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DIRECT TJETsystem

TUNGALOY

I High pressure coolant is supplied through the holder to
facilitate smooth chip evacuation, improved chip breaking
and reduced machine down-time
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High pressure coolant (>7MPa)

L2 f
External coolant supply
(at normal pressure)

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

@ Directly to the cutting edge from side face
Reduces frank wears

@ Directly to the cutting edge from rake face

Reliable chip control
Reduces crater and notch wears

Frank wears Crater wears

External coolant supply Through coolant supply External coolant supply Through coolant supply
(at normal pressure) (>7M Pa) (at normal pressure) (>7Mpa)



FEED the SPEED - TUNGALOY ACCELERATED MACHNNG

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

Coolant is supplied from the tool post directly to the tools

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

Tool Tool post

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

DIRECTTIET
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Machines for DirectTungJet system



DIRECT TJIET system

TUNGALOY

I 'mprovement of chip evacuation with DirectTungdJet

Stainless steel: External turning ; Material : SUS304 / X5CrNi18-9
M (SU8304) Holder : JSDJ2CR1212X11-CHP
Insert : DCGT11T302FN-JS SH725
& Cutting speed  : Vc = 80 m/min
¥ Feed rate 1 f=0.03 mm/rev
J‘SERIES Depth of cut rap=1.5mm
A Coolant type : Ol

DIRECTIET
Through-coolant supply

(at 7 MPa)

DIRECT LET
Through-coolant supply

(at 1.5 MPa)

External coolant
at normal pressure

Titanium alloy : Grooving

(Ti-BAI-4V)

DIRECTTJET
Through-coolant supply

(at 7 MPa)

Material
Holder
Insert

Cutting speed

: Ti-6Al-4V

: STCR1212X18-CHP

: TCP18R200F-010 SH725
: Ve =100 m/min

Feed rate
Groove width

TETRAMCEUT Groove derts

TONGATOY Coolant type

:f=0.05 mm/rev
:2mm

2.5 mm

: Oil

DiIRECTLET

Through-coolant supply
(at 1.5 MPa)

External coolant
at normal pressure

L W

M Stainless steel: Parting -off

(SUS304)

DIRECTTET
Through-coolant supply

(at 7 MPa)

Material
Holder
Insert

ouoJEUT

Cutting speed
Feed rate

: SUS304 / X5CrNi18-9
1 JSXXL1212X09-CHP
: JXPG16L20F SH725

: Ve =100 m/min

1 f=0.03 mm/rev

TN Cooant type : Ol

DIRECTIJET
Through-coolant supply

(at 1.5 MPa)

External coolant
at normal pressure
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FEED the SPEED - TUNGALOY ACCELERATED MACHNNG

Tool wear reduction with

(SUS304)

0.2

Ve =200 m/min External coolant

/ at normal pressure

0.15
Through-coolant
(at 2 MPa)
0.1 o
Through-coolant
(at 7 MPa)
0.05 —=

0 10 20 30 40 50 60 70

Flank wear on corners: Vc (mm)

Machining duration (min)

Stainless steel: External turning

DirectTungdet

Material
Holder
: Insert
e Feed rate
Depth of cut
Coolant type

$
=

S-SERIES

TUNGALOY.

After machining
for 40 min.

External coolant
at normal pressure

Cutting speed

: SUS304 / X5CrNi18-9
: JSDJ2CR1212X11-CHP
: DCGT11T302FN-JS SH725

: Ve =200 m/min
:f=0.1 mm/rev
rap=0.5mm

: Oil

DIRECTIJET oIRECTTIET

Through-coolant (at 2 MPa)

Through-coolant (at 7 MPa)

Titanium alloy: External turning

(Ti-BAI-4V)

0.4

Ve =70 m/min 4 External coolant

/ at normal pressure
0.3 /

0.2

0.1 / /

I I
0 5 10 15 20 25

Through-coolant
(at 2 MPa)

Through-coolant
(at 7 MPa)

Flank wear on corners: Vc (mm)

Machining duration (min)

Material
Holder
Insert

L4

J-SERIES

TUNGALOY.

Feed rate
Depth of cut
Coolant type

After machining
for 10 min.

Cutting speed

: Ti-6Al-4V
: JSDJ2CR1212X11-CHP
: DCGT11T302FN-JS SH725

: Ve =70 m/min
:f=01 mm/rev
rap=0.5mm

: Oil

DIRECTIUET oDoiReEcCTTJET

External coolant

Through-coolant (at 2 MPa)

Through-coolant (at 7 MPa)

Stainless steel: Parting -off
(SUS304)

0.25
External coolant

at normal pressure
®

0.2 /
0.15

/
0.05 /

I
0 1,000

Ve =100 m/min

Through-coolant
(at 2 MPa)

Through-coolant
(at 7 MPa)

Flank wear on corners: Vc (mm)

2,000 3,000

Number of parts machined (pcs/corner)

Material
Holder
Insert

Feed rate
Coolant type

DUOJICUT

TUNGALOY

DIRECT T

External coolant
at normal pressure

After 1,500 parts machined

Cutting speed

: SUS304 / X5CrNi18-9
1 JSXXL1212X09-CHP
1 JXPG16L20F SH725

: Ve =100 m/min
:f=0.03 mm/rev

: QOil

ET oirecTTET

Through-coolant (at 2 MPa) Through-coolant (at 7 MPa)
After 2,000 parts machined After 2,000 parts machined




Modular Tooling System Adopted
Y2 Axis Added for Greater Functionality

o \ Y
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Sliding Headstock Type Machine model L12X
CNC Automatic Lathe NU’T‘- of alxes/ paths , 6 axes, 2 path control systems
Maximum diameter machineable (mm) 012
135 (GB)

Maximum length machineable (mm)

30 (GBL)
15,000
. I ,
Spindle speed (min-1) 12,000
Tool positions 38
Motor, spindle drive (kW) 2.2/3.7

Mountable tool sizes (mm) [110 (Parting [112)
Sleeve diameter (mm) 219.05

@ Versatile tooling layout achieved, including
slanted hole machining with the angle adjustable
end face spindle.

@ Back machining capability enhanced by
equipping the back spindle with a Y2 axis (Type X).

@ Built-in motor adopted as the drive system for
the back spindle: realizes a maximum spindle
speed of 12,000 min-1 (Type X)
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Enhanced Tool Modularity

S||d|ng Headstock Machine model L20 Vil L20 IX L20X L20 Xl
Automatic CNC Lathe with Num. of axes/paths 5 axes, 2 path 6 axes, 2 path 6 axes, 2 path 7 axes, 2 path
. ) . ’ control systems control systems control systems control systems

convertible guide bushing  paximum diameter 220 020 020 20
machineable (mm) (925 optional) (925 optional) (25 optional) (925 optional)
Maxmum length machineable 200 (GB) 200 (GB) 200 (GB) 200 (GB)
(mm) 50 (GBL) 50 (GBL) 50 (GBL) 50 (GBL)
Spindle speed (min-1) 10,000 10,000 10,000 10,000
Tool positions 37 33 44 40
Motor, spindle drive (kW) 2.2/37 2.2/37 2.2/37 2.2/37

Mountable tool sizes (mm) b2 012 012 012
(Parting (113, [116) (Parting [J 13, [116) (Parting (113, [116) (Parting (113, [116)

Sleeve diamet 025 (GS107, 210) 025 (GS107, 210) 025 (GS107, 210) 025 (GS107, 210)
eeve diameter (mm) 019.05 219.05 019.05 19.05

@ 4 types of the L20 model are available,
ranging from the cost-efficent 5-axis
machine to the high-end type incorporating
B-axis and Y-axis opposing tool post

@ A convertible model : May be run with or

without the guide bushing.




Double gang tool posts and B-axis
Optimized tool setup for maximum productivity

Sliding Headstock Automatic CNC Lathe Machine model

with convertible guide bushing Num. of axes/paths
Maximum diameter machineable (mm)
Maximum length machineable (mm)

Spindle speed (min-1)
Tool positions

Motor, spindle drive (kW)
Mountable tool sizes (mm)
Sleeve diameter (mm)

@ Incorporates double gang tool posts to minimize

D25 VII
9 axes, 3 path control
systems
025
250 (GB)
2.5D (GBL)
10,000
59
3.7/5.5
[J16 (Parting [J 20)
025.4

non-machining intervals.
@ A maximum of 59 tools can be mounted on
the multiple tool posts, enabling seamless

machining.
@ Three live tool posts minimizes total machining
time.

@ B-axis can be utilized to machine either front or
back of the workpiece.

@ Simultanious 5-axis control abilities allow for
contour-profiling, enhancing the flexibility of the
automatic CNC lathe capability.

D25 Vil
10 axes, 3 path control
systems
025
250 (GB)
2.5D (GBL)
10,000
43
3.7/55
[ 16 (Parting [J 20)
025.4
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The new L32 -an ‘icon’ reinvented

| ——

Sliding Headstock Type Machine model M32 V M32 VI M32 VIl
CNC Automatic Lathe Num. of axes / paths 8 axes, 3 path control 9 axes, 3 path control 10 axes, 3 path control
systems systems systems

Maximum diameter 032 232 232
machineable (mm) (238 optional) (238 optional) (238 optional)
Maxmum length machineable (mm) 23528 ((g:I)_) 23528 ((SS)L) 23528 ((g:I)_)
Spindle speed (min-1) 8,000 8,000 8,000
Tool positions 31+a 35+a 36 +a
Motor, spindle drive (kW) 55/75 55/75 55/75
Mountable tool sizes (mm) 016 (Parting [120) [J16 (Parting [120) [J 16 (Parting [] 20)
Sleeve diameter (mm) 025.4 025.4 025.4

@ Ranging from a 5-axis machine with excellent
cost performance to a high-end machine
equipped with B axis and back tool post Y axis.

@ Workpiece conveyor equipped as standard.




@ For Turning / Facing
J-SERIES

JSCL2CR-CHP
Screw-on toolholder without offset, 95° approach angle for positive 80° rhombic inserts, high pressure coolant compatible
LF

;\?50 TH - Without offset @

w <§‘: o
=3.@ = L
- i ¥ _—5/16"-24UNF
95° = |
W ae e
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF HBH WF OAW RE** Insert Torque*
JSCL2CR1212X09-CHP*** 12 12 120 18 12 4 0 20 0.2 CC*09T3 1.2
JSCL2CR1212X09B-CHP 12 12 120 18 12 15 0 20 0.2 CC*09T3 1.2
JSCL2CR1616X09-CHP 16 16 120 18 16 0 0 20 0.2 CC*09T3 1.2

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

Note: Right-hand toolholders (R) are used with right-hand inserts (R). Left-hand toolholders (L) are used with left-hand inserts (L).
***: To be replaced with the new design

SPARE PARTS @ S /8 @ ( & (

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet
JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.

@ For External Turning
J-SERIES

JSDJ2CR-CHP

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

LE (g Without offset @
t LH_ LH
30° w2 £ . =
T ———————  — T ! =2 -
N x>z‘ SR i —— L S — Ve L
93° ~5/16”-24UNF y 5/16”-24UNF
uF—gen YU s
Iypfg=or——————— > i I e '55# ———————————
Cutt'ng edge Style J2 F|g1 FIgZ Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert  Torque* Fig.
JSDJ2CR1012H07-CHP 10 12 100 17 10 0 16.4 0.2 DC**0702 1.2 1
JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC*11T3 1.2 2
JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC*11T3 1.2 2

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

SPARE PARTS @ = & /é @ ( & (

Designation Clamping screw Coolant nozzle Nozzle retainer screw Wrench Coolant plug Wrench DirectJet plug Wrench
JSDJ2CR1012H07-CHP CSTB-2.5 NZ-1.10-7-CHP ~ SSHM4-4-TB T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
SPARE PARTS & /8 @ ( & (

Designation i Coolant unit Wrench DirectJet
JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.

10
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J-SERIES

JSVJ2BR-CHP
Screw-on toolholder without offset, 93° approach angle for positive 35° rhombic inserts, high pressure coolant compatible

L Without offset
LH
50° w= p . —
8 ot . e
93° 5/16”-24UNF
i —
i g 1 @ . @ It
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert  Torque*
JSVJ2BR1212X11-CHP 12 12 120 236 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

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

SPARE PARTS ﬁ @ ( & (

Coolant unit DirectJet
JSVJ2B**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Designation Clamping

See page 16 for the proper tool overhang and plug settings.

@ For Turning / Facing
MINIFTURN

JSWL2XR-CHP For more information
Screw-on toolholder without offset, 95° approach angle, for WXGU inserts, high pressure coolant compatible

95° LF Without offset
i i @

§ w = peey
<< T
= P e L
- i _—5/16”-24UNF
L Wl = T
) I|A el - G- o [ Ii
Cutting edge style L2 = = Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2 WXGU0403*L 0.9
JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2 WXGU0403*L 0.9

*Torque: Recommended torque (N-m) for clamping **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 Coolant unit Wrench Coolant plug DirectJet plug
JSWL2XR**04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.

11



@ For External Turning

MINIFTFURN

JSDJ2XR-CHP For more information
Screw-on toolholder without offset, 93° approach angle, for DXGU inserts, high pressure coolant compatible
LE B Lg  Without offset @
4 H - LH :
B | ;i
———————— T3 < = —
- R\ /30° ;a[or ———————— %égﬁ‘t j m# Q%O ) | 7 o m#
93° ) /£—5/16"-24UNF A /—5/16"-24UNF
= —

Y —= o Mz}

Cutting edge style J2 Fig.1

A
Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque* Fig.
@JSDJ2XR1 012H07-CHP 10 12 100 17 10 0 16.4 0.2 DXGUO0703*L 0.9 1
JSDJ2XR1212X07-CHP 12 12 120 19 12 0 18.5 0.2 DXGUO0703**L 0.9 2
JSDJ2XR1616X07-CHP 16 16 120 19 16 0 18.5 0.2 DXGU0703**L 0.9 2

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

SPARE PARTS @ ﬁ @ ( & (

Designation Clamping Coolant plug
JSDJ2XR1012H07-CHP SR34-514 T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

SPARE PARTS @ = ® S @ ( & (

Designation Clamping screw Coolant unit Wrench

JSDJ2XR**07-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.

MINIFTURN

JSVJ2XR-CHP For more information
Screw-on toolholder without offset, 93° approach angle, for VXGU inserts, high pressure coolant compatible
F LF Without offset @
LH i
A\l w
L E——— T
‘\<-, %0 Sy 0/——’: —————— —%:‘E'V‘”“—Emt &= \% ;.4 /ﬁ’m m:
93° ) /16”-24UNF 5/16”-24UNF
s 0V I )1 I [ B T G e T,
Cutting edge style J2 Fig.1 Fig.2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque* Fig.
JSVJ2XR1012H07-CHP 10 12 100 17 10 0 13.4 0.2 VXGUO9T2*L 0.9 1
JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGUO09T2*L 0.9 2
JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGUO9T2*L 0.9 2

*Torque: Recommended torque (N-m) for clamping **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 i Wrench Coolant plug Wrench DirectJet Wrench
JSVJ2XR1012H07-CHP SR34-508 T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
SPARE PARTS & o @ ( & (

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
JSVJ2XR**F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.
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@ For Grooving and Threading

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

Left-hand

Right-hand §

= = Al L‘Dt

1 5/16”-24UNF
s 0

I = G [ =}

STCR/L1012H18-CHP

STCR/L1212*18B-CHP

Designation H B LF LH HBL HF WF HBH Insert Torque*
STCR/L1012H18-CHP 10 12 100 171 171 10 0/12 4 TC*18 1.2
STCR/L1212X18-CHP*** 12 12 120 18.5 17.5 12 0/12 4 TC*™18 1.2
STCR/L1212X18B-CHP 12 12 120 18.5 17.5 12 0/12 4 TC*™18 1.2
STCR/L1616X18-CHP 16 16 120 18.5 - 16 0/16 0 TC*18 1.2

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

SPARE PARTS & A e { & {

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

Groove width range :0.33 ~3.0mm

Threading pitch range  : 0.8 ~ 3.0 mm

See page 16 for the proper tool overhang and plug settings.
Grooving

TCS type (3D chipbreaker) TCS type (3D chipbreaker)

- The chipbreaker incorporates a dimple-like recess on the rake face to facilitate - The chipbreaker incorporates a dimple-like recess on the rake face to
smooth chip flow with light cutting action facilitate smooth chip flow with light cutting action
- The chipbreaker ensures low cutting force, providing reliable chip flow at low
feed rates
TCG type (Honed edge) TCP type (Lightly honed edge) TCP-F type (Sharp edge)
20°
- Optimized rake angle and edge preparation - A large rake angle ensures smooth cutting for - High quality surface finish and precision thanks to
enhances fracture resistance, allowing for smooth excellent surface finish the sharp cutting edge
cutting - The insert in grade AH725 features a tough edge - A quality level equivalent to that with cermet is
- AH7025 grade features a superior combination of preparation for high resistance to fracture achievable
wear and fracture resistances - An extremely hard coating layer on grade SH725
. provides sharp cutting edges, making it perfect
Threadn‘]g for small part grooving
TCT type

- Full profile inserts for burr-less threading are newly added.

Pitch: 0.5 - 1.5 mm.
- Sharp cutting edge for reduced cutting load, improving thread surface quality
- Suitable for thread pitches ranging from 0.4 mm to 3 mm

Full-profile insert 13



@ For Parting-off and Threading

DUOJCUT

JSXXR/L-CHP For more information
Parting and threading toolholder, high pressure coolant compatible
Ri =l LF‘ >
|9ht-hand;‘OJ[ ___dij]__iﬁ gi;i; ﬁ T m#
| t %16 24unF T

LH, o

] ST
t% £ O @e [T =3 -

=

7

HBL é

Designation e H B WF LF* HF  HBH LH* HBL* Insert Torque*
@JSXXR/U 012H09-CHP 1-2 10 12 0.2/11.8 <102 10 3 <19.2 18.7 PG 00 1n00p 1 1Bhoeg Z0ses 1.2
JSXXR/L1212X09-CHP 1-2 12 12 0.2/11.8 <120 12 2 <194 18.8 JX06...,12...,16..., 20... 1.2
JSXXR/L1616X09-CHP*** =2 16 16 0.2/15.8 <120 16 2.5 <194 18.7 JX*06...,12...,16..., 20... 1.2
JSXXR/L1616X09B-CHP 1-2 16 16 0.2/15.8 <120 16 0 <194 18.7 JX*06...,12...,16..., 20... 1.2

14

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

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

***To be replaced with the new design

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

SPARE PARTS & /‘ @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench DirectTungJet plug Wrench
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB [P
Parting-off widths :1.0 mm and 1.5 mm (for a max parting diameter of @6 mm)

: 1.5 mm and 2.0 mm (for max parting diameters of 12 mm, 616 mm, 20 mm)
Threading pitch range : 0.2 ~ 1.5 mm

See page 16 for the proper tool overhang and plug settings.

@ For Parting-off

DUOJCUT

JSXXR/L-S-CHP For more information
Parting-off toolholder, capable with sub spindle, highpressure coolant compatible
_____ Right-hand = ~ LF >
LL% LH %5
; = == %"39 @ I[E] 4 m# Left-hand
=t w= N
5/16”-24UNF =0 . LH o)
I 9 Yy "y
\_ pu—
O, e WEES) A
Lﬂ“’ .
ar
o
==
Designation | cw B WF  LF* HF  HBH  LH* Insert Torque*
JSXXR/L1212X09-S-CHP** 1-2 12 12 0.2/55 <120 12 4 26 JX08...,12...,16..., 20... 1.2
JSXXR/L1212X09B-S-CHP 1-2 12 12 02/55 <120 12 2 26 JX*08...,12...,16..., 20... 1.2
JSXXR/L1616X09-S-CHP** 1-2 16 16 0.2/55 <120 16 1.5 30 JX*08...,12...,16..., 20... 1.2
JSXXR/L1616X09B-S-CHP 1-2 16 16 02/55 <120 16 0 30 JX06...,12...,16..., 20... 1.2

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

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

***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 & X @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench DirectTungJet plug Wrench
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL***-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Parting-off widths : 1.0 mm and 1.5 mm (for a max parting diameter of @6 mm)
: 1.5 mm and 2.0 mm (for max parting diameters of 12 mm, 616 mm, 20 mm)

See page 16 for the proper tool overhang and plug settings.
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TUNGCUT

JCTER/L-CHP For more information

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

® LF?; T mt %H%‘i@

Insert:

+ LH 5/16”-24UNF w Seat size 2 = DGM, SGM,
=S ' ;@Z DGS, SGS, DGE, DTE, DGG
1|90

ﬁBL é Right hand (R) shown.

Designation &Ml Seatsize CUTDA H B LF LH HBL HF  WFs HBH Torque*
JCTER/L1212X2T12-CHP 2 2 25 12 12 120 245 25.4 12 0/12 5 3.0
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 245 25.4 16 0/16 1 3.0
JCTER/L1616X2T16-CHP 2 2 32 16 16 120 245 25.4 16 0/16 4 3.0
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.5 25.4 20 0/20 0 3.0

(1) "WF" value is calculated with groove width "WF" shown in the table. ® CUTDIA: Max. parting off dia.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS § %ﬁ @ ( & (

Designation Clamping screw Wrench Coolant plug Wrench DirectJet plug Wrench
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Groove width: 2.0 mm

See page 16 for the proper tool overhang and plug settings.

TETRAFCUT

STCR/L-27-CHP For more information

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

Right
hgnd

e o

_—5/16”-24UNF

HBL.| &

SIS
Designation  ILLIOZE H B LF LH HF  WFn HBH HBL  mnsert  Torque*
STCR/L1212-27-CHP 0.5 3.18 12 12 120 23 12 1.5/10.5 8 24 TC*27... 2.5

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

SPARE PARTS & X @ ( & (

Designation Wrench Coolant plug Wrench DirectTungJet plug Wrench
STCR...-27-CHP SR16-212-01397L T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
STCL...-27-CHP SR16-212-01397 T-2010/5 SR5/16UNFTL360 P-4 SSHM4-6-TB R=2

See page 16 for the proper tool overhang and plug settings.

15



TUNGTHREAD

JSE2R-16-CHP For more information

LF | =
w L J
= °ﬁj§4 =5 n m
A
GAMP T 1H _—5/16"-24UNF_
oo
Right hand (R) shown.
Designation H B LF LH HF WF GAMP Insert
JSE2R1212X16-CHP 12 12 120 19 12 0 1° 16ER...
JSE2R1616X16-CHP 16 16 120 19 16 0 1° 16ER...
SPARE PARTS & A @ ( & (
Designation Clamping screw Wrench Coolant plug Wrench DirectTungJet plug Wrench
JSE2R**16-CHP CSTB-3.5 T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

See page 16 for the proper tool overhang and plug settings.

Tool settings on the tool post

- When using through-coolant, always set the tool to a proper overhang as specified in the table below.
- Remove the plug as specified below for proper through-coolant usage.

Grooving tool Other stationary tools
Machine model Overhang Coolant plug Overhang Coolant plug
L1 (mm) to remove L2 (mm) to remove
L12 17.5 " 17.5 N
(for 10X12 mm shank) (for 10X12 mm shank)
30 20 N
L20 (for 16X16 mm shank) B1 (for 12X12 mm shank) 1
25
(for 16X16 mm shank, B1
o5 JSXX and JCTE styles)
D25, M32 (for 20X20 mm shank) B1 25
(for 16X16 mm shank, 1*
other styles than above)

* Only one coolant inlet on the toolholder
**12x12 holder can also be used by shimming with a 4 mm shim

Plug B1

Plug B2 Tool N

overhang ~

16
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Tooling Examples
l For Model L20 (compatible with the DirectTung-Jet system)

@ DUoJEuUT
(16 x 16 mm) For parting-off
(for sub spindle))
@ DUoJEUT
(12 x 12 mm) For threading
@ ® J-SERIES
(12 x 12 mm) For front turning
e @ MINIFYURN
(12 x 12 mm) For front turning

& i e
Coolant is supplied to Post T1 through Post T5 in a single system. If @ @ TETRA CUT

more than two coolant supply systems are required, please consult (1 2x12 mm) For grooving
your Cincom agent.

l For Model D25 (compatible with the DirectTung-Jet system)

® J-SERIES
(16 x 16 mm)
For front turning

® TETRAMCUT

(16 x 16 mm)
For threading

@ TUNGCUT
(20 x 20 mm)

For parting-off
@@TETRAM'C"U'T
(16 x 16 mm)

For grooving
. 2 o MINIFFCiRN
: (16 x 16 mm)
n For front turning
' ® TUNGCUT
(20 x 20 mm)
For parting-off

Coolant is supplied in a single system to Post T1 through Post T4 in a single system.

@ DUOCJEUT
(16 x 16 mm) For threading

17
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B Shaft (stainless steel)

MINIFTURN

1 and 5: Facing and OD turning,
216 mm

A b

11: Facing and OD turning,

SOLIDDRILL

2: Drilling, @7 mm a

STREAMIETBAR

TUNGCUT

4 and 9: Groove-turning, w/4 mm thick
insert
10: Cutting off, w/2 mm insert

15 mm “~ |3 and 12: Boring, 28 mm
o © ¢
ar
TUNGMTHREAD TETRAMCUT TUNGMEISTER
6: Threading, M18 x 1.0 / 7: Facing and grooving, 3 mm thick 8: Spotfacing flats
B¢ | By Swais
l Plunger (stainless steel) 5

>

|

3 <+ 8
4
g
MINIEFOU2N SOLIDDRILL | GIGAMINIDRILL
11a61d 5: Facing and OD turning, 2: Drilling, o7 mn/ 3: Drilling, QM/
DUOJEUT MINIFFU2N TINYMTURN

6: Cutting off, 210 mm

&

7: Facing, 210 mm /
)/ L

4: Boring, g4.5 mm
8: Boring, 3 mm
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Practical examples

Workpiece type

Shaft

Valve part

Toolholder JSDJ2CR1212X11-CHP JSDJ2CR1212X11-CHP
Insert DCGT11T301FN-JS DCMT11T304-PSS
Grade SH730 AH905

S45C / C45 SUH660

Workpiece material

g | Cutting speed : V¢ (m/min) 100 50
£ | Feed : f (mm/rev) 0.02 0.05
c
8 | Depth of cut : ap (mm) 2 0.15
:g:’ Machining External turning Face turning
a | Coolant Qil Qil
© © 400
8 12000 [ @ 350} ~—
£ £
s = 800[
a @ 10,000 2 3 ssol
Results g £ g000}- 38 ) .
£ 8 A DirectTungJet's £ & 200 DirectTungJet's
S 5 high pressure, S 5 1501 M -{ through-coolant
E O 4000 S through-coolant € ° 0 N || supply system
» » achieved double the
I - supply system has = sol. S . I = tool life than that of
g tripled the tool life g oot lire than that o
0 L over external 0 | normal coolant
DIRECTIIET 5temal o olant supply DIRECTTIET Flemal pressure.
7 MPa (at normal method. 2 MPa (at normal
pressure) pressure)
Workpiece type Shaft Injection part
Toolholder STCR1212X18-CHP JSXXR1212X09-CHP
Insert TCP18R200F-010 JXPG16R15F
Grade SH725 SH725
S15C / C15E / C15E4 SUS304 / X5CrNi18-9
Insert width: 2 mm 2.5 mm . 1.5 mm M
Workpiece material \
/
€ | Cutting speed : Vc (m/min) 95 120
§ Feed : f (mm/rev) 0.03 0.08
3 | Depth of cut : ap (mm) 2.5 Part-off diameter: @8 mm
é’ Machining External grooving Parting off
3 | Coolant oil oil
9,000
t
@ 8,000
£ 70000
8 @s000(--
Results Ext(ernal supply 3 85000} .
at normal I BT — DirectTungJet's high
Thanks to its high £ g4000 irectlungJe 9
pressure) pressure coolant jet S §3,000[ [ pressure, through-
system, DirectTungJet E 2,000 . - - coolant supply system
- . . 2 has improved the tool
@ has improved the chip s 1000 M I life to 230% over
evacuation, ellml_natlng & 0 ons external coolant supply
oiREcTT e  Ihepost-work chip DIRECTTIIET Bemal method, while reducing
1.5 MPa cleaning process. 7 MPa (at normal tool wear during

pressure) stajinless steel parting
operation.
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