBTR04065005-D010
JBTR04040005-D020
JBTR04090005-D020
JBTR04140005-D020
JBTR/L04090010-D028
JBTR/L04150010-D028
JBTR/L04190010-D028
JBTR/L04090010-D040
JBTR/L04150010-D040
JBTR/L04190010-D040
JBTR04230010-D040
JBTR04270010-D040
JBTR/L07090015-D050
JBTR/L07140015-D050
JBTR/L07190015-D050
JBTR/L07240015-D050
JBTR07290015-D050
JBTL07290015-D050
JBTR07340015-D050
JBTL07340015-D050
JBTR/L07140015-D060
JBTR/L07210015-D060
JBTR/L07240015-D060
JBTR/L07290015-D060
JBTR07340015-D060
JBTR07410015-D060
JBTR/L07190015-D068
JBTR07240015-D068
JBTR/L07290015-D068
JBTR/L07340015-D070
JBTR07390015-D070
JBTR07440015-D070
JBTR07490015-D070

hi

Internal

SH730

(20 2N N 28 o 2N 2 2 2 2l 2 2l o 2l 2 2 o 2N g i o 2

(20 2N 2 2B 2 2 2 2 2N 2 a2

DC
0.6

0.6

ONMS

NONON N NN NN NN NN SNSNSNSNSNSNSNSNSNSAESEAEARESAEARSEDSASANDRDSAS

Details of edge

WF
-1.5
-1.5
=11
-1.1
-0.3
-0.3
-0.3
0.9
0.9
0.9
1.5
1.5
1.5
1.5
1.5
0.9
0.9
0.9
0.9
0.9
0.9
0.9
0.9
1.8
1.8
1.8
1.8
1.8
1.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8

Reference pages : JBTR/L: Standard cutting conditions — G136

G124 tungaloy.com/us

Y

Right hand (R) shown.

LF . gw

o} y o) \ %

R tHJU 3

; (&)
B —U

a LF LH cDX
05 18.5 2 0.08
05 19.5 3 0.08
0.9 21 45 0.1
0.9 23 6.5 0.1
1.7 205 4 0.1
1.7 25.5 9 0.1
1.7 305 14 0.1
2.6 255 9 0.2
26 315 15 02
26 355 19 02
35 255 9 03
35 315 15 0.3
35 355 19 03
35 39.5 23 03
35 435 27 03
4.4 25 9 05
4.4 30 14 05
4.4 35 19 05
4.4 40 24 05
4.4 45 29 05
4.4 45 29 05
4.4 50 34 05
4.4 50 34 05
5.3 30 14 05
53 a7 21 05
53 40 24 05
53 45 29 05
5.3 50 34 05
53 57 41 05
6.3 35 19 06
6.3 40 24 06
6.3 45 29 06
6.3 50 34 06
6.3 55 39 06
6.3 60 44 06
6.3 65 49 06

RE+8.05
0.04
0.04
0.05
0.05
0.05
0.05
0.05

0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15

@ : Line up

A : To be discontinued in April 2025




TBTR/L

Solid boring bar for boring, profiling, and chamfering

LF ©
DMIN = )
F* =
2
o
oY
A i —
Details of edge Right hand (R) shown.

sH725 [N DCONMS  WF a LF LH CDX RE*0-05
TBTR04045005-D010 [ ] 1 4 -1.1 0.9 21 4.5 0.1 0.05
TBTR04065005-D010 [ J 1 4 -1.1 0.9 23 6.5 0.1 0.05
TBTR04040005-D020 [ J 2 4 -0.3 1.7 20.5 4 0.1 0.05
TBTR04090005-D020 [ J 2 4 -0.3 1.7 25.5 9 0.1 0.05
TBTR04140005-D020 [ ] 2 4 -0.3 1.7 30.5 14 0.1 0.05
TBTR/L04090010-D028 [ ] 2.8 4 0.9 2.6 25.5 9 0.2 0.1
TBTR04150010-D028 o 2.8 4 0.9 2.6 31.5 15 0.2 0.1
TBTR04190010-D028 [ J 2.8 4 0.9 2.6 35.5 19 0.2 0.1
TBTR04090010-D040 ° 4 4 15 35 255 9 0.3 0.1
TBTR04150010-D040 [ ] 4 4 1.5 3.5 31.5 15 0.3 0.1
TBTR04190010-D040 o 4 4 15 3.5 35.5 19 0.3 0.1
TBTR04230010-D040 [ J 4 4 1.5 3.5 39.5 23 0.3 0.1
TBTR04270010-D040 [ ] 4 4 15 3.5 43.5 27 0.3 0.1
TBTR07090015-D050 [ ] 5 7 0.9 4.4 25 9 0.5 0.15
TBTR07140015-D050 o 5 7 0.9 4.4 30 14 0.5 0.15
TBTR07190015-D050 [ J 5 7 0.9 4.4 35 19 0.5 0.15
TBTR07240015-D050 [ ] 5 7 0.9 4.4 40 24 0.5 0.15 Ke)
TBTR07290015-D050 [ ] 5 7 0.9 4.4 45 29 0.5 0.15 "3
TBTR07340015-D050 o 5 7 0.9 4.4 50 34 0.5 0.15 é
TBTR07140015-D060 [ J 6 7 1.8 5.3 30 14 0.5 0.15 g
TBTR/L07210015-D060 [ 6 7 1.8 5.3 37 21 0.5 0.15 s
TBTR07240015-D060 [ ] 6 7 1.8 5.3 40 24 0.5 0.15
TBTR07290015-D060 o 6 7 1.8 5.3 45 29 0.5 0.15
TBTR07340015-D060 [ J 6 7 1.8 5.3 50 34 0.5 0.15
TBTR07410015-D060 [ 6 7 1.8 5.3 57 41 0.5 0.15
TBTR07190015-D068 [ 6.8 7 2.8 6.3 35 19 0.6 0.15
TBTR07240015-D068 o 6.8 7 2.8 6.3 40 24 0.6 0.15
TBTR07290015-D068 o 6.8 7 2.8 6.3 45 29 0.6 0.15
TBTRO07340015-D070 ° 7 7 2 6.3 50 34 0.6 0.15
TBTR07390015-D070 [ ] 7 7 2.8 6.3 55 39 0.6 0.15
TBTR07440015-D070 o 7 7 2.8 6.3 60 44 0.6 0.15
TBTR07490015-D070 [ J 7 7 2.8 6.3 65 49 0.6 0.15
® : Line up

Reference pages : TBTR/L: Standard cutting conditions — G136
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TINYMTURIN

TBPR

Solid boring bar for boring and

chamfering

LF

DMIN 2
-2
e H ) 3 Z
11— - & — I Oi
D) () ! LH O
‘ o = a
— ‘, J
RE 420° A =
Details of edge
SH725 DCONMS WF a LF LH CDX RE"8-05
TBPR04090010-D028 () 2.8 4 0.9 2.6 2515 9 0.2 0.1
TBPR04150010-D040 [ 4 4 15 3.5 31.5 15 0.3 0.1
I (| TBPR07140015-D050 () 5 7 0.9 4.4 30 14 0.5 0.15
| TBPR07190015-D050 () 5 7 0.9 4.4 35 19 0.5 0.15
nternal
@ : Line up
JBPR
Solid boring bar for boring and chamfering
DMIN LF %J @
S — R —
] — e E a N 4 N LH 3
O = a
——
20°4 S —
with coolant hole Details of edge .
Right hand (R) shown.
sH725 sH73o0 LM DCONMS  WF a LF LH CDX RE*3.05
JBPR04090010-D028 ° A 2.8 4 0.9 2.6 255 9 0.2 0.1
JBPR04150010-D028 [ ) A 2.8 4 0.9 2.6 31.5 15 0.2 0.1
JBPR04090010-D040 () A 4 4 1.5 3.5 25.5 9 0.3 0.1
JBPR04150010-D040 [ ] A 4 4 15 3.5 31.5 15 0.3 0.1
JBPR07140015-D050 () A 5 7 0.9 4.4 30 14 0.5 0.15
JBPR07190015-D050 [ ) A 5 7 0.9 4.4 35 19 0.5 0.15
® : Line up
A : To be discontinued in April 2025
TBUR
Solid boring bar for back boring and chamfering
DMIN LF °
i,/ N %D
\ A\ =
A D m—
‘ - W wh | LH 87
[y 7 F- g
—_ |
L
Details of edge
SH725 DCONMS WF a LF LH f2 CDX CW+8-°5
TBURO07140010-D050 o 5 7 0.9 4.4 30 14 0.2 1 1
TBUR07190010-D050 [ 5 7 0.9 4.4 35 19 0.2 1 1
@ : Line up

Reference pages : TBPR, JBPR, TBUR: Standard cutting conditions — G136
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JBUR

Solid boring bar for back boring and chamfering

DMIN LF ©
' - 1%; Y
A so B m¢ o F >
| o NZ C 3
(L= | W LH . o
- i ; [a]
—m— |
with coolant hole Details of edge
Right hand (R) shown.
sH725 sH730 MM DCONMS WF a LF LH f2 CDX CW'3%® RE
JBUR07140010-D050 ) A 5 7 0.9 4.4 30 14 0.2 1 1 0.1
JBUR07190010-D050 ) 5 7 0.9 4.4 35 19 0.2 1 1 0.1
@ : Line up
A : To be discontinued in April 2025
TBCR
Solid boring bar for boring and 45° chamfering
DMIN ‘ LF ©
i - ®
y N © - %
h—i hﬁjx‘w"f N/ J [ ) o
457 4| - Ny Wl Qt
) [ X i L a
= | —
e —)
Details of edge bé
SH725 DCONMS WF a LF LH CDX RE+8-°5
TBCRO07140020-D050 ) 5 7 0.9 4.4 30 14 0.7 0.2
TBCRO07190020-D068 ) 7 2.8 6.3 35 19 0.7 0.2
@® : Line up
JBCR
Solid boring bar for boring and 45° chamfering
DMIN @
- LF o
< 148 § N \ [ /
45° (2 - o o 1 12 I
owminl=: e x S LH |l Sy
J_f@ \ o ‘ wh =
a
2 ) =
- e .
. A dod A
with coolant hole RE -
Details of edge Right hand (R) shown.
sH725  sH730 [GITW DCONMS  WF a LF LH CDX  RE®005
JBCR07140020-D050 ) A 5 7 0.9 4.4 30 14 0.7 0.2
JBCR07190020-D050 ) 5 7 0.9 4.4 35 19 0.7 0.2
JBCR07190020-D068 ® 6.8 7 2.8 6.3 35 19 0.7 0.2
@® : Line up

Reference pages : JBUR, TBCR, JBCR: Standard cutting conditions — G136

A : To be discontinued in April 2025
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TINYIMTURN
TBBR

Solid boring bar for back boring

LF .
<
[0}
=
i == 3
| Q
| § O
= L ow 8
R — i )
y 28 H J
Details of edge
sH725 G pconms WF a LF LH CDX RE*0.05
TBBR04140020-D030 [ J 3 4 0.6 2.6 30 14 0.5 0.2
TBBR04140015-D040 [ J 4 4 1.5 3.5 30 14 0.8 0.15
I /| TBBR07190020-D050 ° 5 7 0.9 4.4 35 19 1 0.2
Internal ® : Line up
JBBR
Solid boring bar for back boring
LF ) @
-5 :
e O 2]
I Wy s—— — 9
' 2
L= L1
— i [ E—
¥ 28° g
with coolant hole Details of edge Right hand (R) shown.
sH725  sH730 [T DCONMS  WF a LF LH CDX RE*0-05
JBBR04140020-D030 ° A 3 4 0.6 26 30 14 0.5 0.2
JBBR04190020-D030 [ ] A 3 4 0.6 2.6 35 19 0.5 0.2
JBBR04140015-D040 [ ] A 4 4 1.5 3.5 30 14 0.8 0.15
JBBR04240015-D040 [ J A 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 ° A 5 7 0.9 4.4 35 19 1 0.2
JBBR07290020-D050 [ ] A 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 o A 6 7 1.8 5.3 35 19 1.8 0.2
JBBR07290020-D060 [ J A 6 7 1.8 5.3 45 29 1.8 0.2
JBBR07190020-D070 [ ] A 7 7 2.8 6.3 35 19 25 0.2
JBBR07290020-D070 [ ] A 7 7 2.8 6.3 45 29 25 0.2

@® : Line up
A : To be discontinued in April 2025

TBIR
Solid boring bar for threading (metric)

DMIN - LF - e w
<
e [}
S 'y -
””” D Ay ©
/] \ ul LH O
= o
—— J
Details of edge
sH725  Pitch [GITTYM CF.Jo» DCONMS  WF a LF LH CDX  PDX
TBIR04140050-D040 ([ J 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
TBIR07140050-D050 [ J 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
TBIR07140075-D050 ([ J 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
TBIR07140100-D048 [ J 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
TBIR07140100-D060 ([ J 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
TBIR07140150-D060 [ 1.5 6 0.18 7 1.8 5.3 30 14 0.8 0.75

® : Line up

Reference pages : TBBR, JBBR, TBIR: Standard cutting conditions — G136
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JBIR

Solid boring bar for threading (metric)

DMIN LF e @
Van cg Y
””” TWW A © © O
/ ° Q\L ¢ LH e J § *i
KARARAARA =i Q
—_— = [ )
- N R
with coolant hole Details of edge Right hand (R) shown.
SH725 SH730  Pitch [T CF_§,, DCONMS WF a LF LH CDX PDX
JBIR04140050-D040 ( ] A 0.5 4 0.06 4 1.5 15 30 14 0.3 0185
JBIR07140050-D050 [ ] A 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 (] A 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 [ ] A 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 [ ] A 1 6 0.12 7 1.8 5:3 30 14 0.6 0.55
JBIR07140125-D060 [ ] A 1.25 6 0.15 7 1.8 53 30 14 0.7 0.65
JBIR07140150-D060 o A 1.5 6 0.18 7 1.8 588 30 14 0.8 0.75
JBIR07140150-D070 [ ] A 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75
® : Lineup
A : To be discontinued in April 2025
TBGR
Solid boring bar for internal grooving 5
o]
LF E)
1% E= 2
o gi é
Inp o o |H S
= a
Details of edge
sH725 | EENEETTITEY DCONMS WF a LF LH CcDX
TBGR04100050-D020 [ ) 0.5 2 4 -0.2 1.8 26 10 0.4
TBGR04090100-D040 [ ) 1 4 4 1.5 3.5 255 9 0.8
TBGR04150100-D040 [ ] 1 4 4 1.5 3.5 31.5 15 0.8
TBGR07090200-D050 [ } 2 5, 7 0.9 4.4 25 9 1
TBGR07090100-D060 [ ) 1 6 7 1.8 519 25 9 1.8
TBGRO07140100-D060 [ ) 1 6 7 1.8 5.3 30 14 1.8
TBGR07090150-D060 o 1.5 6 7 1.8 5.5 25 9 1.8
TBGR07090200-D060 [ } 2 6 7 1.8 5.3 25 9 1.8
TBGRO07140200-D060 [ ) 2 6 7 1.8 519 30 14 1.8
TBGR07090100-D068 [ ) 1 6.8 7 2.7 6.2 25 9 2.5
TBGR07090150-D068 [ ) 1.5 6.8 7 2.7 6.2 25 9 2.5
TBGR07140150-D068 [ } 15 6.8 7 2.7 6.2 30 14 2.5
TBGR07090200-D068 [ ) 2 6.8 7 2.7 6.2 25 9 2.5
TBGR07140200-D068 [ ) 2 6.8 7 2.7 6.2 30 14 2.5
TBGR07210200-D068 [ J 2 6.8 7 2.7 6.2 37 21 2.5
TBGR07290200-D068 [ } 2 6.8 7 2.7 6.2 45 29 2.5
Corner radius : less than 0.1 mm. ® : Line up

Reference pages : JBIR, TBGR: Standard cutting conditions — G136
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Internal
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TINYIMTURN
JBGR/L

il

[®)

with coolant hole

JBGR04050050-D020
JBGR04100050-D020
JBGR04050070-D030
JBGR04100070-D030
JBGR04090100-D040
JBGR04150100-D040
JBGR07090100-D050
JBGR07140100-D050
JBGR07090150-D050
JBGR07140150-D050
JBGR07090200-D050
JBGR07190200-D050
JBGR/L07090100-D060
JBGR07140100-D060
JBGR07210100-D060
JBGR07290100-D060
JBGR/L07090150-D060
JBGR07140150-D060
JBGR07210150-D060
JBGR07240150-D060
JBGR07290150-D060
JBGR07090200-D060
JBGR07140200-D060
JBGR07210200-D060
JBGR07240200-D060
JBGR07290200-D060
JBGR07090100-D068
JBGR07140100-D068
JBGR07210100-D068
JBGR07090150-D068
JBGR07140150-D068
JBGR07210150-D068
JBGR07290150-D068
JBGR07090200-D068
JBGR/L07140200-D068
JBGR07210200-D068
JBGR07250200-D068
JBGR07290200-D068

Corner radius: less than 0.1 mm

SH725

Solid boring bar for internal grooving

SH730

20 28 2N 28 2 2N 2 2 2 2 2 2l 2 2l 2 2 2 2l 2 2 2l 2 2l 2 2N 2 il o 2l o 2N 2 2l o i o 2

0.05
cw +o
0.5
0.5

Details of edge

DMIN
2

(o> Nl > Rie> R o) B e) Rille) o> Rl o) B «>) Rl e) Nl o> Rl o ) N e ) IS, BNS ) BIN G, I B4, BRNS ) R SNE SO SC RN OO R |V )

DCONMS

NN N N N N NN N SN NN NN SN SN SN SN SN SN SNSNSNSNSNSNSNSNSNSNSNSN&B B8 BB

Reference pages : JBGR/L: Standard cutting conditions — G136

LF %), # @
=
| 4
o
(a]
I
Right hand (R) shown.
WF a LF LH CDX
-0.2 1.8 21 5 0.4
-0.2 1.8 26 10 0.4
0.7 2.7 21 5 0.6
0.7 2.7 26 10 0.6
15 3.5 255 9 0.8
1.5 3.5 31.5 15 0.8
0.9 4.4 25 9 1
0.9 4.4 30 14 1
0.9 4.4 25 9 1
0.9 4.4 30 14 1
0.9 4.4 25 9 1
0.9 4.4 35 19 1
1.8 5.3 25 9 1.8
1.8 5.3 30 14 1.8
1.8 5.3 37 21 1.8
1.8 5.3 45 29 1.8
1.8 5.3 25 9 1.8
1.8 5.3 30 14 1.8
1.8 5.3 37 21 1.8
1.8 5.3 40 24 1.8
1.8 5.3 45 29 1.8
1.8 5.3 25 9 1.8
1.8 5.3 30 14 1.8
1.8 5.3 37 21 1.8
1.8 5.3 40 24 1.8
1.8 5.3 45 29 1.8
2.7 6.2 25 9 2.5
2.7 6.2 30 14 2.5
2.7 6.2 37 21 2.5
2.7 6.2 25 9 2.5
2.7 6.2 30 14 2.5
2.7 6.2 37 21 2.5
2.7 6.2 45 29 2.5
2.7 6.2 25 9 2.5
2.7 6.2 30 14 285
2.7 6.2 37 21 2.5
2.7 6.2 40 24 2.5
2.7 6.2 45 29 2.5
® : Line up

A : To be discontinued in April 2025




TBFR

Solid boring bar for face grooving

-
o

hj'
DCONMSh®
|-

LH

EE
e
v

- ]

l )
— = u
Details of edge
SH725 Cw+0.05 YVTY DCONMS a LF LH CDX
TBFR07110100-D060 o 1 6 7 5.2 26 10 1.5
TBFR07110200-D060 () 2 6 7 5.2 26 10 3
TBFR07110100-D080 () 1 8 7 5.9 27 11 1.5
TBFR07110250-D080 () 2.5 8 7 5.9 27 1 35
TBFR07300300-D080 o 3 8 7 5.9 46 30 35
TBFR07200250-D150 ® 2.5 15 7 5.9 36 20 20
TBFR07200300-D150 () 3 15 7 5.9 36 20 20
TBFR07300300-D150 ) 3 15 7 5.9 46 30 30
Corner radius : less than 0.1 mm. ® : Line up
JBFR/L
Solid boring bar for face grooving
S
owiN - LF - i@ e
- & - I g
, e ¥ I %I £
el o T g g
| I | @
with coolant hole Details of edge ,
Right hand (R) shown.
SH725  SH730 | &AHE 51 DCONMS a LF LH CDX
JBFR07110100-D060 ® A 1 6 7 5.2 27 10 1.5
JBFR07110150-D060 ) A 1.5 6 7 5.2 27 10 2
JBFR07110200-D060 () A 2 6 7 5.2 27 10 3
JBFR07110100-D080 () A 1 8 7 5.9 27 11 15
JBFR07110150-D080 () A 1.5 8 7 5.9 27 11 25
JBFR07110200-D080 () A 2 8 7 5.9 27 11 3
JBFR07110250-D080 () A 2.5 8 7 5.9 27 11 35
JBFR07110300-D080 ) A 3 8 7 5.9 27 11 35
JBFR/L07210150-D080 () A 1.5 8 7 5.9 36 21 2.5
JBFR07210200-D080 ) A 2 8 7 5.9 36 21 3
JBFR07210250-D080 () A 2.5 8 7 5.9 36 21 35
JBFR07210300-D080 ) A 3 8 7 5.9 36 21 35
JBFR/L07300200-D080 () A 2 8 7 5.9 46 30 3
JBFR07300300-D080 () A 3 8 7 5.9 46 30 35
JBFR07200200-D080 () A 2 8 7 5.9 36 20 3
JBFR07200250-D150 ) A 2.5 15 7 5.9 36 20 20
JBFR07200300-D150 () A 3 15 7 5.9 36 20 20
JBFR07300300-D150 ) A 3 15 7 5.9 46 30 30
Corner radius: less than 0.1 mm ® : Lineup

A : To be discontinued in April 2025

Reference pages : TBFR, JBFR/L: Standard cutting conditions — G136
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TINYIMTURN
TBSR

Solid boring bar for face grooving (for shaft)

A T .
ﬁEiE oo e : T
D i Tt
-

Details of edge

3

DCONMSh®
|

SH725 CwW*3-05 DMIN DCONMS a LF LH CDX
TBSR07200200-D060 o 2 6 7 5.2 36 20 4

: Corner radius : less than 0.1 mm. @ : Line up

Internal JBSR
Solid boring bar for face grooving (for shaft)

T o B o EE—
s ] o . p

k|
P

DCONMSN®
]

with coolant hole

Details of edge

Right hand (R) shown.
SH725  SH730 | (&|AGfH DMIN DCONMS

a LF LH CDX
JBSR07200200-D060 [ J A 2 6 7 5.2 36 20 4
Corner radius: less than 0.1 mm @® : Line up

A : To be discontinued in April 2025

TBRR
Solid boring bar for boring and profiling

DMIN g ©
[y, = % b
D x [=
z
L L4 i =3
A oY
= - LH - o
AN | —
i |
Details of edge
SH725 | oA ][ DCONMS  WF a LF LH CDX RE
TBRR07190050-D050 ® 1 5 7 0.9 4.4 35 19 1 0.5
TBRR07240050-D060 () 1 6 7 1.8 5.3 40 24 1.8 0.5
TBRR07290050-D068 () 1 6.8 7 2.8 6.3 45 29 25 0.5
@ : Line up
JBRR
Solid boring bar for boring and profiling
DMIN LF ©
- s, =@
aa m¢ ) 3 Y ;
| \ W [—
O u_‘ Q-
= LH o
—_— [ —
: i)
with coolant hole Details of edge Fight hand (R) showin.
SH725 SH730 | & /i eI DCONMS  WF a LF LH CDX RE
JBRR07190050-D050 (] A 1 5 7 0.9 4.4 35 19 1 0.5
JBRR07240050-D060 (] A 1 6 7 1.8 5.3 40 24 1.8 0.5
JBRR07290050-D068 () A 1 6.8 7 2.8 6.3 45 29 2.5 0.5
@® : Line up
- " A : To be discontinued in April 2025
Reference pages : TBSR, JBSR, TBRR, JBRR: Standard cutting conditions — G136
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A/E-SEXPR

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

DMIN @

L
= A |
e — | )
J w
< LH ‘ <
C LF -5
O
o
GAMP 5 § £1:}
Cutting edge style X J
Material DMIN DCONMS WF LF LH GAMP GAMF RE* Insert  Torque*
A07050-SEXPR03-3 Steel 5 7 25 31 15 0° -13° 0.2 EPGT03X1... 0.6
A07060-SEXPR04-3 Steel 6 7 3.1 34 18 0° -12° 0.2 EPGT0401... 0.6
E07050-SEXPR03-4 Carbide 5 7 25 37 20 0° -13° 0.2 EPGTO3X1... 0.6
E07050-SEXPR03-5 Carbide 5 7 25 42 25 0° -13° 0.2 EPGTO3X1... 0.6
E07060-SEXPR04-5 Carbide 6 7 3.1 46 30 0° =iz 0.2 EPGT0401... 0.6

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

A/E-SEZPR

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

DCONMS

Cutting edge style Z

Miniature tool

Material DMIN DCONMS WF LF LH f2 L3 GAMP GAMF RE** Insert Torque*
A07055-SEZPR03-3 Steel 5.5 7 32 325 165 12 39 0° -8° 02 EPGTO3XI.. 0.6

E07055-SEZPR03-5 Carbide 5.5 7 3.2 447 275 1.2 3.9 0° -8° 0.2 EPGTO03X1... 0.6

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

SPARE PARTS @ 7 Q

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

Il INSERT SELECTION

Application Finishing M Application Finishing Application Finishing Application Finishing
Grade SH725 Grade SH725 Grade SH725 Grade SH725
Js Js Js Js
Breaker Breaker Breaker Breaker
Shape Shape Shape Shape
Cutting conditions BO16 Cutting conditions B018 Cutting conditions B020 Cutting conditions B024
s Precision A A Precision
. Application finishing Finishing H Application finishing
Grade DX140 SH725 Grade BX310
DIA Js CBN
Breaker Breaker Q
Shape Shape
Cutting conditions B022 Cutting conditions B026

Reference pages: A/E-SEXPR, A/E-SEZPR: Insert — B128 -, CBN — B195, PCD — B214
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TINYIMTURN
JBBS-4N

Sleeve for internal coolant supply with 4 coolant holes

)

DCONMS -
© 1=
Y |
<Ho LF N
DCONMS DCONWS LF LH H CNT
JBBS12-4-L80C-4N 12 4 80 10 10.3 Rc1/16
JBBS127-4-L80C-4N 12.7 4 80 10 11.6 Rc1/16
E JBBS14-4-L80C-4N 14 4 80 10 12 Rc1/8
JBBS159-4-1100C-4N 15.875 4 100 10 14.58 Rc1/8
WEUEY  )BBS159-7-L100C-4N 15.875 7 100 10 14.58 Rc1/8
JBBS16-4-L100C-4N 16 4 100 10 15 Rc1/8
JBBS16-7-L100C-4N 16 7 100 10 15 Rci/8
JBBS19-4-1100C-4N 19.05 4 100 20 17.2 Rc1/8
JBBS19-7-L100C-4N 19.05 7 100 20 17.2 Rc1/8
JBBS20-4-L100C-4N 20 4 100 20 18 Rc1/8
JBBS20-7-L100C-4N 20 7 100 20 18 Rc1/8
JBBS22-4-1100C-4N 22 4 100 20 20 Rc1/8
JBBS22-7-L100C-4N 22 7 100 20 20 Rc1/8
JBBS25-4-L100C-4N 25 4 100 23 23 Rc1/8
JBBS25-7-L100C-4N 25 7 100 23 23 Rci/8
JBBS254-4-1100C-4N 25.4 4 100 23 23.4 Rc1/8
JBBS254-7-L100C-4N 25.4 7 100 23 23.4 Rc1/8
JBBS
Sleeve for external coolant supply
‘g
3 . =
= o
2 E
g g
(=)
i
DCONMS DCONWS1 DCONWS2 LF LH LSC H
JBBS12-4-4 12 4 4 75 10 55 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
JBBS16-4-7 16 4 7 75 10 55 15
JBBS19-4-7 19.05 4 7 89 10 69 17.2
JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4
SPARE PARTS & (
Designation Clamping screw Wrench
jggg12il_—45§§é"-4-7 SSHMS-6PF-S P25
AL OO SSHM5-4PF-S P-2.5

JBBS12-4-4, JBBS14-4-4

G134 tungaloy.com/us




JBBS-C

Sleeve for internal coolant supply

DCONMS DCONMS @
A —— Ire /
NN _
g El
3 "
o
8 * Fig. 1
DCONMS BD DCONWS LF Fig.

JBBS159-4-L100C 15.875 15.875 4 100 10 14.58 Rc1/8 1
JBBS159-7-L100C 15.875 15.875 7 100 10 14.58 Rc1/8 1
JBBS16-4-L100C 16 16 4 100 10 15 Rc1/8 1
JBBS16-7-L100C 16 16 7 100 10 15 Rc1/8 1
JBBS19-4-L100C 19.05 175 4 100 20 172 Ro1/8 2
JBBS19-7-L100C 19.05 17.5 7 100 20 17.2 Rc1/8 2
JBBS20-4-1100C 20 175 4 100 20 18 Ro1/8 2
JBBS20-7-L100C 20 17.5 7 100 20 18 Rc1/8 2
JBBS22-4-L100C 22 17.5 4 100 20 20 Rc1/8 2
JBBS22-7-L100C 22 17.5 7 100 20 20 Rc1/8 2
JBBS25-4-L100C 25 18 4 100 23 23 Rc1/8 2
JBBS25-7-L100C 25 18 7 100 23 23 Rc1/8 2
JBBS254-4-L.100C 25.4 18 4 100 23 23.4 Rc1/8 2
JBBS254-7-L100C 25.4 18 7 100 23 23.4 Rc1/8 2

JBBSA-C —_
T n o
Collet chuck sleeve for solid carbide bars ke]
o
) @ =1
P4 -—
<] CNT8 =
[a]
y @
y
- LH LF .
DCONMS DCONWS LF LH H CNT
JBBSA16-4-L100C 16 4 100 23 14 Rc1/8
JBBSA16-7-L100C 16 7 100 23 14 Rc1/8
JBBSA20-4-L120C 20 4 120 23 18 Rc1/8
JBBSA20-7-L120C 20 7 120 23 18 Rc1/8

SPARE PARTS & @ ( X

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

JBBSA**-4-1100C S CAP-A-4 = WRENCH-A-4
JBBSA**-7-L100C - CAP-A-7 - WRENCH-A-7

Tungaloy G135




TINYIMTURN
I STANDARD CUTTING CONDITIONS

Boring, profiling, chamfering, back boring

ISO Workpiece material Grade C"&:i(‘:‘? /f.fiﬁfd CUt‘;Ln?s:n':)e ed f (rr':ﬁ\e/(r’ev) ;: (?pe)g
'-%’%50,3.1'5’2"; Steel SH730, SH725 40 - 140 131 - 459 0.01-0.08* 0.0004 - 0.003 *
Ca'b1%r,‘5§fj‘§'4§:"e°gélstee' SH730, SH725 40 - 140 131 - 459 0.01-0.08* 0.0004 - 0.003 *
P,(f;‘;g%‘f’&%’steﬁg_'s SH730, SH725 40 - 140 131 - 459 0.01-0.08* 0.0004 - 0.003 *
S;gjf'gfgfgfg' SH730, SH725 40 - 140 131 - 459 0.01-0.08* 0.0004 - 0.003 *
. 0_2530@’ ﬁzséggg . SH730, SH725 30 - 100 98 - 328 0.01-0.08 * 0.0004 - 0.003 *
e e SH730, SH725 30 - 100 98- 328 0.01-0.08*  0.0004-0.003*
Aluminum a:.l'i"i’ﬁ'zc%?ppe’ alloys SH730, SH725 90 - 200 295 - 656 0.01 - 0.08 * 0.0004 - 0.003 *
oy SH730, SH725 30 - 100 98- 328 0.01-0.08*  0.0004-0.003*
Slparalioys SH730, SH725 30 - 100 98 - 328 0.01-0.08* 0.0004 - 0.003 *

Inconel718, etc.

* JBTR/L04020004-D006, JBTR/L04030004-D006 : Max. f = 0.0004 ipr (0.01 mm/rev)
Threading (metric thread)

Cutting Cutting Number of passes

ISO Workpiece material Grade speed speed Pitch (mm)
Ve (m/min) Ve (sfm) (0.8'250") (0?673%") (0.0139") (01.62:1%") (0.10'29")
Sl 23;22 40-140  131-459  6-8  8-10 10-12 12-15  15-18
. e a0, et :ﬂ;gg 40-140  131-459  6-8  8-10 10-12 12-15  15-18
B oot 23;22 40-140  131-459  6-8  8-10 10-12 12-15  15-18
M o 23;22 40-140  131-459 8 10 12 15 18
oo o 2.'1;22 30-100  98-328 7 9 12 14 17
. A e 23;22 30-100  98-328 7 9 12 14 17
. Al fegsy e el SToy 90200  295-656 6 8 10 12 15
Internal and face grooving
ISO Workpiece material Grade il:)t;g:ig csl:)t;g:ig Internal grooving Face grooving

Ve (m/min) Ve (sfm) Feed: f (mm/rev) Feed:f(ipr) Feed:f(mm/rev) Feed:f (ipr)

Low carbon steel
1015, 1025, eto, SH730, SH725 40 - 140 131 - 459 0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002

. Carb%’})gfiﬁhé'g‘ftee' SH730,SH725  40-140  131-459  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002
Pﬂ‘;g%?’;ids‘sgg's SH730,SH725 40-140  131-459  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004 -0.002

M %tgi’,"gfgfgff' SH730,SH725  40-140  131-459  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002
No.2?(§g¥lsl2?é(i)r(§)g, - SH730, SH725 30 - 100 98-328  0.01-0.08 0.0004-0.001 0.01-0.05 0.0004-0.002

. 65_4%‘f$§i’"§§?§;_i5%rjetc_ SH730,SH725 30-100  98-328  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002
. Al ey S8 s el SH730,SH725 90-200  295-656  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002
?f%%"gf'g{s SH730,SH725 30-100  98-328  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002

S Supeleleye SH730, SH725 30 - 100 98-328  0.01-0.03 0.0004-0.001 0.01-0.05 0.0004-0.002

Inconel718, etc.

G136 tungaloy.com/us
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JS-STCFL18
Face grooving toolholder with round shank

J

-&-— T
— Left-hand (L) shown.
Insert Torque*

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

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

STCFVR-18

Face grooving toolholder with square shank, for Swiss lathes

v
bl I HBKW j
5 /
=) 3
CWN-CWX ¥ T H o
> - LF | o
2
SN o
- B <
- L =
HBH Right-hand (R) shown.
H B LF LH HF WF HBKW HBH Insert  Torque
STCFVR06-18 0.020 0.098 0.375 0.375 4.016 0.472 0.375 0 0.354 0.177 TCF18L... 0.89
STCFVR08-18 0.020 0.098 0.500 0.500 4.764 0.630 0.500 0 0.228 0.098 TCF18L... 0.89
STCFVR10-18 0.020 0.098 0.625 0.625 4.764 0.787 0.625 0 0.106 - TCF18L... 0.89
H B LF LH HF WF2 HBKW HBH Insert Torque*
STCFVR1010H18 0.5 2.5 10 10 100 12 10 0 8.5 4.5 TCF18L... 1.2
STCFVR1212F18 0.5 2.5 12 12 85 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1212X18 0.5 2.5 12 12 120 16 12 0 6.5 2.5 TCF18L... 1.2
STCFVR1616X18 0.5 2.5 16 16 120 20 16 0 2.5 0 TCF18L... 1.2

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

SPARE PARTS @ %

Designation Clamping screw Wrench
JS**-STCFL18, STCFVR**18 CSTC-4L100DR T-1008/5

Threading pitch range: 0.8 ~ 3 mm

Reference pages: JS-STCFL18,STCFVR-18: Inserts, Standard cutting conditions — G139

Tungaloy G137
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STCR/L-H/X18-CHP

External grooving and threading toolholder, high pressure

coolant compatible

Right-hand E LF Left-hand ' V-
q= = - T @
=z s T
= & S %114 £ vl L m t
_—"5/16"-24UNF T B
< (
e [HE =)
| STCR/L1012H18-CHP
STCR/L1212X18B-CHP
CWN CWX H LH HBL HF WF2** HBH Insert Torque
STCR/L08X18-CHP () 0.013 0.118 0.500 0.500 4.750 0.728 0.689 0.500 0/0.500 0.130 TC*18... 0.89
STCR/L10X18-CHP 0.013 0.118 0.625 0.625 4.750 0.728 - 0.625 0/0.625 - TC*18... 0.89
H B LF LH HBL HF WF2**  HBH Insert Torque*
STCR/L1012H18-CHP 0.33 3.18 10 12 100 171 171 10 0/12 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 0.33 3.18 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™*).
WF2** : 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)

STCR/L-18-CHP

External grooving and threading toolholder. High pressure coolant capability.

Tube connection

12 ¥ -~
—— b @
Right-hand L;L %g i z m#
) 5/16”-24UNF Left-hand E M
I =
H JOH— G OTH=
‘HBL &
—| T
CWN CWX H B LF LH HBL HF  WF2* HBH Insert  Torque
STCR/LOBF18-CHP 0013 0118 0500 0500 3.344 0728 0689 0500 0/0.500 0.130  TC*18.. 0.89
CWN CWX H B LF LH HBL HF  WF2* HBH Insert  Torque*
STCR/L1212F18B-CHP 0.33 3.18 12 12 85 18.5 17.5 12 0/12 4 TC**18 1.2

The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***), and the left hand insert (TC*18L**) is used for the left hand toolholders (STCL***).
WF2** : 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)
Wrench Coolant plug DirectJet plug

SPARE PARTS

Designation

Clamping screw

Wrench Wrench

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

STCR**18-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
STCL**F18B-CHP CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 = =
STCR**F18B-CHP CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 = =

Threading pitch range: 0.8 ~ 3.0 mm 0.8 ~ 3.0 mm

(G138 tungaloy.com/us




B INSERT
TCF18L (Face grooving)

Left-hand (L) shown.

*
M Stainless ) ¢
Cast iron D ¢

Non-ferrous
Superalloys *

H Hard materials % First choice
Coated
. . CW:0.02| CW=0.02
Designation HAND . RE & CDX |DAXN
(mm) | (i) | (in) | (in) | (in)
a0
n
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
Il STANDARD CUTTING CONDITIONS
TCF18L (Face grooving) B
o
o
ISO Workpiece materials Grades Cut&:}n?sfsrg)eed ;:::g g
potiesieliSice] SH725 98 - 328 0.0004 - 0.0016 -‘;’
1015, 1020, etc. . o 5
Carbon steels, Alloy steel
. 1055, 4140, etc. SH725 98 - 328 0.0004 - 0.0016
Prehardened steel
NAKS0, PX5, etc. SH725 98 - 328 0.0004 - 0.0016
Stainless steel
M 304SS, 316SS, etc. SH725 98 - 328 0.0004 - 0.0016
Gray cast iron
. Class25, Class30, etc. SH725 98 - 328 0.0004 - 0.0016
Ductile cast iron
60-40-18, 80-55-06, etc. SH725 98 - 328 0.0004 - 0.0016
Titanium alloys
. Ti-6AI-4V, etc. SH725 66 - 131 0.0004 - 0.0016
SRR SH725 33-98 0.0004 - 0.0016

Inconel718, etc.

I PRECAUTIONS OF PROCESSING

Minimum diameter for face grooving

%
’’’’’’’ - a
<=
Minimum face Maximum groove
diameter depth
DAXN (in) CDX (in)
2.559 0.118

Reference pages: Toolhoders — G137 - G138

Tungaloy G139
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puolFcuUT
JSXXR/L

Parting-off and front turning toolholders

Ei Right-hand @ Ei Right-hand o H%* ’}
n Sy [ 2w [ Left-hand
- n ! wt N
| = LE -y Ty L - =
| TS \
Parting-off Front turning Fig. 1 Fig. 2
H B LF HF WF2() Insert Torque* Fig.
JSXXL0606X05 6 6 120 5.6 5.8 JV*N..., JVN... 1.3 1
JSXXR/LO707X05 7 7 120 6.6 0.2/6.8 JV*N..., JUN... 1.3 1
JSXXR/L0808F05 8 8 85 7.7 0.2/7.8 JV*N..., JVN... 1.3 2
JSXXR/LO808HO5 8 8 100 7.7 0.2/7.8 JV*N..., JUN... 1.3 2
JSXXR/L1010H05 10 10 100 9.7 0.2/9.8 JV*N..., JUN... 1.3 2
Torque*: Recommended clamping torque (N-m)
(1) The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
Use the right-hand insert (JV****R...) for a right-hand holder (JSXXR...); the left-hand insert (JV****L...) for a left-hand holder (JSXXL...).
SPARE PARTS & %S
Designation Clamping screw Wrench
JSXXR...05 CSTB-2.5L054DL T-7F
JSXXL...05 CSTB-2.5L054DR T-7F
Bl INSERTS
JVPN**R/L (For parting-off)
) RE PSIRR RE
Right hand V W Left hand W m W l ]
2 PSIRR @(%T i
35°£ o(ﬂ’/ 35° 35°
INSL Re. INSL Ret. INSL Ref.
JVPN12L10F000-20L
Bl steel * CUTDIA
M Stainless Y
Cast iron
Non-ferrous * ‘[@}IU
Superalloys *
H Hard materials % : First choice
Coated
: . CW=0.025/CW=0.001| RE CUTDIA INSL
Designation HAND (mm) i | (in) g (in) (in) PSIRR | PSIRL
b
JVPN04R05F000-20 R 0.5 0.020 0 | @ 0.157 1.685 20° -
JVPNO04L05F000-20 L 0.5 0.020 0 | @ 0.157 1.685 20° -
JVPN04R05F005-20 R 0.5 0.020 |0.002 | @ 0.157 1.677 20° -
JVPNO4L05F005-20 L 0.5 0.020 |0.002 | @ 0.157 1.677 20° -
JVPNO7R06F000-20 R 0.6 0.024 0 | @ 0.276 1.685 20° -
JVPNO7L06F000-20 L 0.6 0.024 0 | @ 0.276 1.685 20° -
JVPNO7R06F005-20 R 0.6 0.024 |0.002 | @ 0.276 1.685 20° -
JVPNO7L06F005-20 L 0.6 0.024 |0.002| @ 0.276 1.685 20° -
JVPN12R08F000-20 R 0.8 0.031 0 | @ 0.472 1.701 20° -
JVPN12L08F000-20 L 0.8 0.031 0 | @ 0.472 1.701 20° -
JVPN12R08F005-20 R 0.8 0.031 |0.002 | @ 0.472 1.693 20° -
JVPN12L08F005-20 L 0.8 0.031 |0.002 | @ 0.472 1.693 20° -
JVPN12R10F000-20 R 1 0.039 0 | @ 0.472 1.709 20° -
JVPN12L10F000-20 L 1 0.039 0 | @ 0.472 1.709 20° -
JVPN12R10F005-20 R 1 0.039 |0.002 | @ 0.472 1.709 20° -
JVPN12L10F005-20 L 1 0.039 |0.002 | @ 0.472 1.709 20° -
JVPN12L10F000-20L L 1 0.039 0 | @ 0.472 1.709 - 20°
@ : Line up

G140 tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

Parting-off
. . Cutting speed Feed
ISO Workpiece materials Grade Ve (m/min) f (mm/rev)
Low carbon steels
1015, etc. SH725 164 - 591 0.00039 - 0.0020
Carbon steels, Alloy steels
. 1055, etc. SH725 164 - 591 0.00039 - 0.0020
ACIEUIIELT S SH725 164 - 591 0.00039 - 0.0020
SUH22, SUH23, etc. : :
M SLEIEETSE SH725 164 - 394 0.00039 - 0.0020
304, etc. : :
Aluminum alloys
. 5056, 6061, etc. SH725 492 - 656 0.00039 - 0.0020
Copper alloys
©2600, C280C, etc. SH725 328 - 656 0.00039 - 0.0020
Titanium alloys
Ti-6AI-4V, etc. SH725 98 - 262 0.00039 - 0.0020
. I SH725 98 - 262 0.00039 - 0.0020

Inconel718, etc.

Miniature tool

Tungaloy G141
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JSXXR/L
Parting toolholder, for Swiss lathes

: o} T

z XT ! LF .
== N
0o LH )
I T
T
% Right hand (R) shown.
H B LF*  LH*  HF WF20  HBL HBH Insert Torque Fig.
JSXXR/L063 0.024 0.098 0375 0375 4646 0774 0375 0008/0.386 0748 012  JX.. 0.89 1
JSXXR/L083 0.024 0.098 0.500 0.500 3.268 0.774 0.500 0.008/0.386 0.748 0.06 JX... 0.89 1
JSXXR/L103 0.024 0.098 0.625 0.625 4.646 0.774 0.625 0.008/0.386 - 0.06 JX... 0.89 1
JSXXR/L123 0.024 0.098 0.750 0.750 3.950 0.886 0.750 0.008/0.742 - - JX... 0.89 1
JSXXR/L163 0.024 0.098 1.000 1.000 5350  1.339  1.000 1250/1250 - - X... 0.89 2
'cwN cwx [T B LF* LH* HF WF2" HBL* HBH Insert Torque* Fig.
JSXXR/L1010X09 0.6 2.5 10 10 120 19.65 10 0.2/9.8 19 3 JX... 1.2 1
JSXXR/L1212F09 0.6 2.5 12 12 85 19.65 12 0.2/11.8 19 1.5 JX... 1.2 1
JSXXR/L1212X09 0.6 25 12 12 120 19.65 12 0.2/11.8 19 15 JX... 1.2 1
JSXXR/L1616X09 0.6 2.5 16 16 120 19.65 16 0.2/15.8 - - JX... 1.2 1
JSXXR/L2020H09 0.6 2.5 20 20 100 22.5 20 0.2/19.8 = = JX... 1.2 1

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

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 0.079" (2 mm)
shorter than the above values with JX*G12... and JXPGZ20...inserts, and 0.157" (4 mm) shorter for JXPGOS... insert.

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

JSXXR/L-S
Parting toolholder, for Swiss lathes (for sub spindle)
B p 2 T
AR o} I
. l

Z X LF

EE 5

8o oY N N

, e N = S| LH P
Right-hand I¢ ¢ Left-hand ~ Y=———>/¥
= WL
g
H B LF* LH* HF WF HBH Insert Torque*
JSXXR/L063-S 0024 0.098 0375 0375 4.750 1.030 0383 0.008/0.217 0120  JX'G0..12..,16.. 0.890
JSXXR/L083-S 0.024 0.098 0.500 0.500 4.750 1.030 0.500 0.008/0.217  0.060 JX*G06...,12...,16... 0.890
'CWN cwx [Y B LF** LH* HF WF2 HBH Insert Torque*

JSXXR/L1010X09-S 0.6 2.5 10 10 120 26 10 0.2/5.5 3 JX*06..,12..,16... 1.2
JSXXR/L1212F09-S 0.6 2.5 12 12 85 26 12 0.2/5.5 1.5 JX*06..,12..,16... 1.2
JSXXR/L1212X09-S 0.6 25 12 12 120 30 12 0.2/5.5 1.5 JX*06..,12..,16... 1.2
JSXXR/L1616X09-S 0.6 2.5 16 16 120 30 16 0.2/5.5 - JX*06..,12..,16..,,20... 1.2

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

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,
and 0.157" (4 mm) shorter for JXPGOB... insert. LF, LH, and HBL will all be 0.079" (2 mm) shorter with JXPG20... insert.

*JIXPG20... insert will not fit.

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

SPARE PARTS & /é

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

Reference pages: JSXXR/L, JSXXR/L-S: Inserts — G145 - G147, Standard cutting conditions — G148

G142 tungaloy.com/us




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

Right-hand Right-hand
e i v K%
[y iy
=

R é::;’fiﬂuﬂ VEFJ ;ﬂ;:::::@:%ﬂﬂm#

5/16"-24UNF

CWN-
CWX
T
-
-
T
B
%
@
N
i
c
Z
M
CWN-
CWX

7 LH 0 Left-hand
- 3&5;::@;@:::[{@16 ﬂjﬁbﬁ@ o= LNIT

HBL 1 HBH HBL A HBH

Fig. 1 Fig. 2
H B WF LF* HF HBH LH** HBL* Insert Torque Fig.
JSXXR/L083X-CHP 0.024 0.098 0.500 0.500 0.008/0.492 4.750 0.500 0.051 0.764 0.736 JX*G06..,12..,16..,20.. 0.890 1
JSXXR/L103X-CHP 0.024 0.098 0.625 0.625 0.008/0.617 4.750 0.625 - 0.764 - JX'G06...,12..,16..,20.. 0.890 1
JSXXR/LO83F-CHP 0.024 0.098 0.500 0.500 0.008/0.492 3.344 0.500 0.051 <0.764 0.736 JX*G06...,12...,16...,20... 0.890 1
T2 H B LF®  LH® HF  WF2® HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 06 25 10 12 102 19.2 10 0.2/11.8 187 3 JX*06..,12..,16..,20.. 1.2
JSXXR/L1212F09-CHP 06 25 12 12 85 19.4 12 0.2/11.8 188 2 JX*06..,12..,16..,20.. 1.2 2
JSXXR/L1212X09-CHP® 06 25 12 12 120 19.4 12 02/11.8 188 2 JX**06..,12..,16..,20.. 1.2 1
JSXXR/L1616X09B-CHP® 0.6 2.5 16 16 120 19.4 16 0.2/15.8 187 - 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 4 mm shorter for JX**06... insert.

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

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

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)

Miniature tool

Right-hand Right-hand -
- i &= L > & H @
ST ‘ S . }
<—>1/

=< tH = =
Y ‘%:::,::@:@:::yﬁﬂ ED# 3::@me Left-hand

1 =5t o 3t Lsneoane  E5H L sher2ane g2
00 A OO ' 20, LH L
% SO e ([T} e DA e
e — r A ~A
Fig. 1 d HBH Fig. 2 A HBH ©
H B LF®  LH®  HF WF2@ HBH Insert Torque* Fig.
JSXXR/LO83F-S-CHP 0.024 0.098 0.5 0.5 3.344 1024 0.5 0.008/0.217 0.051 JX*06..,12..,16..,20..  0.89 2
JSXXR/L083X-S-CHP 0.024 0.098 0.5 0.5 475 1181 05 0.008/0.217 0.051 JX*06..,12..,16.,20..  0.89 1
JSXXR/L103X-S-CHP 0.024 0.098 0625 0.625 475 1.181 0.625 0.008/0.217 - JX*06..,12..,16..,20..  0.89 1
'CWN cwx [}l B LF® LH® HF WF2® HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® 06 25 12 12 85 26 12 0.2 4 JX*06...,12...,16..., 20... 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 02/55 2 JX*06...,12..,16..., 20... 1.2 2
JSXXR/L1212X09-S-CHP®®) 0.6 2.5 12 12 120 30 12 0.2/55 4 JX*06...,12...,16..., 20... 1.2 1
JSXXR/L1212X09B-S-CHP® 06 25 12 12 120 30 12 02/55 2 JX*06..,12..,16..., 20... 1.2 1
JSXXR1616X09-S-CHPE() 06 25 16 16 120 30 16 0.2 1.5 JX**06...,12..,,16..., 20... 1.2 1
JSXXR/L1616X09B-S-CHP® 06 25 16 16 120 30 16 0.2/5.5 - 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 4 mm shorter for JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS @ A @ ( & (

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

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

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

Reference pages: JSXXR/L-F/H/X-CHP, JSXXR/L-F/X-S-CHP:
Inserts — G145 - G147, Standard cutting conditions — G148

Tungaloy G143




EHOW TO SELECT TOOLS

Large-diameter machining of workpiece with rigidity Small-diameter machining of workpiece with short overhang
Sub-spindle tooling
Main-spindle toolin Sub-spindle toolin Workpiece with long overhang i
P 9 P 9 at the side of sub-spindle for %\t}%’ﬁ(\xﬂﬂg‘tﬁ
the process after parting-off gidity
c
]
=
©
L
o
o
<
_— [ _—
Main spindle Sub-spindle Main spindle Sub-spindle Main spindle Sub-spindle Main spindle
Position of parting-off is at the Position of parting-off is at the Position of parting-off is at the side | Position of parting-off is at the side
side of the main spindle side of the sub-spindle of the main spindle of the sub-spindle
Toolholder| R-hand (JSXXR type) L-hand (JSXXL type) R-hand (JSXXR-S type) L-hand (JSXXL-S type)
Insert Srzgg]rr(te_?oa?Snlgiir::gr;ttgrli%?e Left-hand insert Right-hand insert Left-hand insert
(UXPG*R**-15 type) (UXPG*L*™** type) (UXPG**R*** type) (UXPG**L*™** type)
I HOW TO SELECT TOOLHOLDERS FOR SUB-SPINDLE
Sub-spindle dia. Parting-off dia. B LF Insert Toolholder
01.575 - 20.236 0.375 4.514 JXPGO6* JSXXR/L063-S
21.575 - 00.236 0.500 4.514 JXPGO6* JSXXR/L083-S
01.575 -20.472 0.375 4.598 JXPG12* JSXXR/L063-S
01.575 -00.472 0.500 4.593 JXPG12* JSXXR/L083-S
01.575 - 20.630 0.375 4.750 JXPG16* JSXXR/L063-S
01.575 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
01.575 -20.787 0.500 3.4283 JXPG20* JSXXR/LO83F-S-CHP
01.969 - 20.236 0.500 4.514 JXPG06* JSXXR/L083-S
01.969 - 90.236 0.625 4.514 JXPG06* JSXXR/L103X-S-CHP
21.969 - 00.472 0.500 4.593 JXPG12* JSXXR/L083-S
21.969 - 20.472 0.625 4.593 JXPG12* JSXXR/L103X-S-CHP
21.969 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
21.969 - 20.630 0.500 4.750 JXPG16* JSXXR/L083-S
21.969 - 20.630 0.625 4.750 JXPG16* JSXXR/L103X-S-CHP
21.969 - 00.787 0.500 3.423 JXPG20* JSXXR/LO83F-S-CHP
21.969 -20.787 0.500 4.829 JXPG20* JSXXR/L083X-S-CHP
21.969 - 00.787 0.625 4.829 JXPG20* JSXXR/L103X-S-CHP

Il MAX. PARTING-OFF DIA. & DEPTH

Main-spindle tooling Sub-spindle tooling

Main spindle Sub-spindle Main spindle

There will be no tool-workpiece interference when parting off the workpiece with the cutting
edge position apart from the workpiece center by 0.031" or more.
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Il INSERT

JXPS**R/L-F (with 3D chipbreaker, sharp edge)

[to)
BE CDX o
=
O
INSL Ref. Right-hand (R) shown.
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
*
Designation HAND CW=0.025 CWf0.001 I-RE g CUTDIA CI?X INSL
(mm) (in) | (in) = (in) (in) (in)
(]
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 15 0.059 |0.002 | @ 0.472 0.256 0.984
JXPS16R15F R 15 0.059 |0.002 | @ 0.630 0.335 1.142
JXPS16L15F L 15 0.059 |0.002 | @ 0.630 0.335 1.142 S
JXPS20R20F R 0.079 |0.002 | @ 0.787 0.413 1.299 o
JXPS20L20F L 0.079 |0.002 | @ 0.787 0.413 1.299 g
*Max grooving depth (CDX) varies depending on @ : Line up g
workpiece diameters. 5
JXDX**R-F (PCD insert)
BE CDX
=
(@]
< INSL Ref.
Bl steel
M Stainless
Cast iron
Non-ferrous Y
Superalloys
H Hard materials % : First choice
PCD
. . CW:=0.025 CW=0.001
Designation HAND * * RE S C,DX INSL
(mm) (in) (in) |+ (in) (in)
X
o
JXDX12R20F R 2 0.079 |<0.004 | @ 0.236 0.492
JXDX12R25F R 25 0.098 |<0.004 @ 0.256 0.492
JXDX16R25F R 2.5 0.098 |<0.004| @ 0.276 0.571
@ : Line up

Reference pages: Toolholders — G142 - G143, Standard cutting conditions — G148
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JXPG**R/L-F (sharp edge)

Right hand (R) shown.

- Steel *
M Stainless ) ¢
Cast iron *
l Non-ferrous *
S Superalloys * % : First choice
H Hard materials |y Y« : Second choice
Coated
. . CW:0.025|CW=0.001 RE CUTDIA| CDX* | INSL
Designation HAND mm) | n) | (in) § (in) (in) (in) PSIRR/L
b
JXPGO6R10F R 1 0.039 005 @ 6 0.138 0.827 0°
JXPGO6L10F L 1 0.039 005 @ 6 0.138 0.827 0°
JXPGO6R15F R 1.5 0.059 005 |@ 6 0.138 0.827 0°
JXPGO6L15F L 1.5 0.059 005 |@ 6 0.138 0.827 0°
JXPGO6R10F-15 R 1 0.039 005 (@ 6 0.138 0.827 15°
JXPGO6L10F-15 L 1 0.039 005 |@ 6 0.138 0.827 15°
JXPGO6R15F-15 R 1.5 0.059 005 |@ 6 0.138 0.827 15°
JXPGO6L15F-15 L 1.5 0.059 005 |@ 6 0.138 0.827 15°
JXPG12R15F R 1.5 0.059 005 (@ 12 0.256 0.984 0°
JXPG12L15F L 1.5 0.059 | 005 @ 12 0.256 0.984 0°
JXPG12R20F R 0.079 005 |@ 12 0.256 0.984 0°
JXPG12L20F L 2 0.079 005 |@ 12 0.256 0.984 0°
JXPG12R15F-15 R 1.5 0.059 005 (@ 12 0.256 0.984 15°
JXPG12L15F-15 L 1.5 0.059 | 0.05 |@ 12 0.256 0.984 15°
JXPG12R20F-15 R 0.079 005 |@ 12 0.256 0.984 15°
JXPG12L20F-15 L 0.079 005 |@ 12 0.256 0.984 15°
JXPG16R15F R 1.5 0.059 005 (@ 16 0.335 1.142 0°
JXPG16L15F L 1.5 0.059 | 005 @ 16 0.335 1.142 0°
JXPG16R20F R 0.079 005 |@ 16 0.335 1.142 0°
JXPG16L20F L 0.079 005 |@ 16 0.335 1.142 0°
JXPG16R15F-15 R 1.5 0.059 005 (@ 16 0.335 1.142 15°
JXPG16L15F-15 L 1.5 0.059 | 0.05 |@ 16 0.335 1.142 15°
JXPG16R20F-15 R 0.079 005 @ 16 0.335 1.142 15°
JXPG16L20F-15 L 0.079 005 |@ 16 0.335 1.142 15°
JXPG20R15F R 1.5 0.059 005 (@ 20 0.413 1.299 0°
JXPG20L15F L 1.5 0.059 | 005 @ 20 0.413 1.299 0°
JXPG20R20F R 0.079 005 @ 20 0.413 1.299 0°
JXPG20L20F L 0.079 005 |@ 20 0.413 1.299 0°
JXPG20R15F-15 R 1.5 0.059 005 |@ 20 0.413 1.299 15°
JXPG20L15F-15 L 1.5 0.059 005 (@ 20 0.413 1.299 15°
JXPG20R20F-15 R 0.079 005 |@ 20 0.413 1.299 15°
JXPG20L20F-15 L 0.079 005 |@ 20 0.413 1.299 15°
@ : Line-up

CUTDIA: Max. parting-off dia.
Packing quantity = 5 pcs.

Reference pages: Toolholders — G142 - G143, Standard cutting conditions — G148
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JXTG12FR/L-60 (For Threading / Sharp edge)

Right hand Left hand CDX

RE |
PNA [ >l PNA
cox ||=

5
2.5

- Steel

*

M Stainless *

Cast iron *

Non-ferrous *

Superalloys *

H Hard materials | % % : First choice
Coated
RE TPl PDX | CDX
Designation HAND . o Thread . . PNA
(in) ';E perinch in) | (in)

n
JXTG12FR-60A-000 R Flat 0.002 max | @ 64 -127 0.010 | 0.016 | 60°
JXTG12FL-60A-000 L Flat 0.002 max | @ 64 -127 0.010 | 0.016 | 60°
JXTG12FR-60B-000 R Flat 0.002 max | @ 64 -127 0.089 | 0.016 | 60°
JXTG12FL-60B-000 L Flat 0.002 max | @ 64 -127 0.089 | 0.016 | 60°
JXTG12FR-60A-005 R R 0.002 [ J 25-64 0.024 | 0.039 | 60°
JXTG12FL-60A-005 L R 0.002 [ J 25-64 0.024 | 0.039 | 60°
JXTG12FR-60B-005 R R 0.002 [ J 25-64 0.075 | 0.039 | 60°
JXTG12FL-60B-005 L R 0.002 [ J 25-64 0.075 | 0.039 | 60°
JXTG12FR-60N-010 R R 0.004 [ J 16-25 0.049 | 0.081 | 60°
JXTG12FL-60N-010 L R 0.004 [ J 16 - 25 0.049 | 0.081 | 60°

@ : Line-up
Packing quantity = 5 pcs.

Miniature tool

Reference pages: Toolholders — G142 - G143, Standard cutting conditions — G148
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DUOJICUT
I STANDARD CUTTING CONDITIONS

Parting, Grooving

Cutting speed

Feed
f (ipr)

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

0.00039 - 0.0020

ISO Workpiece materials Grades Ve (sfm)
Low carbon steels
1015, etc. SH725 164 - 656
Carbon steels, Alloy steels
\ . P SH725 164 - 656
Free cutting steels
SUH22, SUH23, etc. Shles 164 - 656
Stainless steels
M 304, etc. SH725 164 - 656
Aluminum alloys SH725 492 - 656
5056, 6061, etc.
Copper alloy B
2600, C280C, etc. Sl S
Titanium alloys -
Ti-6AI-4V, etc. SH725 98 - 262
Superalloys _
Inconel718, etc. e S
For aluminium and non-ferrous metal PCD insert
. . . Cutting speed Feed
ISO Workpiece materials Grades Operation Ve (sfm) f (ipr)
DX110 Grooving 328 - 984 0.0012 - 0.0059
Aluminum alloys
5056, 6061, etc.
DX110 Turning 328 - 984 0.0012 - 0.0059

TUNGCUT

QC12-JTTER/L-CHP

Depth of cut
ap (in)

<0.236"

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

Right-hand <LH Left-hand %J&
%, ) %Lﬁ. — m¢ W@
I -
‘ 7 ‘iCUTDIA
() E %i \\<t ,:4;//—:5— = It
: e
TN seatsize CUTDIA  H B LH HF WF (1) OAW  Torque*
ClGNnIHEl el (0.2)'427") U5 (o.?gr') (0.132") (0.411?2") (o.gge") (0.41152") (0.233/3354“) (o.;gr') (11.'151)
QC12-JTTER/L1.4D20-CHP (0.2)?5") ! (0.%27“) (0.41152") (0.3132") (o.gge") (0.3152") (0.23(?/%9.354") (o.;gr') (11.'151)
Cleifa LA IR (0.0279") 2 (0.337") (0.152") (0.41152") (0.526") (0.41132") (0.233/(?.354") (o.;gr') (11.'151)

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

SPARE PARTS @ % ; (@)
Designation Clamping screw Clamping pin Wrench O-ring
QC12-JTTER/L... SSM3.5x0.35 PIN-SL-TC P-2F ORSS-0454.5X1.0NBR70

and

Reference pages: QC12-JTTER/L-CHP: Inserts — G154 - G161
Shank, Accessory — G115 - G116, Standard cutting conditions — G162
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TUNGCUT

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

+
o} [
LF
- Left-hand

[\ ==

wt

AN

E
HBH
Seatsize CUTDIA  H B LF LH HF  WF2» HBH Torque*

JTTER/L1010H1.2D12 1.2 0.9 12 10 10 100 17 10 0/10 - 1.5
JTTER/L1212F1.2D16 1.2 0.9 16 12 12 85 19 12 0/12 - 1.5
JTTER/L1212X1.2D16 1.2 0.9 16 12 12 120 19 12 0/12 - 1.5
JTTER/L1212X1.2D20 1.2 0.9 20 12 12 120 21 12 0/12 2 1.5
JTTER/L1616X1.2D20 1.2 0.9 20 16 16 120 21 16 0/16 - 2

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

JTTER/L-S
External grooving and parting toolholder, for Swiss lathes (for sub spindle)

Right-hand &| =
| -han
58, e
LF
5
L
g
2
I ©
\ HBH =
=
PN seatsize CUTDIA  H B LF LH HF  WF2n HBH  Torque*
JTTER/L1010H1.2D12-S 1.2 0.9 12 10 10 100 17 10 0/7.7 - 1.5
JTTER1212F1.2D16-S @ 1.2 0.9 16 12 12 85 19 12 0 - 1.5
JTTER/L1212X1.2D16-S 1.2 0.9 16 12 12 120 21 12 0/7.7 = 1.5
JTTER/L1212X1.2D20-S 1.2 0.9 20 12 12 120 21 12 0/7.7 2 1.5
JTTER/L1616X1.2D20-S 1.2 0.9 20 16 16 120 21 16 0/7.7 - 1.5

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

(2) No clamping screw from the insert side.

Torque*: Recommended clamping torque (N-m)

SPARE PARTS @ % y

Designation Clamping screw Clamping pin Wrench
JTTER/L1010, 1212...,
JTTER/L*-S SSM3.5x0.35 PIN-SL-TC P-2F
JTTER/L1616... SRM5-24145-RL PIN-32121 P-2.5F

Reference pages: JTTER/L, JTTER/L-S: Inserts — G154 - G161, Standard cutting conditions — G162
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TUNGCUT

JCTER/L

External grooving and parting toolholder, for Swiss lathes

e 4 EF

w i 4
L )=}
| —
Right hand (R) shown.

P EIT) seat size CUTDIA  H B LF LH HF  WF2® HBH Torque
2

JCTER/L08-2T12 0.079 2 0.945 0.500 0.500 4.750 0.748 0.500 0.005/0.505 0.079 2.21
JCTER/L08-3T12 0.118 3 3 0.945 0.500 0.500 4.750 0.748 0.500 0.012/0.512 0.079 2.21
JCTER/L10-2T16 0.079 2 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 3 1.260 0.625 0.625 4.750 0.945 0.625 0.012/0.637 - 2.21
[ET seatsize CUTDIA  H B LF LH HF  WF2»  HBH Torque*
JCTER/L1010X1.4T10 1.4 1 20 10 10 120 18 10 0.2/10.2 - 3
JCTER/L1212F1.4T12 1.4 1 24 12 12 85 19.5 12 0.2/12.2 - 3
JCTER/L1212X1.4T12 1.4 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 1.4 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 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 2 24 14 14 125 19 14 0.1/14.1 - 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 0.1/16.1 - 3
JCTER/L1212F3T12 3 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 3 32 16 16 120 24 16 0.3/16.3 - 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 0.3/20.3 - 3

(1) The value for "WF2" is true when the insert with the width, indicated in "CW" in the table is mounted. ¢ CUTDIA: Maximum parting-off diameter
Torque: Recommended clamping torque: Ibs-ft (“N-m)

JCTER/L2012
External grooving and parting toolholder, for Swiss lathes

: e
o (e

T LH
II
Right hand (R) shown.
PET seatsize CUTDIA H B LF LH HF WF20  Torque*
JCTER/L2012H2T18 2 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. ® CUTDIA: Max. parting diameter
Torque*: Recommended clamping torque (N-m)

SPARE PARTS & %g

Designation Clamping screw Wrench
JCTER/L...JCTER/L2012... CSHB-4-A T-15F

Reference pages: JCTER/L, JCTER/L2012: Inserts — G154 - G161, Standard cutting conditions — G162
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CGER/L
External deep grooving and parting toolholder, for Swiss lathes

LEL o '

oL IF | ‘

HBH

Right hand (R) shown.

I seat size CUTDIA® ~ CDX H B LF LH HF  WF2®  HBH
CGER/L2020-1.4T14 1.4 1 29/29 9.7 20 20 125 31 20 0.2/20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 0.1/12.1 6
CGER/L1616-2T17 2 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 3 3 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 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 -

{AHRG"/SG* Maximum diameter of parting off Dmax, can be increased by using SG* insert for some toolholders. (2) "WF2" value is calculated with groove width "CW" shown in the
Wrench, CRW**, should be ordered separately. Insert is clamped by the elastic deformation of upper jaw.

JCTER/L-CHP

External grooving and parting-off toolholder, high pressure coolant compatible

Left-hand _ o LF . Right-hand %%
[V = -
;lo =y i m¢

= i

8
1y e ()
cutpia * A 5/16"-24UNF E@Z UW@ 3
= £
£} & s i) :
Ll —
IS seatsize CUTDIA H B LF LH HF  WF2® HBH HBL Torque
JCTER/L08X2T12-CHP 0.079 2 0.980 0.500 0.500 4.750 0.972 0.500 0/0.500 0.169 0.965 2.21
JCTER/L10X2T12-CHP 0.079 2 0.980 0.625 0.625 4.750 0.972 0.625 0/0.625 0.039 0.965 2.21
JCTER/L10X2T16-CHP 0.079 2 1.260 0.625 0.625 4.750 0.972 0.625 0/0.625 0.157 0.965 2.21
JCTER/L12X2T16-CHP 0.079 2 1.260 0.750 0.750 4.750 0.972 0.750 0/0.750 0.037 0.965 2.21
IE seatsize CUTDIA  H B LF LH HF  WF20 HBH  HBL Torque*
JCTER/L1212X2T12-CHP 2 2 25 12 12 120 24.7 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3
JCTER/L1616X2T16-CHP 2 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)

RY
®
~
@
~

SPARE PARTS "

2

Designation Clamping screw (ng;cr:;

CGER/L2020-1.4T14 = = = = = = CRW23

CGER/L***-2T17 - 4T19 - - - - - - CRW33
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2 -

Reference pages: CGER/L, JCTER/L-CHP: Inserts — G154 - G161, Standard cutting conditions — G162
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TUNGCUT

CHGP

Parting-off and external grooving blade

Ll

- cw | Seat size CUTDIA HF D
CHGP52-2T 2 2 52 27 483
CHGP52-3T 3 3 52 27 48.3
CHGP82-3T 3 3 82 42 69.3
CHGP82-4T 4 4 82 42 69.3

\When depth is deeper than insert length - 1.5mm, 1 corner type is recommended

CGP

External deep grooving and parting blade

L CUTDIA ‘ [
Fig1 I, .CW/ 15 - ow KCUTD'A Fig.3 %%

HF

W - LF - B LF ¥
. ..Cw CUTDIA
Fig.2 e -
- LF
PET seatsize  CUTDIA H B LF HF Fig. Torque*
CGP26-1.4S 1.4 1 26 26 1 150 21.4 1 =
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S 2 2 40 26 1.8 150 21.4 1 =
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S 3 3 50 26 2.4 150 21.4 1 =
CGP32-3D 3 3 100 32 2.4 150 24.8 2 -
CGP26-4S 4 4 80 26 3.2 150 21.4 1 =
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D 4 4 120 45 3.2 150 38.1 2 =
CGP32-5D 5 5 120 32 4 150 24.9 2 -
CGP32-6D 6 6 120 32 5.2 150 24.9 2 =
CGP32-8S-CL 8 8 80 32 6.2 150 24.9 3 3
When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
Wrench (CRW...) is not included. Please order it separately.
*Torque: Recommended clamping torque (N-m)
Caution
(1)—
Newly developed clamp ) unclamp :O—~®@
Insert is clamped by the elastic deformation of upper jaw. clamp :@—®

Low clamping stress increases the stability and tool life.

SPARE PARTS ﬁ & ( ?

) ; ; Wrench
Designation Clamp Clamping screw Wrench Optional
CGP**-1.4* - - - CRW23

CHGP..., CGP**-2/3/4/5/6 = = = CRW33

CGP32-8S-CL - CM4X0.7X20-M0-A P-3 -

Reference pages: CHGP: Inserts — G154 - G161, Toolblock — G165
CGP: Inserts — G154 - G161, Toolblock — F252 - F253, G153
Standard cutting conditions — G162
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CTBU

Tool blocks for CGP blade

f"‘;[i[ S See
>_ H\H Q H\H \‘ Q H\H
) T
0] <
M 2 D C
L
T =
B |t OAL
= - -
OAW T
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...
BI
H B OAL HFASSY HBH OAH OAW (ot
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 54 48 CGP32...
CTBU-CHP
Tool block for CGP-CHP blade with high pressure internal coolant capacity
S
el R i s ¥
A 5
c
% ) < D C 5
< T o
LIL ’ T
| /
|«Bol T4 G1/87-28
< OAW | =
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 50 432 CGP32-*D-CHP
Applicable for 14 MPa coolant
®)
& @
SPARE PARTS ¢
Designation Clamping screw Clamp Wrench O-ring
CTBU12-26-U , CTBU20-26 CM6X30-S CT-86 P-5 =
CTBU12-32-U, CTBU25-26 CM6X30-S CT-105 P-5 .
CTBU16-26-U, CTBU20-32 CM6X30-S CT-100 P-5 -
CTBU16-32-U, CTBU20-32-U ,
CTBU25-32, CTBU32-32 CHBEE CIEE P -
CTBU16-32-U-CHP,
e A SRM6X16DIN912-12.9 CT-110 P-5 OR14X2.5NN
Reference pages: CTBU: Blade — G152, CTBU-CHP: Blade — F254
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TUNGCUT

I CHIPBREAKER GUIDE
External grooving and parting

DGS type (2 corners) | For Swiss lathes W Standard feed ﬁL UHF j
SGS type (1 corner) 0.020 ' J/
Unique-designed edge 0.016
and chipbreaker & 0.012
Handed insert available S 0.008
(0]
CW = 0.047" - 0.157" 0004 II
= OB
0 0.047 0.056 0.079 0.118 0.157
G156, G159 Groove width: CW (in)
DGM type (2 corners)| High fracture resistance W Standard feed % U@r j )

— | SGMtype (1 corner) 0.020
Smooth chip evacuation 0.016
Parting-off Well-designed edge with

(ipr)

0.012

high strength ;q:: 0.008 || I
Handed insert available £ 0.004 ' 5 & A
CW =0.079" - 0.157" 05079 o1 0787
G157, G158 Groove width: CW (in)
¥
DGL type (2 corners) 1st choice for mild steel Il Standard feed % Ugr j /)
0.020
Chipbreaker with excellent o016
chip control at low feed £ Lo
Suitable for mild steel that % 0.008 [+
often has difficulties in chip & ooos ] - I
control 0 0079 0118 0157
CW =0.079" - 0.157" Groove width: CW in)

G161

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

G154 tungaloy.com/us




External grooving

'
DGE type (2 corners) | For shallow grooves with high W Standard feed ‘ﬁL
accuracy 0.020
P Excellent chip control 5 2'21:
CW = 1 - 215 mm ; 0.008
(0.039" - 0.085") $ 0.004 I D I
0,039 0.051 0,063 0.073 0.085
G160 Groove width: CW (in)
F -f terial b
DGG type (2 corners or non-ferrous materials B Standard feed
and titanium alloys )/
Chipbreaker with low cutting = 0.020
B 0.016
force 0,012
Sharp cutting edge that  0.008
w
prevents vibration and ooos [l -l -l
0
delivers fine surface finish 0.079 0.118 0157

Groove width: CW (in)
a160 | CW = 0.079" - 0.157"

External grooving of hardened steels

IS]

@]

- t f V| @
SGN-CBN type For hardened steel cutting W Standard feed ;
(1 corner) 0.004 g
Optimum cutting edge shape for 0.0031 =

(ipr)

grooving of hardened steels

0.0023} 1 { .
0.0015| ... | =

Close tolerance width for finishing g
(0]
(W = £0.001") * 00007
_ n n 0 . L
CW = 0.079" - 0.157 0079 018 0157
G161 Groove width: CW (in)

Please see page G*** for the product details.
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B INSERT
DGS

External grooving and parting

RE Neutral PSIRL Left hand RE Right hand
= SV F | W: )
o1 = A /L PSIRR | a

RE
o || INSL Ref. )

Rl TR

INSL Ref. =

Pl e e

Bl steel 2. dh. 4hAER dhAdb IR ¢
M Stainless ) dbidb 4 4 ¢
Cast iron * * Y% % DA DA
l Non-ferrous DA
S  Superalloys * % % * Y : First choice
H Hard materials Y% : Second choice
Coated Cermet | Uncoated
. . Seat CW=0.05| CW0.002 | RE o808 o INSL| h
Designation size |HAND mm) | n) | (i) ﬁ S8gsa § § i) | (in) PSIRL|PSIRR
o LI IIT I (] n
i S - S ¢ P4 X
DGS1.2-003 0.9 N 1.2 0.047 | 0.001 [ ] 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 [ J 0.630 | 0.169 | 0° 0°
DGS1.4-016 1 N 1.4 0.055 | 0.006 o0 [ ] 0.630 | 0.169 0° 0°
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 [ J 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0.079 [0008 | ® © © ®© © © ® [ ) 0.787 | 0.197 | ©° 0°
DGS2-020-6R 2 R 2 0.079 | 0.008 [ BN ] [ ] 0.787 | 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 | 0.008 [ BN ] [ ] 0.787 | 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.001 o [ ] 0.768 | 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.001 [ ] [ ] 0.768 | 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 | 0.008 [ BN ] [ 0.787 | 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 | 0.008 [ BN ] [ ] 0.787 | 0.197 | 15° 0°
DGS2-002-15R 2 R 2 0.079 | 0.001 o [ ] 0.768 | 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 | 0.001 [ ] [ ] 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 (0008 ®© @ © © @ © [ J ([} 0.787 | 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 | 0.008 o0 [ ] 0.787 | 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 | 0.008 [ N J [ ] 0.787 | 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.001 [ J [ ] 0.766 | 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.001 o [ 0.766 | 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 | 0.008 o0 [ ] 0.787 | 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 | 0.008 [ N J [ ] 0.787 | 0.197 | 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.001 [ J [ 0.766 | 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.001 o [ ] 0.766 | 0.197 | 15° 0°
DGS3.18-020 3 N 3.18 0.125 | 0.008 [ J [ J [ J 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0157 | 0012 | ® © © © ® © @ [ ] 0.787 | 0.197 | ©° 0°
DGS4-030-4R 4 R 4 0.157 | 0.012 o0 [ ] 0.787 | 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 | 0.012 [ BN J [ ] 0.787 | 0.197 4° 0°
DGS4.76-040 5 N 4.76 0.187 | 0.016 o [ J [ J 0.984 | 0.217 0° 0°
DGS5-030 5 N 5 0197 |0012| ® © © © @ © o [ ] 0.984 | 0217 | ©° 0°
DGS6-030 6 N 6 0236 (0012 @ © © © @ @ [ J 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.
Designation oDmax (in) Designation oDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.142 DGS3-002-15R/L 1.142
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.339

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162
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DGM

External grooving and parting

Neutral Right hand

RE RE

7 INSL Ref. - 7 INSL Ref. 7 INSL Ref. ‘
L B B
BBl steel s de| v k| [e|k| || |
M Stainless ¥* | Y% ‘ * % % ‘
Cast iron * ) dbAdbAdE ¢ DA DA
l Non-ferrous ‘ DA
S  Superalloys b 'AbAdD db ¢ * Y : First choice
H Hard materials ‘ ‘ ¢ : Second choice
Coated Cermet | Uncoated
L Seat CW:0.05/CW=0.002| RE L L8003 I8 L INSL| h
Designation cize |HAND mm) | Gn) | (in) Lﬁ S88g8®q § i in) | (i) PSIRL|PSIRR
> LI IIICI (%) (2]
FILILAICCO0I P 4
DGM2-020 2 N 2 0.079 (0008 ® ® ® @ o0 [ ] [ ] 0.787 | 0.197 | ©° 0°
DGM2-020-6R 2 R 2 0.079 |0.008 [ N} [ ] 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 [ N} [ ] 0.787 | 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 |0.008 [ N} [ ] 0.787 | 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 |0.008 [ N} [ ] 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 |0.001 [ ) [ J 0.762 | 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 |0.001 [ ) [ ] 0.762 | 0.197 15° 0°
DGM2.39-020 2 N 2.39 0.094 |0.008 [ ] [ ] (] 0.787 | 0.197 0° 0° 5
DGM3-020 3 N 3 0118 (0008 ® ® ®© ®© @ @ ®@ | @ ° 0787 | 0.197 | o° 0° pel
DGMS3-020-6R 3 R 3 0.118 |0.008 [ N} [ J 0.787 | 0.197 0° 6° g
DGMS3-020-6L 3 L 3 0.118 |0.008 [ N} [ ] 0.787 | 0.197 6° 0° '5
DGMS3-002-6R 3 R 3 0.118 |0.001 [ ] [ ] 0.766 | 0.197 0° 6° é
DGM3-002-6L 3 L 3 0.118 |0.001 [ ] [ ] 0.766 | 0.197 6° 0°
DGMS3-020-15R 3 R 3 0.118 |0.008 [ N} [ ] 0.787 | 0.197 0° 15°
DGMS3-020-15L 3 L 3 0.118 |0.008 [ N} [ ] 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 ® ®© © © ®© ® © o { ] 0.787 | 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 |0.012 [ N} [ J 0.787 | 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 |0.012 [ N} [ ] 0.787 | 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 |0.012 [ N} [ ] 0.787 | 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 |0.012 [ N ) 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 ® © © © © © © [ ] o 0.984 | 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 |0.012 [ N ) [ ] 0.984 | 0.217 0° 4°
DGM6-030 6 N 6 0236 (0012 ® © © © © © © { ] 0.984 | 0.217 0° 0°
DGM®6.35-040 6 N 6.35 0.250 |0.016 [ ) [ J [ ) 0.984 | 0.217 0° 0°
DGM8-040 8 N 8 0.315 (0016 @ ® @ @ [ N ] o 1.181 | 0.264 0° 0°
@ : Line up

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162
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SGM

External deep grooving and parting

RE Neutral PSIRL Left hand RE Right hand
Y
FEe—= | = m ——=x—
O RE PSIRR
7w INSL Ref. - 7 INSL Ref. 7 INSL Ref.
"HT | TEN E Vo
Bl stee! * | Y o [ [ %
M Stainless ) 'dbidb 4b dh ¢
Cast iron * * Y% % D¢
Non-ferrous S
Superalloys ) dhidh ¢ * Y : First choice
H Hard materials ¢ : Second choice
Coated Uncoated
. ) Seat CW:005/CW:0002) RE @ 8 _ @ INSL| h
Designation size |HAND @m) | () | (in) § g § S g '-g'- in) | (in) PSIRLPSIRR
I TIIII (7]
A CO I N4
SGM2-020 2 N 2 0079 |0008 ® © © © © [ ) 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 ® @ ®@ ® O [ ) 0.787 | 0.197 0° Q°
SGM4-030-4R 4 R 4 0.157 | 0.012 @ @ [ ] 0.787 | 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 | 0012 @ @ [ ] 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° Q°
SGM8-040 8 N 8 0.315 | 0.016 | @ o ([} [ ] 1.181 | 0.264 0° 0°
@ : Lineup

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162
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SGS

External deep grooving and parting

RE Neutral Left hand

B =——= N

o INSL Ref. ) o | INSL Ref. )

o i o i

PSIRL

Right hand

7 INSL Ref.

BB steel * | Yo [ [k
M Stainless ) dhidh 4 4b ¢

Cast iron * b dbAdh ¢ DA

Non-ferrous DA

Superalloys * | Y5 % * % : First choice

H Hard materials Y : Second choice
Coated Uncoated
o Seat CW=0.05|CW=0002) RE [0 ~ 9 o 9 INSL| h
Designation | size " () | am) | ) REEEE 18 (n) | @y PSIRLPSIRR
I T ITICI (2]
<O < NG

SGS2-020 2 N 2 0.079 (0008 ® ® ®© © @ ([} 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 ® @ ([ 0.787 | 0.197 | 15° 0°
SGS3-020 3 N 3 0118 |0008 ® ®© ®© @ @ [ 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 @ @ [ J 0.787 | 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.001 o [ J 0.780 | 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 | 0.001 ([ J [ J 0.780 | 0.197 6° 0° S
SGS3-020-15R 3 R 3 0.118 | 0.008 ©® @ [ J 0.787 | 0.197 0° 15° o
SGS3-020-15L 3 L 3 0.118 | 0.008 ® @ [ J 0.787 | 0.197 | 15° 0° g
SGS3-002-15R 3 R 3 0.118 | 0.001 o [ J 0.780 | 0.197 0° 15° "(lj'
SGS3-002-15L 3 L 3 0.118 | 0.001 [ J [ J 0.780 | 0.197 | 15° 0° é
SGS4-030 4 N 4 0.157 (0012 ©® ®© ®© ® @ ([ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 (0012 ® ®© ®© ® @ ([} 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°

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162

@ : Line up
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DGE

External grooving (for high precision)

RE

0=

CDX
|-

F
U

7 INSL Ref.

B steel * || % *
| M Stainless * Y %
Cast iron * big big
l Non-ferrous
S  Superalloys * | Y v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
Designation Seat |CW=005 CW=00008 - RE § 0 g § CDX | INSL | h
sizé [ (mm) | (in) | (in) IR N = ® (in) | (in) | (in)
I T I n
<< O =z
DGE100-000 2 1 0.039 0 [ I} [ ] 0.098 0.787 0.197
DGE130-000 2 1.3 0.051 0 [ BN ) [ ] 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 0004 ©® @ @ [ ] 0.138 0.787 0.197
DGE215-015 2 2.15 0.085 0006 ® @ @ [ J 0.138 0.787 0.197
Caution @ : Line up
oDmax is limited as shown in the picture to the right according to the
groove depth, G.D. Please refer to the following table. G.D = Groove depth gDmax
Designation |V 9roove oDmax (in) /H\ T
depth (i) | T=0.089 | T=0.059 | T=0.079 | T=0.098 | T=0.118 ; ‘
DGE100-000 AN
DGE130-000 | 0.079 - - R
DGE160-010 0 0.73 0.45 /
DGE185-010
DGE215-015 0.118 0.35 0.28 Relevant area
(Interference)
DGG
External grooving (for high precision)
RE
=
7.« INSLRef.
B
- Steel ) ¢ ) ¢
M Stainless *
Cast iron * DA S
l Non-ferrous *
S Superalloys ) ¢ D¢ Y : First choice
H Hard materials Y% : Second choice
Coated Cermet | Uncoated
Designation Seat CW=0.02 cwfo.ooos F_{E § % W |Ns|_ .h
size | (mm) | (n) | (n) 8 & 2 in) | (in)
I n (]
< =2 X
DGG200-020 2 2 0.079 0.008 | @ [ ] ([ 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 | @ o ([} 0.984 0.217
@ : Line up

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162
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DGL

External grooving and parting

Bl steel * %K
M Stainless ¥ [ % | %
Cast iron ¥ % %
Non-ferrous
Superalloys % | %  : First choice
H Hard materials v« : Second choice
Coated ‘
Designation S-eat CW=0.05 CW.t0.00Z |-RE § ug‘) : "\!SL .h
size | (mm) | (in) | (in) K ® © (in) | (in)
I I I
e 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 0.197 0012 ® @ @ 0.984 0.217
DGL6-080 6 6 0.236 0031 ® @ @ 0.984 0.217
@ : Line up
SGN
External grooving
RE
ot 8
Q
S
7 INSL Ref. ©
£
B ;
- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y 3% : Second choice
CBN Edge prep.
Designation S.eat CW=0.025 CW.=0.001 F.{E 8 |NSL .h %
size | (mm) | (in) | (in) |® (in) | (in) | =|S|H
) E
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 O
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 (@)
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 O
SGN500-020-H 5 5 0.197 |0.008 | @ 0.984 | 0.217 O
H Edge preparations @: Line up
\ No symbol | -S || -H \
0.005" 0.005"

[+ =

/ \\\\\ 2250 ‘ 350
R-honing h R-honing/ \

R-honing

Reference pages: Toolhoders — G149 - G153, Standard cutting conditions — G162
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Il STANDARD CUTTING CONDITIONS

ISO

Please see page G154, G155 for feed: f (mm/rev).

Workpiece material

Steel
1045, 4135, etc.

Stainless steel

30488, 316SS, 17-4 PH, etc.

Gray cast iron
Class 25, Class 30, etc.

Ductile cast iron

60-40-18, 80-55-06, etc.

Aluminum alloys
Si<12%

Superalloys
Inconel718, etc.

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

Hardened steel
4137, etc.

G162 tungaloy.com/us

Hardness

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

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

> HRC 50

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

Impact resistance

First choice

Grade

AH7025, AH725
T9225, AH8005
AH6235, GH130
NS9530
AH7025, AH725
AHB8005
AH6235, GH130
T515
AHB005, AH7025, AH6235, GH130
T515
AHB005, AH7025, AH6235, GH130
TH10
KSO05F
AHB8005
AH7025, AH725, AH6235
KS05F
AH7025, AH725

BX360

Cutting speed
Ve (sfm)

164 - 591
262 - 984
164 - 394
262 - 722
164 - 394
164 - 394
164 - 394

492 - 2297
164 - 591
492 - 984
164 - 394

328 - 1640

328 - 1969
66 - 197
66 - 131
66 - 328
66 - 262

262 - 492




ADDFCUT

QSER/L

External toolholders for grooving and parting

¥ ¥
: RS
- LF N
LH
s -
J Right hand (R) shown.
Ccw CDX Seat size H B LF LH HF WF
QSER/L12-2T26 0.079 1.024 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 0.079 1.024 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 0.118 1.024 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 0.118 1.024 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 0.157 1.299 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 0.197 1.299 5 1.000 1.000 6.000 1.654 1.000 1.020
CcwW CDX Seat size H B LF LH HF WF
QSER/L2020-2T26 2 26 2 20 20 125 36 20 20.1
QSER/L2020-2T33 2 33 2 20 20 125 42 20 20.1
QSER/L2020-3T26 3 26 3 20 20 125 36 20 20.3
QSER/L2020-3T33 3 33 3 20 20 125 42 20 20.3
QSER/L2020-4T33 4 33 4 20 20 125 42 20 20.4 S
o
o
=]
QSP }g
Blades for external deep grooving and parting é
] 1]
)
‘ LF
Cw CUTDIA Seat size H B LF HF
QSP26-2D 2 50 2 26 1.8 150 21.4
QSP32-2D 2 66 2 32 1.8 150 24.8
QSP26-3D 3 75 3 26 2.4 150 21.4
QSP32-3D 3 120 3 32 2.4 150 24.8
QSP26-4D 4 80 4 26 3.2 150 21.4
QSP32-4D 4 120 4 32 3.2 150 24.9
QSP32-5D 5 120 5 32 4 150 24.9

SPARE PARTS

{

Designation Wrench
QSER/L..., QSP... QL-39

Reference pages: QSER/L: Inserts — G166
QSP: Inserts — G166, Toolblock — G164
Standard cutting conditions — G167

Tungaloy G163




ADDFCUT

CTBU

Tool block for QSP blades

HFASSY
OAH
L/

[\

=
B |l OAL i
oaw _|F
H B OAL HFASSY HBH OAH OAW  (onteral)
CTBU12-26-U 0.750 0.827 3.386 0.750 0.354 1.690 1.496 QSP26...
CTBU16-26-U 1.000 0.906 4.331 1.000 0.197 1.770 1.654 QSP26...
CTBU12-32-U 0.750 0.748 3.937 0.750 0.512 1.970 1.496 QSP32...
CTBU16-32-U 1.000 0.906 4.331 1.000 0.315 1970 1654 QsPa2...
CTBU20-32-U 1.250 1.142 4.331 1.250 0.197 2.130 1.890 QSP32...
H B OAL HFASSY HBH OAH OAW  (optioral
CTBU20-26 20 21 86 20 9 43 38 QSP26...
CTBU20-32 20 19 100 20 13 50 38 QSP32...
A {
SPARE PARTS
Designation Clamp Clamping screw Wrench
CTBU12-26-U,CTBU20-26 CT-86 CM6X30-S P-5
CTBU16-26-U,CTBU20-32 CT-100 CM6X30-S P-5
CTBU12-32-U,CTBU25-26 CT-105 CM6X30-S [7-5)
CTBU16-32-U,CTBU20-32-U, - CMEBX30-S p.5

CTBU25-32, CTBU32-32

QSG

Parting-off and external grooving blade

‘el

- cw | Seat size CUTDIA HF D
QSG52-2T 2 2 52 27 48.3
QSG82-2T 2 2 82 42 69.3
QSG52-3T 3 3 52 27 48.3
QSG82-3T 3 3 82 42 69.3
QSG52-4T 4 4 52 27 69.3
QSG82-4T 4 4 82 42 69.3

Reference pages: CTBU: Blade — G163
QSG: Inserts — G166, Toolblock — G165
Standard cutting conditions — G167

G164 tungaloy.com/us




CHTBR/L

Tool block for QSG blade

GUTEA = LFASSY _ j
§ o /O S it Y i
& SRV T
Eo A I
st\/ | (@) o=
! 1 Y B \\\\
< LB .| oAW ||B
CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 0.750 1.970 1.000 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 0.750 2.950 1.000 2.087
CUTDIA H B LFASSY HFASSY OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 20 50 26.5 37
CHTBR/L2020-82 82 20 20.5 140 20 75 26.5 53

The blade clamping screw heads protrude out for as much as 0.122" (3.1 mm) over the insert cutting edge point.
Maintain the clearance from the chucking device to avoid interference.

SPARE PARTS & f / (

Designation Clamping screw Grip Torx bit Wrench
CHTBR/L... SR-1SO14580M4X10 SW6-SD BLDT20/S7 -

Il Maximum groove depth (T max) as function of workpiece diameter (aD1)
Designation oD1 (in)

Right hand (R) shown.

Blade
QSG52 / CHGP52
QSG82 / CHGP82

Blade
QSG52 / CHGP52
QSG82 / CHGP82

Maximum

CHTBR/L™*-52 2087 2126 2165 2205 2283 2362 2441 2550 2677 2835 3071 3307 3622 4016 4528 5236 6260 7.795 ‘/orkpiece groove depth

diameter T max

CHTBR/L™**-82  4.094 4.252 4.409 4.567 4.764 5000 5276 5591 5945 6.378 6.929 7.559 8.346 9.331 10.630 12.323 14.764 18.425 @D+

IR 0527 0787 0748 0709 0669 0630 0591 0551 0512 0472 0433 0394 0.354 0315 0276 0236 0.197 0.157
Designation @D1 (in)
CHTBR/L™***-82 3268 3307 3307 3346 3.386 3425 3504 3543 3622 3701 3.780 3.858 3976

IR 1339 1299 1260 1220 1181 1.142 1102 1.063 1024 0984 0945 0.906 0.866

Reference pages: CHTBR/L: Blade — G164
Standard cutting conditions — G167

Miniature tool

Tungaloy G165



I INSERTS
QGM

External deep grooving and parting

RE

N === |
(@)
INSL Ref.

Bl stee! *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials  : First choice
Coated
Designation Seat cw:o.oscwfo.ooz BE § INSL h
size | (mm) | (n) | (n) < (in) | (i)
I
<
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
QGS
External deep grooving and parting
RE
g <l=c |
INSL Ref. \
I &
-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys *
H Hard materials % : First choice
Coated
Designation Sgat CW:0.0SCWfO.(m BE '-‘8’ INSL h
size | (mm) | () | (n) | (in) | (i)
I
<
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

Reference pages: Toolhoders — G163 - G165

G166 tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness Grade Cutting speed
Ve (sfm)
. 104583?21'8 etc <300 HB AH7025 164 - 591
M Sta;gfsztitee' <200 HB AH7025 164 - 304
Gray cast iron
. No.250B, etc. - AH7025 164 - 591
iy -
IncSour:)e(T;?HBOyestc <HRC 40 AH7025 66 - 197
. Titanium alloys
Ti-6AI-4V, etc. <HRC 40 AH7025 66 - 262

Miniature tool

Tungaloy G167




MINIVERROOVE
QC12-SVER/L-CHP

Modular head for external grooving and threading, with

_

high pressure coolant capability

Right-hand Left-hand

CWN-
CWX
WF

Pitch (mm) TPI H B LH HF WF () Insert Torque*
12 12 195 12 4.19/7.19 " 1.3
SCR B Gl il (0.750") (0.750") (0.768") (0.472")  (0.165"/0.283") VGO.. (0.96)
Torque*: Recommended clamping torque: N-m (Ibs-ft)
(1) “WF” indicates the distance from the reference position to the center of the cutting edge width.
The first value before “/” indicates the WF for the right-hand holder and the second value after “/” for the left-hand holder.
SVER/L
External grooving and threading toolholder
Right-hand Left-hand %T#
e e ER
F‘ zxh | =
==L
00| =2 'E
27 13 215
L X
Fig.1 It kO) It Fig.2
Pitch (mm) TPI H B LF HF WF (1) Insert Torque Fig.
SVER/L06-10 04-15 64 -12 0.375 0.375 4.750 0.375 0.070/0.304 VG*10... 0.96 1
SVER/L08-10 04-15 64 -12 0.500 0.500 4.750 0.500 0.070/0.430  VG*10... 0.96 2
Pitch TPI H B LF HF WF () Insert  Torque*  Fig.
SVER/L1010H10 04-15 64 -12 10 10 100 10 1.78/8.23  VG*10... 1.3 1
SVER/L1212X10 04-15 64 -12 12 12 120 12 1.78/10.23  VG*10... 1.3 1

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

SVER/L-CHP
External grooving and threading toolholder, with high pressure coolant capability

Right-hand Left-hand

ik @
Zzxh |
2= uf
00| =
2.7
LL
Lt |
Pitch (mm) TPI H B LF HF WF () Insert Torque
SVER/L08-10-CHP 04-15 64 -12 0.500 0.500 4.750 0.500 0.070/0.430 VG*10... 0.96
Pitch TPI H B LF HF WF (1) Insert Torque*
SVER/L1012H10-CHP 0.4-15 64 -12 10 12 100 10 1.78/10.23  VG*10... 1.3
SVER/L1212X10-CHP 0.4-15 64 -12 12 12 120 12 1.78/10.23  VG*10... 1.3

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

©

SPARE PARTS

Designation

& A

Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug

Wrench 3

QC12-SVER...
QC12-SVEL...
SVER08-10-CHP, 1012/1212**-CHP...
SVEL08-10-CHP, 1012/1212**-CHP...
SVER06/08-10..., SVER1010/1212...
SVEL06/08-10..., SVEL1010/1212...

G168 tungaloy.com/us

CSTB-2.5L054DL T-7F ORSS-0454.5X1.0NBR70 - - =

CSTB-2.5L054DR T-7F ORSS-0454.5X1.0NBR70 - - -
CSTB-2.5L054DL T-7F = SR5/16UNFTL360 P-4 SSHM4-6-TB
CSTB-2.5L054DR T-7F - SR5/16UNFTL360 P-4 SSHM4-6-TB
CSTB-2.5L054DL T-7F - - - -
CSTB-2.5L054DR T-7F = = = =

P-2




B INSERT
VGT10 (For threading / sharp edge)

RE

PNA

Bl steel *
M Stainless *
Cast iron
Non-ferrous *
Superalloys Y
H Hard materials % : First choice
Coated
. . RE Pitch PDX
Designation L |0 TPI . PNA
9 (in) | (mm) (in)
I
n
VGT10F-60A-005 0.002| @ 0.4-1 64 - 25 0.026 60°
VGT10F-60A-010 0.004 | @ 1-2 25-12 0.038 60°
VGT10F-55A-005 0.002 | @ 0.6-1.5 40 -16 0.033 55°
@ : Lineup
I STANDARD CUTTING CONDITIONS
Threading
©
. . Cutting speed Pitch ie]
ISO Workpiece materials Grade Ve (sfm) (mm) TPI o
S
Low carbon steels s
1015, 1020, etc. SH725 164 - 492 04-2 64 -12 =
=

Carbon steels, Alloy steels
. 1055, 4140, efc. SH725 164 - 492 04-2 64 -12

Free cutting steels

SUH22, SUH23, etc. SH725 164-492 04-2 oa-t
M
5056, 6061, o6, SH725 19269 o e
® 02600, G300, etc SH725 3287696 o e
TR, ot SH725 98202 o e
. Superalloys SH725 98 - 262 0.4-2 64 - 12

Inconel718, etc.

Tungaloy G169




TETRAMCEUT

QC12-STCR/L-Y
Y-axis turning modular head for external grooving and threading

+

Right-hand i Left-hand

¥
T = L
‘— pisTx | |<LH

b ini

Y
SO ] I g (qfﬁ ;
= S| o 2§ Dém ®

L
| pitch [ B LH HF WF** LB H2 DISTX Insert  Torque*
12 12 19.5 0 6/9 26 18.6 6.5 " 1.2
Cloileeineiis B 0.4-3 (0.472") (0.472") (0.768") (0") (0.236"/0.354") (1.024")  (0.732")  (0.256") e (0.89)

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

QC12-STCR/L-Y-CHP
Y-axis turning modular head for external grooving and threading, with high pressure coolant capability

LB -
Right-hand  ——" : Left-hand %%W #
W, @

L N
EE :
[ i I=ED
- pisTx } LH

]
¥
H2

Y —
L o I m
= ‘ m Li i
NN = ol
|

| Pitch [ B LH HF WF LB H2  DISTX Insert  Torque*
12 12 19.5 0 6 26 18.6 6.5 . 1.2
e 0.4-3 (0.472"  (0.472") (0.768") ") (0.236") (1.024") (0.732") (0.256") e (0.89)

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

SPARE PARTS @ /& o

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

QC12-STCR18-Y-CHP CSTC-4L100DL T-1008/5 ORSS-0454.5X1.0NBR70
QC12-STCL18-Y-CHP CSTC-4L100DR T-1008/5 ORSS-0454.5X1.0NBR70

Reference pages: QC12-STCR/L-Y, QC12-STCR/L-Y-CHP: Inserts — G174, G175
Shank, Accessory — G115, G116, Standard cutting conditions — G175

G170 tungaloy.com/us




QC12-STCR/L

Modular head for external grooving and threading

1

T

QC12-STCR18 0.4-3

QC12-STCL18 0.4-3

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

QC12-STCR/L-CHP

L
Right-hand = m{ﬂj( mi
% QO
K
I‘ %f (&)} Ii
A HBL
H B LH HF
12 12 19.5 12
(0.472") (0.472") (0.768") (0.472")
12 12 21 12
(0.472") (0.472") (0.827") (0.472"

Left-hand L d
= # uﬁﬂ i
\( m -

Zx<
==
S0
HBH HBL WF Insert Torque*
39 17.9 6 . 1.2
(0.154") (0.705") (0.236") s (0.89)
3.9 18.3 9 . 1.2
(0.154") (0.720") (0.354") TC™18L.. (0.89)

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

1

i

QC12-STCR18-CHP 04-3

QC12-STCL18-CHP 0.4-3

(0.472"

(0.472")

Right-hand <,

T
m
T
i
H B
12 12
(0.472")
12 12
(0.472")

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

Through-coolant head

LH
19.5
(0.768")

21
(0.827")

HF
12
(0.472"

12
(0.472")

Left-handu_ v
R =T
25| L]
55
HBH HBL WF
4.2 19.3 6
(0.165") (0.760") (0.236")
4.2 19.3 9
(0.165") (0.760") (0.354")

©

o)

i}

Insert Torque*

TC*18R U %

(0.89) ¢

. 12 =
TC*18L... (0.89)

Note: Use the right-hand insert (TC*18R...) for a right-hand holder (QC12-STCR...); the left-hand insert (TC*18L...) for a left-hand holder (QC12-STCL...).

&

SPARE PARTS
Designation
QC12-STCR18-CHP

QC12-STCL18-CHP
QC12-STCR18
QC12-STCL18

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

Clamping screw

A

Wrench
T-1008/5

T-1008/5
T-1008/5
T-1008/5

(&

O-ring

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

Reference pages: QC12-STCR/L, QC12-STCR/L-CHP: Inserts — G174, G175
Shank, Accessory — G115, G116, Standard cutting conditions — G175

Tungaloy 6171



TETRAMCEUT

STCR/L-18
External grooving and threading toolholder

w2 I = A [ [
5 2 = £l g = 4
LF [ LF %
— LH ©
©
= S ‘ )
Fig. 1 A HBH Fig. 2 Right-hand (R) shown.
~CWN Cwx [ B LF LH HF WF  HBH Insert Torque Fig.
STCR/L06-18 0.013 0.118 0.375 0.375 4.750 0.740 0.375 0.375 0.177 TC*18... 0.89 1
STCR/L08-18 0.013 0.118 0.500 0.500 4.750 0.740 0.500 0.500 0.098 TC*18... 0.89 1
STCR/L10-18 0018 0118 0625 0625 4750 0740 0625 0625 - TC8.. 089 1
STCR/L12-18 0.013 0.118 0.750 0.750 4.750 0.900 0.750 1.000 - TC*18... 0.89 2
STCR/L16-18 0.013 0.118 1.000 1.000 5.500 0.900 1.000 1.250 - TC*18... 0.89 2
. CWN cwx [ B LF LH HF WF HBH  Insert Torque* Fig.
STCR/L1010X18 0.33 3.18 10 10 120 18.5 10 10 4.5 TC*18... 1.2 1
STCR/L1212F18 0.33 3.18 12 12 85 18.5 12 12 25 TC*18... 1.2 1
STCR/L1212X18 033 318 12 12 120 18.5 12 12 25  TCH8.. 12 1
STCR/L1616X18 0.33 3.18 16 16 120 18.5 16 16 - TC*18... 1.2 1
STCR/L2020H18 0.33 3.18 20 20 100 18.5 20 20 = TC*18... 1.2 1
STCR/L2020X18 0.33 3.18 20 20 120 23 20 25 B 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-H/X18-CHP

External grooving and threading toolholder, high pressure coolant compatible

Right-hand LF - Left-hand HL%LWW@
% e £ Al t
== === L
_—"5/16"-24UNF 2T
L (
& o [E =}
STCR/L1012H18-CHP
STCR/L1212"18B-CHP
H B LH HBL HF WF2** HBH Insert Torque
STCR/L08X18-CHP 0.4-3 0.500 0.500 4.750 0.728 0.689 0.500 0/0.500 0.130 TC*18... 0.89
STCR/L10X18-CHP 04-3 0.625 0.625 4.750 0.728 - 0.625 0/0.625 - TC*18... 0.89
H B LF LH HBL HF WF2** HBH Insert Torque*
STCR/L1012H18-CHP 04-3 10 12 100 1741 171 10 0/12 4 TC*18 1.2
STCR/L1212X18B-CHP 0.4-3 12 12 120 18.5 17.5 12 0/12 4 TC*18 1.2
STCR/L1616X18-CHP 04-3 16 16 120 18.5 - 16 0/16 0 TC*18 1.2

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™*).
WF2** : 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 @ /&

Designation Clamping screw Wrench
STCFVR**18,STCL**18 CSTC-4L100DR T-1008/5
STCR*18 CSTC-4L100DL T-1008/5

Threading pitch range: 0.8 ~ 3 mm

SPARE PARTS @ % @ ( & (

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

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

Reference pages : STCR/L-18, STCR/L-H/X18-CHP: Inserts — G174, G175, Standard cutting conditions — G175

G172 tungaloy.com/us




STCR/L-F18-CHP

External grooving and threading toolholder. High pressure coolant capability.

Right-hand | _ Left-hand HL [}
[V
S === == m# -
= S = T
£ RS OO 1H T
HBL | &|
<> T
H B LF LH HBL HF WF2** HBH Insert Torque
STCR/LO8F18-CHP 04-3 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 WF2** HBH Insert Torque*
STCR/L1212F18B-CHP 04-3 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***).
WF2**: 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)

JS-STCL18

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

- 1
=

_CWN-CWX

WF

é—w—UV { T

27 \
& EF

lr LH DCONMS 1

WB

°

o]

Left-hand (L) shown. o

I pconms H LF LH wB WF Insert  Torque* }E

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

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

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

SPARE PARTS & /g @ (

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

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

Reference pages : STCR/L-F18-CHP, JS-STCL18: Inserts — G174, G175, Standard cutting conditions — G175

Tungaloy 6173




I INSERT
TCT18FR/R-1SO (Full profile threading insert)

- Steel ¥* [ %
M Stainless ¥ [ %
Cast iron %* | %
l Non-ferrous
S Superalloys * [ % % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation HAND BE 2 = piteh P_D X PNA
(in) ':E E (mm) (in)
n <
TCT18FR-05ISO R 0.002 | @ 0.5 0.014 60°
TCT18FR-07I1SO R 0.004 | @ 0.7 0.018 60°
TCT18FR-0751SO R 0.004 | @ 0.75 0.020 60°
TCT18FR-08ISO R 0.004 | @ 0.8 0.020 60°
TCT18R-10ISO R 0.005 [ ] 1 0.024 60°
TCT18R-125I1SO R 0.007 [ ) 1.25 0.028 60°
TCT18R-15ISO R 0.008 [ J 15 0.031 60°
@ : Lineup
TCT18R/L (for threading)
s 7
4
x ’-J‘H. .
PNA
- Steel * |
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * ¥ : First choice
H  Hard materials Y% : Second choice
Coated
RE Pitch | Pitch PDX | CDX
Designation HAND| .~ |& min | max | . PNA
(in) ':E (mm) | (mm) (in) (in)
<
TCT18R-60N-010 R 0.004 | @ 0.8 3 0.063 | 0.105 | 60°
TCT18L-60N-010 L 0.004 @ 0.8 3 0.063 | 0.105 | 60°
TCT18R-60N-020 R |0.008 | @ 1.5 3 0.063 | 0.101 | 60°
TCT18L-60N-020 L 0.008 | @ 15 3 0.063 | 0.101 60°

®: Lineup

Reference pages: Toolholder — G170 - G173

G174 tungaloy.com/us




TCT18FR (sharp edge for threading)

Right-hand (R) shown.

-Steel * ‘
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * % : First choice.
Bl 1ard materials ‘ ‘ Y : Second choice
Coated Pitch | Pi
S RE | iteh | Piteh | by | cox
Designation HAND in) |Q min | max | . PNA
In ::’\:) (mm) | (mm) (in) (in)
TCT18FR-60A-005 R 0.002 | @ 0.4 1 0.024 | 0.039 | 60°
TCT18FR-60A-010 R |0.004 | @ 1 2 0.039 | 0.064 | 60°
®:Lineup

Il STANDARD CUTTING CONDITIONS

TCT18FR/R-ISO (Full profile threading insert) / TCT18FR (Threading insert)
Cutting speed

ISO Workpiece materials Priority Grades Ve (sfm) Pitch (mm) TPI
Low carbon steel First choice SH725 197 - 492 0.4-2.0 64-18 g
1182, I8, G Toughness AH725 197 - 492 0.8-3.0 32-8 b
Carbon steels, Alloy steel First choice SH725 197 - 492 0.4-2.0 64 - 18 :é
. o3, 0 e Toughness AH725 197 - 492 0.8-3.0 3-8 3
Prehardened steel First choice SH725 197 - 492 0.4-20 64 -18 5
LB, B e Toughness AH725 197 - 492 0.8-3.0 32-8
Stainless steel First choice SH725 164 - 262 0.4-2.0 64-18
M EASE, it Toughness AH725 164 - 262 0.8-3.0 3-8
Gray cast iron First choice AH725 164 - 328 0.8-3.0 32-8
Eliate 25, e Sharpness SH725 164 - 328 0.4-2.0 64- 18
. Ductile cast iron First choice AH725 164 - 328 0.8-3.0 32-8
60-40-18, 80-55-06, etc. Sharpness SH725 164 - 328 0.4-2.0 64-18
Titanium alloys First choice SH725 98- 328 0.4-2.0 64-18
SRR, G Toughness AH725 98- 328 0.8-3.0 32-8
S el First choice SH725 98- 328 0.4-2.0 64- 18
Inconel718, etc. Toughness AH725 98 - 328 0.8-3.0 32-8

Reference pages: Toolholder — G170 - G173

Tungaloy G175
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DUOJICUT

JSXXR/L

Parting toolholder, for Swiss lathes

JSXXR/L063
JSXXR/L083
JSXXR/L103
JSXXR/L123
JSXXR/L163

JSXXR/L1010X09
JSXXR/L1212F09
JSXXR/L1212X09
JSXXR/L1616X09
JSXXR/L2020H09

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

0.024
0.024
0.024
0.024
0.024

0.6
0.6
0.6
0.6
0.6

0.098
0.098
0.098
0.098
0.098

2.5
25
2.5
2.5
2.5

H
0.375
0.500
0.625
0.750
1.000

H
10
12
12
16
20

Right
hand

Fig. 1

N o Right 7 HHAZ%#W
E| gl ER s [
I o
- (\IJ_F - - - LF -
<LH oy HH ﬂ Left hand
HINe D, T =R I = T
HBL =t Fig. 2
B Right hand (R) shown.
B LF** LH** HF WF2() HBL HBH Insert Torque Fig.
0.375 4.646 0.774 0.375 0.008/0.386 0.748 0.12 JX... 0.89 1
0.500 3.268 0.774 0.500 0.008/0.386 0.748 0.06 JX... 0.89 1
0.625 4.646 0.774 0.625 0.008/0.386 - 0.06 JX... 0.89 1
0.750 3.950 0.886 0.750 0.008/0.742 - - JX... 0.89 1
1.000 5.350 1.339 1.000 1.250/1.250 - - JX... 0.89 2
B LF** LH** HF WF2" HBL* HBH Insert Torque* Fig.
10 120 19.65 10 0.2/9.8 19 & JX... 1.2 1
12 85 19.65 12 0.2/11.8 19 15 JX... 1.2 1
12 120 19.65 12 0.2/11.8 19 1.5 JX... 1.2 1
16 120 19.65 16 0.2/15.8 - - JX... 1.2 1
20 100 22.5 20 0.2/19.8 = = JX... 1.2 1

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 0.079" (2 mm)
shorter than the above values with JX*G12... and JXPG20...inserts, and 0.157" (4 mm) shorter for JXPGOS... insert.
Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

JSXXR/L-S

Parting toolholder, for Swiss lathes (for sub spindle)

\

JULLLLLY

—

JSXXR/L063-S
JSXXR/L083-S

JSXXR/L1010X09-S
JSXXR/L1212F09-S
JSXXR/L1212X09-S
JSXXR/L1616X09-S

0.024 0.098
0.024 0.098
06 25
06 25
06 25
06 25

H

0.375
0.500

H
10
12
12
16

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

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16...
and 0.157" (4 mm) shorter for JXPGOB... insert. LF, LH, and HBL will all be 0.079" (2 mm)

**IXPG20... insert will not fit.
Note: Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

SPARE PARTS

Designation

JSXXR..., JSXXR*****-§
JSXXL..., JSSXXL****-S

&

Clamping screw
CSTC-4L055DL
CSTC-4L055DR

L LH g
= Y m£
' J
ZX LF
== ~ >
00 )
LL.
Right-hand £y L@ T}
Y
o
B LF*  LH*™ HF WF
0.375 4750 1.030 0.383  0.008/0.217
0.500 4.750 1.030 0.500  0.008/0.217
B LF*  LH* HF  WF2
10 120 26 10 0.2/5.5
12 85 26 12 0.2/5.5
12 120 30 12 0.2/5.5
16 120 30 16 0.2/5.5

A

Wrench
T-1008/5
T-1008/5

shorter with JXPG20... insert.

s

g 3
Left-hand %%F
A A
HBH Insert Torque*
0.120 JX*G06...,12...,16... 0.890
0.060 JX*G06...,12...,16... 0.890
HBH Insert Torque*
3 JX*06..,12..,16... 1.2
1.5 JX*06..,12..,16... 1.2
1.5 JX*06..,12..,16... 1.2
- JX*06..,12..,16...,20... 1.2

Reference pages: JSXXR/L, JSXXR/L-S: Inserts — G178, Standard cutting conditions — G179

G176 tungaloy.com/us

insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,




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

LF

Right-hand Right—g‘md LF qu - @
N ‘ - - - %
5%@::::@:@:;’,@@4 i M‘@;:::::@:%@mg ‘

Z;j H o T 5/16"-24UNF %%‘ LH tan 6"-24UNF

Oy Left-hand

%{T&S;::@i&:::ﬁﬁ =} SN IA R R T ET I )il

HBL t HBH HBL HBH

CWN-

Fig. 1 Fig. 2
H B WF LF* HF HBH LH*™ HBL* Insert Torque Fig.
JSXXR/L083X-CHP 0.024 0.098 0.500 0.500 0.008/0.492 4.750 0.500 0.051 0.764 0.736 JXGO06..,12..,16...,20... 0.890 1
JSXXR/L103X-CHP 0.024 0.098 0.625 0.625 0.008/0.617 4.750 0.625 - 0.764 - JX'G06..12..16..,20.. 0.890 1
JSXXR/LO83F-CHP 0.024 0.098 0.500 0.500 0.008/0.492 3.344 0.500 0.051 <0.764 0.736 JX*GO06...,12...,16...,20... 0.890 1
ETWET2 H B LF®  LHO®  HF  WF2® HBL® HBH Insert Torque* Fig.
JSXXR/L1012H09-CHP® 0.6 2.5 10 12 102 19.2 10 0.2/11.8 18.7 3 JX**06..,12...,16..., 20... 1.2 1
JSXXR/L1212F09-CHP 0.6 2.5 12 12 85 19.4 12 0.2/11.8 18.8 2 JX**06...,12...,16..., 20... 1.2 2
JSXXR/L1212X09-CHP®) 0.6 25 12 12 120 19.4 12 0.2/11.8 18.8 2 JX**06..,12...,16..., 20... 1.2 1
JSXXR/L1616X09B-CHP® 0.6 2.5 16 16 120 19.4 16 0.2/15.8 18.7 - JX06..,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 4 mm shorter for JX**06... insert.

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

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

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

JSXXR/L-F/X-S-CHP

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

_ Right-hand Right-hand -~
S|« LH S| H .,

LA B N Pk [ iy S

Miniature tool

- §§ b _5/16"-24UNF §§‘ ZS/16”-24UNF L‘f{t ;and
($1&) A ($1&) = o‘ LH
FANLO Wy Eye 1T Ig £ e B @
e a— A v\.ﬁ
Fig. 1 A HBH Fig. 2 ©
CWN CwX H B LF®  LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR/LO83F-S-CHP 0.024 0.098 0.5 0.5 3344 1024 05 0.008/0.217 0.051 JX*06..,12..,16..,20..  0.89 2
JSXXR/LO83X-S-CHP 0.024 0.098 0.5 0.5 475 1181 05 0.008/0.217 0.051 JX*06..,12..,16.,20..  0.89 1
JSXXR/L103X-S-CHP 0.024 0.098 0.625 0625 475 1.181 0625 0.008/0.217 - JX*06..,12..,16..,20..  0.89 1
'CWN cwx Y B LF" LH® HF WF2@ HBH Insert Torque* Fig.
JSXXR1212F09-S-CHP® 06 25 12 12 85 26 12 0.2 4 JX*06...,12..,16..., 20... 1.2 2
JSXXR/L1212F09B-S-CHP 06 25 12 12 85 30 12 02/55 2 JX*06...,12..,16..., 20... 1.2 2
JSXXR/L1212X09-S-CHP®®) 0.6 25 12 12 120 30 12 0.2/55 4 JX*06...,12...,16..., 20... 1.2 1
JSXXR/L1212X09B-S-CHP® 06 25 12 12 120 30 12 02/55 2 JX*06...,12..,16..., 20... 1.2 1
JSXXR1616X09-S-CHPE() 06 25 16 16 120 30 16 0.2 1.5 JX**06...,12...,16..., 20... 1.2 1
JSXXR/L1616X09B-S-CHP® 06 25 16 16 120 30 16 0.2/5.5 - 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 4 mm shorter for JX**06... insert.

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

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

(4) To be replaced with the new design

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

SPARE PARTS & A @ ( & (

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

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

JSXXL*F... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 - -
JSXXR**H/X... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P2
JSXXL™H/X... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Reference pages: JSXXR/L-F/H/X-CHP, JSXXR/L-F/X-S-CHP:
Inserts — G178, Standard cutting conditions — G179

Tungaloy G177




DUOJIEUT

JS-SXXLO09

Round shanks, for threading

- R ik
[ LH
L | [—
[ o Ei & H_ DCONMS
S — N e
\ 1) |
=
DCONMS H B LF LH WB WF f201 Insert Torque*
JS19G-SXXL09 19.05 18 18 90 21 15.43 10 6 JX*06,12*R 1.2
JS19X-SXXL09 19.05 18 18 120 21 15.43 10 6 JX*06,12*R 1.2
JS20G-SXXL09 20 19 19 90 21 15.4 10 6 JX*06,12*R 1.2
JS20X-SXXL09 20 19 19 120 21 15.4 10 6 JX*06,12'R 1.2
JS22X-SXXL09 22 21 21 120 21 15.4 10 6 JX*06,12'R 1.2
JS25H-SXXL09 25 24 24 100 21 15.4 10 6 JX*06,12*R 1.2
JS254X-SXXL09 25.4 24 24 120 21 15.4 10 6 JX06,12*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.
o RS
i&ﬁﬂﬂm SPARE PARTS %
Threading Designation Clamping screw Wrench
JS***-SXXL09 CSTC-4L100DL T-1008/5
Il INSERT
JXTG12FR/L-60 (For Threading / Sharp edge)
Right hand Left hand
7o) CDX
RE N | x
5 PNA
RE
R R
Detail of RE \< Flat i Detail of RE >’ ﬁ Flat
Bl steel *
M Stainless *
Cast iron *
Non-ferrous *
Superalloys *
H Hard materials | % ¥ : First choice
Coated
. . RE Pitches
Designation HAND & PDX | CDX PNA
(mm) = (mm) | (mm) | (mm)
(%)
JXTG12FR-60A-000 R Flat 0.05 max | @ 0.2-04| 025 0.4 60°
JXTG12FL-60A-000 L Flat 0.05 max | @ 0.2-04| 025 0.4 60°
JXTG12FR-60B-000 R Flat 0.05 max | @ 0.2-04| 0.25 0.4 60°
JXTG12FL-60B-000 L Flat 0.05 max | @ 0.2-04| 0.25 0.4 60°
JXTG12FR-60A-005 R R 0.05 [ ] 0.4-1 0.6 0.99 60°
JXTG12FL-60A-005 L R 0.05 [ ] 0.4-1 0.6 0.99 60°
JXTG12FR-60B-005 R R 0.05 [ ] 0.4-1 1.9 0.99 60°
JXTG12FL-60B-005 L R 0.05 o 0.4-1 1.9 0.99 60°
JXTG12FR-60N-010 R R 0.1 [ ] 1-15 | 1.25 | 2.07 60°
JXTG12FL-60N-010 L R 0.1 [ ] 1-15 | 1.25 | 2.07 60°
@ : Line-up

Reference pages: Toolholder — G176 - G178

G178 tungaloy.com/us




Il STANDARD CUTTING CONDITIONS

ISO

Workpiece materials

Low carbon steels
1015, etc.

Carbon steels, Alloy steels
1055, etc.

Free cutting steels
SUH22, SUH23, etc.

Stainless steels
304, etc.

Aluminum alloys
5056, 6061, etc.

Copper alloy
C2600, C280C, etc.

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

Superalloys
Inconel718, etc.

Grades

SH725

SH725

SH725

SH725

SH725

SH725

SH725

SH725

Cutting speed
Ve (sfm)

164 - 656

164 - 656

164 - 656

164 - 656

492 - 656

328 - 656

98 - 262

98 - 262

Miniature tool

Tungaloy G179




TUNGTHREAD

JSE2R16-CHP

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

Direct connection

LF =

7

Crgl _—5/16"-24UNF
& o
Fig.1 Fig.2 Right hand (R) shown.
H B LF LH HF WF GAMF Insert Fig.
JSE2R08F16-CHP 0.500 0.500 3.344 0.748 0.500 0.000 1° 16ER... 1
JSE2R08X16-CHP 0.500 0.500 4.750 0.748 0.500 0.000 1° 16ER... 2
JSE2R10X16-CHP 0.625 0.625 4.750 0.748 0.625 0.000 1° 16ER... 2
H B LF LH HF WF2 GAMF Insert Fig.
JSE2R1212F16-CHP 12 12 85 19 12 0 1° 16ER... 1
JSE2R1212X16-CHP 12 12 120 19 12 0 1° 16ER...
JSE2R1616X16-CHP 16 16 120 19 16 0 1° 16ER...

SER-X-CHP-MC

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

— — T ®
- — B
A
_ -
A
1L [
Y
H B LF LH HF WF L5 Insert
SER2020X16-CHP-MC 20 20 107 36 20 25 27.9 16ER...

SPARE PARTS

Designation
JSE2R**16-CHP

SER**X16-CHP-MC

Clamping screw Wrench Shim screw Coolant unit
CSTB-3.5 T-15F ° = =

CSTB-3.58T T-15F DTS5-3.5 A16-1DT

Coolant plug
SR5/16UNFTL360 P-4

CU-V-CHP  PLUGG1/8-6.5TL360 P-3.5

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

Coolant is supplied from the tool post directly to the tools

Internal thread

Optional connection with
external coolant tube

Detailed view of the coolant
flow after connection

00|
Tooll post

Reference pages: JSE2R16-CHP, SER-X-CHP-MC: Inserts — E010 -, Standard cutting conditions — E068

G180 tungaloy.com/us




SER
Screw-on external threading toolholders

2 6l & e

IR GAMF *L LF \
L
HT =
H B LF HF WF2 GAMF Insert
SER0808H11 8 8 100 8 0 1.5° 11ER...
SER1010H11 10 10 100 10 0 1.5° 11ER...
JS-SEL16

External threading toolholder, for Swiss lathes

A ‘ i

S \ ‘)
5 05| I -
- e I
— T T L
Right hand (R) shown.
DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 12.5 16ER... g
JS19X-SEL16 19.05 18 120 30 12.5 16ER... ";)
JS20G-SEL16 20 19 90 30 13 16ER... 2
JS20X-SEL16 20 19 120 30 13 16ER... %
JS25H-SEL16 25 24 100 30 15.5 16ER... =
JS254X-SEL16 25.4 24 120 30 15.7 16ER...

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

B-S/CER/L
External threading toolholder, for Swiss lathes

Age100 R
oy g m¢ w
LH™ Ho° =y
LF =7 HF LF <+ HE
; |
i T = ﬁ
T ﬁ
— \ ¥
B-SER B-CER/L Right hand (R) shown.
H B LF LH HF WF Insert
B-SER10H16 20 10 100 15 10 16 16ER...
B-SER12K16 24 12 125 18 12 18 16ER...
B-CER/L16M16 32 16 150 24 16 22 16ER/L...

SPARE PARTS & ﬁ

Designation Clamping screw Wrench 1

SER*H11 SR M2.6-L6.7-S11 T-8/5

JS§***-SEL16, B-SER**16,

BC-SER12K16 CSTB-3.5 T-15F

Reference pages: SER, JS-SEL16, B-S/CER/L:
Inserts — E010 -, Standard cutting conditions — E068

Tungaloy G181




TUNGTHREAD

BC-SER/L
External threading toolholder, for multi-functional Swiss lathes

07y 2 yh
HE d 20 | =
i g _4 )
= ok 1 18 95°
o) (2} o m
s L cdm CLB, ¢
17| 3 10°
= HF
‘ B B -
\ Right hand (R) shown.
H B LF HF WF HBKW Insert
BC-SER12K16 24 16 125 12 23 7 16ER..., CC*T09T3...
S-SERIES
JSXBR/L
Screw-on external threading toolholder, for Swiss lathes
5| .. DX W

T
AR < |of
- - LF ~ NN
< LH |

409

e OIS E3] C-type

Right hand (R) shown.

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

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

SPARE PARTS @ @ & ﬁ /

Designation Clamp set Shim set Clamping screw Wrench (\:V)I:t?oc:alz)
BC-SER12K16 - - CSTB-3.5 T-15F -
JSXBR... CSP16 A16-1 CSTB-4SD T-8F (T-8L)
I INSERT
JXT (sharp edge)
PNA  PNA
ﬁﬂE&%RE@*
e % g
¢ LSJ 3
y 2-Type
JXT R
Bl steel *
M Stainless *
Cast iron

Non-ferrous

PAd
Superalloys Pig PAe % : First choice
DAY

H Hard materials ¥¢ : Second choice

Coated |Uncoated
. . RE IC S
Designation o PNA
(mm) |Q = (mm) | (mm)
~ I
) [
JXT1R6000F 003 | @ [ ] 60° 8 3.97
JXT2R6000F 003 @ [ ] 60° 8 3.97
Machinable pitch range: 0.5 to 1 mm ®: Lineup

Reference pages: BC-SER/L: Inserts — B112 - (CC*T09T3...), E0O10 - (16ER...),
Standard cutting conditions — E068

G182 tungaloy.com/us




J-SERIES

JSTTR/L

Screw-on external threading toolholder, for Swiss lathes

0 LF

M . -
UL ;ﬂﬁﬁ\ B
I rmjﬁso

)
o
I
H B LF LH HF WF HBH
JSTTR/L063 0.375 0.375 5.000 0.6875 0.375 0.375 0.100
JSTTR/L083 0.500 0.500 5.000 0.6875 0.500 0.500 -
JSTTR/L103 0.625 0.625 5.000 0.6875 0.625 0.625 =
H B LF LH HF WF HBH
JSTTR/L1010X3 10 10 120 18.5 10 9.5 2
JSTTR/L1212F3 12 12 85 18.5 12 11.5 -
JSTTR/L1212X3 12 12 120 18.5 12 11.5 =
JSTTR/L1616X3 16 16 120 18.5 16 15.5 -

Recommended clamping torque: 0.89 Ibs-ft, 1.2 N-m

e

Right hand (R) shown.
Insert
JTTR/L30...
JTTR/L30...
JTTR/L30...

Insert
JTTR/LS...
JTTR/LS...
JTTR/LS...
JTTR/LS...

JS-TTLS3
Screw-on external threading toolholder, for Swiss lathes
()
=
— LF z
I 1 3
(@)
AL (—
= ]
I}
DCONMS WF LF H wB
JS19K-TTL3 19.05 10 125 18 11.5
JS20K-TTL3 20 10 125 19 11.5
JS22K-TTL3 22 10 125 21 11.5
JS25K-TTL3 25.4 10 125 24 12.7

Recommended clamping torque: 3.5 N-m

SPARE PARTS @ %3 /

Designation Clamping screw Wrench 1 Xé’;?g:alz)
JSTTR/L... CSTB-4SD T-8F (T-8L)
JS**-TTL3 CSTB-4S T-15F -

Reference pages: JSTTR/L, JS-TTL3: Inserts, Standard cutting conditions — G184

T

Miniature tool

Left hand (L) shown.

Insert
JTTR30...
JTTR30...
JTTR30...
JTTR30...

Tungaloy G183




Il INSERT
JTT (sharp edge)

PNA

\§ /

L

(
%WQ
)

/
Yo

Right hand (R) shown.

Bl steel * |5 *
M Stainless * | Yr
Cast iron * DA *
Non-ferrous *
S Superalloys PAG * % : First choice
H Hard materials | * ¥¢ : Second choice
Coated Cermet |Uncoated
. . RE =] IC S |PDX
Designation R & o PNA
(in) 'f = 2 = (mm) | (mm) | (mm)
w5 P =
JTTR3005F-55 0002 @ @ 55° 1 9.525 | 3.18 0.6
JTTL3005F-55 0.002 55° | 9.525 | 3.18 0.6
JTTR3005F 0002 @ @ [ ) [ J 60° | 9.525 | 3.18 0.9
JTTL3005F 0.002 | @ 60° | 9.525 | 3.18 0.9
JTTR3010F 0004 @ @ [ ] [ ] 60° | 9.525 | 3.18 0.9
JTTL3010F 0.004 | @ 60° | 9.525 | 3.18 0.9
Machinable pitch range: 0.020" to 0.039" (0.5 to 1 mm) @ : Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting speed Pitch (in) TPI
Vc (sfm)
Low carbon steel SH725 197 - 492 0.020 - 0.039 50 - 25
1025, etc.
Carbon steel, Alloy steel
. 1045, 4140, etc. SH725 197 - 492 0.020 - 0.039 50 - 25
Pre-hardened steel
NAK80, PX5, etc. SH725 197 - 492 0.020 - 0.039 50 - 25
M SEEE S SH725 164 - 262 0.020 - 0.039 50-25
304SS, 316SS, 17-4 PH, etc.
Gray cast iron
Class 25, Class 30, etc. TH10 164 - 328 0.020 - 0.039 50 - 25
Ductile cast iron TH10 164 - 328 0.020 - 0.039 50- 25
60-40-18, etc. ' ’
Titanium alloy
s Ti-6AI-4V, etc. SH725 98 - 328 0.020 - 0.039 50 - 25
Heat resistant alloy SH725 98 - 328 0.020 - 0.039 50 - 25

Inconel 718, etc.

Reference pages: Toolholder — G183

G184 tungaloy.com/us
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