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Parting, Grooving - Content structure

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

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

How to use the page

Method D

Select the application (@) at the left end of each page and
choose a designation you need (@) in the dimension table
(©). Applicable inserts are shown in (®).

Method 2@
Select the tool series name on F004 — FO05 and
check the details on the product page.

Parting, Grooving - Machining Overview

External grooving

F010 page

Max. groove depth: 6.4 mm Max. groove depth: 50 mm
TETRAMIEUT  roispae EFD TUNGCUT Fo10 page

TETRAFEUT o000 TUNEHEBROOVE s
GBR/L32 Foropage MY-T SERIES
GBR/L42 FO70 page Flex, CGD, G series F052 page
GX-E FO74 page

5, &

o

For Swiss lathes

F043 page
043 page
ot pago
I-SERIES (TGRL)  roeopage
TUNEHEROOVE rosspae

Internal grooving 7557 7e0e

STCR/L-F18-CHP. TUNE TJET

External grooving and threading toolholder, with high pressure coolant capability

1T
@

esignation

ﬂ StoRLzrztan o

Glamping sorew
STOL"18-CHP. CSTCLIO0OR  T-1008/5
STOR"18.CHP CSTC4LiooDL  T-1008/5

JS-STCL18

F004 wwwtungaloy.com

General internal grooving and turning Small-diameter internal grooving
D TUNGCUT £087 page TINYIMPURIN  cosi page
MY-T SERIES SNG F1i2page
G series Fio2page
GBR/L32

F110 page I

\

FO02 www.tungaloy.com

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

Method @
Select the tool series or the tool specification from
Quick Guide on F006-F007 and see the details on
each page.

Quick Guide

Extornal grooving Parting
ow ow
Seres. Insert b
: é
s
oW 1.4-8mm oW:1a-8mm
TUNGEJIT coX 36 mm CUTDIA: 120 mm
010 page F150 page

ow:05-a18mm ow:05-a18mm
=D

oxoimn |G curow: 128 mm

043 page " Foiapage

oW 033 -3mm

oW 0395 mm
orom T curon 7 mm
TETRAMEUT coxason  |GEED N7
o F043 page o F043 page
oW 2-5mm
o oximmm GUToM 130 mem

MY=T SERIES

Fio4 p

e OV 10-25mm
D cox: 50 mm
©  Fo86 page

ow:1-3mm
DMIN: 407 mm
7052 page.

oW 03345 mm
GBRIL

SNG/CNG

owii-a5mm
o ooxiemm
FO74 page

YoV ER O\

ndiock ing
oW 115 - 42 mm
DMIN: 4 m

073 - FO74 pages

Other

FO06 www.t




‘ W INSERT
‘I'UNGﬂE‘I' @ TCS18R (honed edge) (3D chipbreaker, honed edge)
i Designation ox s
TCS18R100-010 P oo
— ToS18R120010 ]
STCRILIZ12F18-CHP™ ) eSSt R
s g ToS 18125020 P
“Torqu: deod clampng torcue (Nm) ! TCS18R140-010 3.5 4 -
T e rtacad it o podc i e e i ToS18R140.020 ae s =
6 TCS18R145-010 35 4 g
5o
ToS18RIS0.010 a4 :
) Gany n ToS18R150-020 P L
d s
Cate- 00o ToS18R180-020 FE %
cSTCaLiooDL  T1008/5 ToS18R170-020 a5 82 w0
ToS18RI75:010 a4 8
ToS 18R175-020 a5 o
TOS18R185:020 a4 s
“TCS18R195-020 35" 4 o 31 32 33 34 35
TCS18R200.010 . 2 o1 a5 4 aroovo depth
JS-STCL18 TOS18R225.020 . 226 02 a5 4 e arts Hameter (soma)
External grooving and threading toolholder with round shank, for Swiss lathes TCS18A230-020 . 23 02 a5y 4 Maximum workpiece diameter s limited relaive.
TOS18R250.010 . 25 0z s 4 o copth of o i arder 10 avod colion
L TCS18R250-020 . 25 02 35 4 petieen insert and veripioce.
(it Tosuresnio | e e o0
DCONMS TCS18R265.030 . 265 03 s 4
ToS18R280.000 . 28 03 s 4
TS 18R300.010 . 3 01 a5 4
TOS18R300.020 . 3 02 a5 4 T
Lot and (U shou, TOS18R500.060 . 3 03 a5 4 T
5 pieces per package. v
Designation DCOMMS H LF LH wB WF Insert Torque® ®:Lineup
JstasTOLT8 14 it 100 2 14 S To18R. 12
sstor-sTOLIe 033 o ses 3 F) 1 s To-16R. 12 A - .
o . - o " . o o Grooving Minimum diameter for face grooving o
JsteG-STCLI8 033 B wos 1 B 20 14 o 10188, 2 cox
sioxstoue  NOGENNNSEN sos s 20 2 14 6 o 12 TCS type (3D chipbreaker) <
JS206-STCL18 035 3 2 0 £ 2 1 s To16R 12 =
ssoxsotts OEINNNEEN 2 19 120 2 14 s Te-18R. 12 K
B e i L N B Y o < N oy o
ssesnstctre OIS 2 100 2 s 0 TR 12 s o)
sS2HSTOLIS | 03 3 254 2 120 1225 0 TCwR 12 =
Torcues Recommended g oraue 04
SPARE PARTS ‘ -
0 - The chipbreaker incorporates a
= dimple-like recess on the rake face
to faciltate smooth chip flow with
light cutting action
- Available in AH7025 for superior
wear and fracture resistance
(D [Relerence pages: Insert —» F038 - F041, Standard cutting conditions —F042, Parts for coolant hose —F176_| Reference pages: Toolholder — F033 - F037, Standard cutting conditions —F042
)
‘ F034 www.tungaloy.com F038 www.tungaloy.com

O : Application
Fead s e @ : Tool series name

mm STANDARD CUTTING CONDITIONS

1s0 Workpiece material Cyetapesd rcp /TopF cs Tca
(AH725/SHT725)  (AH7025) (AH7025) . .
@ e wom  oxe-o1 oot om-or © : Dimension table

P Cater s e @ : Toolholder designation

Prehardened staal

i e.g. right-hand, 12x12 square shank

B i 50-180 003-01 003-015 003-012

FCoi0 ec) . o o - R/L in the designation means the stock either right or left hand respectively.

Tanium alloys . .
LR 30-80 003-0.1 003-0.15 003-0.12

Ry a0 ower  omon oo @ : Dimension (conforming to 1ISO13399)
® : Applicable insert

@ : Spare parts

O : Insert

© : Standard cutting conditions

@ : Reference pages

50-120 003-01 003-0.15 003-0.12

When ordering
- Please specify the designation and quantity for toolholders.
e.g. CTER2020-4T25 ... 1
- Please specify the designation and quantity for shank and blade set when ordering both.
e.g. CHSR2020-CHP ... 1, CAER-3T20-CHP... 1 (one shank per package, one blade per package)
* Clamp screw for blade is included.
- Please specify the designation, grade, and quantity for inserts.
e.g. DGS3-020 AH7025 ... 10 (10 inserts per package)
“You will find a note if the number per package is not 10.

Tungaloy F003




Parting, Grooving - Machining Overview

External grooving

FO10 page
Max. groove depth: 6.4 mm Max. groove depth: 50 mm
TETRAMCEUT  Foss page G TUNGCUT FO10 page
TETRAFEUT  ro46 paoe TUNGHEROOVE  rorzpage
GBR/L32 FO76 page MY-T SERIES
GBR/L42 FO76 page Flex, CGD, G series , CDT F054 page
GX-E F082 page
For Swiss lathes
TETRAMCEUT F035 page
TETRAFECUT F046 page
TUNGCUT FO14 page

J-SERIES (JTGR/L)  Fosspage
TUNGHEROOVE  For2page

Internal grooving 556 5a0

General internal grooving and turning Small-diameter internal grooving
TUNGCUT F096 page TINYMTURN  cosspage
MY=T SERIES SNG F127 page
G series F114 page
GBR/L32 F124 page

FO04 www.tungaloy.com




Face grooving

F133 page
TUNGCUT F137 page
EASYMCEUT F133 page

TETRAMCEUT  rosspage
MY-T SERIES  r1s6pa5e

GX— F F166 page

)
Parting g §
General parting For Swiss lathes

TUNGCUT F168 page DUOJIEUT G093 page
TETRAFEUT F046 page TUNGCUT FO14 page
MY-T SERIES  Fiaspae TETRAFEUT  rosspage
G TETRAMCUT  ro35page
J-SERIES F084 page

Tungaloy F005




Quick Guide

External grooving

Parting

Series Insert
; CW:1.4-8mm ; CW:1.4-8mm
First First
TUNGCUT CDX : 36 mm CUTDIA : 120 mm
©) F010 page ©) F168 page
CW :0.5-3.18 mm CW :0.5-3.18 mm
E: E:
T ETRAF&TJT CDX : 6.4 mm CUTDIA: 12.8 mm
o F046 page o F046 page
CW :0.33-3mm
CW :0.33-3mm
CUTDIA: 7 mm
TETRAMEUT COX + 3.5 mm
© F035 page © FO35 page
CW:2-5mm CW:2-5mm
MY-T SERIES O CDX : 25 mm @) CUTDIA: 120 mm
F054 page F184 page

4
PN

W’
EASYMEUT '
: First CW :10-25mm
TuNneH&2o00VvE 2 CDX : 50 mm
o F072 page
CW:1-3mm
TUNGT=-CLAMP DMIN : 4.07 mm
F068 page
CW :0.33-4.5mm
GBR/L O CDX : 5 mm
FO76 page
SNG / CNG ‘
CW :1-45mm
GX-E / GX-I O CDX : 6 mm
F082 page
For O-ring and lock ring
CW:1.15-42
Other mm

DMIN : 4 mm
F080 - FO81 pages

FO06 www.tungaloy.com




©: First choice

(O : Usable
Face grooving Internal grooving Profiling (Full-R) Turning
CW
= = x — x
[a) [a)
S5 ( 13 |15
Al
a -l e
5T @ % I cw cw
CDX a
[ o
CW :3-6mm CW:2-8mm
i ; i CW:3-8mm ; CW:3-8mm
First : First : First First
CDX : 25 mm CDX : 10 mm CDX- 36 mm CDX: 36 mm
@) DAXN : 25 mm @) DMIN : 25 mm @) @)
FO10 page FO10 page
F137 page F096 page
CW:1.57 - 3 mm
Economy .
CDX:6.4 mm
©) F046 page
CW :0.33-3mm
O CDX 3 mm
DAXN : 65 mm ccD
FO035 page 8
o
g\l/)vx. '32:4’5mrrr:1m g\évx. '36-nimm ; CW:3-5mm CW:3-5mm ©
O ' O ) @) CDX:25 mm @) CDX:25 mm
DAXN : 30 mm DMIN : 25 mm FO54 page FO54 page
F158 page F114 page pag pag
CW:4-6mm
o CDX : 65 mm
DAXN : 30 mm
F133 page
CW:1-3mm
CDX : 4.07 mm
DMIN : 34.9 mm
F120 page
cw .'0.33—4.5 mm CW:1-4mm
© CDX =2.5 mm (@) CDX:5 mm
DMIN : 35 mm F076-
F124 page page
CW:1-5mm
O CDX : 5 mm
DMIN : 8 mm
F127 page
CW:1-45mm
o CDX : 6 mm
DMIN : 55 mm
F131 page
- CGXR/L
CW:1-5mm
DMIN : 20 mm
F129 page

Tungaloy Foo07




TUNGCUT

Multi-functional grooving tool series
with excellent versatility

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

High-pressure coolant system improves chip flow
and tool life.

B High clamping rigidity

For stable tool life and accuracy

Clamping system

N i il
r ili
e Stable and safe contact High repeatability
areas! and durability due
to long pocket!
® N
Minimizes cutting edge displacement
Directionof Ry
— - Competitor f load \
S 0.03}, - Conventional grade
£ + TUNGCUT /
c
© 002
£ /
%)
o
©
o 001
0
s | =
0 500 1000 1500
Load (N)
B Excellent chip control at low feed rates
Mild steel f=0.03 f=0.05 f=0.07 f=0.1
(SuJ2) .
:Gbnﬂ " o ae e . i
First choice chipbreaker for low carbon Cy 2ty 8t P AL i ot s
(soft)steel. Ve=50 82222 ey -t g e -5 iy g
Excellent chip control at low feed rates. T, by x T b g
-':’ EX 3 ',.,. ",,.’a" ";"o-.
@ Workpiece material : SUJ2 “ “
Toolholder : CTER2525-3T09
Insert - DGL3-025 (\Q-Qj\ L CJ/ -
Cutting speed : Ve = 50, 100 m/min & bl ':‘ (-, o~ e 5
Groove width :3mm 3 C (- Ty} ,-) " g €
B N ://'r—-‘ -G " et
DGL CPC ‘\_j t} ')’3-1( ’:Q:(
¢ C RN, s -

Reference pages: F010, F096, F137, F168

FO08 www.tungaloy.com




ODULAR

Il How to install and remove the blade and insert TUNSMEVYSTEM

Assembly

Place the blade and tighten 2
bottom clamping screws.

Remove all 4 screws and ensure the O rings
are all in place.

Place the long screw in the
angular direction and tighten to
clamp the insert.

Place the insert in the pocket and tighten
the fixing screw in the center.

Please follow the installation order as shown above.
When the screws are tightened in the @—@ order, the insert clamping may be insufficient and unstable.

Disassembly

First loosen the long screw in the
angular direction.

Loosen the Fixing screw in the
center and remove the insert.

Grooving

Loosing the long screw alone may not release the insert.

Long diagonal screw

SRM6X20-XT
(Wrench: HW5.0)

Plug Screw

PLUGG1/8I1SO1179
(Wrench: HW5.0)

O-ring

_d 4l | ong diagonal screw ORSXIN

- SRM6X20-XT
(Wrench: HW5.0)

Plug screw for oil hole
R ] SRM4X8IS014580
9 (Wrench: T-20/5)

o<+—— O-ring
OR5X1N
)

<+—— Center screw \ ;
> % SRM6X12DIN6912 % (Wrench: HW5.0)
‘ (Wrench: HW5.0)
Short bottom screws Short bottom screws
SRM5-04451

SRM5-04451
(Wrench: T-20/5) (Wrench: T-20/5)

<«—— Center screw
SRM6X12DIN6912

All parts listed here are included in the tool holder.

Tungaloy F009




TUNGCUT

CTER/L

External grooving, parting and turning toolholder

i
S R "

° Insert
— DGM, SGM, DGS,
= ‘ ﬂ SGS, DGG, DTX,
—_J Y DTE, DTR, DTA,
s SGN, DTM, DGL
HBH] Right hand (R) shown.
Designation cw Seat size CDX H B LF LH HF WF®) HBH Torque*
CTER/L1616-2T08 - 2 8 16 16 110 33 16 16.1 4 5
CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 - 5
CTER/L2525-2T08 [N 2 8 25 25 150 33 25 25.1 = 5
CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4 5
. cremizozo-2T2 [N 2 12 20 20 125 32 20 20.1 - 5
- CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 - 5
CTER/L1616-2T17 _ D) 17 16 16 110 37 16 16.1 4 5
. CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 - 5
' CTER/L2525-2T17 _ 2 17 25 25 150 37 25 25.1 = 5
CTER/L1616-3T09 3 3 9 16 16 110 32 16 16.3 4 5
~ CTERA2020-3T09 ISR 3 9 20 20 125 32 20 20.3 = 5
i CTER/L2525-3T09 3 3 9 25 25 150 32 25 25.3 - 5
CTER/L2020-3T12 _ B 12 20 20 125 32 20 20.3 = 5
CTER/L2525-3T12 3 3 12 25 25 150 32 25 253 - 5
CTER/L1616-3T20 _ 3 20 16 16 110 385 16 16.3 4 5
CTER/L2020-3T20 3 3 20 20 20 125 385 20 20.3 - 5
CTER/L2525-3T20 _ 3 20 25 25 150 385 25 253 = 5
CTER/L2525-3T25 3 3 25 25 25 150 445 25 253 - 5
CTER/L1616-4T10 _ 4 10 16 16 110 32 16 16.5 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/L2525-4T10 _ 4 10 25 25 150 32 25 255 = 8.5
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 - 8.5
CTER/2525-4T15  [INANN 4 15 25 25 150 33 25 255 = 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25 [T 4 25 20 20 125 45 20 20.5 = 8.5
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 8.5
CTER/L3232-4T25 _ 4 25 32 32 170 45 32 325 - 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2525-5T12  [NEIN 5 12 25 25 150 37 25 25.6 = 8.5
CTER/L2525-5T20 5 5 20 25 25 150 37 25 25.6 - 8.5
CTER/2525-5T32 NG 5 32 25 25 150 56 25 25.6 5 8.5
CTER/L3232-5T32 5 5 32 32 32 170 56 32 32.6 - 8.5
CTER/L2020-6T12  [NENN 6 12 20 20 125 37 20 20.6 . 12
CTER/L2525-6T12 6 6 12 25 25 150 37 25 25.6 7 12
CTER/L2525-6T20 _ 6 20 25 25 150 41 25 25.6 = 12
CTER/L2525-6T32 6 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6T32  [NEN 6 32 32 32 170 56 32 326 = 12
CTER/L2525-8T16 8 8 16 25 25 150 47 25 26.1 7 12
CTER/L2525-8T25 _ 8 25 25 25 150 47 25 26.1 7 12
CTER/L3232-8T25 8 8 25 32 32 170 47 32 33.1 - 12
CTER/L2525-8T36 [N 8 36 25 25 150 60 25 26.1 7 12
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 - 12

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

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030

FO10 www.tungaloy.com




SPARE PARTS

Designation
CTER/L1616-2T08

CTER/L2020-2T08
CTER/L2525-2T08
CTER/L1616-2T12
CTER/L2020-2T12
CTER/L2525-2T12
CTER/L1616-2T17
CTER/L2020-2T17
CTER/L2525-2T17
CTER/L1616-3T09
CTER/L2020-3T09
CTER/L2525-3T09
CTER/L2020-3T12
CTER/L2525-3T12
CTER/L1616-3T20
CTER/L2020-3T20
CTER/L2525-3T20
CTER/L2525-3T25
CTER/L1616-4T10
CTER/L2020-4T10
CTER/L2525-4T10
CTER/L2020-4T15
CTER/L2525-4T15
CTER/L1616-4T25
CTER/L2020-4T25
CTER/L2525-4T25
CTER/L3232-4T25
CTER/L2020-5T12
CTER/L2525-5T20
CTER/L2525-5T32
CTER/L3232-5T32
CTER/L2020-6T12
CTER/L2525-6T12
CTER/L2525-6T20
CTER/L2525-6T32
CTER/L3232-6T32
CTER/L2525-8T16
CTER/L2525-8T25
CTER/L3232-8T25
CTER/L2525-8T36
CTER/L3232-8T36

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CMBX1X16-A
CM6X1X20-A
CM6X1X25-A
CM6X1X20-A
CMBX1X25-A
CMBX1X16-A
CMB6X1X20-A
CMBX1X25-A
CMBX1X25-A
CM6X1X20-A
CM6X1X25-A
CMBX1X25-A
CMBX1X25-A
CM8X1.25X20-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A

{

Wrench
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6

Grooving

Tungaloy Fo11




;:H!Z!.S:CUT TUNG TUET

Mono-block external grooving and parting toolholder, with high pressure coolant capability

LF

G1/8" BSPP T ||+ H
THT = {8120k E %Eq@r

t LH Insert

- DGS,SGS,DGM,

ﬁ e

It f% \ I¢ DTM,DTADGL

G1/8"BSPPA dBH Right hand (R) shown.

Designation Ccw Seat size CDX H B LF LH HF WF HBH Torque*
CTER/L2020-2T17-CHP - 2 17 20 20 125 45 20 19.1 4 55
CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 24.1 - 5.5
CTER/L2020-3T20-CHP - 3 20 20 20 125 48 20 18.8 4 5.5
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 23.8 - 5.5
- CTER/L2525-3T25-CHP - 3 25 25 25 150 51 25 238 = 55

- CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 235 -

CTER/L2525-5T20-CHP - 5 20 25 25 150 49 25 23.08 5 8
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 22.58 7 12

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
*Torque: Recommended clamping torque (N-m)

|1 SPARE PARTS & (

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

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
Parts for coolant hose — F198, Technical Reference — L042

FO12 www.tungaloy.com




TUNGCUT

CTEFR/L

External face grooving and turning toolholder

w = o mI %ﬁj

2| 3
==
NC] ' = - Insert ’
= nse
N LH DGM, SGM, DGS,
0 SGS, DTE, DGG,
W 'y DTX, DTR, DTF, SGN,
sl %I Ii DTM, DGL
! Right hand (R) shown.
Designation cw Seat size CDX H B LF LH HF WF® Torque*
CTEFR/L2020-4T04 2,3,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,3,4 48 25 25 150 33 25 255 8.5
CTEFR/2020-6T04  [E 5,6 438 20 20 125 37 20 20.6 85
CTEFR/L2525-6T04 6 56 4.8 25 25 150 37 25 25.6 8.5

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

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L2525-4T04 CM6X1X25-A P-5
CTEFR/L2020-6T04 CM6X1X20-A P-5
CTEFR/L2525-6T04 CM6X1X25-A P-5 ] F " CC»
i Insert Groove width Minér?wzg;?r?ixg%ia. g
Insert Groove widih Mir?;zgr:‘i)ri\r{ng%ia. o DAXMIN o
cw DAXMIN DTR 3 44 0}
DGM / DGS / SGN 2 DTR 4 32
DGM /DGS / SGN / DGL 3 92 DTR 5 48
DGM /DGS / SGN / DGL 4 37 DTR 6 48
DGM /DGS / DGL 5 60 DTX 3 22
DGM /DGS / DGL 6 57 DTX 4 20
DTE/DGG /DTM 3 62 DTX 5 20
DTE/DGG/DTM 4 42 DTX 6 23
DTE/DGG/DTM 5 64 DTF 8] 20
DTE/DGG /DTM 6 61 DTF 4 20

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030

Tungaloy Fo13




TUNGCUT

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

ER i ol:B
LF ! Insert
Seat size 1 = DGS1.4

Seat size 2, 3, = DGM, SGM,
DGS, SGS, DGE, DTE, DGG,

HE DGL

Right hand (R) shown.

Designation Seatsize CUTDIA H B LF LH HF WF"  HBH Torque*
JCTER/L1010X1.4T10 [ 1 20 10 10 120 18 10 10.2 - 3
JCTER1010-1.4T10 1.4 1 20 10 10 125 18 10 10.2 - 3
JCTER/L1212F1.4T12 _ 1 24 12 12 85 19.5 12 12.2 = 3
JCTER/L1212X1.4T12 1.4 1 24 12 12 120 19.5 12 12.2 - 3

. JCTER1212-14T12 ams 24 12 12 125 19.5 12 12.2 - 3
- JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16 _ 1 32 16 16 120 24 16 16.2 = 3

. JCTER/L1010X2T10 2 2 20 10 10 120 19 10 10.1 2 3
' JCTER/L1212F2T12 ] 2 24 12 12 85 19 12 12.1 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 12.1 2 3

~ JCTER/L1414-2T12 _ 2 24 14 14 125 19 14 14.1 = 3
" JCTER/L1616X2T16 2 2 32 16 16 120 24 16 16.1 - 3
JCTER/L1212F3T12 ] 3 24 12 12 85 19 12 12.3 2 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 12.3 2 3
JCTER/L1616X3T16 _ 3 32 16 16 120 24 16 16.3 = 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 - 3

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

SPARE PARTS & ﬁ

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

ngﬂﬁCUT DIRECT LET

External grooving and parting toolholder with DirectTungJet connection

LF v
_— e i@
’’’’’ L@ e § -~ ! Eﬂt left-hand U*
= o 1 o™ € ay Insert
A P Seat size 2 = DGM, SGM,
l %’ - 5/167-24UNF é@z DGS, SGS, DGE, DGG, SGN
) e e EnE
1= i

Right hand (R) shown.

Designation Seatsize CUTDIA H B LF LH HF  WF® HBH HBL Torque*
JCTER/L1212X2T12-CHP |72 = 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 1 245 3
JCTER/L1616X2T16-CHP [N 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) "WF" value is calculated with groove width "CW" shown in the table. "WF" value depends on the tool hand. With 0/12, WF is O for the right hand and 12 for the left hand.

e CUTDIA: Max. parting diameter *Torque: Recommended clamping torque (N-m)

SPARE PARTS & /o @ ( & (
Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3

JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Groove width: 2.0 mm

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
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TUNGCUT

CGER/L

External deep grooving and parting toolholder, for Swiss lathes

L5y q B -

CW,

A < LF ‘ Insert

Seat size 1 = DGS1.4-016
T \ Seat size 2, 3, 4, = DGM,
SGM, DGS, SGS, SGN,
DGG, DTM, DGL

CUTDIA

Right hand (R) shown.

e
B:
m

Designation (o)/AIN Seat size CUTDIA®W CDX B LF LH HF WE @ HBH
CGER/L2020-1.4T14 - 1 29/29 9.7 20 20 125 31 20 20.2 .
CGER/L1212-2T17 2 35/35 11.8 12 12 150 31 12 12.1 6
CGER/L1616-2T17 - 2 35/35 11.8 16 16 150 31 16 16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 I : 38/40 12 12 12 150 31 12 12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/L2020-3T19 B : 38/45 13.2 20 20 125 31 20 20.3 =
CGER/L2020-4T19 4 38/55 20.3 20 20 125 33 20 20.4 -

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

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

;I:EH.'Z!'S»;CUT TUNGEMEYSTEM

Modular-type external grooving and parting blade, with high pressure coolant capability
“En
I,

o

Insert

THT

DGS,SGS,DGM,
; L SGM,DTX,DTE,
w (&) DGG,DTR,SGN,
s DTM,DGL
[ A Right hand (R) shown.
Designation Ccw Seat size CDX H B LF WF
CAER/L-2T16-CHP - 2 16 33 7.2 45 6.3
CAER/L-2T20-CHP 2 2 20 33 7.2 455 6.3
CAER/L-3T16-CHP _ 3 16 33 7.2 415 5.9
CAER/L-3T20-CHP 3 3 20 33 7.2 455 6
CAER/L-4T16-CHP _ 4 16 33 7.2 4.5 5.7
CAER/L-4T20-CHP 4 4 20 33 7.2 455 5.7
CAER/L-5T20-CHP _ 5 20 33 7.2 46.3 53
CAER/L-6T20-CHP 6 6 20 33 7.2 463 438

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
Technical Reference — L042

Tungaloy Fo15




TUNGCUT TUNGEMSEYSTEM

CHSR/L-CHP
Shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY™)
(LPOS) @
% i I
Zl o g)d T
" == [
G 1/8"-28 = * - \ OAL
= @ = -
»Ig = o)
1S IR S q
w ‘Ei'@"
=" A Right hand (R) shown.
Designation H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CAER/L-CHP 5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAER/L-CHP 5

“WFASSY :Shank (WPOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)

- “Please see the page L042 for the instruction on installing and removing the blade or the insert.

. — *Torque: Recommended clamping torque (N-m)
Note: Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Applicable for 30 MPa coolant

SPARE PARTS & %’3 & & ( &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 OR5X1N PLUGG1/8I1SO1179

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

IM/[T'CECUT TUNGMSEYSTEM

Shank for CAER/L-CHP blades with high pressure coolant capability

§5 y It @
G 1/8"-28 OAL
G1/8'-28 28 %
@
§ - LPOS Eg
) Right hand (R)
‘. (LFASSY™) ] with left-hand blade shown.
Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10 CAER/L-CHP 5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 CAER/L-CHP 5

“WFASSY : Shank (WPOS) + blade (LF)
“*LFASSY : Shank (LPOS) + blade (WF)

*Torque: Recommended clamping torque (N-m)
Note: Use right-hand blades (R) with left-hand shanks (L); and left-hand blades (L) with right-hand shanks (R).
Applicable for 30 MPa coolant

*Please see the page L042 for the instruction on installing and removing the blade or the insert.

SPARE PARTS & %ﬁ @ & ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHFVR/L... SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N PLUGG1/8I1SO1179

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
Parts for coolant hose — F198, Technical Reference — L042

FO16 www.tungaloy.com




:;!}SJN”ECUT TUNGCAP TUNGMSVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

LFASSY**
{ L (LPoS) @
)
Kes %
=
L Y75) f %
A 3
= =
=V —©
LPR Right-hand (R) blade shown.
Designation DCONMS LPR LPOS WPOS Blade (Option) Torque*
C3CHSN19045-CHP 32 45 17.5 18.5 CAER/L...-CHP 5
C4CHSN21047-CHP 40 46.5 215 21 CAER/L...-CHP 5
C5CHSN26047-CHP 50 47 22.5 26 CAER/L...-CHP 5
C6CHSN33050-CHP 63 50 245 32.5 CAER/L...-CHP 5

“WFASSY :Shank (WPOS) + blade (WF)
“*LFASSY : Shank (LPOS) + blade (LF)

*Torque: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant
*Please see the page L042 for the instruction on installing and removing the blade or the insert.

SPARE PARTS & ﬁ & & ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2

C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N
o
Recommended clamping torque (N-m) E
Clamping screw Torque (N - m) 8
SRM5-04451 5 (’5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

;[:H”CﬁCUT TUNGECAP TUNGMSEVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

o
o g ‘ @
|/ NIE=E
1 - N
| H _F i O
£ B
al :
! ————]
(LFASSY*)
i Left-hand (L) blade shown.
Designation DCONMS LPOS wB WPOS Blade (Option) Torque*
C3CHFVN26040-CHP 32 40 26 15 CAER/L...-CHP 5
C4CHFVN26046-CHP 40 46 26 15 CAER/L...-CHP 5
C5CHFVN26046-CHP 50 46 26 1.5 CAER/L...-CHP 5
C6CHFVN33046-CHP 63 46 33 8.5 CAER/L...-CHP 5

“WFASSY : Shank (WPOS) + blade (LF)
*LFASSY : Shank (LPOS) + blade (WF)

*Torque: Recommended clamping torque (N-m)

Applicable for 30 MPa coolant
*Please see the page L042 for the instruction on installing and removing the blade or the insert.

SPARE PARTS @ /é & & ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHFVN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F021 - F034, Standard cutting conditions —F030, Technical Reference — L042
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TUNGCUT

CAER/L

External grooving, parting, and turning blade
< |+
= [“R R
1]

Insert

L
l @ = DGS, SGS, DGM,
SGM, DTX, DTE,
rﬂt‘ﬂ = LLJ DGG, DTR, SGN
| O DTM, DGL
Right hand (R) shown.

Designation cw Seat size CDX LF WF Shank Torque*
CAER/L-3T16 3 16 45 10.4 CHFVL/R.., CHSR/L... 5

CAER/L-4T16 4 4 16 45 10.5 CHFVL/R..., CHSR/L... 5

CAER/-5T20 [ 5 20 49 10.5 CHFVL/R.., CHSRIL... 5

CAER/L-6T20 6 6 20 49 10.5 CHFVL/R.., CHSRI/L... 5
T; *Torque: Recommended clamping torque (N-m)

- Not compatible with TungModularSystem
When groove depth is larger than insert length - 1.5 mm, please use 1-cornered insert.

SPARE PARTS (9 (

Designation Clamping screw Wrench
CAER/L... BHM6-20-A P-4

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
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TUNGCUT

CHSR/L
Shank for CAER/L and CAFR/L blades

wn
- = § - OAL

f ﬁLﬁGQ— o

= (LFASSY™) —

0 & ,/%f

i | ﬁ % o y o

LH ﬁ
T Right hand (R) shown.
Designation H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)

CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L...
CHSR/L3232 32 32 153 105 - 22 32 - CAER/L...

“WFASSY :Shank (WPOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)

Not compatible with TungModularSystem

SPARE PARTS & (

Designation Clamping screw Wrench
CHSR/L... CSHB-6-A P-4
Combination of blade and toolholder
Blade CC»
Toolholder CAER.. CAEL.. CAFR.. CAFL... S
CHSR... ° ° 3
CHSL... ° ° 10}

@ : Corresponding

TUNGCUT

CHFVR/L
Shank for CAER/L and CAFR/L blades

EHT

s

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

HBKW HFASSY HBH  Blade (Option)

OAL LPOS LH WPOS

Designation H B
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAEL/R...

*WFASSY : Shank (WPOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)

Not compatible with TungModularSystem

SPARE PARTS & (

Designation Clamping screw Wrench
CHFVR/L... CSHB-6-A P-4

Combination of blade and toolholder
Blade

Toolholder CAER... CAEL... CAFR... CAFL...
CHSR... [ _
CHSL... ° o
CHFVR... o L4
CHFVL... L] ®

@ : Corresponding

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
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;EHR”GCUT TUN&GCAP

TungCap shank for CAER/L and CAFR/L blades

@ (%) ( B
[ >

v B3

alo —1 O

|2 o

Ly=——1%

= Ee—

- LPR
(LFASSY*)
— = Right hand (R) shown.
Designation DCONMS LPR LPOS L2 WPOS Blade (Option)

C3CHSR/L22050N 32 50 221 85 11.5 CAER/L...
C4CHSR/L27050N 40 50 221 36 16.5 CAER/L...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAER/L...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAER/L...

| — Applicable for 7 MPa coolant.
— *WFASSY :Shank (WPQOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)

Not compatible with TungModularSystem

~ SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
— C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
| O C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
A C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
CBCHSR/L45065N SATE-M10X1-M5 CSHB-6-A P-4

C-CHFVR/L TUNEGECA~

TungCap shank for CAER/L and CAFR/L blades

S ®
2
C— LI p——
o)
= = —
3| & =&
L ] ‘
= [ | LPOS
' (LFASSY**! Right hand (R)
with left-hand blade shown.
Designation DCONMS LPOS L2 wB WPOS Blade (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R...
C5CHFVR/L35060N 50 49.5 36 35 71 CAEL/R...
C6CHFVR/L45065N 63 54.5 41 45 171 CAEL/R...

*WFASSY : Shank (WPOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)

Applicable for 7 MPa coolant.
Not compatible with TungModularSystem

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder
Blade

Toolholder CAER..  CAEL.. CAFR..  CAFL..
C*CHSR... ® e
C'CHSL... et >
G*CHFVR... ® =
C*CHFVL... ° ¢

@ : Corresponding

Reference pages: Inserts — F021 - F034, Standard cutting conditions — F030
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I INSERT

DGM
External grooving and parting, 2 corners
RE Neutral PSIRL Left hand ’E RE Right hand
— F— )
3 PSIRR\ =15
7 INSL i - INSL 7 INSL
- Steel * ||k | pAe
M Stainless * * [ Y¢ *
Cast iron pAe * b
l Non-ferrous
S Superalloys * Y [k ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designati Seat Swwg 2
gnation size |HAND |CW:005 RE |0 0 & & S & 3 INSL| h |PSIRL|PSIRR
H H E &
il i S ) P4
DGM2-020 2 N 2 0.2 ® ®© @ © [ J [ ] 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 ([ N J [ J 19.8 5 0° 6°
DGM2-020-6L 2 L 2 0.2 ® o [ J 19.8 5 6° 0°
DGM2-020-8R 2 R 2 0.2 { BN ] [ J 19.8 5 0° 8°
DGM2-020-8L 2 L 2 0.2 ® o [ J 19.8 5 8° 0° CE»
DGM2-020-15R 2 R 2 0.2 ([ N J [ J 19.8 5 0° 15° 8
DGM2-020-15L 2 L 2 0.2 oo o 198 | 5 | 15° | 0° o
DGM2-002-15R 2 R 2 0.02 [ J [ J 19.35 5 0° 15° O
DGM2-002-15L 2 L 2 0.02 o [ J 19.35 5 15° 0°
DGM3-020 3 N 3 0.2 ®© © © © 6 O [ J 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 ([ N} [ J 19.9 5 0° 6°
DGM3-020-6L 3 L 3 0.2 ® o [ J 19.9 5 6° 0°
DGMS3-002-6R 3 R 3 0.02 o [ J 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ] [ J 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 ([ N} [ J 19.9 5 0° 15°
DGMS3-020-15L 3 L 3 0.2 ® o [ J 19.9 5 15° 0°
DGM4-030 4 N 4 03 & © © ®©6 0 O [ J 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 ([ N J [ J 19.8 5 0° 4°
DGM4-030-4L 4 L 4 0.3 ® o [ J 19.8 5 40 0°
DGM4-030-15R 4 R 4 0.3 ® o [ J 19.8 5 0° 15°
DGM4-030-15L 4 L 4 0.3 ® o [ J 19.8 5 15° 0°
DGM5-030 5 N 5 03 ®© © © © 06 O [ J 25 55 0° 0°
DGM5-030-4R 5 R 5 0.3 ([ N} [ J 24.9 5.5 0° 4°
DGM®6-030 6 N 6 03 ®© © © @6 06 0O 25 5.5 0° 0°
DGM8-040 8 N 8 04 © © @ © [ 30 6.7 0° 0°
@: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030
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SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand E\ Right hand
e, . ==
o INSL o INSL ‘ 7 INSL

=T D

b

- W

Bl steel * || ¥r
M Stainless ) dbidb ¢
Cast iron * D¢
Non-ferrous
Superalloys * | Y%  : First choice
H Hard materials Y : Second choice
Coated
- - . . Seat e
| — Designation oize |HAND/CW:005) RE |& & 8 INSL| h |PSIRLPSIRR
EEX
<< O
H SGM2-020 2 N 2 02 @@ @ @ 20 5 0° 0°
~ SGM2-020-6R 2 R 2 02 (@ @ @ 20 | 5 0 | 6
SGM2-020-6L 2 L 2 02 @® & @ 20 5 6° 0°
~ SGMS3-020 3 N 3 02 © @ @ 20 5 0° 0°
rh SGM3-020-6R 3 R 3 02 @ ®@ @ 20 5 0° 6°
: SGM3-020-6L 3 L 3 02 @ @ @ 20 | 5 6 | o0°
SGM3-020-15R 3 R 3 02 ©® & @ 20 5 0° 15°
SGM3-020-15L 3 L 3 02 ©® @ @ 20 5 15° 0°
SGM4-030 4 N 4 03 ©® @ @ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 ©® & @ 20 5 0° 4°
SGM4-030-4L 4 L 4 03 ©® & @ 20 5 4° 0°
SGM5-030 5 N 5 03 @@ @ @ 25 5.5 0° 0°
SGM6-030 6 N 6 03 ©® @ @ 25 55 0° 0°
@®: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE Right hand
M RE PSIRR
o INSL o INSL o INSL ‘

v G W

I8l stee * | e[| e *
M Stainless * * | Y5 | %
Cast iron DA * PG DA
l Non-ferrous
S | Superalloys * | ¥ : First choice
H Hard materials 5% : Second choice
Coated Cermet
Designati Seat Swg 3
gnation size |HAND|CW=005 RE § 9 S ® e INSL| h |PSIRLPSIRR
PREZES 2
DGS1.4-016 1 N 1.4 0.16 ® 00 16 4.3 0° 0°
DGS2-020 2 N 2 02 ®© @ @ 06 O [ ] 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 ® 00 19.95 5 0° 6°
DGS2-020-6L 2 L 2 0.2 o 00 19.95 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ BN ) 19.5 5 0° 6° o
DGS2-002-6L 2 L 2 0.02 [ BN ) 19.5 5 6° 0° c
DGS2-020-15R 2 R 2 02 o0 o0 1995 | 5 0 | 15° 3
DGS2-020-15L 2 L | 2 | o2 oo o 1995 5 | 15° | 0° o
DGS2-002-15R 2 R 2 0.02 [ BN ) 19.5 5 0° 15° O
DGS2-002-15L 2 L 2 0.02 [ BN ) 19.5 5 15° 0°
DGS3-020 3 N 3 02 ©®© @ ®© 6 O [ ] 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 ® 00 19.9 5 0° 6°
DGS3-020-6L 3 L 3 0.2 ® 0 0 19.9 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ BN ) 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ BN ) 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 ® 00 19.9 5 0° 15°
DGS3-020-15L 3 L 3 0.2 ® 0 0 19.9 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ N ) 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ BN ) 19.45 5 15° 0°
DGS4-030 4 N 4 03 © ®© ®© 6 0 [ J 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 ® 0 0 19.8 5 0° 4°
DGS4-030-4L 4 L 4 0.3 ® 0 0 19.85 5 4° 0°
DGS5-030 5 N 5 03 © © ®© 6 O o 25 5.5 0° 0°
DGS6-030 6 N 6 03 ©®© © ®© 0 O 25 55 0° 0°
@®: Line up
Caution

The tool will interfere with the workpiece when grooving larger diameter than gDmax.

Designation oDmax (mm) Designation oDmax (mm) —_— -
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030

Tungaloy F023




SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand Right hand

INSL - INSL

Bl steel * ¥ | ¥
M Stainless ¥* | Y% %
Cast iron * DA
Non-ferrous
Superalloys * | Y% v : First choice
H Hard materials ¢ : Second choice
Coated
- Desi . Seat =l o 2
!, gnation size |HAND|CW:005 RE |S & ® INSL| h |PSIRLPSIRR
: -
<O
SGS2-020 2 N 2 02 ©® @ @ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ @ 20 5 0° 6°
SGS2-020-6L 2 L 2 02 ©® @ @ 20 5 6° 0°
. SGS2-020-15R 2 R 2 02 (@ @ @ 20 5 0 | 15
| SGS2-020-15L 2 L 2 02 @ @ @ 20 5 | 15° | 0°
Ly SGS3-020 3 N 3 02 @ @ @ 20 | 5 o | o
SGS3-020-6R 3 R 3 02 ©® @ @ 20 5 0° 6°
SGS3-020-6L 3 L 3 02 ® @ @ 20 5 6° 0°
SGS3-002-6R 3 R 3 0.02 [ N} 19.8 5 0° 6°
SGS3-002-6L 3 L 3 0.02 o 0o 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 ©® @ @ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 ® @ @ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 [ I} 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 o 0o 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® @ 0 20 5 0° 0°
SGS5-030 5 N 5 03 ©® @ @ 25 5.5 0° 0°
SGS6-030 6 N 6 03 @ @ @ 25 5.5 0° 0°
@®: Line up
DGL
External grooving and parting
RE
= 1
O
_ 7 INSL
KN
-Steel *
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
0
Designation Seat | ows005| RE S INSL| h
I
<
DGL3-025 3 3 025 | @ 20 5
DGL4-030 4 4 03 | @ 20
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 | @ 25 5.5
@®: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030
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DGG

External grooving (for high precision)

Bl steel * *
M Stainless *
Cast iron * Pig Y
Non-ferrous ) ¢
Superalloys * pAe % : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Seat | o002 RE & 2 = INSL| h
size ,Q g g
I n n
< z X
DGG200-020 2 2 02 | @ [ J [ J 20 5
DGG300-020 3 3 02 | @ [ J [ J 20 5
DGG400-040 4 4 04 |@ [} [ J 20 5
DGG500-040 5 5 04 | @ o [ J 25 5.5
DGG600-040 6 6 04 | @ [ J [ 25 5.5
@®: Line up CE»
3
DGE o
External grooving (for high precision) U]
ziz
O
7 i INSL
Bl steel * | Yo | *
M Stainless % | Y %
Cast iron * Dig Pig
Non-ferrous
Superalloys * | Y Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation | S22 w005 RE S 03 3 CDX | INSL| h
~N KN & o
I TI n
<< O z
DGE100-000 2 1 0 [ N J [ J 2.5 20 5
DGE130-000 2 1.3 0 [ N J [ J 2.5 20 5
DGE160-010 2 1.6 0l | @ @ @ [ J 25 20 5
DGE185-010 2 18 | 01 | @ @ @ ) 3.5 20 5
DGE215-015 2 215 | 015 | @ @ @ [ J 3.5 20 5
®: Line up
Caution
oDmax is limited as shown in the picture to the right according obmax T
to the groove depth, T Please refer to the following table. /Urx
T = Groove depth ]
Designation |V 9roove O i) j‘\l _
depth (mm) T=1 T=15 T=2 T=25 T=3 r
DGE100-000
DGE130-000 2 - -
DGE160-010 . 18.6 11.5 Relevant area
DGE185-010 (Interference)
DGE215-015 8 88 7

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030

Tungaloy F025




DTM

External face grooving and turning

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
B Hard materials v : Second choice
¥ Coated
Designation Seat |ew005 RE § INSL| h
size 2
L
<
DTM3-030 3 3 03 | @ 20 5
DTM4-040 4 4 0.4 [ ] 20 5
DTM4-080 4 4 08 |@ 20 5
DTM5-080 5 5 08 | @ 25 5.5
DTM6-080 6 6 0.8 [ J 25 55
DTM8-080 8 8 0.8 [ ] 30 6.7
@®: Line up
DTE

External face grooving and turning (for high precision)
RE
ST
o INSL ‘

&

BBl steel * [ [ e[ ¥ | *
M Stainless > * | Y5 | %
Cast iron DA * DA
l Non-ferrous
S Superalloys * | Y% % : First choice
Bl 12rd materials ¥ : Second choice
Coated Cermet
Designation ifzaet CWx002| RE |19 19 § § 8 § INSL| h
SSITII 177}
F <O p
DTE265-015 3 265 |015 @ © @ @ ©® [ 20 5
DTE300-020 3 3 02 | © ®© @ 6 O [ 20 5
DTE300-040 3 3 04 | @ ®© ©@ 00 [ 20 5
DTE315-015 3 315 |015 | @ © ®© ® ©® ([ 20 5
DTE400-040 4 4 04  © © © @ O [ 20 5
DTE400-080 4 4 08 | © © @ @ @ [ 20 5
DTE415-015 4 415 |015 | ® © @ @ © [ 20 5
DTE478-055 5 478 |05 @ @ @ @ © ([ 25 5.5
DTES500-040 5 5 04  © © © @ O [ 25 5.5
DTES500-080 5 5 08 | © © @ @ O [ 25 5.5
DTE515-015 5 515 |015 | ® © ®© @ ©® 25 5.5
DTEG600-080 6 6 08  © © ®© @ © 25 5.5
DTE600-120 6 6 12 1 © © © @ @ 25 55
DTE800-080 8 8 08 | © ®© @ @ @ 30 6.7
DTE800-120 8 8 12 1 © © © © @ 30 6.7
@: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030

F026 www.tungaloy.com




DTE

External face grooving and turning

RE
=
O

7 INSL
B-

Bl steel * k| || *
M Stainless * * | Yo |k
Cast iron DA * % DA
Non-ferrous
Superalloys ¥* |5 % : First choice.
Bl Hard materials % : Second choice
Coated Cermet
Yo} o
Designation Seat lew05 RE 0 0 N 19 @ INSL| h
size Qw2 Z o
AN ™ T T I 173
PRPRIIO Z
DTE3-040 3 3 04 | © © ®© 0O [} 20
DTE4-040 4 4 04 © © ®© 0O o 20
DTE5-040 5 5 0.4 ( 2N J 25 5.5
DTE6-080 6 6 0.8 ( BN J 25 55
@: Line up
(@)
£
>
DTX 3
External/Internal face grooving and turning (’5
| o |k || Y *
M Stainless * ¥* | Y5 | %
Cast iron Pig * D¢ Y
Non-ferrous
Superalloys ¥* |3 % : First choice.
H Hard materials 7¢ : Second choice
Coated Cermet
. . Seat < o Q
Designation size |CW005| RE |10 © g 't&’ ® g INSL| h
SSITITI 17
PRI O z
DTX3-030 3 3 03 © © ®© 06 O [ J 20 5
DTX4-040 4 4 04 @ @ @ 0O [ J 20 5
DTX5-040 5 5 04 1 @ @ @ 0O o 25 5.5
DTX6-080 6 6 0.8 e 00 25 5
@: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030
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DTR

Profiling and undercutting (for high precision)

RE
Hete=—k
O

7° INSL

W-

BBl stee | He [ e[| o *
M Stainless * Y dhidh ¢
Cast iron DA * DA Y
Non-ferrous
Superalloys ¥* | ¥ : First choice'
H Hard materials ¥« : Second choice
Coated Cermet
; : Seat e Q
- Designation e |OW:002 RE § @ § é’ g % INSL| h
- 2RIZo z
DTR300-150 3 3 15 1 @ © @ @ @ [ J 20 5
DTR400-200 4 2 o0 0 0 o0 [ J 20 5
DTR478-239 5 478 239 @ © @ @ © [ J 25 5.5
DTR500-250 5 25 | @ ®© ®© © @ [ J 25 5.5
. DTRe600-300 6 6 3 00 0 o 25 5.5
e @®: Line up
DTR
Profiling and undercutting
Bl steel k|| [ *
M Stainless * * | Y% ) ¢
Cast iron DA * PAdRA DA

Non-ferrous

Superalloys ¥* Y% % % : First choice

: hoi
H Hard materials ¥¢ : Second choice

Coated Cermet
. . Seat ﬁ n v 9O 8
Designation size |CW=005| RE & © Sqg® e INSL| h
AN
oo LI ITXI n
FFILI<<O z
DTR3-150 3 3 15 ®© © © © @ @ [ J 20
DTR4-200 4 4 2 00 0 0 o [ J 20
DTR5-250 5 5 25 | © © ®© ®© @ O [ J 25 5.5
DTR6-300 6 6 3 © 0 0 e [ 25 5.5
DTR8-400 8 8 4 © © 00 [ J 30 6.7
@: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030
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DTIU

Profiling and undercutting (for high precision)

RE

= =

INSL

T

Bl steel * |9 %
M Stainless ¥* | Y5 | %
Cast iron * Y%
Non-ferrous
Superalloys * Y% % : First choice.
H Hard materials +¢ : Second choice
Coated
0
Designation Seat |ow.om RE (N 9 8 INSL| h
size RSN =
I T I
<< O
DTIU300-150 3 3 15 | @ @ @ 20
DTIU400-200 4 4 2 o 00 20 5
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 ©®© 00 25 55
@®: Line up
DTA
Aluminium wheel machining (for high precision)
RE
=
O
AN,oINSL ‘
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
H Hard materials ¢ + Second choice
Uncoated
. . Seat
Designation size |CW=002| RE o INSL| h AN
ac
=
DTA600-300 6 6 3 [ ] 25 5.5
DTA800-400 8 8 4 | @ 30 6.7 10
@®: Line up

Reference pages: Toolholders — F010 - F020, Standard cutting conditions — F030

Grooving

Tungaloy F029



SGN

External grooving of hardened steel
RE

T

*Please see the page F031 - F033 for feed: f (mm/rev).

Reference pages: Toolholders — F010 - F020

FO30 www.tungaloy.com

- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials | % 5% : Second choice
CBN
. . Seat o
= Designation size CW=0.025| RE e INSL| h
E x
o
SGN200-020 2 2 02 | @ 20 5
SGN300-020 3 3 02 | @ 20 5
SGN400-020 4 4 02 | @ 20 5
@®: Line up
I STANDARD CUTTING CONDITIONS
1SO Workpiece material Hardness Priority Grade Cutting speed
Vc (m/min)
< 300 HB First choice AH7025, AH725 50 - 180
<300 HB Priority for wear resistance T9225 80 - 300
Steels L .
. (C45, 34CrMo4, etc.) <300 HB Priority for wear resistance T9125 80 - 200
<300 HB Priority for impact resistance GH130 50 - 120
<300 HB Priority for surface finish NS9530 80 - 220
M Stainless steel <200 HB First choice AH7025, AH725 50 - 120
(X10CrNiS18-9, etc.) <200 HB Priority for impact resistance GH130 50-120
Gray cast iron - First choice T515, AH7025 50 - 180
. (GG25, 250, etc.) - Priority for impact resistance GH130 50 - 180
’ . - First choice T515, AH7025 50 - 120
Ductile cast irons
(GGG45, 450-10S, etc.) = Priority for impact resistance GH130 50 - 120
- - First choice TH10 100 - 500
Aluminium alloys
(Si<12%) = First choice KSO5F 100 - 600
< HRC 40 First choice AH7025 20 - 60
Superalloys
(Inconel718, etc.) <HRC 40 Priority for wear resistance AH905 20 - 80
. <HRC 40 First choice AH905 20- 80
Titanium alloys <HRC 40 Priority for impact resistance AH7025, AH725 20 - 80
Ti-6Al-4V, etc.
< HRC 40 Priority for surface finish KSO05F 20 - 60
Hardened steels > HRC 50 First choice BX360 80 - 150
(34CrMo4, etc.)




TUNGCUT Chipbreaker Guide

mm External grooving and parting

F023, F024 page

. . ¥
DGM type (2 corners) | 1st choice for grooving and M Standard feed % HQF i
SGM type (1 corner) | parting 0.5 ! 4
Smooth chip evacuation E 04
Well-designed edge with high E¥® " m N RE
strength s %2 I o
Handed insert available 8 od I
CW=2-8mm %23 7 5 6 8
F021, F022 page Groove width: CW (mm)
. ¥
DGS type (2 corners) Lower cutting force and [l Standard feed ﬂf Ugrj
SGS type (1 corner) | superior sharpness 05 /
.-l Unique-designed edge and E 04
chipbreaker E 0.3
Handed insert available 5 02
[0}
CW = 1.4 -6 mm N III -
<ol
5423 7 5 6

Groove width: CW (mm)

Grooving

F025 page

¥
DGL type (2 comners) | {5t choice for mild steel M Standard feed JiL ng i ’
Chipbreaker with excellent chip li: 0.4
control at low feed £ 03 I
Suitable for mild steel that often ;; (;'f l II '
gives difficulties in chip control & '0
-3_ 3 4 5 6
CW=3-6mm Groove width: CW (mm)
F024 page
. ¥
DGG type (2 corners) | For non-ferrous materials H Standard feed JiL UHF &
and titanium t /
'a;; 0.4
Chipbreaker with low cutting force ’\é 0.3
Sharp cutting edge that prevents £ o2
vlib.ration and delivers fine surface E LAY B =
finish e e N
CW=2-6mm Groove width: CW (mm)
F025 page
. '
groove 05
= 04
Excellent chip control E’ 03
CW =1 -215 mm £
el
oenll
0

1 ‘ 1.3‘ 1.6‘ 1.85 215
Groove width: CW (mm)

Tungaloy Fo31




TUNGCUT Chipbreaker Guide

mm External grooving and turning

DTM type
(2 corners)

F026 page

General purpose

1st choice for grooving and turning
Suitable for light to medium cutting
Excellent chip control in machining
steel, alloy steel, stainless steel,
and heat-resistant alloy
CW=3-8mm

[l Standard feed and DoC
5 -

- N W N

o

Depth of cut: ap (mm)

01 0.2 0.3 04 05 06
Feed: f (mm/rev)

Groove width: CW (mm)
H3 H4 m5 m6 m8

N wdd

Il Standard feed
= 04

0.3 | = Tl 1
MII
0.1 [

Groove width: CW (mm)

Feed: f (mm/rev,

DTX type
(2 corners)

Multi-functional type

Well balanced sharpness

[l Standard feed and DoC

v el d

F026, F027 page

H3 H4m5 m6 m8

€
E 3 M Standard feed
and strength g 04
Multi-functional insert 5 20 0B
CW=3-6mm 5 | c I I
£ ISEPIE B .
Q — .
L e
o0 01 02 03 04 8 ot I 5 ..
Feed: f (mm/rev) N
Groove width: CW (mm) 0372 5 &
F027 page H3 m4im5m6 Groove width: CW (mm)
DTE type General purpose .Standard feed and DoC %Lﬁ: J
(2 corners) £ 5 — J/ /
Unique chipbreaker makes = 4
chips shorter & gl N M Standard feed
Molded and ground insert }2 20 - 0.4
available £ 1 % 0.3l - L
CW=38-8mm 8o : : : £ 02} . . )
01 0.2 03 0.4 05 06 «
Feed: f (mm/rev) g 01l -~ .
Groove width: CW (mm) i

0

3 4 5 6 8
Groove width: CW (mm)

F032 www.tungaloy.com




TUNGCUT Chipbreaker Guide

mm Profiling and undercutting

. [l Standard feed and DoC ¥ e
DTR type Full radius type T 5 %#
(2 corners) E
. Q
Molded Excellent chip contrgl . s 4 I }/ J/
Molded and ground inserts available 3 )
CW=3-8mm 5
4% pp— - e
S 0070203 0405 0607
Ground Feed: f (mm/rev)
Groove width: CW (mm)
F028 page m3 H4m5m6 W8
¥
DTIU type Full radius type M Standard feed and DoC %ﬁ*
(2 corners) 04
Excellent chip control for undercutting = '
CW=3-6mm b 0.3 pr—— gl
Eoz2| @ W B
CRCANS =N BB S
S AN o
3 4 5 6 g
Groove width: CW (mm) 8
F029 page ©

mm Aluminium wheel machining

DTA type Full radius type [} Sta;ndard feed and DoC t -+
(2 corners) h

Excellent chip control

For aluminium wheel profiling
Ground insert
CW=6-8mm

Depth of cut: ap (mm)
N

01 02 03 04 05 06
Feed: f (mm/rev)

Groove width: CW (mm)

F029 page m6 m8
mm External grooving of hardened steel
SGN-CBN type For hardened steel cutting W Standard feed : j
(1 corner) 01 H %

Optimum cutting edge shape for

2 008w m
grooving of hardened steels E 0.06 I II |
High tolerance width for finishing =
CW=2-4mm ;q,: 0041 8 W
(CW = +0.025 mm) $ o002

0

2 3 4
Groove width: CW (mm)

F030 page

Tungaloy F033




B AHZ70O25 cutting performance

First choice grade for grooving

AH7025 grade: Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

AH7025

Tool wear after 60 grooves

Conventional grade

Tool wear after 30 grooves

Alloy steel

(SCM440 / 42CrMo4)

Insert : DTE3-040 AH7025
Cutting speed: Vc = 150 m/min
Feed :f=0.17 mm/rev
Groove depth : 17 mm

Machining : External grooving
Coolant : Wet

AH7025 provides stability, while preventing coating from peeling off even after machining twice
 — the number of passes compared to the conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and tough
substrate provides highly efficient machining in various grooving operations.

B Grades

L AH7025 LU B AH725 | LU T515 ]

- First choice for various applications

- New PVD coating with high Al content

provides excellent adhesion strength
- Improved wear and chipping

resistance

| T9225 ] J

- Suitable for steel machining at high
speeds

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

- Recommended for interrupted machining
- TICNO PVD coating layer with high wear
resistance
+ High hardness wear resistance

__TH10 L}

+ Recommended for non-ferrous materials

F034 www.tungaloy.com

- Recommended for various applications
- Newly developed coating with well
controlled crystal structure and fracture
resistance
- Improved adhesion strength

_T9125 ] J

- Suitable for steel machining at high
speeds

-+ Balance of wear and chipping
resistance

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear resistance

BX360

- Suitable for hardened steel machining

- Ideal balance of wear and chipping
resistance due to the optimum CBN
content and grain size

- First recommended grade for
cast iron

- Excellent wear resistance in
high-speed machining

- Advanced cermet for finish cutting of
steel

+ Innovative grade with incredible
fracture and high wear resistance

- Recommended for non-ferrous
materials

- Recommended for non-ferrous
materials and titanium




TETRAMCUT

STCR/L-18

External grooving and threading toolholder

‘ Wi
m
LF
=
'
‘Hﬂ Right hand (R) shown.
Designation H B LF LH HF WF HBH Insert Torque*
STCR/L1010X18 10 10 120 18.5 10 10 4.5 TC*18... 1.2
STCR/L1212F18 12 12 85 18.5 12 12 2.5 TC*18... 1.2
STCR/L1212X18 12 12 120 18.5 12 12 2.5 TC*18... 1.2
STCR/L1616X18 0.33 3 16 16 120 18.5 16 16 - TC*18... 1.2
STCR/L2020H18 20 20 100 18.5 20 20 - TC*18... 1.2
STCR/L2020X18 0.33 3 20 20 120 23 20 25 - TC*18... 1.2
STCR/L2525Z718 25 25 135 23 25 30 - TC*18... 1.2

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

SPARE PARTS & /

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

Grooving

TETRAMCUT piReEcTTIET

External grooving and threading toolholder with DirectTungdet connection

=M LF ‘ V-
e . g
Right i:i:iii: | =r=paeyeys ,,Itf m Left é
hand LH 3 1 _—5/167-24UNF hand @
ALY ﬂz e | p——— e —— = :
T Q'MJ&,, ,,,,,,,,, i}, y——— {4 It
1 A\ J \
> i=HBL| = STCR/L1212*18B-CHP
I
Designation CWN CWwX H B LF LH HF WF HBL HBH Insert Torque*
STCR/L1212X18-CHP***() 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2
STCR/L1212X18B-CHP () 0.33 3 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2

STCR/L1616X18-CHP " [NOBEIIIGENN 16 16 120 18.5 16 0/16 . = TC*18... 1.2

Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
(1) This product can be used with DirectTungJet system.

*Torque: Recommended clamping torque (N-m)

***: This item will be replaced with a new product in the future.

Reference pages: Inserts — F040 - F045, Standard cutting conditions — F045

Tungaloy F035




TETRAMCUT runcTT

STCR/L-F18-CHP
External grooving and threading toolholder, with high pressure coolant capability

g ,,,,,,,,,, %F; — FEE %%

Right N SRR £ B s s Left L;’-i % {
hand LH %! 5/16"-24UNF  Nand , @
=: L O A ——— -G ]
1T OS50 G-}
.ll 1**‘HBL = STCR/L1212"18B-CHP
T
Designation CWN CWwX H B LF LH HF WF HBL HBH Insert Torque*
II STCR/L1212F18-CHP*** 12 12 85 18.5 12 0/12 17.5 4 TC*18... 1.2
Il. STCR/L1212F18B-CHP 0.33 3 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2

External Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
*Torque: Recommended clamping torque (N-m)
***: This item will be replaced with a new product in the future.

SPARE PARTS @ /

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

TETR2RAMCEUT

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

LF

T i
<tH,
| CWN-CWX

DCONMS

Left hand (L) shown.

Designation CWN (')’ @& DCONMS H LF LH wWB WF Insert Torque*
JS14H-STCL18 14 13 100 20 14 6 TC*18R... 1.2
JS159F-STCL18 0.33 3 15.875 15 85 20 14 6 TC*18R... 1.2
JS16F-STCL18 _ 16 15 85 20 14 6 TC*18R... 1.2
JS19G-STCL18 0.33 3 19.05 18 90 20 14 6 TC*18R... 1.2
JS19X-STCL18 PeEEEn 1905 18 120 20 14 6 TC*18R... 1.2
JS20G-STCL18 0.33 3 20 19 90 20 14 6 TC*18R... 1.2
JS20X-STCL18 _ 20 19 120 20 14 6 TC*18R... 1.2
JS22X-STCL18 0.33 3 22 21 120 20 12.25 10 TC*18R... 1.2
Js2sH-sTcL1s  [INOEEINEE 25 24 100 20 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3 25.4 24 120 20 12.25 10 TC*18R... 1.2

* Please use right-hand inserts.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ x

Designation Clamping screw Wrench
JS****-STCL18 CSTC-4L100DL T-1008/5

Reference pages: Inserts — F040 - F045, Standard cutting conditions — F045, Parts for coolant hose — F198

FO36 www.tungaloy.com




TETRAMCUT TUNGMEVSTEM

STCAR/L18-CHP
Modular-type external grooving and parting blade, with high pressure coolant capability

THT T
X

f 5 @
Q
Z
=
wiy
e

Right hand (R) shown.

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

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

SPARE PARTS @

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

(@]

M opuULAR E

CHSR/L-CHP TUNGIVISYSTEM &

P

(O]

Shank for blades with high pressure coolant capability

 (LFASSY*)
- = @
1

S|~
x d
£ wi/G 1/8"-28

; 2 y

[95)

218 S

[ It m

E¢ = iy Right hand (R) shown.

Designation H B OAL LPOS WPOS HBKW HFASSY HBH
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5

*WFASSY : shank (WPOS) + blade (WF)
“LFASSY : shank (LPOS) + blade (LF)

* Please see the page L042 for the instruction on installing and removing the blade.
Note: Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
* Applicable for 30 MPa coolant

SPARE PARTS @ /<§ & & ( = &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 OR5X1IN PLUGG1/8ISO1179

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F040 - F045, Standard cutting conditions — F045, Parts for coolant hose — F198

Tungaloy F037




TUNGMSEVYSTEM

CHFVR/L-CHP
Shank for blades with high pressure coolant capability

: ©

(HFASSY)

LHT -

I
] ) £l oAL
G1/8'28 ~ = =
<V 5y
X T

om
X Ri
e ght hand (R)
(LFASSY™) > with left-hand blade shown.
Designation H B OAL LH LPOS WPOS HBKW HFASSY HBH
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 20 10
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5

*WFASSY : shank (WPOS) + blade (LF)

**LFASSY : shank (LPOS) + blade (WF)

Note: Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).
* Applicable for 30 MPa coolant

-~ *Please see the page L042 for the instruction on installing and removing the blade.

o SPARE PARTS @ %’S @ & ( @ &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHFVR/L... SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N PLUGG1/8I1SO1179

o TUNGCAP® TUNEMEVYSTEM

LY C*CHSN-CHP
TungCap shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY*) @
(D‘
=
— b
2 3
7]
= Oy
=
Right-hand (R) blade shown.
Designation DCONMS LPR LPOS WPOS
C3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 21.5 21
C5CHSN26047-CHP 50 47 22.5 26
C6CHSN33050-CHP 63 50 24.5 325
*WFASSY : shank (WPOS) + blade (WF)
**LFASSY : shank (LPOS) + blade (LF)
¢ Applicable for 30 MPa coolant
* Please see the page L042 for the instruction on installing and removing the blade.
SPARE PARTS @ /é @ & ( (@)
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F040 - F045, Standard cutting conditions — F045, Parts for coolant hose — F198
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C*CHFVN-CHP

TUNGCAP TUNGMEVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

2 = ©
) [ ol PN ¢
= =y b i z
' S S
— 0O
\ /11
(LFASSY*)
-
Left-hand (L) blade shown.
Designation DCONMS LPOS wB WPOS
C3CHFVN26040-CHP 32 40 26 1.5
C4CHFVN26046-CHP 40 46 26 1.5
C5CHFVN26046-CHP 50 46 26 1.5
C6CHFVN33046-CHP 63 46 33 8.5
*WFASSY : shank (WPOS) + blade (LF)
*LFASSY : shank (LPOS) + blade (WF)
* Applicable for 30 MPa coolant
* Please see the page L042 for the instruction on installing and removing the blade.
SPARE PARTS & S S & ¢ o
Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHFVN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F040 - F045, Standard cutting conditions —F045

Grooving

Tungaloy F039




Bl INSERT
TCG18R/L (with edge preparation)

- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials Y% : Second choice
Coated
Yol
Designation HAND|CW:0.02| RE |& CDX| S
&
<
TCG18R100-010 R 1 01 |@ 2 4
TCG18L100-010 L 1 01 | @ 2 4
TCG18R120-010 R 1.2 01 | @ 2 4
TCG18L120-010 L 1.2 01 | @ 2 4
TCG18R125-010 R 125 | 01 | @ 2 4
TCG18L125-010 L 1.25 01 | @ 2 4
TCG18R125-020 R 1.25 02 |@ 2 4
TCG18L125-020 L 1.25 02 | @ 2 4
TCG18R130-020 R 1.3 02 |@ 2 4
TCG18L130-020 L 1.3 02 |@ 2 4
TCG18R140-010 R 1.4 01 | @ 3.5 4
TCG18L140-010 L 1.4 01 | @ 3.5 4
TCG18R140-020 R 1.4 02 |@ 3.5 4
TCG18L140-020 L 1.4 02 |@ 3.5 4
TCG18R145-010 R 1.45 01 | @ 3.5 4
TCG18L145-010 L 1.45 01 | @ 3.5 4
TCG18R145-020 R 1.45 02 | @ 3.5 4
TCG18L145-020 L 1.45 02 |@ 3.5 4
TCG18R150-010 R 1.5 01 | @ 3.5 4
TCG18L150-010 L 1.5 01 | @ 3.5 4
TCG18R150-020 R 1.5 02 |@ 3.5 4
TCG18L150-020 L 15 02 |@ 3.5 4
TCG18R160-020 R 1.6 02 |@ 3.5 4
TCG18L160-020 L 1.6 02 | @ 3.5 4
TCG18R170-020 R 1.7 02 | @ 3.5 4
TCG18L170-020 L 1.7 02 |@ 3.5 4
TCG18R175-010 R 1.75 01 | @ 3.5 4
TCG18L175-010 L 1.75 01 | @ 3.5 4
TCG18R175-020 R 1.75 02 | @ 3.5 4
TCG18L175-020 L 1.75 02 |@ 3.5 4
TCG18R185-020 R 1.85 02 |@ 3.5 4
TCG18L185-020 L 1.85 02 | @ 3.5 4
TCG18R195-020 R 195 | 02 | @ 3.5 4
TCG18L195-020 L 1.95 02 |@ 3.5 4
Please see the page F045 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — F035 - F039, Standard cutting conditions — F045
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- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
[To}
Designation HAND|CW:0.02| RE |& CDX| S
T
<
TCG18R200-010 R 2 01 | @ 3.5 4
TCG18L200-010 L 2 01 | @ 3.5 4
TCG18R200-020 R 2 02 |@ 3.5 4
TCG18L200-020 L 2 02 | @ 3.5 4
TCG18R225-020 R 225 | 02 | @ 3.5 4
TCG18L225-020 L 225 | 02 | @ 3.5 4 o
TCG18R230-020 R | 23 [02 @ 35 | 4 £
TCG18L230-020 L 23 | 02 | @ 35 4 8
TCG18R250-010 R 25 [ 01 |@ 35 4 15}
TCG18L250-010 L 2.5 01 | @ 3.5 4
TCG18R250-020 R 2.5 02 |@ 3.5 4
TCG18L250-020 L 2.5 02 |@ 3.5 4
TCG18R250-030 R 2.5 03 | @ 3.5 4
TCG18L250-030 L 2.5 03 |@ 3.5 4
TCG18R265-030 R 265 | 03 | @ 3.5 4
TCG18L265-030 L 265 | 03 | @ 3.5 4
TCG18R280-030 R 2.8 03 | @ 3.5 4
TCG18L280-030 L 2.8 03 |@ 3.5 4
TCG18R300-010 R 3 01 | @ 3.5 4
TCG18L300-010 L 3 01 | @ 3.5 4
TCG18R300-020 R 3 02 |@ 3.5 4
TCG18L300-020 L 3 02 |@ 3.5 4
TCG18R300-030 R 3 03 |@ 3.5 4
TCG18L300-030 L 3 03 |@ 3.5 4

Please see the page F045 for precautions of processing.

Reference pages: Toolholders — F035 - F039, Standard cutting conditions — F045

5 pieces per package

@ : Line up
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I INSERT
TCS18R (3D chipbreaker, honed edge)

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials v : Second choice
Coated
[Te}
- Designation HAND|CW:002| RE |& CDX| S
. — ':E
<
TCS18R100-010 R 1 0.1 | @ 2 4
TCS18R120-010 R 1.2 01 | @ 2 4
TCS18R125-010 R 1.25 0.1 | @ 2 4
TCS18R125-020 R 1.25 02 |@ 2 4
 — TCS18R130-020 R 1.3 02 |@ 3.5 4
i TCS18R140-010 R 1.4 01 | @ 3.5 4
TCS18R140-020 R 1.4 02 |@ 3.5 4
TCS18R145-010 R 1.45 0.1 | @ 3.5 4
TCS18R150-010 R 1.5 0.1 |@ 3.5 4
TCS18R150-020 R 1.5 02 |@ 3.5 4
TCS18R160-020 R 1.6 02 |@ 3.5 4
TCS18R170-020 R 1.7 02 |@ 3.5 4
TCS18R175-010 R 1.75 0.1 | @ 3.5 4
TCS18R175-020 R 1.75 02 |@ 3.5 4
TCS18R185-020 R 1.85 02 |@ 3.5 4
TCS18R195-020 R 1.95 02 |@ 3.5 4
TCS18R200-010 R 2 0.1 | @ 3.5 4
TCS18R200-020 R 2 02 |@ 3.5 4
TCS18R225-020 R 2.25 02 |@ 3.5 4
TCS18R230-020 R 2.3 02 |@ 3.5 4
TCS18R250-010 R 2.5 02 |@ 3.5 4
TCS18R250-020 R 2.5 02 |@ 3.5 4
TCS18R250-030 R 25 03 |@ 3.5 4
TCS18R265-030 R 2.65 03 |@ 3.5 4
TCS18R280-030 R 2.8 03 |@ 3.5 4
TCS18R300-010 R 3 0.1 |@ 3.5 4
TCS18R300-020 R 3 02 |@ 3.5 4
TCS18R300-030 R 3 03 |@ 3.5 4

Please see the page F045 for precautions of processing. 5 pieces per package

@ : Line up

Reference pages: Toolholders — F035 - F039, Standard cutting conditions — F045
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TCP18R/L (lightly honed edge)

- Steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys % : First choice
Bl Hard materials Y : Second choice
Coated
Designation HAND|CW=002| RE | CDX| S
T
<
TCP18R033-005 R 0.33 0.05 | @ 0.8 4
TCP18L033-005 L 0.33 0.05 | @ 0.8 4
TCP18R043-005 R 0.43 0.05 | @ 1.2 4
TCP18L043-005 L 0.43 0.05 | @ 1.2 4
TCP18R050-005 R 0.50 0.05 | @ 1.2 4
TCP18L050-005 L 0.50 0.05 | @ 1.2 4 o
TCP18R075-005 R 0.75 | 0.05 | @ 2 4 E
TCP18L075-005 L 0.75 0.05 @ 2 4 8
TCP18R095-005 R 095 | 005 | @ 2 4 (’5
TCP18L095-005 L 0.95 0.05 | @ 2 4
TCP18R100-010 R 1 01 | @ 2 4
TCP18L100-010 L 1 01 | @ 2 4
TCP18R120-010 R 1.2 01 | @ 2 4
TCP18L120-010 L 1.2 01 | @ 2 4
TCP18R125-010 R 1.25 01 | @ 2 4
TCP18L125-010 L 1.25 01 | @ 2 4
TCP18R140-010-35 R 1.4 01 | @ 3.5 4
TCP18L140-010-35 L 1.4 01 | @ 3.5 4
TCP18R145-010 R 1.45 01 | @ 2 4
TCP18L145-010 L 1.45 01 | @ 2 4
TCP18R145-010-35 R 1.45 01 | @ 3.5 4
TCP18L145-010-35 L 1.45 01 | @ 3.5 4
TCP18R150-010 R 1.5 01 | @ 2 4
TCP18L150-010 L 15 01 | @ 2 4
TCP18R150-010-35 R 15 01 | @ 3.5 4
TCP18L150-010-35 L 15 01 | @ 3.5 4
TCP18R175-010 R 1.75 01 | @ 2 4
TCP18L175-010 L 1.75 01 | @ 2 4
TCP18R175-010-35 R 1.75 01 | @ 3.5 4
TCP18L175-010-35 L 1.75 01 | @ 3.5 4
TCP18R200-010 R 2 01 | @ 2.5 4
TCP18L200-010 L 2 01 | @ 2.5 4
TCP18R200-010-35 R 2 01 | @ 3.5 4
TCP18L200-010-35 L 2 01 | @ 3.5 4
TCP18R250-010 R 25 01 | @ 25 4
TCP18L250-010 L 2.5 01 | @ 2.5 4
TCP18R250-010-35 R 25 01 | @ 3.5 4
TCP18L250-010-35 L 25 01 | @ 3.5 4
TCP18R300-010 R 3 01 | @ 25 4
TCP18L300-010 L 3 01 | @ 25 4
TCP18R300-010-35 R 3 01 | @ 3.5 4
TCP18L300-010-35 L 3 01 | @ 3.5 4
Please see the page F045 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — F035 - F039, Standard cutting conditions — F045
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I INSERT
TCP18R/L-F (sharp edge)

- Steel *
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * ¥ : First choice
H Hard materials 3¢ : Second choice
Coated
Designation HAND|CW:0.02| RE | CDX| S
T
(%]
TCP18R033F-005 R 0.33 | 005 | @ 0.8 4
TCP18L033F-005 L 033 | 005 | @ 0.8 4
TCP18R043F-005 R 0.43 005 | @ 1.2 4
TCP18L043F-005 L 043 | 005 | @ 1.2 4
TCP18R050F-005 R 0.5 005 | @ 1.2 4
TCP18L0O50F-005 L 0.5 0.05 | @ 1.2 4
TCP18R075F-005 R 075 | 005 | @ 2 4
TCP18L075F-005 L 0.75 | 005 | @ 2 4
TCP18R095F-005 R 0.95 | 005 | @ 2 4
TCP18L095F-005 L 095 | 005 | @ 2 4
TCP18R100F-005 R 1 005 | @ 2 4
TCP18R100F-010 R 1 01 |@ 2 4
TCP18L100F-010 L 1 01 |@ 2 4
TCP18R120F-005 R 1.2 0.05 | @ 2 4
TCP18R120F-010 R 1.2 01 |@ 2 4
TCP18L120F-010 L 1.2 01 | @ 2 4
TCP18R125F-005 R 125 | 0.05 | @ 2 4
TCP18R125F-010 R 1.25 01 |@ 2 4
TCP18L125F-010 L 1.25 01 |@ 2 4
TCP18R140F-010-35 R 1.4 01 |@ 3.5 4
TCP18R145F-005-35 R 145 | 0.05 | @ 3.5 4
TCP18R145F-010 R 1.45 01 |@ 2 4
TCP18L145F-010 L 1.45 01 |@ 2 4
TCP18R145F-010-35 R 1.45 01 |@ 3.5 4
TCP18L145F-010-35 L 1.45 01 |@ 3.5 4
TCP18R150F-005-35 R 1.5 0.05 | @ 3.5 4
TCP18R150F-010 R 15 01 | @ 2 4
TCP18L150F-010 L 15 01 |@ 2 4
TCP18R150F-010-35 R 1.5 01 |@ 3.5 4
TCP18L150F-010-35 L 15 01 |@ 3.5 4
TCP18R175F-005-35 R 1.75 | 0.05 | @ 3.5 4
TCP18R175F-010 R 1.75 01 |@ 2 4
TCP18L175F-010 L 1.75 01 |@ 2 4
TCP18R175F-010-35 R 1.75 0.1 | @ 3.5 4
TCP18L175F-010-35 L 1.75 01 |@ 3.5 4
TCP18R200F-005-35 R 2 0.05 | @ 3.5 4
TCP18R200F-010 R 2 01 |@ 2.5 4
TCP18L200F-010 L 2 01 |@ 2.5 4
TCP18R200F-010-35 R 2 01 |@ 3.5 4
TCP18L200F-010-35 L 2 01 |@ 3.5 4
TCP18R250F-010 R 2.5 01 |@ 2.5 4
TCP18L250F-010 L 2.5 01 |@ 2.5 4
TCP18R250F-010-35 R 2.5 01 |@ 3.5 4
TCP18L250F-010-35 L 2.5 01 |@ 3.5 4
TCP18R300F-010 R 3 01 |@ 2.5 4
TCP18L300F-010 L 3 01 |@ 2.5 4
TCP18R300F-010-35 R 3 01 | @ 3.5 4
TCP18L300F-010-35 L 3 01 |@ 3.5 4
Please see the page F045 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages: Toolholders — F035 - F039, Standard cutting conditions — F045
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Precautions of processing

Minimum diameter
for face grooving

CDX

650
600 ‘\
550

500 T T CUTDIA
450 T T

400

350
300

250

200

150 i

100 i T > _ _ _ _
50 Max workpiece diameter Minimum face Maximum groove

0 CUTDIA (mm) diameter depth

31 32 33 34 35 7 DAXN (mm) CDX (mm)

Groove depth 65 3
T (mm)

*Groove depth and
max workpiece diameter (Dmax)
Maximum workpiece diameter is limited relative

to depth of cut in order to avoid collision between
insert and workpiece.

Max workpiece diameter
oD max (mm)

Grooving

I STANDARD CUTTING CONDITIONS

Feed: f (mm/rev)
Cutting speed

Workpiece material _
ISO Ve (m/min) TCP / TCP-F TCS TCG
(AH725 / SH725) (AH7025) (AH7025)
Low carbon steel
S15C, S20C, etc 80 - 180 0.03 - 0.1 0.03-0.15 0.03-0.12
C15, C20, etc.
Carbon steels, Alloy steel

. S55C, SCM440, etc 80 - 180 0.03-0.1 0.03-0.15 0.083-0.12

C55, 42CrMoS4, etc.
Prenardened steel 80 - 180 0.03- 0.1 0.03-0.15 0.03-0.12

NAK80, PX5 etc.

Stainless steel
M SUS304, etc 50 - 120 0.03-0.1 0.03-0.15 0.03-0.12
X5CrNi18-9, X5CrNiMo17-12-2, etc

Gray cast iron

FC250, FC300, etc. 50 -180 0.03-0.1 0.03-0.15 0.03-0.12
. 250, 300, etc.
Ductile cast irons
FCD400, FCD600, etc. 50 - 180 0.03-0.1 0.03-0.15 0.03-0.12

400-15, 600-3, etc.

Titanium alloys } i ) _
Ti-6AI-4V etc. 30 - 80 0.03 - 0.1 0.03 - 0.15 0.03-0.12
Superalloys

Inconel718 etc. 20 - 60 0.03-0.1 0.03 - 0.15 0.03-0.12

Tungaloy Fo45




TETRAFCUT

STCR/L-27
External grooving toolholder

_ . L 12 T
ti ] = ¥
CWN-CWX
LF
N~
1 123~y
L
] } T
3, —r
HBL HBH i
Right hand (R) shown.
Designation CWN CWX H B LF HF WF HBH HBL Insert Torque*
STCR/L1010-27 10 10 120 10 8.5 9.5 24 TC*27... 2.5
STCR/L1212-27 0.5 3.18 12 12 120 12 10.5 8 24 TC*27... 2.5
stcrLte16-27  [INOBINGHENN 16 16 120 16 14.5 6 24 T L e 2.5
STCR/L2020-27 0.5 3.18 20 20 120 20 18.5 2 24 TC*27... 2.5

. STCRA2525-27 _ 25 25 135 25 235 = = TC*27... 25

*Torque: Recommended clamping torque (N-m)

SPARE PARTS (& /{

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

STCR/L-27-CHP TUNGT—jE‘r

External grooving toolholder, with high pressure coolant capability

uI =
=y 5

Coolant outlet

B 8

Designation CWN CWX H B LF HF WF Insert Torque*
STCR/L2525-27-CHP 25 25 125 25 23.5 TC*27... 2.5
*Torque: Recommended clamping torque (N-m)

SPARE PARTS (& /{

I
@

Right hand (R) shown.

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

Reference pages: Inserts — F050 - FO53, Standard cutting conditions — F053
Parts for coolant hose — F198
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ORCE
TETRAFCUT coyas
STCAR/L27-CHP TUNGMSYSTEM
Modular-type external grooving and parting blade, with high pressure coolant capability

I M T

H X

g @
O
~
=
=
n O

EF el NSy 0
M Right hand (R) shown.
Designation CWN CWX WF H LF B Insert Torque*
6 83 46 7.2 TC*27... 2.5

STCAR/L27-CHP
*Torque: Recommended clamping torque (N-m)

SPARE PARTS &
Designation Clamping screw Wrench
STCAR27-CHP SR16-212-01397L T-2010/5
STCAL27-CHP SR16-212-01397 T-2010/5
OPDULAR
CHSR/L.CHP TUNGMSYSTEM _
Shank for blades with high pressure coolant capability E
o
o
(LFASSY*) 15}
S : (LPOS) @
uu oY T
t 5 i OAL
G 1/8"-28
|2
Right hand (R) shown.
Designation H B LPOS WPOS HBKW HFASSY HBH
CHSR/L2020-CHP 20 20 105.5 15.1 12 20 10
CHSR/L2525-CHP 25 25 105.5 20.1 7 25 5

*WFASSY : shank (WPOS) + blade (WF)
*LFASSY : shank (LPOS) + blade (LF)

* Please see the page L042 for the instruction on installing and removing the blade.
Note: Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).

* Applicable for 30 MPa coolant

Clamping screw 3 Wrench 2
HWS5.0 OR5X1N PLUGG1/8ISO1179

SPARE PARTS

Designation Clamping screw 1 Wrench 1 Clamping screw 2
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F050 - FO53, Standard cutting conditions — F053
Parts for coolant hose — F198
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CHFVR/L-CHP TUNGMSEVYSTEM

Shank for blades with high pressure coolant capability

@

&
£
=y
__ G1/8"-28 /y [OAL
>

I
oo
T
Gi/8"-28 9E
T e T
>— T
Al z
e LF’OS** Right hand (R)
= (LFASSY™) with left-hand blade shown.
Designation H B OAL LPOS WPOS LH HBKW HFASSY HBH
CHFVR/L2020-CHP 20 20 140 135.1 0.5 28 5 20 10
CHFVR/L2525-CHP 25 25 140 135.1 0.5 28 0 25 5

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)
Note: Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).

* Applicable for 30 MPa coolant
- "Please see the page L042 for the instruction on installing and removing the blade.

: SPARE PARTS @ ﬁ & & ( @ &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHFVR/L... SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1IN PLUGG1/8ISO1179

B GHSN-GHP TUNGCAP TUNGMSYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY™) _ @

B [90)
=N c ] %
] i
) l
2 U™ (LPos) @ 8
- % Yy
LPR Right-hand (R) blade shown.
Designation DCONMS LPR LPOS WPOS
CB3CHSN19045-CHP 32 45 17.5 18.5
C4CHSN21047-CHP 40 46.5 21.5 21
C5CHSN26047-CHP 50 47 22.5 26
CBCHSN33050-CHP 63 50 24.5 32.5

*WFASSY : shank (WPOS) + blade (WF)

**LFASSY : shank (LPOS) + blade (LF)

¢ Applicable for 30 MPa coolant

* Please see the page L042 for the instruction on installing and removing the blade.

SPARE PARTS @ /<'g @ & ( @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring
C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F050 - FO53, Standard cutting conditions — F053
Parts for coolant hose — F198
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C*CHFVN-CHP

TUNGCAP TUNGMSVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

LPOS

(WPOS)

[

o] PIUl=
s

DCONMS

(LFASSY*)
|

Designation DCONMS LPOS WB
C3CHFVN26040-CHP 32 40 26
C4CHFVN26046-CHP 40 46 26
C5CHFVN26046-CHP 50 46 26
C6CHFVN33046-CHP 63 46 33

“WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)

* Applicable for 30 MPa coolant
* Please see the page L042 for the instruction on installing and removing the blade.

SPARE PARTS & S @ & ( O

Clamping screw 2 Clamping screw 3 Wrench 2
SRM6X12DIN6912

Clamping screw 1 Wrench 1
SRM5-04451 T-20/5

Designation
C*CHFVN...-CHP

Recommended clamping torque (N-m)

Clamping screw Torque (N - m)

SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — F050 - F053, Standard cutting conditions — F053

SRM6X20-XT HWS5.0 OR5X1N

@

Left-hand (L) blade shown.

WPOS
1.5
1.5
1.5
8.5

Grooving

Tungaloy F049




Il INSERT - FOR GROOVING AND PARTING OFF
TCS27

CUTDIA

B 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 (D max)
Designation CW:002| RE | CDX |CUTDIA
'3:: T<1 | T<2 | T<3 |[T<35| T<4 |T<4.5| T<5 [T<55|T<5.7| T<6 |T<6.2|T<6.4
TCS27-050-000 0.5 0 @ 1 2 o - - - R B R R N R B R
TCS27-050-004 05 | 004 | @ 2.5 0o | oo - - R - R R R R B R
TCS27-075-010 075 | 0.1 | @ 25 5 oo | oo - - R R R R B R R R
TCS27-080-000 0.8 0o | @ 1.6 3.2 o - - - - B B - B _ B -
TCS27-100-006 1 0.06 | @ 3.5 7 o | o | e |600| - - - - - R B R
TCS27-100-010 1 01 | @ 3.5 7 o | oo | e |600| - - - - B R B R
TCS27-104-000 1.04 o 2 4 o | oo B B - B R R B _ _ -
TCS27-120-000 1.2 0 @ 2 4 oo | oo - - R B R R R R B R
TCS27-125-010 125 | 01 | @ 3.5 7 o | o | e |600| - - - - - R B R
TCS27-125-020 125 | 02 | @ 3.5 7 o | oo | e |600| - - - - - R B R
TCS27-140-000 1.4 o 2 4 o | oo B B - B R R B N _ -
TCS27-147-000 1.47 0 @ 2.5 5 o | oo - R R - R _ B R _ R
TCS27-150-010 1.5 01 |@ 5.7 11.4 o | o | o | 600|280 | 180|130 | 50 | 35 | - - -
TCS27-150-020 1.5 02 |@ 5.7 1.4 o | o | o | 600|280 |180|130| 50 | 35 | - - -
TCS27-157-015 157 | 0.15 | @ 3 6 o | oo | oo - R - R R B R _ R
TCS27-170-010 1.7 01 |@ 3 6 o | o0 | oo - R B B R R R B -
TCS27-175-010 175 | 01 | @ 3 6 o | oo | oo - - B - R B R B -
TCS27-175-020 175 | 02 | @ 3 6 o | oo | oo - - B - R B - B -
TCS27-178-018 1.78 | 0.18 | @ 3 6 o | oo | oo R R - R _ B - i _
TCS27-185-020 185 | 02 | @ 3 6 o | oo | oo B R - R _ B _ _ N
TCS27-196-015 196 | 0.15 | @ 3 6 o | oo | oo - - B R R B R B -
TCS27-200-010 2 01 |@ 6.4 12.8 o | o | o | 600|280 |180 | 130|105 | 85 | 60 | 50 | 30
TCS27-200-020 2 02 | @ 6.4 12.8 e | o | oo | 600|280 | 180|130 | 105| 85 | 60 | 50 | 30
TCS27-222-015 222 | 015 | @ 3.5 7 o | oo | e |600| - - - - B R B N
TCS27-230-020 2.3 02 | @ 3.5 7 o | oo | e |600| - - - - - R B R
TCS27-239-015 239 | 015 | @ 5.7 1.4 o | o | o | 600|280 |180|130| 50 | 35 | - - -
TCS27-247-020 247 | 02 | @ 5.7 1.4 o | o | oo | 600|280 |180|130| 50 | 35 | - - -
TCS27-250-010 2.5 01 |@ 5.7 1.4 o | e | o | 600|280 | 180|130 | 50 | 35 | - - -
TCS27-250-030 2.5 03 |@ 5.7 11.4 o | o | o | 600|280 | 180|130 | 50 | 35 | - - -
TCS27-270-010 2.7 01 |@ 6.2 12.4 o | o | o | 600|280 |180 | 135|105 | 95 | 85 | 78 | -
TCS27-287-020 2.87 02 | @ 6.2 12.4 ) o0 « | 600|280 | 180 | 135|105 | 95 | 85 | 78 -
TCS27-300-000 3 0 o 6.4 12.8 =) o0 « | 600|280 | 180 | 135|105 | 95 | 85 | 78 | 55
TCS27-300-020 3 02 |@ 6.4 12.8 o | o | o | 600|280 |180 | 135|105 | 95 | 85 | 78 | 55
TCS27-300-030 3 03 |@ 6.4 12.8 o | o | o | 600|280 |180 | 135|105 | 95 | 85 | 78 | 55
TCS27-300-040 3 04 |@ 6.4 12.8 o | o | o | 600|280 |180 | 135|105 | 95 | 85 | 78 | 55
TCS27-315-015 3.15 | 0.15 | @ 6.4 12.8 =) o0 « | 600|280 | 180 | 135|105 | 95 | 85 | 78 | 68
TCS27-318-020 318 | 02 |@ 6.4 12.8 o | o | o | 600|280 |180 | 135|105 | 95 | 85 | 78 | 68

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F049, Standard cutting conditions — F053
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Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA

CUTDIA

Right hand (R) shown. - Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials +¢ : Second choice
Coated Max. parting off
i i © dia. CUTDIA
Designation HAND|CW:0.02| RE | & CDX |PSIRL|PSIRR -
E: sl;);':j Tube
TCS27-100-15R R 1 0.06 | @ 3.5 0° 15° 7 600
TCS27-100-15L L 1 0.06 | @ 3.5 15° 0° 7 600
TCS27-150-6R R 1.5 0.06 | @ 5.7 0° 6° 11.4 35
TCS27-150-6L L 1.5 0.06 | @ 5.7 6° 0° 11.4 35
TCS27-150-15R R 1.5 0.06| @ 5.7 0° 15° 11.4 35 CE»
TCS27-150-15L L | 15 |006|®@ 57 | 15° | 0° | 114 35 3
TCS27-200-6R R 2 [o01|e@ 64 | 0° | 6 | 128 30 o
TCS27-200-6L L 2 01| @ 6.4 6° 0° 12.8 30 O
TCS27-200-15R R 2 01| @ 6.4 0° 15° 12.8 30
TCS27-200-15L L 2 01| @ 6.4 15° 0° 12.8 30

5 pieces per package
@ : Line up

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

cox —

oy

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¥¢ : Second choice
Coated Relation of groove depth (T) and
Designation CW:002| RE |9 CDX Max. diameter (6D max)
':E E; T<35| T<4 |T<45| T<5 |T<55|T<57| T<6 [T<6.2|T<6.4
< T<3
TCS27-157-079 157 | 079 | @ 3 oo - - - - - - - - -
TCS27-200-100 2 1 |@ 3 0o - - - - - - - - -
TCS27-239-120 2.39 12 | @ 5.7 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-300-150 3 15 | @ 6.4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F049, Standard cutting conditions — F053
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Il INSERT- FOR GROOVING AND PARTING OFF

TCM27
RE <

CUTDIA
—

*
M Stainless *
Cast iron *
l Non-ferrous
S  Superalloys * % : First choice
H Hard materials 5% : Second choice
Coated Relation of groove depth (T) and
Designation CcW:002| RE |19 CDX |CUTDIA Max. diameter (oD max)
':E E; T<3.5| T<4 |T<4.5| T<5 [T<55|T<57| T<6 [T<6.2|T<6.4
< T<3
TCM27-150-010 15 01 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-150-020 1.5 02 @ 5.7 11.4 e | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-157-015 157 | 0.15 | @ 3 6 oo - - - - - - - - -
TCM27-170-010 1.7 01 | @ 3 6 ) - - - - - - - - -
TCM27-175-010 1.75 01 | @ 3 6 = - - - - - - - - -
TCM27-175-020 175 | 02 | @ 3 6 oo - - - - - - - - -
TCM27-178-018 1.78 | 0.18 | @ 3 6 oo - - - - - - - - -
TCM27-185-020 185 | 02 | @ 3 6 ) - - - - - - - - -
TCM27-196-015 196 | 015 | @ 3 6 = - - - - - - - - -
TCM27-200-010 2 01 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-200-020 2 02 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-222-015 222 | 015 | @ 3.5 7 c | 600 - - - - - - - -
TCM27-230-020 2.3 02 | @ 3.5 7 o | 600 - - - - - - - -
TCM27-239-015 239 [ 0.15 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-247-020 2.47 02 | @ 5.7 11.4 e | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-010 2.5 01 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-030 2.5 03 | @ 5.7 11.4 c | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-270-010 2.7 01 | @ 6.2 12.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-287-020 2.87 02 | @ 6.2 12.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-300-000 3 0 [ ] 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-020 3 02 @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-030 3 03 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-040 3 04 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-315-015 3.15 | 0.15 | @ 6.4 12.8 c | 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCM27-318-020 3.18 02 @ 6.4 12.8 c | 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package
@ : Line up

Reference pages: Toolholders — F046 - F049, Standard cutting conditions — F053
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Il INSERT - FOR GROOVING AND PROFILING

TCM27 (Full R)

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and
Designation CW:002| RE | CDX|CUTDIA Max. diameter (6D max)
':E E; T<35| T<4 |T<4.5| T<5 |T<55/T<57| T<6 |T<6.2|T<6.4
< T<3
TCM27-157-079 157 | 079 | @ 3 6 oo - - - - - - - - -
TCM27-200-100 2 1 [ ) 3 6 o | 600 - - - - - - - -
TCM27-239-120 2.39 12 | @ 5.7 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-300-150 3 02 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
5 pieces per package o
@ : Line up £
3
I CHIPBREAKER 15
TCS27 TCM27

CW=0.5mm-318 mm

For general machining Lower cutting force and

superior sharpness

imit

I STANDARD CUTTING CONDITIONS

CW=15mm-318 mm

i

i

For high feed machining Well-designed edge

with high strength

Cutting Feed f (mm/rev)
. . speed Grooving Parting Turning
ISO Workpiece material Grades L . .
P Ve Parting (with hand) (full radius)
(m/min) TCS TCM TCS TCS TCM
Carbon steel
S45C, etc. AH725 100-200 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15
C45, etc.
Alloy steel
SCM435, etc. AH725 50 -180 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15
34CrMod4, etc.
Stainless steel
M SUS304, etc. AH725 100-150 0.05-0.15 0.05-0.20 0.04-0.12 0.05-0.10 0.05-0.15
X5CrNi18-9, etc.
Gray cast iron
FC250, etc. AH725 50 - 180 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15
250, etc.
Ductile cast irons
FCD400, etc. AH725 50-120 0.05-0.15 0.05-0.20 0.04-0.12 0.05-0.10 0.05-0.15
400-15, etc.
Titanium alloys _ - - - - -
Ti-6AI-4V, efe, AH725 30 -60 0.05-0.15 0.05-0.15 0.04-0.12 0.05-0.10 0.05-0.10
. Superalloys AH725 ~ 20-50 0.05-0.15 0.05-0.15 0.04-012 0.05-0.10 0.05-0.10

Inconel718, etc.

Reference pages: Toolholders — F046 - FO53

Depth of cut
for profiling
Turning
(full radius)

0.5

0.5

0.5

0.5

0.5

0.5

0.5

Tungaloy F053




MY=T SERIES

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

X [T s
L ¥
21 @ )
LF
ET
5| <LH
I
= T
Y Right hand (R) shown.
Designation CwW CDX H B LF LH HF WF Insert Torque*
CGWSR/L1616-W30 12 16 16 125 34 16 16.4  WG*30, WGE3OR/L 5
CGWSR/L2020-W30 3 12 20 20 150 34 20 204  WG*30, WGE3OR/L 5
CGWSR/L2525-W30 B - 25 25 150 34 25 254  WG*30, WGESOR/L 5
CGWSR/L2020-W40 4 13 20 20 150 39 20 204  WG*40, WGE4OR/L 5
. CGWSR/L2525-W40 A s 25 25 150 39 25 254  WG*40, WGE4OR/L 5
- CGWSR/L2020-W50 5 13 20 20 150 39 20 204  WG"50, WGE50R/L 5
CGWSR/L2525-W50 B 25 25 150 39 25 254  WG"50, WGE50R/L 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS § (

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

MY=T SERIES

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

= I *Em
L
= m i
. LF N !
%Liw
]
ol =
Right hand (R) shown.
Designation CDX H B LF LH HF WF Insert Torque*
CGWSR/L1616-W20-L 15 16 16 125 37 16 16.2  WGE20, WGE20R/L 5
CGWSR/L2020-W20-L 2 15 20 20 150 37 20 202  WGE20, WGE20R/L 5
CGWSR/L2525-W20-L - 15 25 25 150 37 25 252  WGE20, WGE20R/L 5
CGWSR/L1616-W30-L 3 165,175 16 16 125 37 16 164  WG*30, WGE3OR/L 5
CGWsR/2020-w30-L I8 165,175 20 20 150 37 20 204  WG*30, WGE3OR/L 5
CGWSR/L2525-W30-L 3 16.5,17.5 25 25 150 37 25 254  WG*30, WGE3OR/L 5
CGWSR/L2020-W40-L - 21,215 20 20 150 42 20 204  WG*40, WGE40R/L 5
CGWSR/L2525-W40-L 4 21,21.5 25 25 150 42 25 254 WG"40, WGE4OR/L 5
cawsr/2020-wso-L BN 21 20 20 150 42 20 204  WG"50, WGE50R/L 5
CGWSR/L2525-W50-L 5 21 25 25 150 42 25 254  WG*50, WGE50R/L 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw Wrench
CGWSR/L***-W**-L CHHM5-18 P-4

Reference pages: Inserts — F059 - F060, Standard cutting conditions — F060
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MY=T SERIES

CGWSR/L-WG

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

s =
1 S ° iy
= -~ LF .

L
Im( 777777777777777777 = Right hand (R) shown.

Dashed line: 20mm square shank.

Designation CDX H B LF LH HF WF Insert Shank Blade Torque*
CGWSR/L2020-W30GR/L 12 20 20 150.5 43.5 20 26.9 WG*30, WGE30R/L CGWSR/L2020 W30GR/L 5
CGWSR/L2525-W30GR/L 8] 12 25 25 150.5 43.5 25 31.9 WG*30, WGE30R/L CGWSR/L2525 W30GR/L 5
CGWSR/L2020-W40GR/L - 13 20 20 1515 445 20 26.9 WG*40, WGE40R/L CGWSR/L2020 W40GR/L 5]
CGWSR/L2525-W40GR/L 4 13 25 25 1515 445 25 31.9 WG*40, WGE40R/L CGWSR/L2525 W40GR/L 5
CGWSR/L2020-W50GR/L - 13 20 20 1515 445 20 26.9 WG*50, WGE50R/L CGWSR/L2020 W50GR/L 5
CGWSR/L2525-W50GR/L 5 13 25 25 1515 445 25 31.9 WG*50, WGE50R/L CGWSR/L2525 W50GR/L 5

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

SPARE PARTS § (

Designation Clamping screw Blade screw Wrench
CGWSR/L™***-W**GR/L CHHM5-18 CSHB-6 P-4

Grooving

MY=-T SERIES

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

CDX Vo
= | W& i
om e
| 1%
1 LF N
]
] T Right hand (R) shown.
- Dashed line: 20mm square shank.
Designation CDX H B LF LH HF WF Insert Shank Blade  Torque*
CGWSR/L2020-W20GR/L-L 15 20 20 153.5 465 20 26.7 WGE20, WGE20R/L CGWSR/L2020 W20GR/L-L 5
CGWSR/L2525-W20R/LR-L 2 15 25 25 153.5 46.5 25 31.7 WGE20, WGE20R/L CGWSR/L2525 W20GR/L-L 5
CGWSR/L2020-W30GR/L-L - 16.5-17.5 20 20 1575 505 20 26.9 WG*30, WGE30OR/L CGWSR/L2020 W30GR/L-L 5
CGWSR/L2525-W30GR/L-L 3 16.5-175 25 25 157.5 505 25 31.9 WG*30, WGE30R/L CGWSR/L2525 W30GR/L-L 5
CGWSR/L2020-W40GR/L-L - 21-21.5 20 20 162.5 555 20 26.9 WG*40, WGE40R/L CGWSR/L2020 W40GR/L-L 5
CGWSR/L2525-W40GR/L-L 4 21-21.5 25 25 1625 555 25 31.9 WG*40, WGE40R/L CGWSR/L2525 WA40GR/L-L 5
CGWSR/L2020-W50GR/L-L - 21 20 20 1625 555 20 269 WG*'50, WGE50R/L CGWSR/L2020 W50GR/L-L 5
CGWSR/L2525-W50GR/L-L 5 21 25 25 1625 555 25 31.9 WG*50, WGE5S0R/L CGWSR/L2525 W50GR/L-L 5

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

SPARE PARTS @ & (

Designation Clamping screw Blade screw Wrench
CGWSR/L™***-W**GR/L-L CHHM5-18 CSHB-6 P-4

Reference pages: Inserts — F059 - F060, Standard cutting conditions — F060
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MY=T SERIES

CGWSR/L-G

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

= T
LI_‘ ( mi
Syr | o ;
t ;T - LH | LF .
(@]
%f o J’ 77777777777777777 ‘ I¢ Right hand (R) shown.
| The dashed line shows
M‘ 20 mm-square shank tools.
Designation CDX H B LF LH HF WF Insert Shank Blade Torque*
CGWSR/L2020-20GR/L 12 20 20 1502 4315 20 2638 GE20, GE20-AL CGWSR/L2020 20GR/L 5
CGWSR/L2525-20GR/L 2 12 25 25 1502 4315 25  31.8 GE20, GE20-AL CGWSR/L2525 20GR/L 5
CGWSR/L2020-30GR/L - 12 20 20 1502 4315 20 27  G*30,GE30R/L,GE30-AL CGWSR/L2020 30GR/L 5
CGWSR/L2525-30GR/L 12 25 25 1502 43.15 25 32  G*30,GE30R/L,GE30-AL CGWSR/L2525 30GR/L 5
. CGWSR/L2020-40GR/L - 12 20 20 1502 43.15 20 27.1 G*40,GE40R/L,GE40-AL CGWSR/L2020 40GR/L 5
- CGWSR/L2525-40GR/L 12 25 25 1502 4315 25 321 G*40,GE40R/L,GE40-AL CGWSR/L2525 40GR/L 5
CGWSR/L2020-50GR/L - 12 20 20 150.2 43.15 20 27.2 G*50,GE50R CGWSR/L2020 50GR 5

/ Note: For diameter compensation values in traversing, see page F091.
7, Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)

' = SPARE PARTS & & (

L4 Designation Clamping screw Blade screw Wrench
CGWSR/L***-**GR/L CHHM5-18 CSHB-6 P-4

MY=T SERIES

CGWTR/L-G

External grooving, parting and turning toolholder, for 1 corner inserts
LH ' ﬁw—ﬁw’
= o
m
T . = I

LF

. Right hand (R) shown.
'-'-¢ H ‘ I; The dashed line shows
Ty [ J [p--ommmmeo 20 mm-square shank tools.

CDX

Designation [ISMlcox H B LF LH HF WF Insert Shank Blade Torque*
CGWTR/L2020-30GL/R - 12 20 20 150 129 20 49.9 G"30,GE30R/L,GE30-AL CGWTR/L2020 30GL/R 5

CGWTR/L2525-30GL/R 12 25 25 150 12.9 25 49.9 G"30,GE30R/L,GE30-AL CGWTR/L2525 30GL/R
CGWTR/L2020-40GL/R - 12 20 20 150.1 129 20 49.9 G"40,GE40R/L,GE40-AL CGWTR/L2020 40GL/R
CGWTR/L2525-40GL/R 12 25 25 150.1 129 25 49.9 G*40,GE40R/L,GE40-AL CGWTR/L2525 40GL/R
CGWTR/L2020-50GL/R - 12 20 20 150.2 129 20 49.9 G*50,GE50R/L,GE50-AL CGWTR/L2020 50GL/R

CGWTR/L2525-50GL/R 12 25 25 1502 129 25 49.9 G*50,GE50R/L,GE50-AL CGWTR/L2525 50GL/R

o o o a o,

Note: For diameter compensation values in traversing, see page F091.
Use left-hand blades (L) with right-hand shanks (R); and right-hand blades (R) with left-hand shanks (L).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ & (

Designation Clamping screw Blade screw Wrench
CGWTR/L™***-**GL/R CHHM5-18 CSHB-6 P-4

Reference pages: Inserts — F063 - FO67, Standard cutting conditions — F067
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MY=T SERIES

CGSSR/L

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

L§¢ = E %ﬁﬁ

N
T

LF H+

=
o

e I
T il ag
Right hand (R) shown.

Designation CcDX H B LF LH HF WF Insert Torque*
CGSSR/L1616-20 16 16 16 125 27 16 16.2 GE20, GE20-AL 5
CGSSR/L2020-20 2 16 20 20 150 27 20 20.2 GE20, GE20-AL 5
cassR/L2525-20 BN 16 25 25 150 27 25 252 GE20, GE20-AL 5
CGSSR/L1616-30 3 12 16 16 125 27 16 165  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30 - 12 20 20 150 27 20 205  G*30,GE30R/L,GE30-AL 5
CGSSR/L2525-30 3 12 25 25 150 27 25 255  G"30,GE30R/L,GE30-AL 5
CGSSR/L2020-40 [ 12 20 20 150 27 20 206  G*40,GE40R/L,GE40-AL 5
CGSSR/L2525-40 4 12 25 25 150 27 25 25.6  G"40,GE40R/L,GE40-AL 5
CGSSR/L2020-50 - 12 20 20 150 27 20 20.7 G*50,GE50R/L,GE50-AL 5
CGSSR/L2525-50 5 12 25 25 150 27 25 257  G*50,GE50R/L,GE50-AL 5

*Torque: Recommended clamping torque (N-m)

2
SPARE PARTS & ( >
n : ; (o]

Designation Clamping screw Wrench e
CGSSRI/L... CHHM5-18 P-4 (O}

MY=T SERIES

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

CDX v L L
== | T
[a]
LF | '
i
T
Y Right hand (R) shown.
Designation cDX H B LF LH HF WF Insert Torque*
CGSSR/L1616-30D 22 16 16 125 36.2 16 16,5  G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-30D 3 22 20 20 150 36.2 20 205  G"30,GE30R/L,GE30-AL 5
CGSSR/L2525-30D - 22 25 25 150 36.2 25 255 G*30,GE30R/L,GE30-AL 5
CGSSR/L2020-40D 4 25 20 20 150 39.5 20 20.6  G"40,GE40R/L,GE40-AL 5
cassr/L2525-400 AN 25 25 25 150 39.5 25 256  G*40,GE40R/L,GE40-AL 5
CGSSR/L2020-50D 5 25 20 20 150 39.5 20 20.7 G*50,GE50R/L 5
CGSSR/L2525-50D - 25 25 25 150 39.5 25 25.7 G*50,GE50R/L 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

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

Reference pages: Inserts — F063 - FO67, Standard cutting conditions — F067
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MY=T SERIES

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

\
L
sl I N
=
CUTDA 3 LF
---< LH
/l \\
Lh T =}
N Right hand (R) shown.
Designation cw CUTDIA H B LF LH HF WF Insert Torque*
JCGSSR/L1010-20 20 10 10 125 15 10 102  GE20, GE20-AL 2.3
JCGSSR/L1212-20 2 25 12 12 125 19 12 122 GE20, GE20-AL 2.3
JCGSSR/L1616-20 B = 16 16 125 225 16 16.2  GE20, GE20-AL 2.3

* CUTDIA: Max. parting diameter
-~ *Torque: Recommended clamping torque (N-m)

SPARE PARTS @ /é

Designation Clamping screw Wrench
JCGSSRIL... CSTB-3 T-9F

1 MY=T SERIES

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

L @

‘ LF

y =
2-M6
ﬂ» HBH Right hand (R) shown.
Designation H B LF LH HBH

CGWSR/L2020 20 20 137 32.5 5
CGWSR/L2525 25 25 137 - -
SPARE PARTS &

Designation Blade screw

CGWSRI/L... CSHB-6
MY=T SERIES

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

B, |

2-M6 i
=
=74
B LF _
= =
LE'J [HBH_ Right hand (R) shown.
Designation H B LF LH WF HBH
CGWTR/L2020 20 20 150 30.5 37 5]
CGWTR/L2525 25 25 150 - 37 -
SPARE PARTS &
CGWTRI/L... CSHB-6

Reference pages: Inserts — F063 - FO67, Standard cutting conditions — F067
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EINSERTS
WGE

For external grooving and parting
INSL

Bl steel * | ¥e | % | K *
M Stainless * * | %
Cast iron Y * Y% DA
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation CW$' RE @ 9 & 3 § INSL| h
S>TI @
F <O =2
WGE20 2 02 ®© ®© @ @ [ J 20 4.7
WGE30 3 0.2 | @ ®© @ © [ J 20 5.5
WGE40 4 02 | @ © @ © [ J 25 5.7
WGE50 5 (NN BN BN BN J [ J 25 5.9
@®: Line up CC”
2
P
O]
WGE(R/L)
For parting (with hand)
RE |= INSL -
N
=
(@]
&
| -
Right hand (R) shown.
- Steel * %
M Stainless ¥* [ %
Cast iron * %
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW+1| RE |& & INSL| h
T
< O
WGE20R R 2 0.2 [ ] 20 4.7
WGE20L L 2 0.2 [ ] 20 4.7
WGES30R R 3 02 | @ @ 20 5.5
WGE30L L 3 0.2 [ J 20 5.5
WGE40R R 4 0.2 [ ] 25 5.7
WGE40L L 4 0.2 [ ] 25 5.7
WGE50R R 5 0.2 [ ] 25 5.9
WGES50L L 5 0.2 [ J 25 5.9
@: Line up

Reference pages: Toolholders — F054 - FO55
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WGT

For turning (External grooving and parting)

RE = INSL .
X |
=
O
-C_
Bl steel [ [ [ A *
M Stainless * * | %
Cast iron DAg * | Yx Pig
Non-ferrous
Superalloys DA ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet
o
= . . o
\ — Designation cw:31| RE § 9 g S § INSL| h
— > I I (2]
PRI Z
WGT30 3 04 '@ @ [ ] o 20 | 55
WGT40 4 04 @ @ (] [ J 25 | 5.7
WGT50 5 04 @@ 00 [} 25 | 5.9
T 1 @®: Line up
 WGR
For profiling (full radius)
RE = INSL
A\
=
(@]
Bl steel * | o [ o [ e *
M Stainless * w [ %
&l cast iron DA e ¥
Non-ferrous
Superalloys DAY “ : First choice
H Hard materials Y : Second choice
Coated Cermet
o
Designation cw+'| RE 10 © § 8 RE INSL| h
- N (o))
A
T I N
PR2ZS z
WGR30 3 15 | @ @ @ @ [ ] 20 | 55
WGR40 4 2 @0 0o [ ] 25 | 57
WGR50 5 25 ® o () 25 | 5.9
@®: Line up
Il STANDARD CUTTING CONDITIONS
ISO WorI;pi_ecI:e ReCOmn&ended Cutting speed Feed: f (mm/rev)
materia Tg;ézes Vgo(Tgno"g Operation Groove width: CW (mm)
Low carbon steels T9125 80 - 200 2 3 4 5
o NS9530 100 - 200 Groovi
GH730 50 - 180 rooving 0.06~020 | 0.06~0.25 0.07~027 | 0.07~0.30
Medium carbon T9225 80 - 220 (WGEDIL)
steels T9125 80 - 180
Alloy steels NS9530 80-180 Partin
(HB150 ~ 250) GH730 50 - 150 9 0.04 ~ 0.10 0.04 ~0.14 0.04 ~0.14 0.04 ~0.14
T9225 80-220 |(WGELILIR/L)
High carbon steels T9125 80 - 150
’?.ﬂ‘gﬁ;}ff‘? %1953?8 88 - ]58 Turning ap=05-~15 | ap=05~20 | ap=05~25
7 50-15 B - - - - = ~
Tooo5 80 - 180 (WGTO) f=0.06~02 | f=0.06~0.25 | f=0.06 ~0.27
M Stainless steels T9125 80 - 150
GH730 50 - 120 Profiling i ap=05~14 | ap=05~15 | ap=05~1.6
Creaen 19225 80 - 250 (WGROO) f=0.05~025 | f=0.05~0.26 | f=0.05~03
arey anc T9125 80 - 200
ductile cast irons GH730 50 -180 - - - -
- Note: For diameter compensation values in traversing, see page F091.

Reference pages: Toolholders — F054 - FO55
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MY~=T SERIES - Chipbreaker Guide

2 corner insert

mm External grooving and parting

¥
WGE 1st choice for external grooving 0.30 H UH*
. =
and parting 202
Excellent chip control for grooving E 0.20
_o._ « 015
CW=2-5mm g 010 | M External
o M Internal
% 0.05 — = M Face
Parting
2 3 4 5
Groove width : CW (mm)
F059 page
WGE R/L Handed insert 0.30 HH
C . = v
Minimize burr generation when ® 025
Lo
workpiece is cut off E 020 o
CW=2-5mm w01 =
ie]
g 0.10 S
% 0.5 5]
2 3 4 5
Groove width : CW (mm)
FO059 page

H External grooving and turning

WGT 1st choice for turning Uai % ﬁ

1st choice for traversing = 20

Low cutting force and good chip %g

control for traversing §§ WGT30
CW=3-5mm 8 10

0.5 0.10 0.5 0.20 0.25 0.30
Feed: f (mm/rev)

FO060 page

I Profiling

'
WGR Low cutting force and good chip ﬁL ﬁ

control for profiling WGR
WGR40
WGR30

CW=3-5mm
0.5 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

Depth of cut
ap (mm)

n

o

e
o

FO060 page

Tungaloy Fo61




B INSERT

GE
For general grooving
3|
(@]
RE
-C_
Il stee * v |k k| | [k
M Stainless * * [ %
Cast iron DA * |5 Pig
i! Non-ferrous
B o Superalloys DA % : First choice
Ze Hard materials ¢ : Second choice
Coated Cermet
o
. . " o
Designation cw#' RE |© © § S § INSL| h
1 S = Bl T 193]
J FFF<O P
~ GE20 2 0.2 e o0 o 10 | 35
GE30 3 02 @ @ @ O [ 10 35
Al GE40 4 02 @ © @ @ [ 10 4
/,r GE50 5 (02 @@ @@ ° 12 | 45
@®: Line up
GT
For turning
=
(@]
RE / INSL
Bl steel 3 | v o | & *
M Stainless * * [ %
Cast iron Pig ¥* | Y% S
Non-ferrous
Superalloys DA % : First choice
Hard materials ¢ : Second choice
Coated Cermet
. . Q
Designation Cw+¢'| RE |0 © § & & INSL| h
PRI z
GT30 3 0.4 ® o [} 10 3.5
GT40 4 0.4 ® o [} 10 4
GT50 5 04 | @ © @O [} 12 45
@: Line up

Reference pages: Toolholders — F056 - F058, Standard cutting conditions — F067
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GR

For profiling (full radius)

=2
@)

A
Re L INSL_

- .

BBl stee! * | Yok |k *
M Stainless * * [ %
Cast iron P ¥* 5% S
Non-ferrous
Superalloys DA % : First choice
H Hard materials 3¢ : Second choice
Coated Cermet
=]
Designation Cw-'| RE |0 © § § 3 INSL| h
&5 IE T &
F <O P
GR30 3 15 ® o [ J 10 3.5
GR40 4 2 o 00 o0 [ J 10 4
GR50 5 25 | @ © @ © [ ] 12 4.5
@®: Line up
GF
=
O
RE A INSL
-/
-Steel * *
M Stainless *
Cast iron DA DA
Non-ferrous
Superalloys % : First choice
H Hard materials 5% : Second choice
Coated Cermet
o
Designation cw+1| RE | ] INSL| h
Lz &
O] P4
GF30 3 02 | @ [ J 10 3.5
GF40 4 02 | @ [ J 10 4
GF50 5 02 @ [} 12 4.5
@®: Line up

Reference pages: Toolholders — F056 - F058, Standard cutting conditions — F067

Grooving

Tungaloy F063




B INSERT

GN
=
(@]
RE INSL
-C_
- Steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
Hard materials ¥ : Second choice
Coated
L p— Designation cws1| RE |8 INSL| h
~
ac
\ (D
//} GN30 3 02 | @ 10 3.5
- GN40 4 |02 @ 0 | 4
GN50 5 02 | @ 12 4.5

“‘I r @®: Line up
LY

GE-R/L
For parting (with hand)
RE INSL
=
O
g
‘C_ Right hand (R) shown.
- Steel * [ %
M Stainless * | %
Cast iron * | Y%
Non-ferrous
Superalloys DA ¥ : First choice
Hard materials 57 : Second choice
Coated
Designation HAND|CW+1| RE | & INSL| h
N~
T
< O
GE30R R 3 02 @ @ 10 3.5
GE30L L 3 0.2 [ ) 10 3.5
GE40R R 4 02 @ @ 10
GE40L L 4 0.2 o 10 4
GE50R R 5 0.2 [ ] 12 4.5
GE50L L 5 02 @ @ 12 4.5
@: Line up

Reference pages: Toolholders — F056 - F058, Standard cutting conditions — F067
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GE-AL
For aluminium and non-ferrous metal

=
(G]
RE /"
<
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¢ : Second choice
Uncoated
Designation cw+01| RE |5 INSL| h
g
GE20-AL 2 02 @ 10 3.5
GES30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@®: Line up

Grooving

Reference pages: Toolholders — F056 - F058, Standard cutting conditions — F067
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MY=T SERIES - Chipbreaker Guide

1 corner insert

mm External grooving and parting

¥
GE 1st choice for external grooving 0.0 % Hai
and parting . . § 0.5
Excellent chip control for grooving € 020 # /)
« 015
CW=2-5mm S 010 M External
II e M Internal
§ | Y L  Face
Parting
External ﬁ
= F062 page Groove width : CW (mm)
- —
- . . M
GF 1st choice for face grooving < 030 H*
J) Low cutting force and good chip % 025
control for face grooving g 020 # j s
w 015
LI CW=3-5mm g 010
' % 005
M External
3 4 5
F063 page Groove width : CW (mm)
; . . ¥
GN 1st choice for internal grooving < 030 U*
Low cutting force and good chip % 025 ————
control for internal grooving £ 020 #j/
« 015
CW=3-5mm B 010
% 005
L. MExternal
3 4 5
F064 page Groove width : CW (mm)
GE R/L Handed insert 0,50 Ha*
Minimize burr generation when work- é 0.25
piece is cut off E 020
« 015
CW=3-5mm 5
g 0.0
% 005
M External

F064 page

2 3 4 5
Groove width : CW (mm)

mm External grooving and turning

GT

&

F062 page

1st choice for turning
Low cutting force and good chip

control for traversing “6%
g8
CW=3-5mm 2%

0.05 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

o
==Y

J

FO66 www.tungaloy.com




1 corner insert
mm Profiling

\ e
GR Full radius type % # [ —
Low cutting force and good chip 3_ 20 R50
control for profiling EE GR40 #j/ j/
CW=3-5mm ag @
a 10
0.05 010 015 0.20 0.25 0.30
F063 page Feed: f (mm/rev)
mm For aluminium and non-ferrous metal
¥
GE-AL Reduce cutting force and welding 08— JiL UHﬁ
due to sharp chipbreaker Lost—m———
PP € g0} — #j
CW=2-4mm £ ors Y
g 0.10
M External
2 3 4
F065 page Groove width : CW (mm)

Grooving

I STANDARD CUTTING CONDITIONS

1ISO Workpiece material Grades Cutting speed

Ve (m/min)
T9225 80 - 300
Low carbon steel, Alloy steel 19125 80 - 200
(~ HB150) NS9530 100 - 200
GH730 50 - 180
T9225 80 - 220
. Medium carbon steel, Alloy steel T9125 80 - 180
(HB150 ~ 250) NS9530 80 - 180
GH730 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel T9125 80 - 150
(HB250 ~) NS9530 80 - 150
GH730 50-120
T9225 80 - 180
M Stainless steel T9125 80 - 150
GH730 50-120
T9225 80 - 250
. Grey iron, Ductile cast iron T9125 80 - 200
GH730 50 - 180
. Aluminium alloy, KSO5F 200 - 300
Non-ferrous metal

For External

Feed: f (mm/rev)
Operation Groove width: CW (mm)
2 3 4 5,
G[g%‘ﬁ?g 0.06-0.2 0.06 - 0.25 0.07 - 0.27 0.07-03
'?g';l’lg,‘,’_‘;f 0.04 - 0.1 0.04 - 0.14 0.04 - 0.14 0.04-0.14
Traversing Depth of cut Depth of cut Depth of cut
(GT™) - ap=0.5-15 ap=05-2 ap=05- 25
f=0.06-0.2 f=0.06 - 0.25 f=0.06 - 0.27
Profiling Depth of cut Depth of cut Depth of cut
(GR*) - ap=05-14 ap=0.5-15 ap=05-16
f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Grooving fgéL“_’RB'“m alloys 0.03-0.1 0.03-0.1 0.03-0.1 ;

For diameter compensation values in traversing, see page F091.
Reference pages: Toolholders — F056 - FO58
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TUNGT-CLAMP

FLASR/L

External grooving and threading toolholder, for Swiss lathes

0 _5.31 L
=2 LT
L
OOy = mi
35\ L LF .
L= @ T
Right hand (R) shown.
Designation CWN CWX HF H B LF WF Insert Torque*
FLASR/L-1616M3 16 16 16 125 16 FL*-3*R/L... 3
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
*Torque: Recommended clamping torque (N-m)
SPARE PARTS (— @ (
Designation Clamp Clamping screw Wrench
FLASR-1616M3 TF-184 S-412 5/32HEX
FLASL-1616M3 TF-185 S-412 5/32HEX
TUNGT-CLAM?”
FLSR/L
External grooving and threading toolholder, for Swiss lathes
| v -
I — %1
2=,
o0, = v «
| it .
o T =
Right hand (R) shown.
Designation CWN CWX HF H B LF WF Insert Torque*
FLSR/L-2020M3 13 20 20 20 125 32 FL*-3"RIL... 3
FLSR/L-2525M3 1 3 25 25 25 150 32 FL*-3*R/L... 3
Note: Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
*Torque: Recommended clamping torque (N-m)
SPARE PARTS (— @ (
Designation Clamp Clamping screw Wrench
FLSR-****M3 TF-72 S-412 5/32HEX
FLSL-****M3 TF-73 S-412 5/32HEX
I STANDARD CUTTING CONDITIONS
1 Workpiece material Grade Application Cutting speed Feed
so P PP Ve (m/min) f (mm/rev)
High carbon steel AH110 Grooving 100 - 200 0.12-0.35
S45C, etc. )
. C45, etc. AH725 Threading 80 - 180 -
Alloy steel AH110 Grooving 50 - 80 012-0.3
SCM435, etc. -
34CrMod4, etc. AH725 Threading 60 - 160 -
Stainless steel AH110 Grooving 50 - 150 01-0.2
M SUS304, etc. ,
X5CrNi18-9, etc. AH725 Threading 50 - 130 =
Gray cast iron
FC250, etc. AH110 Grooving 50 - 180 0.1 -0.25
250, etc.
Ductile cast iron
FCD400, etc. AH110 Grooving 50 - 120 01-0.25
40-15, etc.

Reference pages: Inserts — F069
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B INSERT

FLG-CB (For grooving)

%" CDx
5 =k
RE }
M /IC
® A
\‘_//
- Steel *
M Stainless ) ¢
Cast iron *
Non-ferrous
Superalloys DA “ : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW=0025| RE |2 CDX| BW | S M
I
<
FLG-3M100R-CB R 1 019 @ 1.4 4.95 8.74 | 10.29
FLG-3M100L-CB L 1 0.19 | @ 1.4 4.95 8.74 | 10.29
FLG-3M150R-CB R 1.5 0.19 | @ 2.55 4.95 8.74 | 10.29
FLG-3M150L-CB L 1.5 019 | @ 2.55 4.95 8.74 | 10.29
FLG-3M200R-CB R 2 019 @ 2.55 4.95 8.74 | 10.29 o
FLG-3M200L-CB L 2 [o19]@ 255 | 495 | 8.74 | 10.29 g
FLG-3M250R-CB R 25 (019 | @ 4.07 | 495 | 8.74 | 10.29 8
FLG-3M250L-CB L 25 019 | @ 4.07 4.95 8.74 | 10.29 (’5
FLG-3M300R-CB R 3 019 @ 4.07 4.95 8.74 | 10.29
FLG-3M300L-CB L 3 0.19 | @ 4.07 4.95 8.74 | 10.29
@®: Line up

Reference pages: Toolholders — F068
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CER/L
Clamp-on external grooving and threading toolholder (alternative clamping of screw-on or clamp-on only

for DT type)
I = | Tl
: s i o}
—\10°
o E E

Right hand (R) shown.

Designation CWN CWX H B LF LH HF WF Insert Torque*
CER/L1212H16DT 12 12 100 24 12 16 GTGN16... 35
CER/L1616H16DT 1 2.25 16 16 100 24 16 20 GTGN16... 35
CER/L2020K16DT _ 20 20 125 24 20 25 GTGN16... 35
CER/L2525M16DT 1 2.25 25 25 150 28 25 32 GTGN16... 35

. CER3232P16T _ 32 32 170 32 32 40 GTGN16... 3.5

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

*Torque: Recommended clamping torque (N-m)

| SPAREPARTS @ @ (] ’ ( s

*Optional:

Ll v Designation Clamp set Clamp screw Shim screw Shim for Wrench 1 Wrench 2
CER****16DT CSP16 CSTB-3.5ST DTS5-3.5 G16ER/IL-DT P-3.5 T-15F
CEL****16DT CSP16 CSTB-3.5ST DTS5-3.5 G16EL/IR-DT P-3.5 T-15F
CER3232P16T CSP16 - - G16ER/IR-S - T-15F
B-CER/L

External threading toolholder, for Swiss lathes

10° - '
o 'S
m# uld
=
LH Fi
! LF —
| | IT =
Right hand (R) shown.
Designation CWN CWX H B LF LH HF WF Insert Torque*
B-CER/L16M16 32 16 150 24 16 22 GTGN16... BE5

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

SPARE PARTS @ @ /é

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

Reference pages: Inserts, Standard cutting conditions — F071
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Il INSERT

GTGN16
C
CW_, [+
RE=pJ
o
Wa
ol &)
ER/IL shown.
- Steel *
M Stainless *
Cast iron
Non-ferrous
S Superalloys * ¥ : First choice
H Hard materials Y% : Second choice
Coated Shim
. . Dual-clamp
Designation HAND|cW=0.03| RE | ";fzeert CDX| IC | C | toolholder: | Clamp-on
’:E screw-on and| toolholder
7] clamp-on
GTGN-16ER/IL100 R 1 01 | @ 16 1.25 | 9.53 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 L 1 01 | @ 16 1.25 9.53 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL120 R 1.2 01 | @ 16 1.3 9.53 412 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 L 1.2 01 | @ 16 1.3 9.53 412 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL140 R 1.4 01 | @ 16 15 9.53 4.02 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR140 L 1.4 01 | @ 16 1.5 9.53 4.02 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL170 R 1.7 01 | @ 16 1.7 9.53 3.67 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR170 L 1.7 01 | @ 16 1.7 9.53 3.67 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL195 R 1.95 01 | @ 16 1.7 9.53 3.75 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR195 L 1.95 01 | @ 16 1.7 9.53 3.75 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 R 2.25 01 | @ 16 1.8 9.53 3.6 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR225 L 2.25 01 | @ 16 1.8 9.53 3.6 G16EL/IR-DT G16EL/IR-S
Note: GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @: Line up
Shim for GTGN depends on the toolholder type.
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
Steels
. S45C, SCM440 etc. SH730 50 - 150 0.05-0.1
C45, 42CrMo4, etc.
Stainless steels
M SUS304, SUS316 etc. SH730 30 - 150 0.05- 0.1
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Heat-resistant alloys, Titanium alloys etc.
SH730 30-100 .05-01
s Ti-6AI-4V, etc. 0.05-0

Reference pages: Toolholders — F070
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TUNGHEROOVE

FPGR

Lever-lock external wide grooving toolholder

1
T4 @
- 0 =
L
T
y
Designation CDX H B LF HF WF HBH 2 Insert " Torque*
FPGR2525M-10T20 20 25 25 150 25 255 5 0.5 PSG*10... 22
FPGR3232P-10T36 10 36 32 32 170 32 325 - 0.5 PSG*10... 2.2
FPGR2525M-15T20 - 20 25 25 150 25 255 - 0.5 PSG*15... 22
FPGR3232P-15T40 15 40 32 32 170 32 325 - 0.4 PSG*15... 2.2
. FPGR3232P-20T40 - 40 32 32 170 32 325 8 0.4 PSG*20... 8.5
- FPGR4040R-20T50 20 50 40 40 200 40 405 8 0.4 PSG*20... 8.5
FPGR3232P-25T40 - 40 B2 B2 170 32 32,5 8 0.4 PSG*25... 8.5
FPGR4040R-25T50 25 50 40 40 200 40 405 8 0.4 PSG*25... 8.5

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

; SPARE PARTS @ & @ (

Designation Lever Clamping screw Spring Wrench
ER G R [T 1 5]/ FCL4 FCS3 BP-5 P-2.5
FPGR****-20T..., 25T... FCL8 FCS6 BP-9 P-5

TUNGHE=200VE

FPGN

Lever-lock external wide profile grooving toolholder

o 5o T

LF
LLL
ac

tO

Eﬁj | e
LA,

-
Designation cDX H B LF HF WF f2 Insert )  Torque*
FPGN1212X-10T20 10 20 12 12 120 12 11 0.5 PSG*10... 22
FPGN1616X-10T20 10 20 16 16 120 16 13 05 PSG*10... 2.2
FPGN2020K-10T20 - 20 20 20 125 20 15 0.5 PSG*10... 22
FPGN1616X-15T25 15 25 16 16 120 16 15.5 0.4 PSG*15... 2.2
FPGN2020K-15T25 B = 20 20 125 20 17.5 0.4 PSG*15... 29
FPGN2020K-20T32 20 32 20 20 125 20 20 0.4 PSG*20... 8.5
FPGN2525M-20T32 - 32 25 25 150 25 225 0.4 PSG*20... 8.5
FPGN2525M-25T36 25 36 25 25 150 25 25 0.4 PSG*25... 8.5

*PSGB insert blank is available for tailored inserts.

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

*Torque: Recommended clamping torque (N-m)

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

SPARE PARTS @ & § (

Designation Lever Clamping screw Spring Wrench
FPGN*****-10T..., 15T... FCL4 FCS3 BP-5 P-2.5
FPGN*****-20T..., 25T... FCL8 FCS6 BP-9 [2-5)

Reference pages: Inserts — F073 - FO74, Standard cutting conditions — F075
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SPGN

Screw-on external wide profile grooving toolholder

. CDX ii
L A
[ e[ @] il
t - LF
A
uf 5= z]
f2
Designation cw CDX H B LF HF WF f2 Insert®  Torque*
SPGN1212X-10T20 25 12 12 125 12 11 5.5 PSGB10 1.3
SPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSGB10 1.3
SPGN2020K-10T20 [0 25 20 20 130 20 15 5.5 PSGB10 1.3
SPGN1616X-15T25 15 30 16 16 125 16 15.5 5.5 PSGB15 3.5
SPGN2020K-15T25 _ 30 20 20 130 20 17.5 5.5 PSGB15 3.5
SPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSGB20
SPGN2525M-20T32  [N20 a7 25 25 155 25 225 5.5 PSGB20 5
SPGN2525M-25T36 25 41 25 25 155 25 25 5.5 PSGB25

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

SPARE PARTS @ /<’g

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

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

TUNGHEROOVE - Chipbreaker Guide

PSGM for wide grooving 05 JHfL
Improved productivity with excellent E 04
chip control and the chipbreaker E 0'3
designed for high feed .
g 0.2
CW =10 - 25 mm 0
10 156 20 25
Groove width : CW (mm)
PSGB Blank for wide profile grooving inserts Specially tailored inserts M
Can be prepared for various insert (example)

shapes Shortened cutting
time and improved productivity with
one-pass operations

CW=10-25mm

Reference pages: Inserts — F073 - F074, Standard cutting conditions — F075
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B INSERT

PSGM

INSL

- Steel *
M Stainless ) ¢
Cast iron S
Non-ferrous
Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
[y — Coated
Designation cw*| RE |& INSL| S
T
/ <
/ PSGM10-08 10 [ 08 |@ 1] 4
PSGM15-15 15 | 15 | @ 15 5
'~ PSGM20-20 20 2 |@ 22 | 65
Ll PSGM25-20 %5 | 2 |@ 22 | 65
*Tolerance CW + 0.08 (CW = 10 mm), + 0.1 (CW = 15 mm) @®: Line up

PSGB

INSL

- Steel

M Stainless

Adh ¢

*
Cast iron *
*
PAG

Non-ferrous

Superalloys ¥ : First choice
H Hard materials < : Second choice
Uncoated

Designation CW:0025 o o INSL| S

- ™

E3
PSGB10 102 @ @ 18 4
PSGB15 152 @ @ 20 5
PSGB20 202 (@ @ 27 | 6.5
PSGB25 252 | @ @ 27 | 6.5

@: Line up

Reference pages: Toolholders — F072 - FO73
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Il STANDARD CUTTING CONDITIONS

4 Wide grooving (PSGM insert)

ISO Workpiece material
Alloy steel
SCM440, etc.
42CrMo4, etc.
Alloy steel
SCM440, etc.

42CrMo4, etc.

10

Feed: f (mm/rev) 0.2-04

}& g Wide profile grooving (PSGB insert)
1ISO
M

Workpiece material

Carbon steel
S45C, etc.
C45, etc.
Alloy steel
SCM440, etc.
42CrMo4, etc.
Stainless steel
SUS303, etc.
X10CrNiS18-9, etc.
Grey cast iron
FC250, etc.
250, etc.
Ductile cast irons
FCD450, etc.
450-10S, etc.

Aluminium alloy
Si < 12%, etc

Hardness
Grade
(HB)
< 300 AH725
< 300 UX30
Groove width: CW (mm)
15 20
0.2-0.4 0.3-0.5
Hardness
Grade
(HB)
<200 UX30
< 300 UX30
<200 UX30
- TH10
- TH10
- TH10

B Spare parts for internal coolant supply attachment (Order separately)

No. Designatlon Part Type Note
) Body FPGR... -

@ INSERT PSGM... -

@ Coolant supply attachment SGCU-341 -

@ Connector Cognarnek;giﬁlszzms G 1/8 thread

NPT 1/8 thread

Reference pages: Toolholders — F072 - FO73

Cutting Speed
Vc (m/min)

50 - 180

50 -120

25
0.3-0.5

Cutting Speed
Vc (m/min)

50 - 150
50 -120

50 -120

Grooving

50 - 150

50 - 120

100 - 500

Tungaloy F075




TGTSR/L

External grooving toolholder, for 3 corner inserts

W

Designation
TGTSR/L2020K16
TGTSR/L2525M16
TGTSR/L2020K22-1
TGTSR/L2020K22-2
TGTSR/L2020K22-3
TGTSR/L2525M22-1
TGTSR/L2525M22-2
TGTSR/L2525M22-3

=|__CDX *ﬁ
Q=
LA =
=EENA ol
—~
& |LH
NG LF -
1 9] =
Right hand (R) shown.
CWN CWX CDX H B LF LH HF WF Torque*
2.5 20 20 125 25 20 25 3
0.33 2.5 2.5 25 25 150 25 25 30 3
1:5 2.3 3.5 20 20 125 25 20 25 3
1 1.45 2 25 25 150 25 25 30 3
2.5 4.5 5 25 25 150 25 25 30 3

Use right-hand toolholders (TGTSR) with right-hand inserts (GBR); and left-hand toolholders (TGTSL) with left-hand inserts (GBL).
*Torque: Recommended clamping torque (N-m)

Designation Insert 4“ & (
TGTSR/L2020K16 GBR/L32.. SPARE PARTS =
TGTSR/L2525M16 GBR/L32... Designation Clamp Clamping screw Wrench
TGTSR/L2020K22-1 GBR/L43125 ~ 145 GBR/L43050R TGTSR/LT16 CP900 MCS520-2.5 P25
TGTSR/L2020K22-2 GBR/L43150 ~ 230 GBR/L43075R ~ 100R TETSR/L™722... CPo10 MCS520-2.5 P25
TGTSR/L2020K22-3 GBR/L43250 ~ 450 GBR/L43125R ~ 200R
TGTSR/L2525M22-1 GBR/L43125 ~ 145 GBR/L43050R
TGTSR/L2525M22-2  GBR/L43150 ~ 230 GBR/L43075R ~ 100R
TGTSR/L2525M22-3  GBR/L43250 ~ 450 GBR/L43125R ~ 200R
TGTTR/L
Perpendicular toolholder for external grooving, for 3 corner inserts
v
w m
- 7 ¢ Vi
OWN-CWX||_ | o
alle -~ B8
3\ LH
=)
Right hand (R) shown.
Designation CWN CcwX CDX H B LF LH HF WF Torque*
TGTTR/L2020K16 25 20 20 125 20 20 27 3
TGTTR/L2525M16 0.33 25 25 25 25 150 20 25 32 3
TGTTR/L2020K22-1 _ 2 20 20 125 20 20 27 3
TGTTR/L2020K22-2 1.5 o 35 20 20 125 20 20 27 3
TGTTR/L2020K22-3 _ 5 20 20 125 20 20 27 3
TGTTR/L2525M22-1 1 2.3 2 25 25 150 20 25 32 3
TGTTR/L2525M22-2 _ 3.5 25 25 150 20 25 32 3
TGTTR/L2525M22-3 25 45 5 25 25 150 20 25 32 3

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

Designation
TGTTR/L2020K16
TGTTR/L2525M16
TGTTR/L2020K22-1
TGTTR/L2020K22-2
TGTTR/L2020K22-3
TGTTR/L2525M22-1
TGTTR/L2525M22-2
TGTTR/L2525M22-3

Insert iy & (
GBL/R32... SPARE PARTS "‘“
GBL/R32... Designation Clamp Clamping screw Wrench
GBL/R43125 ~ 145 GBL/R43050R TGTTR/L****16 CP900 MCS520-2.5 P25
TGTTR/L****22... CP910 MCS520-2.5 P-2.5

GBL/R43150 ~ 230 GBL/R43075R ~ 100R
GBL/R43250 ~ 450 GBL/R43125R ~ 200R
GBL/R43125 ~ 145 GBL/R43050R
GBL/R43150 ~ 230 GBL/R43075R ~ 100R
GBL/R43250 ~ 450 GBL/R43125R ~ 200R

Reference pages: Inserts — F077 - FO79, Standard cutting conditions — F079
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Il INSERT

GBR/L32

2-Re  $PX

o

11°

%; @
\G Right hand (R) shown.
60°
Bl steel * *
M Stainless *
Cast iron * big
l Non-ferrous *
S Superalloys Pig DA ¥ : First choice
H Hard materials +¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCWz0025 RE |2 § 7 CDX| IC | s
~ o o
I (%) ()
< z X
GBR32033 R 0.33 003 @ [ ] o 0.8 9.53 3.18
GBL32033 L 0.33 003 @ 0.8 9.53 3.18
GBR32050 R 0.5 005 | @ [ ] [ ] 1.2 9.53 3.18
GBL32050 L 0.5 0.05 | @ 1.2 9.53 | 3.18
GBR32075 R 0.75 0.05 | @ [ ] o 2 9.53 3.18
GBL32075 L 0.75 005 | @ [ ] 2 9.53 3.18 CC»
GBR32095 R | 095 | 005 |@ ° ° 2 | 953 | 318 'g
GBL32095 L 0.95 0.05 | @ [ ] 2 9.53 | 3.18 o
GBR32100 R 1 005 |@ ° ° 2 | 953 | 3.18 )
GBL32100 L 1 005 | @ [ ] 2 9.53 3.18
GBR32125 R 1.25 0.2 [ ) [ ] [ ] 2 9.53 3.18
GBL32125 L 1.25 02 | @ [} 2 9.53 | 3.18
GBR32145 R 1.45 02 | @ [} [ 2 9.53 | 3.18
GBL32145 L 1.45 0.2 [ ) 2 9.53 3.18
GBR32150 R 1.5 0.2 [ ) [ ] [ ] 2 9.53 3.18
GBL32150 L 1.5 0.2 [ ) 2 9.53 3.18
GBR32200 R 2 02 | @ [} () 25 | 953 | 3.18
GBL32200 L 2 0.2 [ ) 2.5 9.53 3.18
GBR32250 R 2.5 0.2 [ ) [ ] [ ] 2.5 9.53 3.18
GBL32250 L 2.5 0.2 [ ) 2.5 9.53 3.18
@®: Line up

Reference pages: Toolholders — F076
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Il INSERT

GBR/L43
CDX S
2-RE | <=% > * .
%5 S
60° \© Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron * S
l Non-ferrous *
S  Superalloys Y DA v : First choice
H Hard materials v : Second choice
Coated Cermet | Uncoated
Designation HAND|CW=0025| RE |2 § 5 CDX | IC S
T & @
< p X
GBR43125 R 1.25 02 | @ [ ] [ ] 2 12.7 4.76
GBL43125 L 1.25 02 | @ 2 12.7 4.76
GBR43145 R 1.45 02 | @ [ ] [} 2 12.7 4.76
GBL43145 L 1.45 02 | @ 2 12.7 4.76
GBR43150 R 1.50 02 | @ [ J [ J 3.5 12.7 4.76
GBL43150 L 1.50 02 | @ [ ] 3.5 12.7 4.76
GBR43175 R 1.75 02 | @ [ ] [} 3.5 12.7 4.76
GBL43175 L 1.75 02 | @ [ ] 3.5 12.7 4.76
GBR43185 R 1.85 02 | @ [ J ([ J 3.5 12.7 4.76
GBL43185 L 1.85 02 | @ [ ] 3.5 12.7 4.76
GBR43200 R 2 02 | @ [ ] [} 3.5 12.7 4.76
GBL43200 L 2 02 | @ [ ] 3.5 12.7 4.76
GBR43230 R 2.3 02 | @ [ J ([ J 3.5 12.7 4.76
GBL43230 L 2.3 02 | @ [ ] 3.5 12.7 4.76
GBR43250 R 2.5 03 |@ [ ) o 5 12.7 | 4.76
GBL43250 L 2.5 03 | @ 5 12.7 4.76
GBR43265 R 2.65 03 | @ [ ] ([ J 5 12.7 4.76
GBL43265 L 2.65 03 | @ 5 12.7 4.76
GBR43280 R 2.8 03 |@ [ ) o 5 12.7 | 4.76
GBL43280 L 2.8 03 | @ 5 12.7 4.76
GBR43300 R 3 03 | @ [ ] ([ J 5 12.7 4.76
GBL43300 L 3 03 | @ 5 12.7 4.76
GBR43330 R 3.3 03 |@ o o 5 12.7 | 4.76
GBL43330 L 3.3 03 | @ 5 12.7 4.76
GBR43350 R 3.5 03 | @ [ ] ([ J 5 12.7 4.76
GBL43350 L 3.5 03 | @ 5 12.7 4.76
GBR43400 R 04 |@ o o 5 12.7 | 4.76
GBL43400 L 04 | @ 5 12.7 4.76
GBR43430 R 4.3 04 | @ [ ] ([ J 5 12.7 4.76
GBL43430 L 4.3 04 | @ 5 12.7 4.76
GBR43450 R 4.5 04 |@ o o 5 12.7 | 4.76
GBL43450 L 4.5 04 | @ 5 12.7 4.76
@: Line up

Reference pages: Toolholders — F076
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Il INSERT

GBR/L43-R(full radius)

|-

RE
Right hand (R) shown.
* *
M Stainless *
Cast iron * Y
Non-ferrous *
Superalloys DA Y ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCW:0025 RE |2 § i CDX| IC | s
E 8 3
< =Z X
GBR43050R R 1 05 | @ [) (] 12.7 | 4.76
GBL43050R L 1 05 | @ ® 12.7 | 4.76
GBR43075R R 1.5 0.75 | @ [ ) [ ] 3.5 12.7 | 4.76
GBL43075R L 1.5 0.75 | @ o 3.5 12.7 | 4.76
GBR43100R R 2 1 [ ] [ J [ ] 3.5 12.7 | 4.76 o
GBL43100R L 2 1 @ ® 35 | 12.7 | 4.76 c
GBR43125R R | 25 |125 @ ° ° 5 | 127 | 476 3
GBL43125R L | 25 |125 | @ ° 5 | 127 | 476 (%
GBR43150R R 3 15 | @ () (] 5 12.7 | 4.76
GBL43150R L 3 15 | @ ® 5 12.7 | 4.76
GBR43200R R 4 2 | @ [ ) [ ] 5 12.7 | 4.76
GBL43200R L 4 2 | @ o 5 12.7 | 4.76
@: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade c‘&t:'?lg /ﬁfzi‘;d f (nli:?ne/cr"ev)
Carbon steels, Alloy stesls 150 - 240HB NS9530 100 - 200 0.02 - 0.25
. S45C, SCM415, etc.
€45, 18CrMo4, etc. 150 - 240HB AH710 60 - 150 0.05 - 0.25
Stainless steel
M SUS304, etc. < 240HB AH710 60 - 150 0.05-0.15
X5CrNi18-9, etc.
. Cast irons Tensile strength
FC250, etc. > AH710 60 - 150 0.05-0.15
250, etc. = 350 N/mm
. Nz?ufﬁfr:ﬁ“ms metal - KSO5F 200 - 300 0.05-0.15

Reference pages: Toolholders — F076
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SGTR/L

External grooving toolholder, for 3 corner inserts

B i
LH

DX

-
WF
CWN-CWX
Ej\
A
B
|

;

F
0
e

=

Right hand (R) shown.

Designation - H B LF LH HF WF Insert Torque*
SGTR1616-3 15-3 16 16 100 20 16 20 GLR/L3.. 35
SGTR/L2020-3 1.5-3 20 20 125 20 20 25 GLR/L3.. 35
SGTR/L2525-3 _ 1.5-3 25 25 150 20 25 32 GLR/L3... 35
SGTR/L2020-4 1.5-4 20 20 125 30 20 25 GLR/L4.,GOR/L4. 5

| SGTR/L2525-4 _ 15-4 25 25 150 30 25 32  GLR/L4..GOR/L4.. 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ /\S

Y/ Designation Clamping screw Wrench
SGTR/L***-3 CSTB-4 T-15F
| SGTR/L***-4 CSTB-5 T-20F
\
I INSERT
GOR/L (For O-ring)
= CDX
(©2]
2-RE

v

Right hand (R) shown.

- Steel * *
M Stainless *
Cast iron S
Non-ferrous
Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
Cermet | Uncoated
o
Designation HAND| cw-21| RE |8 o CDX| IC | S
7 2
=2 =)
GOR4190 R 2.5 0.4 [ ) [ J 1.5 | 12.7 | 4.76
GOR4240 R 3.2 0.4 [ ) [ J 2 12.7 | 4.76
GOR4310 R 4.1 0.7 [ ) [ J 2.5 |12.7 | 4.76

@®: Line up

Reference pages: Inserts — F080 - FO81
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GLR/L (For lock ring)

A&

Right hand (R) shown.

- Steel * Y
M Stainless ) ¢
Cast iron DA
l Non-ferrous
S Superalloys % : First choice
H Hard materials Y« : Second choice
Cermet | Uncoated
Designation HAND| CW:33.| RE % o CDX | IC S
@ <
P4 =)
GLR3115 R 1.15 01 | @ [ ] 15 9.53 3.18
GLL3115 L 1.15 01 | @ [ ] 15 9.53 3.18
GLR3135 R 1.35 01 | @ [ ] 1.5 9.53 | 3.18
GLL3135 L 1.35 01 | @ 15 9.53 3.18
GLR3165 R 1.65 01 | @ [ ] 2 9.53 3.18
GLR3175 R 1.75 01 | @ [ ] 9.53 3.18 o
GLL3175 L | 175 | 01 |@ ° 2 | 953 | 318 £
GLR3195 R 195 | 01 | @ [ ] 25 | 953 | 3.18 8
GLL3195 L 1.95 01 | @ [ ] 2.5 9.53 3.18 (’5
GLR3220 R 2.2 01 | @ [ ] 3 9.53 3.18
GLL3220 L 2.2 0.1 [ ] 3 9.53 | 3.18
GLR3270 R 2.7 01 | @ [ ] 3 9.53 3.18
GLL3270 L 2.7 0.1 [ ] 3 9.53 3.18
GLR4115 R 1.15 01 | @ [ ] 1.5 12.7 4.76
GLR4135 R 1.35 01 | @ [ ] 1.5 12.7 | 4.76
GLR4165 R 1.65 01 | @ [} 12.7 | 4.76
GLR4175 R 1.75 01 | @ [ ] 12.7 4.76
GLR4190 R 1.9 01 | @ 2.5 12.7 4.76
GLR4195 R 1.95 01 | @ [ ] 2.5 12.7 4.76
GLR4220 R 2.2 01 | @ [} 3.5 12.7 4.76
GLL4220 L 2.2 0.1 [ ] 3.5 12.7 4.76
GLR4270 R 2.7 01 | @ [ ] 3.5 12.7 4.76
GLR4320 R 3.2 01 | @ [ ] 4 12.7 4.76
GLL4320 L 3.2 0.1 [ ] 4 12.7 | 4.76
GLR4420 R 4.2 01 | @ [ J 4 12.7 4.76
GLL4420 L 4.2 0.1 [ ] 4 12.7 4.76
@: Line up

Reference pages: Toolholders — F080
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GX-R/LE

External grooving toolholder, for 2 corner inserts

LF JiL

£

(@)
i&
;

—
CWN-
CWX

AL W

HF
‘?

-
B3

E

Right hand (R) shown.

Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
II GX-2020R/LE 1.5-6 20 20 125 40 20 25 XGR/L63... 5
GX-2525R/LE 1 4.5 1.5-6 25 25 150 38 25 32 XGR/L63... 5

External

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

R (7
' SPARE PARTS & @ ﬁ (
Designation Clamp set Clampscrew Shim  Shimscrew  Wrench
GX-2020RE CP81A RT-1 SL-6R  BHM4-8 P-4
GX-2020LE CP81A RT-1 SL-6L BHM4-8 P-4
GX-2525RE CP81A RT-1 SL-1R BHM4-8 P-4
GX-2525LE CP81A RT-1 SL-1L BHM4-8 P-4
| ] Note: Max. groove width and max. groove depth will depend on the insert type.
I INSERT
XGR/L
8.0
3
< O ™
&
Right hand (R) shown.
Bl steel * | 4
M Stainless *
Cast iron S *
Non-ferrous *
Superalloys DA “ : First choice
H Hard materials ¢ : Second choice
Cermet Uncoated
Designation HAND|CW=0.025 RE § o o CDX
@ T R
= =2
XGR6310-02 R 1 02 |@ [ N J 1.5
XGL6310-02 L 1 02 | @ [ N J 1.5
XGR6315-02 R 1.5 02 | @ ® o 2.3
XGL6315-02 L 1.5 02 | @ [ BN J 2.3
XGR6320-02 R 2 02 | @ [ N J 3
XGL6320-02 L 2 02 | @ ® o 3
XGR6325-02 R 2.5 02 | @ ® o 3.8
XGL6325-02 L 25 02 | @ [ N J 3.8
XGR6330-02 R 3 02 |@ [ 2N ) 4.5
XGL6330-02 L 3 02 |@ ® 0 4.5
XGR6335-02 R 3.5 02 | @ ® o 5.3
XGL6335-02 L 3.5 02 | @ [ N J 5.3
XGR6340-02 R 4 02 | @ [ BN J 6
XGL6340-02 L 4 02 |@ ® 0 6
XGR6345-02 R 4.5 02 | @ ® o 6
XGL6345-02 L 4.5 02 | @ [ N J 6
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @®: Line up

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

Reference pages: Inserts — F082 - F083, Standard cutting conditions — F083
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XGR/L-QBN

8.0 20

Hﬁ%
_—

[~

X 2-RE

Right hand (R) shown.

- Steel
M Stainless
Cast iron
l Non-ferrous
S Superalloys ¥ : First choice
H Hard materials | ¢ : Second choice
CBN
Designation HAND|CW=0.05| RE |Q CDX
Q
om
XGL6310S-QBN L 1 02 | @ 1.5
XGR6315S-QBN R 1.5 02 | @ 2.3
XGL6315S-QBN L 1.5 02 | @ 2.3
XGR6320S-QBN R 2 02 | @ 3
XGL6320S-QBN L 2 02 | @ 3
XGR6325S-QBN R 2.5 02 | @ 3.8
XGL6325S-QBN L 2.5 02 | @ 3.8
XGR6330S-QBN R 3 02 | @ 4.5 o
XGL6330S-QBN L 3 [o02 @ 4.5 £
XGR6335S-QBN R 35 | 02 | @ 5.3 8
XGL6335S-QBN L 35 | 02 |@ 5.3 15}
XGR6340S-QBN R 4 02 | @ 6
XGL6340S-QBN L 4 02 | @ 6
XGR6345S-QBN R 4.5 02 | @ 6
XGL6345S-QBN L 4.5 02 | @ 6
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @®: Line up
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).
I STANDARD CUTTING CONDITIONS
Cutting Speed Feed: f (mm/rev)

ISO Workpiece material Grade

Vc (m/min)
W< 2mm W=2~4mm W >4 mm

NS9530 80 - 200 0.05-0.1 0.08-0.2 0.08 - 0.25
Carbon steel
UX30 60 - 150 0.05-0.1 0.08-0.2 0.08 - 0.25

. Cast irons , Light alloys TH10 60 - 150 0.05- 0.1 0.08-0.2 0.08 - 0.25

Hardened steels BX360 50 - 180 0.05-0.15 0.05-0.15 0.05-0.15

Reference pages: Toolholders — F082
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J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

 CDX JHL
-

‘a Without offset
.|
|

—

WE

‘ ICWN-CWX
TE;\

B LF NN

_LH N L350

w 1010, 1212 Shank
T =
rm ‘:{ Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
JSVGR/L1010K-C 0.7 -5.5 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 0.7-5.5 12 12 125 23 12 12 JVGR/L... 2.3

JSVGR/L1616K PGS 07-55 16 16 125 23 16 16 JVGRIL... 23

*Torque: Recommended clamping torque (N-m)

| —
~ SPARE PARTS @ /é

Designation Clamping screw Wrench
JSVGR/L... CSTB-3S

T-9F
Option T-9L

. W INSERT
Ll JVG (with hand, sharp edge)

~e < RE

cw
I
i?
\C -
‘ A

<§ Right hand (R) shown.

Bl steel * | & * Y
M Stainless % [ %
Cast iron DA S
Non-ferrous >
Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND/CW-¢s| RE | & u8: o CDX| IC | S

~ F (o2} -

I ~ (72] I

n - Z [
JVGRO33F R 0.33 0 ([ N} [ ] 0.7 7.94 | 3.18
JVGLO33F L 0.33 0 [ ) 0.7 7.94 | 3.18
JVGRO50F R 0.5 0 ® o [ ] 1.1 7.94 | 3.18
JVGLO50F L 0.5 0 [ J 11 7.94 | 3.18
JVGRO75F R 0.75 0 ([ N} [ ] 1.9 7.94 | 3.18
JVGLO75F L 0.75 0 [ ) 1.9 7.94 | 3.18
JVGRO95F R 0.95 0 | ®@ @ [} 19 | 7.94 | 3.18
JVGLO95F L 0.95 0 [ J 1.9 794 | 3.18
JVGR100F R 1 0 o o [ ] [ ] 5.5 794 | 3.18
JVGL100F L 1 0 [ ) [ ] [ ] 55 7.94 | 38.18
JVGR125F R 1.25 0 @ @ [ J 5 7.94 | 3.18
JVGL125F L 1.25 0 [ J 5 7.94 | 3.18
JVGR150F R 1.5 0 o o [ ] [ ] 5.5 7.94 | 3.18
JVGL150F L 1.5 0 [ ) [ ] [ ] 55 7.94 | 38.18
JVGR200F R 2 0 @ @ [ ) [ J 55 | 7.94 | 3.18
JVGL200F L 2 0 [ J 5.5 794 | 3.18

@: Line up

Reference pages: Standard cutting conditions — F091
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J-SERIES

JSXGR/L

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

]
e '
- sitlic oy -
1 ZIE e —r Wlthut offset
= “i“ ‘ 1010, 1hnk
= [O ] Ed}
Right hand (R) shown.
Designation CcDX H B LF LH HF WF Insert  Torque*
JSXGR/L1010K8-C 45-6 10 10 125 29 10 9.9 JXG... 1.3
JSXGR/L1212K8-C 0.7 2 45-6 12 12 125 29 12 11.9 JXG... 1.3
JSXGR/L1616K8 [oaa 45-6 16 16 125 29 16 15.9 JXG.. 1.3
JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG... 1.3
JSXGR/L2525K8 aama 45-6 25 25 125 29 25 24.9 JXG... 1.3
Can be wrenched also from the back with a double-head screw.
This toolholder can be used for JXF front-turning insert, JXR reverse-turning insert, and JXG parting and grooving insert.
*Torque: Recommended clamping torque (N-m)
SPARE PARTS @ /é
Designation Clamping screw Wrench
JSXGR/L... CSTB-4SD T-8F
(@)
I INSERT £
JXG (with hand, sharp edge) 8
W, e °
PSIRR
><A
& o 8
*pLS
Right hand (R) shown. - Steel * D¢
M Stainless *
Cast iron DA
Non-ferrous *
Superalloys * Y : First choice
H Hard materials ¥¢ : Second choice
Coated | Uncoated
Designation HAND|CW:0.025 RE o o CDX| IC |PSIRR| S
q- bl
5 =
JXGR8070FA R 0.7 0 | @ [ J 4.5 8 15° 3.97
JXGL8070FA L 0.7 [ ] [ ] 4.5 8 15° 3.97
JXGR8070FA-005 R 0.7 0.05 | @ 4.5 8 15° 3.97
JXGR8100FA R 1 0 | @ [ ] 6 8 15° 3.97
JXGL8100FA L 1 0 | @ [ J 6 8 15° 3.97
JXGR8100FA-005 R 1 0.05 @ 6 8 15° 3.97
JXGR8100FA45 R 1 0 @ [} 4.5 8 15° | 3.97
JXGR8100FA45-005 R 1 0.05 | @ 4.5 8 15° | 3.97
JXGR8150FA R 15 0 | @ [ J 6 8 15° 3.97
JXGL8150FA L 15 0 | @ [ ] 6 8 15° 3.97
JXGR8150FA-005 R 1.5 0.05 @ 6 8 15° 3.97
JXGR8150FA50 R 1.5 0 @ [} 5 8 15° | 3.97
JXGR8150FA50-005 R 15 0.05 | @ 5 8 15° 3.97
JXGR8180FA R 1.8 0 | @ [ ] 6 8 15° 3.97
JXGR8180FA-005 R 1.8 0.05 @ 6 8 15° 3.97
JXGR8200FA R 2 0 | @ [ ] 6 8 15° 3.97
JXGL8200FA L 2 0 @ [ J 6 8 15° | 3.97
JXGR8200FA-005 R 2 0.05 @ 6 8 15° 3.97
JXGR8200FN R 2 0 | @ [ ] 6 8 0° 3.97
JXGL8200FN L 2 0 | @ [ ] 6 8 0° 3.97
JXGR8200FN-005 R 2 0.05 | @ 6 8 0° 3.97
@®: Line up

Reference pages: Standard cutting conditions — F091
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J-SERIES

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

&

. gmmm - T

%
LI Es

Right hand (R) shown.

Designation CUTDIA H B LF LH HF WF Insert  Torque*
JCCWSR/L1010K2 20 10 10 125 19 10 10 JCC*200... 35
JCCWSR/L1212K2 2 20 12 12 125 19 12 12 JCC*200... 35
JocwsR/Lieteke [ 20 16 16 125 19 16 16 JCC*200... 35
JCCWSR/L2020K2 2 20 20 20 125 19 20 20 JCC*200... 35

. Jccwsmizs2ske  [ERN 20 25 25 125 19 25 25 JCC*200... 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ %

/4 y Designation Clamping screw Wrench
JCCWSR/L... CSTB-4S T-15F

' EEINSERT
JCC (Sharp edge)

Neutral

RE (JCCN200F)
= =
(@] O
INSL

- uliey < pilliag
Right hand (R) shown.

With hand
RE (JCCR/L200F)

- Steel *
M Stainless *
Cast iron

Non-ferrous

* % X

Superalloys ¥ : First choice
H Hard materials ¥ : Second choice

Coated | Uncoated

Designation HAND|CW:0025 RE | o PSIRR INSL| h

N T

) [
JCCN200F N 2 0 | @ [ J 0° 15 4.8
JCCN200F-005 N 2 0.05 | @ 0° 15 4.8
JCCR200F R 2 0 [ ) [ J 15° 15 4.8
JCCL200F L 2 0 [ ) [ J 15° 15 4.8
JCCR200F-005 R 2 005 | @ 15° 15 4.8
JCCL200F-005 L 2 0.05 | @ 15° 15 4.8

@®: Line up

Reference pages: Standard cutting conditions — F091
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J-SERIES

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

: i

BE

£} 1 (O]
=
CUTDIA® ' _ LH

2]

Right hand (R) shown.

Designation cw CUTDIA H B LF LH HF WF Insert Torque*
JCGWSR/L1010K2 - 20 10 10 125 20 10 10 JCGN200F... 35
JCGWSR/L1212K2 2 20 12 12 125 20 12 12 JCGN200F... 35
JCGWSR/L1616K2 _ 20 16 16 125 20 16 16 JCGN200F... 35

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ /<’§

Designation Clamping screw Wrench
JCGWSRI/L... CSTB-4S T-15F
Bl INSERT
JCGN (Sharp edge) )
RE Neutral With hand 3
=z RE o
017_ ) T (0]
INSL ! F

V-
- Steel

M Stainless

Right hand (R) shown.

* %

Cast iron
Non-ferrous

* % X

Superalloys Y : First choice
H Hard materials 5% : Second choice

Coated | Uncoated
Designation HANDCW:0025 RE | | o PSIRR|INSL| h
N T
r) [
JCGN200F N 2 0.05 | @ [} 0° 20 3
JCGN200FR R 2 0.05 | @ [} 8° 20
JCGN200FL L 2 0.05 | @ [ J 8° 20 3
@®: Line up

Reference pages: Standard cutting conditions — F091
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J-SERIES

JSTGR/L

External grooving toolholder, for Swiss lathes

CDX | LF ‘ J'L
{—g—
[IL,
A 2
Can be wrenched =
also from the back == LH
; o0
with a double-head
L \NO T
screw If ¥ ‘ j
[\ A —
é Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF HBH Insert Torque*
JSTGR/L1010X3 0.7-2.6 10 10 120 18.5 10 10 2 JTGR/B... 1.2
JSTGR/L1212F3 0.33 3 0.7-26 12 12 85 18.5 12 12 - JTGR/L3... 1.2
JsTGRAL1212x3  [INOBEIIIEI 07-26 12 12 120 18.5 12 12 = JTGR/L3... 12
JSTGR/L1616X3 0.33 3 0.7-26 16 16 120 18.5 16 16 - JTGR/L3... 1.2
JSTGL1616K3 [oEEE 0.7-26 16 16 125 185 16 16 = JTGR/S... 1.2
*Torque: Recommended clamping torque (N-m)
1
// SPARE PARTS @ S,
/4 Designation Clamping screw Wrench
JSTGRIL... CSTB-4SD T-8F
/ +r
SSERIES
JS-TGL3
External grooving toolholder, for Swiss lathes
LF [
CWN- | 20
w (CWX H
| = L
CDXy - ‘ A
i | ] C -m
| { | [ A - J
m =
H = o
8 Left hand (L) shown.
Designation CWN CWX CDX DCONMS H B LF WF wB Insert Torque*
JS19K-TGL3 0.7-2.6 19.05 18 18 125 6 11.5 JTGRS... 3
JS20K-TGL3 0.33 3 0.7-2.6 20 19 19 125 6 11.5 JTGR3... 3
Js2zk-TGLs  [NOBEIEI o0.7-26 22 21 21 125 6 11.5 JTGRS... 3
JS25K-TGL3 0.33 3 0.7-2.6 25.4 24 24 125 10 12.7 JTGR3... 3

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

%

A

Wrench
T-15F

SPARE PARTS

Designation
JS**-TGL3

Clamping screw
CSTB-4S

Reference pages: Inserts — F089 - F090, Standard cutting conditions — F091
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I INSERT
JTG (Sharp edge)

CW_. <RE
y v
oxA

(a)
(@]

Right hand (R) shown.

s

Bl steel * |9 * Y
M Stainless * | %
Cast iron Pig *
l Non-ferrous ) ¢
S Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HAND|CW-gos| RE | & ° § o CDX| IC S
=3 @ T
(20 = -
JTGR3033F R | 033 [ 003 | @ @ [ 0.7 | 953 | 3.18
JTGL3033F L 0.33 | 0.03 [ ® 0.7 | 953 | 3.18
JTGR3033F-005 R | 033 [005|@® 0.7 | 953 | 3.18
JTGR3043F R | 043 |0.03 ® 11 | 953 | 3.18
JTGR3050F R | 05 |003|@ @ ° ° 11 | 953 | 318 2
JTGL3050F L | o5 [o03|@ @ ° 11 | 953 | 3.18 3
JTGR3050F-005 R | 05 |005|@ 11 | 953 | 3.18 o
JTGL3050F-005 L 05 |005|@ 11 | 953 | 3.18 o
JTGR3065F R | 065 [ 003 |® @ 19 | 953 | 3.18
JTGR3065F-010 R 0.65 01 | @ 1.9 9.53 | 3.18
JTGR3075F R | 075 [ 003 | @ @ ® [ ) 19 | 953 | 3.18
JTGL3075F L 075 [ 003 |@®@ @ ® [ ) 19 | 953 | 3.18
JTGR3075F-010 R 075 | 0.1 | @ 1.9 9.53 | 3.18
JTGL3075F-010 L 0.75 01 | @ 1.9 9.53 | 3.18
JTGR3080F R 08 [003| @ @ 19 | 953 | 3.18
JTGR3080F-010 R 08 | 01 |@ 19 | 953 | 3.18
JTGR3085F R | 085 [ 003 |® @ 19 | 953 | 3.18
JTGR3095F R | 095 003 | @ @ ® ® 19 | 953 | 3.18
JTGL3095F L 095 (003 |@® @ [ ) 19 | 953 | 3.18
JTGR3095F-010 R | 095 | 01 |@ 19 | 953 | 3.18
JTGL3095F-010 L 095 | 0.1 |@ 1.9 9.53 | 3.18
JTGR3100F R 1 005 | @ @ o [ ] 2.1 9.53 | 3.18
JTGL3100F L 1 005 | @ @ [ ) 21 | 953 | 3.18
JTGR3100F-010 R 1 01 | @ 21 | 953 | 3.18
JTGL3100F-010 L 1 01 | @ 2.1 9.53 | 3.18
JTGR3110F R 11 | 005 | @ @ 21 | 953 | 3.18
JTGR3120F R 12 | 005 | @ @ 21 | 953 | 3.18
JTGR3120F-010 R 12 | 01 |@ 21 | 953 | 3.18
JTGR3125F R 125 | 005 | @ @ ® [ ) 21 | 953 | 3.18
JTGL3125F L 125 | 005 | @ @ [ ) 21 | 953 | 3.18
JTGR3125F-010 R 125 | 01 | @ 21 | 953 | 3.18
JTGL3125F-010 L 125 | 01 | @ 21 | 953 | 3.18
JTGR3130F R 13 | 005 | @ @ 21 | 953 | 3.18
JTGR3140F R 14 | 005 | @ @ 21 | 953 | 3.18
JTGR3140F-010 R 14 | 01 |@ 21 | 953 | 3.18
JTGR3145F R 145 | 005 | @ @ ® [ ) 21 | 953 | 3.18
JTGL3145F L 1.45 | 0.05 ® [ ) 21 | 953 | 3.18
JTGR3145F-010 R 145 | 01 | @ 21 | 953 | 3.18
JTGR3150F R 15 | 005 | @ @ ® [ ) 21 | 953 | 3.18
JTGL3150F L 15 | 005 | @ @ [ ) 21 | 953 | 3.18
JTGR3150F-010 R 1.5 01 | @ 2.1 9.53 | 3.18
JTGL3150F-010 L 1.5 01 | @ 2.1 9.53 | 3.18

@®: Line up

Reference pages: Toolholders —F088, Standard cutting conditions — F091
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B INSERT
JTG (Sharp edge)

CwW RE
VA |
- oxd

)

O

S Right hand (R) shown.

- Steel ¥ [ % * S
M Stainless % &
Cast iron Dk¢ *
Non-ferrous *
Superalloys * % : First choice
H Hard materials 7 : Second choice
T | Coated Cermet | Uncoated
- Designation HAND|CW-30s| RE | & % ° CDX| IC | S
N @ T
%5 z =
JTGR3175F R 175 | 005 | @ @ [ J [ J 2.1 9.53 3.18
JTGL3175F L 1.75 | 0.05 [ ] [ J [ J 2.1 9.53 3.18
~ JTGR3175F-010 R 1.75 01 | @ 21 9.53 | 3.18
T JTGR3180F R 1.8 005 | @ @ 2.1 9.53 3.18
: JTGR3200F R 2 005 @ @ [ J [ J 2.6 9.53 3.18
JTGL3200F L 2 005 @ @ [ J 2.6 9.53 3.18
JTGR3200F-010 R 2 01 | @ 2.6 9.53 | 3.18
JTGL3200F-010 L 2 01 | @ 2.6 9.53 | 3.18
JTGR3225F R 225 | 005 @ @ 2.6 9.53 3.18
JTGR3250F R 2.5 005 @ @ [ J [ J 2.6 9.53 3.18
JTGL3250F L 2.5 005 | @ @ [ J 2.6 9.53 | 3.18
JTGR3250F-010 R 2.5 01 | @ 2.6 9.53 | 3.18
JTGL3250F-010 L 2.5 01 | @ 2.6 9.53 3.18
JTGR3275F R 2.75 | 0.05 o 2.6 9.53 3.18
JTGR3300F R 3 005 | @ @ 2.6 9.53 | 3.18
JTGR3300F-010 R 3 01 | @ 2.6 9.53 | 3.18
@: Line up
JTG (honed edge)
W
S
7,
e
J_JE Right hand (R) shown.
- Steel *
M Stainless
Cast iron Pig
Non-ferrous
Superalloys ¥ : First choice
H Hard materials v : Second choice
Coate
cerme
Designation HAND|CW+3%5| RE 3 CDX | IC S
8
JTGR3100 R 1 0.05 | @ 241 9.53 | 3.18
JTGR3125 R 125 | 0.05 | @ 2.1 9.53 3.18
JTGR3150 R 1.5 0.05 | @ 2.1 9.53 3.18
JTGR3200 R 2 0.05 | @ 2.6 9.53 3.18

@: Line up

Reference pages: Toolholders — F088, Standard cutting conditions — F091
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I STANDARD CUTTING CONDITIONS (J-Series grooving tool)

ISO Workpiece material Grade Cutting Speed Feed
Ve (m/min) f (mm/rev)
J740 10 - 100 0.01-0.1
SH725 50 - 150 0.01-0.1
General steels,
. TEEIE SRS, A NS9530 50 - 150 0.01 - 01
J9530 50 - 150 0.01-0.1
J740 10 - 100 0.01-0.1
M Stainless steels, etc.
SH725 50 - 150 0.01-0.1
. Aluminium alloys, copper alloys, etc. TH10 10 - 200 0.01-0.1
. Difficult-to-cut materials, titanium alloys, etc. TH10 10 - 30 0.01-0.1

MY=T SERIES

CGWSR/L-FLR/L#GP

Grooving

External grooving and turning toolholder

9 2020 shank %’ Ji‘T
] CDX |}
51 m¢ ”’¢ uﬁ |
= fé o & o | ,
LJ 7& LL
gT a5 47 | | 485
Yo}
Y
(T
1)’ oo =)
Right hand (R) shown.
Designation cw CDX H B LF HF WF Insert Shank blade Torque
CGWSR/L2020-FLR/L3GP 10 20 20 152 20 27  FLEX30R/L CGWSR/L2020 FLR/A3GP 5
CGWSR/L2525-FLR/L3GP 3 10 25 25 152 25 32 FLEX30R/IL CGWSR/L2525 FLR/A3GP 5
CGWSR/L2020-FLR/L4GP - 12 20 20 152 20 27  FLEX40R/L CGWSR/L2020 FLR/LAGP 5
CGWSR/L2525-FLR/LAGP 4 12 25 25 152 25 32 FLEX40R/L CGWSR/L2525 FLR/A4GP 5
CGWSR/L2020-FLR/L5GP - 14 20 20 152 20 27  FLEX50R/L CGWSR/L2020 FLR/ASGP 5
CGWSR/L2525-FLR/L5GP 5 14 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/ASGP 5

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

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

*Torque: Recommended clamping torque (N-m)

SPARE PARTS § & ( Feed direction

Front cutting edge

Designation Clamping screw Blade screw Wrench
CGWSR/L***-FLR/L*GP CHHM5-18 CSHB-6 P-4
Il Caution

Flex-Tool has mechanism in which the end cutting edge angle is formed b

accepting a cutting force. In external grooving, there is a possibility that if the g 00
cutting conditions (feed and depth of cut) are set too high, the programmed gg 0.02
diameter will not be achieved. To prevent this problem, it is necessary to °E ;
perform a compensation in the program by an amount that is equal to E% 0.01
the amount A'-A that is shown in the drawing on the right. The values of SE
compensation corresponding to the feeds are also shown in the graph. B .
5 0.1 0.2 0.3
The length of blade for 5mm width is shortened 2mm compared from the old type e Feed: f (mm/rev)

blade. Please notice and read the instruction manual packaged in the box Correction value for outer diameter

(Reference)

Reference pages: Inserts, Standard cutting conditions — F092
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Il INSERT
FLEX(R/L)

Recess

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

Right hand (R) shown. recess. (not of a right-hand insert)
Bl steel * 5% * *
M Stainless * *
Cast iron ¢ DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Carbide | Uncoated
o
7 Designation HAND|CW:005| RE |10 19 B o BW
= 85 B |2
22 Z 5
FLEX30R R 3 0.4 [ ] 2.2
FLEX30L L 3 0.4 [ ] 2.2
/ FLEX40R R 4 0.4 ® 3.1
FLEX40L L 4 0.4 o 3.1
[ FLEX50R R 5 04 | @ @ ® [
LI FLEX50L L 5 04 | @ @ ) ) 4
@®: Line up
Il STANDARD CUTTING CONDITIONS
1SO Workpiece material Grade Cutting Speed Feed: f (mm/rev)
Vc (m/min) Grooving Turning
T9225 80 - 300 0.05-0.25 0.1-0.3
T9125 80 - 200 0.05-0.25 0.1-0.3
- Carbon steel
NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05-0.25 0.1-0.3

Reference pages: Toolholders —F091
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CTWR/L

External grooving and parting toolholder, for 2 corner inserts

.- il

oo [
\
Max. parting dia.CUTDIA SR of
Solid bar (%T
s =

Right hand (R) shown.

Designation 73 CUTDIA  CDX H B LF LH HF WF Insert Torque*
CTWR/L2020-3 - 32 14 20 20 150 41 20 20.25 CTD3 5
CTWR/L2525-3 3 32 14 25 25 150 41 25 25.25 CTD3 5
CTWR/L2020-4 [N a2 14 20 20 150 41 20 20.25 CTD4 5
CTWR/L2525-4 4 32 14 25 25 150 41 25 25.25 CTD4 5
CTWR/L2525-5 _ 42 20 25 25 150 46 25 25.25 CTD5 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ f ﬁ @ (

Designation Clamp Pin Clamping screw Washer Wrench
CTWR2020-3 CTC-3R BP-360 CTS-M6 CDWe6 P-4
CTWL2020-3 CTC-3L BP-360 CTS-M6 CDW6 P-4
CTWR2525-3 CTC-3R BP-360 CTS-M6 CDW6 P-4
CTWL2525-3 CTC-3L BP-360 CTS-M6 Ccbwe P-4 CC»
CTWR2020-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 'g
CTWL2020-4 CTC-4L BP-360 CTS-M6 CDWe6 P-4 e
CTWR2525-4 CTC-4R BP-360 CTS-M6 CDW6 P-4 )
CTWL2525-4 CTC-4L BP-360 CTS-M6 Ccbwe P-4
CTWR2525-5 CTC-5R BP-360 CTS-M6 CDW6é P-4
CTWL2525-5 CTC-5L BP-360 CTS-M6 Cbwe P-4
Bl INSERT
CTD
RE INSL

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys Y : First choice
H Hard materials ¥ : Second choice
Coated
Designation cw:01| RE | INSL| h h2
N~
I
<
CTD3 3 02 | @ 20 4.3 4
CTD4 4 02 | @ 20 5.3
CTD5 5 02 | @ 25 6.3 6
@: Line up
Il STANDARD CUTTING CONDITIONS
Iso Workpiece material Grade Cutting Speed Feed: f (mm/rev)
Vc (m/min) Grooving Parting off
. Carbon steel AH725 80 - 180 0.08-0.3 0.08 - 0.15
M Stainless steel AH725 50 - 120 0.08 - 0.25 0.08 - 0.1

Tungaloy F093




MY=T SERIES

CGWSR/L-CGD

External grooving and parting toolholder

CDX :
BEl CUTDIA Lgl-‘ ™ mi %”HF

Right hand (R) shown.

Designation CUTDIA CDX H B LF LH HBL HF WF Insert Shank blade Torque*
2

CGWSR/L2020-CGDR/L2 35 16 20 20 152 45 485 20 26.45 CGD200 CGWSR/L2020 CGDR/L2 5
CGWSR/L2525-CGDR/L2 35 16 25 25 152 45 - 25  31.45 CGD200 CGWSR/L2525 CGDR/L2 5
CGWSR/2020-CGDRA3 N8I 46 216 20 20 1576 506 541 20 26.45 CGD300 CGWSR/L2020 CGDR/L3 5
CGWSR/L2525-CGDR/L3 3 46 216 25 25 1576  50.6 - 25  31.45 CGD300 CGWSR/L2525 CGDR/L3 5

. CGWSR/2020-CGDRAL4 [N 46 216 20 20 157.6 50.6 541 20 26.65 CGD400 CGWSR/L2020 CGDR/L4 5
- CGWSR/L2525-CGDR/L4 4 46 216 25 25 1576 50.6 - 25  31.65 CGD400 CGWSR/L2525 CGDR/L4 5
CGWSR/L2020-CGDR/L5 BN 46 216 20 20 1576 50.6 541 20 2695 CGD500 CGWSR/L2020 CGDR/A5 5
CGWSR/L2525-CGDR/L5 5 46 216 25 25 1576  50.6 - 25  31.95 CGD500 CGWSR/L2525 CGDR/L5 5
CGWSR/L2020-CGDR/L6 [N 46 216 20 20 157.6 50.6 541 20 271 CGD600 CGWSR/L2020 CGDR/L6 5
CGWSR/L2525-CGDR/L6 6 46 216 25 25 1576 50.6 - 25 321 CGD600 CGWSR/L2525 CGDR/L6 5

~ CGWSR2525-8 7/88 so 218 25 25 150 - - 25 2635 SSproo - - 8.5
o CGWSR3232-8 7/8 50 216 32 32 170 - - 32 3335 S8Droo. - - 8.5

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

SPARE PARTS 7= & & 4 & 4

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

CGWSR****-8 = CCR/L-8 CHHM®6-20 = 5X14AW BP-9 P-5

Reference pages: Inserts, Standard cutting conditions — F095
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B INSERT

CGD
=
5) RE
Fe
o s
- Steel P * *
M Stainless ) ¢ *
Cast iron Dk¢
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
o
Designation cws0025 RE |& @ o INSL| h
(52} [*)] (]
T n x
O = =)
CGD200 2 02 |@ o [ 20 3.25
CGD300 3 02 | @ [ J [ 28.6 | 6.3
CGD400 4 02 | @ [ ] [ J 28.6 6.3
CGD500 5 02 | @ [ ] [ J 28.6 6.3
CGD600 6 02 |@ [ [ 28.6 | 85
CGD700 7 02 | @ [ 28.6 | 85 o
CGD800 8 02 |@ ° 286 | 85 g
T (o]
@: Line up o
(O]
Il STANDARD CUTTING CONDITIONS
Iso Workpiece material Grade Cutting Sp.eed Feed: f (mm/rev)
Vc (m/min) Grooving Parting off
GH330 70 - 180 0.08-0.3 0.08 - 0.15
. Carbon steel NS9530 80 - 200 0.08-0.3 0.08 - 0.15
UX30 60 - 150 0.08-0.3 0.08 - 0.15

Reference pages: Toolholders — F094
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TUNGCUT

CTIR/L
Internal grooving and turning toolholder

1 L) = Insert:
} = Seat size 2:DGIM, DGIS
(=)
- >
(&)
Right hand (R) shown.
Designation cw DMIN Seat size CDX DCONMS H LF® LH WF Insert Torque*
T CTIR/L16-2T08-D250 2 8 16 14 125 E 16.5 DGIM..., DGIS... 5
CTIR/L20-2T06-D250 2 6 20 18 160 40 15.8 DGIM..., DGIS... 5
| CTIR/L20-3T06-D250 3 6 20 18 160 40 15.8 DTL..., DTX... 5
CTIR/L25-3T05-D250 3 5.1 25 23 200 40 175 DTI..., DTX... 5
--_ CTIR/L25-3T08-D320 3 25 23 200 40 215 DTl..., DTX... 5
| ™ CTIR/L32-3T10-D400 3 10 32 30 250 60 27 DTl..., DTX... 5
sidicd  oTiR/L20-4T06-D250 4 6 20 18 160 40 15.8 DTI..., DTX... 5
| CTIR/L25-4T08-D320 4 8 25 23 200 40 215 DTI..., DTX... 5
| CTIR/L32-4T04-D310 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 10 32 30 250 60 27 DTI..., DTX... 5
~ CTIR/L25-5T05-D310 5 5 25 23 200 60 17.3 DTl..., DTX... 85
; CTIR/L32-5T10-D400 5 10 32 30 250 60 27 DTl..., DTX... 8.5
CTIR/L32-6T04-D310 6 4 32 30 250 60 20.8 DTI..., DTX... 85
CTIR/L32-6T10-D400 6 10 32 30 250 60 27 DTI..., DTX... 85
CTIR/L32-8T05-D370 8 5 32 30 250 60 21.3 DTI..., DTX... 8.5
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTl..., DTX... 85
(1) L1 is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)
When using the inserts that are not in the above
SPARE PARTS & ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;hcrziget(y:f‘zn INSERT Ccw DMIN
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4  CA-16 M6 DGM /DGS / SGN / DGL / DTM 3 50
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS / SGN/DTM / DGL 4 50
CTIR/L20-3T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 BGMIDGS/DIMIZDGL 2 G
CTIR/L25-3T05-D250 CM5X0.8X16-A P-4  CA-25  R1/8" DGM/DGS /DTM / DGL 6 60
DGM/DGS / DTM 8 70
CTIR/L25-3T08-D320 CM5X0.8X16-A P-4  CA-25  Ri/8" SR o /5
CTIR/L32-3T10-D400 CM5X0.8X16-A P-4  CA-32  R1/8" DTE / DGG 4 40
CTIR/L20-4T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DTE / DGG 5 50
CTIR/L25-4T08-D320 CM5X0.8X16-A P-4  CA-25  Ri/8" DTE / DGG 6 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4  CA-32  R1/8" DTE /DGG 8 62
CTIR/L32-4T10-D400  CM5X0.8X16-A P-4  CA-32  R1/8" DI g &4
CTIR/L25-5T05-D310 CMBX1X16-A  P-5  CA-25  R1/8" EI? : iz
CTIR/L32-5T10-D400 CM6X1X20-A  P-5 CA-32  Ri/8" BT 5 5
CTIR/L32-6T04-D310 CM6X1X20-A  P-5 CA-32  Ri/8" DTR s 56
CTIR/L32-6T10-D400 CMBX1X20-A  P-5 CA-32  R1/8"
CTIR/L32-8T05-D370 CMBX1X20-A  P-5 CA-32  R1/8"
CTIR/L40-8T05-D420 CM6X1X25-A  P-5 CA-40  Ri/8"

Reference pages: Inserts — F098 - F113, Standard cutting conditions — F113
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TUNGCUT

CGIUR/L

Internal 45° undercutting toolholder

0w LH
=z T =
4
T 1 % CDXI
VY DMIN o LF N
T ee—
\\ A
—t Right hand (R) shown.
Designation cwW b]V[[\M Seatsize CDX DCONMS H LF LH WF () Insert Torque*
CGIUR/L20-3T02-D380 3 2.8 20 19 160 - 12.8 DTIU... 5
CGIUR/L25-3T02-D380 3 38 3 2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 4 3 4 238 20 19 160 - 12.9 DTIU... 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5
CGIUR/L25-6T02-D460 Emaenn se 238 25 23 200 - 15.2 DTIU... 8.5
(1) WF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & (
Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4 -
CGIUR/L**-4T02-D... CM5X0.8X16-A P-4 c
CGIUR/L25-6T02-D460 CMBX1X25-A P-5 8
o
(O]
CGIUR/L-15A
Round-shank toolholder for profiling aluminium wheel
Q |_CDX (%) s
= g W@
= LF 3
A il e
| . T 1
L —1+ I
T y
/
Lhll HBL Right hand (R) shown.
. . . Seal .
Designation Ccw 5] [| M Seat size CDX DCONMS H WF LF HF HBL Insert cap Torque
CGIUR/L40-6T50-D160-15A 6 50 40 38.5 19.7 320 19 60 DTA.. CA-40 5
CGIUR/L40-8T83-D160-15A 8 160 8 83 40 38.5 20.5 320 19 85 DTA...  CA-40 5
CGIUR/L50-6T85-D200-15A  [NEING600 6 85 50 485 252 350 235 85 DTA... = 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 48.5 25.9 350 23.5 85 DTA... - 5
*Torque: Recommended clamping torque (N-m)
SPARE PARTS @ ( @
Designation Clamping screw Wrench Seal cap
CGIUR/L**-15A CM6X1X25-A P-5 CA-40
NOZZLE
PNZ5 CNZz125

Reference pages: Inserts — F098 - F113, Standard cutting conditions — F113
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DTI

Il INSERT

Internal grooving and turning (for high precision)

RE

oi % -
14

INSL

I stee k| e e[ e | A *
M Stainless * ) dhAdh ¢
Cast iron PG * DA DA
U v Non-ferrous
Superalloys * | Y % : First choice
o H Hard materials ¥¢ : Second choice
— Coated Cermet
— . . Seat 0 o Q
i Designation eize |CW:002| RE jo 0 § & & R INSL| h
Internal g 5 ':E ':E T 8
F RO p
DTI300-040 3 3 04  © © © @ O [ J 20 5
DTI400-040 4 4 04  © © © @ @ [ J 20 5
DTI1400-080 4 4 08  © © © @ O o 20 5
L DTI500-040 5 5 04 | @ © @ 0O [ J 25 5.5
v DTI500-080 5 5 08  © © © @ @ [ J 25 55
DTI600-080 6 6 08  © © © @ © 25 5.5
DTI600-120 6 6 12 1 @ @ © @ @ 25 5.5
DTI800-080 8 8 08  © © © @ © 30 6.7
DTI800-120 8 8 12 @ © © @ @ 30 6.7
@®: Line up
DTI
Internal grooving and turning
RE
o I —
147 INSL -
Bl stee | e[ e[ e | e *
M Stainless * ¥ [ Y | %
Cast iron DA * DA DA
Non-ferrous
Superalloys * | Y¥ ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation Seat | vo0s| RE |10 10 § 28 f?; INSL| h
size N ':E ':E = %
PRII0 z
DTI3-040 3 3 04 | @ ®© @ 0O [ J 20 5
DTI4-040 4 4 04  © © © @ O [ J 20 5
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DTX

External/Internal face grooving and turning

?;\\ |
t7d
Bl steel > | o [ | e *
M Stainless * ¥ [ Y |
Cast iron Y * DA DA
Non-ferrous
Superalloys * |5 Y : First choice‘
H Hard materials Y : Second choice
Coated Cermet
. . Seat e 2
Designation S?ZZ CW:005 RE |0 0 & § & ] INSL| h
§oEEE |3
PRSI0 z
DTX3-030 3 3 03 | © ®© ®© 6 O [ 20 5
DTX4-040 4 4 04 | © © © @ O [ J 20 5
DTX5-040 5 5 04 | © © © @ O [ J 25 5.5
DTX6-080 6 6 0.8 ® 00 25 5
@: Line up
(@]
=
>
DTM 3
External face grooving and turning (B
6 INSL
-
Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Bl Hard materials ¥ : Second choice
Coated
Designation Seat | o005 RE | INSL| h
size ’ =2
I
<
DTM3-030 3 3 03 |@ 20 5
DTM4-040 4 4 04 |@ 20 5
DTM4-080 4 4 0.8 [} 20 5
DTM5-080 5 5 0.8 [ ) 25 55
DTM6-080 6 6 08 |@ 25 5.5
DTM8-080 8 8 0.8 [ J 30 6.7
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DTE

External face grooving and turning (for high precision)

7 INSL ‘
e

BBl stee * k| ||| [
M Stainless * * | Y% %
Cast iron Y * big
l Non-ferrous
S Superalloys * |3 % : First choice
H Hard materials v : Second choice
Coated Cermet
Designation 2&? CWs002| RE |19 © § L f?’, INSL| h
- S5 I @
— FF<<O 2
me-ng DTE265-015 3 265 |015|@ @ ®@ © @ ° 20 5
DTE300-020 3 3 02 | © © @ @ O ([ 20 5
DTE300-040 3 3 04 | @ © @ @O [ 20 5
DTE315-015 3 315 |015 | @ @ @ @ @ [ 20 5
DTE400-040 4 4 04 | @ ®© @ @ O [ 20 5
DTE400-080 4 4 08 | © ®© ®© @ @ ([ 20 5
DTE415-015 4 415 |015 | @ © @ @ © [ 20 5
DTE478-055 5 478 |05 | @ @ @ © @ [ 25 5.5
DTE500-040 5 5 04 | @ ®© @ @ O [ 25 5.5
DTE500-080 5 5 08 | © © @ @ @ ([ 25 5.5
DTE515-015 5 515 |015 | @ @ @ @ ©® 25 5.5
DTE600-080 6 6 08  © © © @ © 25 5.5
DTE600-120 6 6 12 | © © @ @ © 25 5.5
DTE800-080 8 8 08 | © ®© @ @ @ 30 6.7
DTE800-120 8 8 12 | @ © @ 0 @ 30 6.7
@®: Line up
DTE
External face grooving and turning
RE
B r—y)
(@]
7 INSL
BB stee * k| ||| % *
M Stainless * Y dbAdh ¢
Cast iron DA * [ % PAG
l Non-ferrous
S Superalloys ¥* |5 % : First choice
H Hard materials ¢+ Second choice
Coated Cermet
Designation 2?::: CW:0.05 RE ﬁ 9 § g § § INSL| h
PRPRZIES 2
DTES3-040 3 3 04 © © ®© @ 0O [ 20 5
DTE4-040 4 4 04 © © ®© @ 0O [ 20 5
DTE5-040 5 5 0.4 ® o0 25 5.5
DTE6-080 6 6 0.8 ® 0 25 5.5
@: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DGIM

Small diameter internal grooving

Bl steel ¥ | Yo || Y| e *
M Stainless * * | Y| %
Cast iron DA * pAe PA¢

Non-ferrous

Superalloys ) dPAd “ : First choice

H Hard materials ¥ : Second choice

Coated Cermet
: . Seat ol o IS 2
Designation size |CW=005| RE QS 3 R INSL| h
‘H H- &
PRI 0 z
DGIM2-020 2 2 02 @ © © @ O [ ] 20 5
@: Line up
DGIS
Small diameter internal grooving
(@]
c
%iF;E\ 3
==it=————— 2
(O]
14, INSL -
Bl steel | 7e e[ e | #e *
M Stainless * ¥* | % %
Cast iron DA * S DA
Non-ferrous
Superalloys * Y%  : First choice
H Hard materials v« : Second choice
Coated Cermet
0 o
Designation Seat | o .05 RE |10 0 & 10 a INSL| h
size NI SN 8
SS5ITITI D
PRI z
DGIS2-020 2 2 02 @ © ®© @ © (] 20 5
@: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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I INSERT

DGM
External grooving and parting, 2 corners
RE Neutral
=
(&)
INSL

=,

PSIRL

Left hand

RE
s

RE

§
PSIRR|}

.

Right hand
—\ SN
INSL

- Steel * ||k | pAe
M Stainless * * [ Y¢ *
Cast iron pAe * b
U ¥ Non-ferrous
B Superalloys * Y [k ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designati Seat Qo wo =
gnation size |HAND|CW:005 RE |0 0 S & © & B INSL| h |PSIRLPSIRR
H H E 7
il i S ) p
DGM2-020 2 N 2 02 ©® ®© @ © [ J [ J 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 o o [ J 19.8 5 0° 6°
~ DGM2-020-6L 2 L 2 0.2 [ 2N} o 19.8 5 6° 0°
0 DGM2-020-8R 2 R 2 0.2 OO O 198 | 5 0° 8°
: DGM2-020-8L 2 L 2 | 02 oo o 198 | 5 8 | o
DGM2-020-15R 2 R 2 0.2 ([ N} [ ] 19.8 5 0° 15°
DGM2-020-15L 2 L 2 0.2 ([ N} [ ] 19.8 5 15° 0°
DGM2-002-15R 2 R 2 0.02 [} [} 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ] [ ] 19.35 5 15° 0°
DGMS3-020 3 N 3 02 ®© © ®© @ 0 O o 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 ([ N} [ ] 19.9 5 0° 6°
DGM3-020-6L 3 L 3 0.2 ® o [} 19.9 5 6° 0°
DGM3-002-6R 3 R 3 0.02 [ ] [ ] 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ] [ ] 19.45 5 6° 0°
DGMS3-020-15R 3 R 3 0.2 [ 2N} o 19.9 5 0° 15°
DGM3-020-15L 3 L 3 0.2 { BN ] [ J 19.9 5 15° 0°
DGM4-030 4 N 4 03 ®© © © © 0 O [ J 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 o o [} 19.8 5 0° 40
DGM4-030-4L 4 L 4 0.3 o o [ ] 19.8 5 4° 0°
DGM4-030-15R 4 R 4 0.3 ® o [ J 19.8 5 0° 15°
DGM4-030-15L 4 L 4 0.3 ([ N J [ ] 19.8 5 15° 0°
DGM5-030 5 N 5 03 ®© © ®© @ 0 O [} 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 { BN ] o 249 | 55 0° 40
DGM6-030 6 N 6 03 ©®© © ®© ©6 0 O 25 55 0° 0°
DGM8-040 8 N 8 04  © © @ © [ J 30 6.7 0° 0°
@: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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SGM

External deep grooving and parting, 1corner

RE Neutral PSIRL  Left hand ﬁ\ Right hand
Lree—— O
INSL ‘ o, INSL INSL

) 7 Vi

'H- “ERIH 4T

Bl steel * || ¥
M Stainless ¥ [ |
Cast iron * Y
Non-ferrous
Superalloys * | v v : First choice
H Hard materials ¥ : Second choice
Coated
. . Seat o o
Designation size |HAND|CW:005 RE |S QR INSL| h |PSIRLPSIRR
EEX
<< O6
SGM2-020 2 N 2 02 ©® @ @ 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @ ®@ @ 20 5 0° 6°
SGM2-020-6L 2 L 2 02 @ @ @ 20 5 6° 0°
SGM3-020 3 N 3 02 ©® @ @ 20 5 0° 0°
SGM3-020-6R 3 R 3 02 @ @& @ 20 5 0° 6°
SGM3-020-6L 3 L 3 02 (@ @ @ 20 | 5 6 | o0° =
SGM3-020-15R 3 R 3 02 (@ ® @ 20 5 0 | 15° 'g
SGMB3-020-15L 3 L 3 02 ©® @ @ 20 5 15° 0° o
SGM4-030 4 N 4 03 @ @ @ 20 5 o | o )
SGM4-030-4R 4 R 4 03 ©® & @ 20 5 0° 4°
SGM4-030-4L 4 L 4 03 ©® ®© @ 20 5 4° 0°
SGM5-030 5 N 5 03 ©® @ @ 25 55 0° 0°
SGM6-030 6 N 6 03 ©® @& @ 25 55 0° 0°
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand
e .
INSL . INSL -

L N &

RE Right hand
oo o, e,
o INSL ‘

'

Bl stee * e k[ | ¥ *
M Stainless * ) dbxdh ¢
Cast iron DA * DA DA
l Non-ferrous
S | Superalloys * | ¥ ¥ : First choice
H Hard materials 5% : Second choice
Coated Cermet
Designation | 352! Sqg 3
gnation size |HAND CW:0.05| RE ﬁ 9 S o ® 0 INSL| h |PSIRLPSIRR
Internal g g E E (:E %
DGS1.4-016 1 N 1.4 0.16 ® 0 0 16 4.3 0° 0°
DGS2-020 2 N 2 02 © ®© ®© 0 © [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 ® 00 19.95 5 0° 6°
DGS2-020-6L 2 L 2 0.2 ® 0 0 19.95 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ BN ) 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ BN J 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 o 00 19.95 5 0° 15°
DGS2-020-15L 2 L 2 0.2 ® 0 0 19.95 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ N ) 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 ® 0 19.5 5 15° 0°
DGS3-020 3 N 3 02 © © ®© @ © [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 ® 0 0 19.9 5 0° 6°
DGS3-020-6L 3 L 3 0.2 ® 00 19.9 5 6° 0°
DGS3-002-6R 3 R 3 0.02 ® 0 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ BN 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 ® 0 0 19.9 5 0° 15°
DGS3-020-15L 3 L 3 0.2 ® 00 19.9 5 15° 0°
DGS3-002-15R 3 R 3 0.02 ® 0 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ BN 19.45 5 15° 0°
DGS4-030 4 N 4 03 ©®© © ®© 06 O [ ] 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 ® 00 19.8 5 0° 4°
DGS4-030-4L 4 L 4 0.3 o 00 19.85 5 4° 0°
DGS5-030 5 N 5 03 © © ®© 6 0 [ J 25 5.5 0° 0°
DGS6-030 6 N 6 03 ©® © ®© 06 O 25 5.5 0° 0°
@®: Line up
Caution

The tool will interfere with the workpiece when grooving larger diameter than gDmax.

Designation oDmax (mm) Designation oDmax (mm)
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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SGS

External deep grooving and parting, 1corner

RE Neutral
ot
gn i

o INSL
JAE

R
7
-

PSIRL

E

Left hand

INSL

L A=

Bl steel * ¥ | ¥
M Stainless ¥* | Y% %
Cast iron * DA
Non-ferrous
Superalloys * | Y% v : First choice
H Hard materials ¢ : Second choice
Coated
. . Seat Q
Designation size |HAND |CW:005 RE |§ & S INSL| h |PSIRLPSIRR
EEEX
<< O
SGS2-020 2 N 2 02 ©® @ @ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 ©® @ @ 20 5 0° 6°
SGS2-020-6L 2 L 2 02 ©® @ @ 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ @ @ 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ @ 20 5 15° 0°
SGS3-020 3 N 3 02 (@ @ @ 20 5 oo | o =X
SGS3-020-6R 3 R 3 02 (@ @ @ 20 5 R 3
SGS3-020-6L 3 L 3 02 @ @ @ 20 5 6° 0° o
SGS3-002-6R 3 R 3 0.02 o o 19.8 5 0° 6° )
SGS3-002-6L 3 L 3 0.02 o 0o 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 ©® @ @ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ @ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 o o 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 o o 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® @ @ 20 5 0° 0°
SGS5-030 5 N 5 03 ©® @ @ 25 5.5 0° 0°
SGS6-030 6 N 6 03 ©® @ @ 25 55 0° 0°
@®: Line up
DGG
External grooving (for high precision)
RE
=
O
7 . INSL o
'E
- Steel * *
M Stainless *
Cast iron * DA DA
Non-ferrous *
Superalloys > ¢  : First choice
H Hard materials Y : Second choice
Coated Cermet | Uncoated
Te] [=]
Designation CW:0.02| RE |& 3 o INSL| h
~ o o
I n n
< =z X
DGG200-020 2 02 | @ [ ] [ 20 5
DGG300-020 3 02 | @ [ ] ([ ] 20 5
DGG400-040 4 04 | @ [ ] [ ] 20 5
DGG500-040 5 04 | @ (] [ 25 5.5
DGG600-040 6 04 | @ (] [ 25 5.5
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DGL

External grooving and parting

B 7 INSL
‘ >
-
Y
- Steel *
M Stainless *
Cast iron *
Non-ferrous
U - Superalloys * Y : First choice
v H Hard materials 5% : Second choice
|| Coated
. . Seat &
T Designation size |CW:005 RE |S INSL| h
— ~
[T =
Internal <
DGL3-025 3 3 025 | @ 20
DGL4-030 4 4 03 | @ 20 5
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 | @ 25 5.5
[ @: Line up

DTR
Profiling and undercutting (for high precision)
RE
5 —— [
5 =
7 INSL

W-

-Steel b b 4b_dRAGRAS *
M Stainless * L. hAdD ¢
Cast iron DA * DA Y
Non-ferrous
Superalloys ¥* |y ¥ : First choice'
H Hard materials % : Second choice
Coated Cermet
Designation 2?;: CW:002| RE |19 10 § '-é’ § § INSL| h
S5 I LT %)
FEF<<O P4
DTR300-150 3 3 15 @ @ @ @ @ [ J 20 5
DTR400-200 4 2 o0 0 0 o [ J 20
DTR478-239 5 478 239 @ © @ @ © [ J 25 5.5
DTR500-250 5 5 25 | @ @ @ 0 O [ J 25 5.5
DTR600-300 6 3 00 0 o 25 5.5
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DTR

Profiling and undercutting

RE
)
O

7 INSL

-Steel * | |k | Y *
M Stainless * * [ *
Cast iron Pig * PiAdhAe Ad

Non-ferrous

Superalloys ¥* | Y% % % : First choice

H Hard materials ¥¢ : Second choice

Coated Cermet
. . Seat . Qowo =
Designation size CW=0.05| RE RS S Qg ® 0 INSL| h
S>TITITI )
FFEF<I<<O P4
DTR3-150 3 3 15 @ © © @6 @ @ [ ] 20
DTR4-200 4 4 2 o0 00 00 [ ] 20
DTR5-250 5 5 25 | @ © @ @ 0 O [ ] 25 5.5
DTR6-300 6 6 3 00 e [ 25 5.5
DTR8-400 8 8 4 © @00 [ 30 6.7
@®: Line up CC”
>
o
e
O]
DTIU
Profiling and undercutting (for high precision)
RE
Y=
g —
)7;\“ INSL
Bl steel * | e
M Stainless ¥* | Y5 | %
Cast iron * DA
Non-ferrous
Superalloys ¥* | v% % : First choice
H Hard materials ¥ : Second choice
Coated
: : Seat Qoo
Designation size |CW:002) RE S d® INSL| h
I T I
)
DTIU300-150 3 3 15 @ @ @ 20 5
DTIU400-200 4 4 2 @00 20
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 @ e e 25 5.5
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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DTA

Aluminium wheel machining (for high precision)

- Steel
M Stainless

Cast iron
Non-ferrous *
mr Superalloys Y : First choice
H' M FrelaiEls ¥ : Second choice
| Uncoated
Designation ifzf CW:0.02| RE ° INSL| h AN
I
Internal =
DTA600-300 6 6 3 | @ 25 5.5
J) DTA800-400 8 8 | 4 @ 3 | 67 | 10
/ @®: Line up
SGN
External grooving of hardened steel
Thie INSL .
£ 1
- Steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
Hard materials | % Y% : Second choice
CBN
Designation ig"g oW:0025 RE |@ INSL| h
x
m
SGN200-020 2 2 02 | @ 20 5
SGN300-020 3 3 02 | @ 20 5
SGN400-020 4 4 02 | @ 20 5
@®: Line up

Reference pages: Toolholders — F096 - F097, Standard cutting conditions — F113
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TUNGCUT - Chipbreaker Guide

mm Internal grooving and turning

DTI type (2 corners)

F098 page

Internal

Unique chipbreaker
makes chips shorter
Molded and ground
inserts available
CW=3-8mm

M Standard feed and DoC

= 5
£ 4
Q ;
T 3 ; -
5
S 2| bt ]
o
£ 1
= =
[ T
a g :
01 0.2 0.3 04 0.5 0.6

Feed: f (mm/rev)
Groove width: CW (mm)
H3 m4m5 m6m8

==

W Standard feed
0.4

R — e = o
0.2} I
Rl == S

3 4 5 6 8

Feed: f (mm/rev)

0
Groove width: CW (mm)

DTX type (2 corners)

F099 page

Multi-functional type

Well balanced sharp-
ness and strength
Multi-functional insert
CW=3-6mm

H Standard feed and DoC UW%W*:j/i/

= 4
S N
E 3 | Standard feed
Q
Y 0.4
3 ° 3
- £ 030 - a .
E
= o2l -B--B
3 o e
0.1 0.2 0.3 0.4 T o1 .
Feed: f (mm/rev) L
0

Groove width: CW (mm)
H3 H4m5 m6

3 4 5 6
Groove width: CW (mm)

DTM type (2 corners)

F099 page

General purpose

1st choice for grooving and
turning

Suitable for light to medium
cutting

Suitable for light to medium
cutting

Excellent chip control in
machining steel, alloy steel,
stainless steel, and
heat-resistant alloy

Il Standard feed and DoC

L\

|

o = N W b O

Depth of cut ap (mm)

04 0.2 0.3 0.4 05 0.6
Feed: f (mm/rev)

Groove width: CW (mm)

H3 H4 W5 W6 m8

Lol W7

W Standard feed
< 04

2
= 03} |
£
Z 0.2 B B e
[AEN B b =—

0 3 4 5 6 8
Groove width: CW (mm)

m

Feed

DTE type (2 corners)

F100 page

General purpose

Unique chipbreaker
makes chips shorter
Molded and ground in-
serts available
CW=3-8mm

B Standard feed and DoC

- N W »~ O

=T

Depth of cut ap (mm)

o

01 02 03 0.4 05 0.6
Feed: f (mm/rev)

Groove width: CW (mm)
H3 H4m5 m6 m8

Feed: f (mm/rev)
o o o
FO
—

H; ﬁj J
/>

W Standard feed
0.4

o

3 ‘ 4 ‘ 5 ‘ 6 ‘ 8
Groove width: CW (mm)

Grooving

Tungaloy F109




TUNGCUT - Chipbreaker Guide

mm Small diameter internal grooving

DGIM type
(2 corners)

F101 page

2 mm insert width only
(For general purpose)

Unique chipbreaker for excellent chip

control

Excellent fracture resistance due to
optimum land on the cutting edge For

Hl Standard feed
0.4

0.3

0.2

0.1 I

0

f (mm/rev)

Feed:

general applications on steels & stainless 2
steels Groove width: CW (mm)
CW =2 mm

T
i

| |
mim

DGIS type

Internal

2 mm insert width only

W Standard feed

W1 |(2 corners) (Lower cutting force) _ o4
Lower cutting force % 0.3
Excellent fracture resistance due to opti- £ 02
= mum land on the cutting edge RN
: Applicable for low carbon steels & Y0
stainless steels Groove width: CW (mm)
F101 page, CW =2 mm
DGM type (2 corners) | 1st choice for B Standard feed «hL Uurj
SGM type (1 corner) | external grooving and parting \ /
Smooth chip evacuation § 04 N i
Well-designed edge with high £ °°|
strength 5 %% II aEi
Handed insert available g o I Ll R
CW=2-8mm 273 4 5 & 8
F102, F103 page Groove width: CW (mm)
DGS type (2 corners) | | ower cutting force and W Standard feed JiL UHF j
SGS type (1 corner) | superior sharpness 05 \ /
4 Unique-designed edge and T 04
chipbreaker t o3
Well-designed edge with § 0.0 o
high strength 2 o I I I I
Handed insert available - 0 [] ‘ . L3
4 2 3 4 5 6

F104, F105 page

CW=1.4-6 mm

Groove width: CW (mm)

F110 www.tungaloy.com




TUNGCUT - Chipbreaker Guide

mm Small diameter internal grooving

DGG type (2 corners) | For non-ferrous materials and M Standard feed % ng j
titanium — o4 4
Chipbreaker with low cutting force g 0:3
Sharp cutting edge that prevents £ ;,
vibration and delivers fine surface % o.1 I ,,,,,,, I ,,,,,,, . ,,,,, I ,,,,,, l
finish £ ol
Groove width: CW (mm)
F105 page
DGL type (2 COI’nerS) 1st choice for mild steel H Standard feed ‘HL Ugr j/
0.4
Chipbreaker with excellent chip 03 b

control at low feed 02 I
Suitable for mild steel that often N | I I

gives difficulties in chip control 734 5 &
Groove width: CW (mm)

Feed: f (mm/rev)

Grooving

F106 page

mm Profiling and undercutting

DTR type (2 corners) Full radius type [ | Ste;ndard feed and DoC [} ﬁ

; ~ Jd

01 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)

Groove width: CW (mm)
F106, F107 page H3 H4m5 m6 W8

DTIU type Full radius type Standard feed and DoC ‘HLt
(2 corners) 0.4

Excellent chip control
0.3 |y
o2 - -1
o1 |- M N B
3 4 5 6

Excellent chip control
Molded and ground inserts
available

CW=3-8mm

Depth of cut ap (mm)
IS

For undercutting
CW=3-6mm
0

Feed: f (mm/rev)

Groove width: CW (mm)

F107 page
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TUNGCUT - Chipbreaker Guide

mm Aluminium wheel machining

T
i

| |

mim

Internal

DTA type Full radius type [ | Steéndard feed and DoC # T
(2 corners) E 4
Excellent chip control PO
For aluminium wheel profiling 5 2
Ground inserts R I -
CW=6-8mm oL
a 01 0.2 0.3 04 05 06
Feed: f (mm/rev)
Groove width: CW (mm)
F108 page mé ms
mm External grooving of hardened steel
SGN-CBN type Suitable for hardened steel M Standard feed % j
i (1 corner) machining 04 /
Optimum cutting edge shape for % 008w
grooving of hardened steels E oos 8 W
High tolerance width for finishing g 0.04 |-
CW=2-4mm § 0.02
(Tolerance: £0.025 mm) 0

F108 page

2

3
Groove width: CW (mm)

7

B AHZ7025 performance

First choice for grooving of various materials
AH7025 grade - Tungaloy's unique coating technology for drastically improved reliability

| Tool life comparison

AH7025

Tool wear after 60 grooves

Conventional

Tool wear after 30 grooves

AH7025 provides stability, while preventing coating from peeling off
evenafter machining twice the number of passes compared to the

conventional grade.

The combination of Nano-multi-layered AITiN Coating with

high Al content and tough substrate provides highly efficient

machining in various grooving operations

F112 www.tungaloy.com

Alloy steel

(SCM440) .

INSERT : DTE3-040 AH7025

Cutting Speed: Vc = 150 m/min

Feed :f=0.17 mm/rev

Groove depth : 17 mm

Product series :External toolholder for
grooving

Coolant ‘Wet




Jl GRADE

L AH7025 L LUl B AH725 | LU 7515 ]

- First choice for various applications

- New PVD coating with high Al - Newly developed coating with well
content provides excellent adhesion controlled crystal structure
strength and fracture resistance

- Improved wear and chipping resistance - Improved adhesion strength

| T9225 | _T9125 ] | NS9530 |

- Suitable for steel machining at high - Suitable for steel machining at high - Advanced cermet for finish cutting
speeds speeds of steel

- New PVD coating with high Al content - Improved wear and chipping resistance - Innovative grade with incredible
provides excellent adhesion strength fracture and high wear resistance

- Improved wear and chipping resistance
- Non-ferrous metal

- Recommended for interrupted

- General purpose - First recommended grade
- Exellent wear resistance in high-

speed machining

- Remarkable for machining of heat

machining resistant alloys - Titanium
- TICNO PVD coating layer - Exclusive coating layer improves
- High hardness wear resistance adhesion strength and wear
resistance
o
=
>
o
TH10 | BX360 L. o
O]
- Non-ferrous metal - For hardened steel cutting
- CBN content and grain size
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Priority Grade Cutting Speed
Vc (m/min)
< 300 HB First choice AH7025, AH725 50 - 180
< 300 HB Wear resistance T9225 80 - 300
Steels
. S45C, SCM435, etc. < 300 HB Wear resistance T9125 80 - 200
C45, 34CrMo4, etc.
< 300 HB Wear resistance GH130 50 -120
< 300 HB Suface quality NS9530 80 - 220
Stainless steel <200 HB First choice AH7025, AH725 50-120
M SUS303, SUS304, etc.
X10CrNiS18-9, etc. <200 HB Wear resistance GH130 50 - 120
Grey cast iron - First choice T515, AH7025 50 - 180
FC250, etc.
. 250, etc. - Wear resistance GH130 50 - 180
Ductile cast irons - First choice T515, AH7025 50 - 120
FCDA450, etc.
450-108S, etc. = Wear resistance GH130 50 -120
. Aluminium alloys - First choice TH10 100 - 500
=l 12 - First choice KSO5F 100 - 600
Grey cast iron < HRC 40 First choice AH7025 20 - 60
FC250, etc.
250, etc. <HRC 40 Wear resistance AH905 20-80
s < HRC 40 First choice AH905 20-80
Titanium alloys ; -
Ti-GAI-4V. etc. < HRC 40 Wear resistance AH7025, AH725 20 - 80
< HRC 40 Suface quality KSO05F 20 - 60
Hardened steels
SCM435, etc. > HRC 50 First choice BX360 80 - 150
SUJ2, etc.

*Please see the page F109 - F112 for feed: f (mm/rev).

Tungaloy F113



MY=T SERIES

CGTR/L
Internal grooving and turning toolholder

n
=
=z
o)
9} :
[a) Right hand (R) shown.
Designation CDX DCONMS H LF WF Insert Torque*
; S20Q-CGTR/L30 3.5 20 18 180 145 G*30, GE30-AL 3
ﬁ S25R-CGTR/L30 5 25 23 200 18.5 G*30, GE30-AL 3
S25R-CGTR/L40 5 25 23 200 185 G*40, GE40-AL 3
—— S32S-CGTRL40 6 32 30 250 23 G*40, GE40-AL 3
W  S25R-CGTR/L50 5 25 23 200 185 G50 3
| = | S32S-CGTR/L50 6 32 30 250 23 G*50 3

*Torque: Recommended clamping torque (N-m)

ng SPARE PARTS @ (

Designation Clamping screw Wrench
S**-CGTRI/L... BHM5-14 P-3

Reference pages: Inserts —F115 - F119, Standard cutting conditions —F119

F114 www.tungaloy.com




B INSERT

GE
For general grooving
;I
(@]
RE
c
BBl stee | 7| He | A *
M Stainless * * [ %
Cast iron Pig ¥* 5% S
Non-ferrous
Superalloys DA % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
o
Designation cw«'| RE 10 0 § 8 2 INSL| h
S5 |2
o O
FF<O 2
GE20 2 0.2 [ BN ) [ ] 10 3.5
GES30 3 02  ®© © @ © [ J 10 3.5
GE40 4 02 | @ © @ O [ J 10 4
GE50 5 02  ®© @ 6 O [ ] 12 4.5 o
) c
@®: Line up =
(o]
o
(O]
GT
For turning
=
(@]
RE INSL
BBl stee | Y| He | e *
M Stainless * * [ %
Cast iron S ¥* |5 S
Non-ferrous
Superalloys Y % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
o
Designation Ccw+'| RE |0 © § & 3 INSL| h
S5 3
PRI Z
GT30 3 0.4 [ BN ) [ ] 10 3.5
GT40 4 0.4 [ BN ) [ ] 10 4
GT50 5 04 @ @ @6 O [ ] 12 4.5
@: Line up

Reference pages: Toolholders — F114, Standard cutting conditions — F119
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GR

For profiling (full radius)

Bl steel * | e[ K [ *
M Stainless * %* | %
Cast iron DA ¥* | Y DA
U \ Non-ferrous
B Superalloys Y % : First choice
H Hard materials Y« : Second choice
Coated Cermet
o
Designation Cw-3'| RE |0 © § § 8 INSL| h
“H B 7]
| F <O P
~~ GR30 3 15 o o0 [ 10 3.5
GR40 4 2 00 e [ J 10 4
~ GR50 5 25 @ @ @ @ [ ] 12 4.5
; @: Line up
GF
=
(@)
RE A INSL
-/
Bl steel * *
M Stainless *
Cast iron % DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
(=]
Designation cw+¢'| RE | 3 INSL| h
T &
O P4
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 | @ [ ] 10 4
GF50 5 02 | @ [ ] 12 4.5
@: Line up

Reference pages: Toolholders — F114, Standard cutting conditions — F119
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GN

CW

RE INSL

hi

- Steel *
M Stainless *
Cast iron PAe
Non-ferrous
Superalloys % : First choice
Hard materials ¢ : Second choice
Coated
Designation cw=1| RE | INSL| h
N~
ac
©)
GN30 3 02 | @ 10 3.5
GN40 4 02 | @ 10 4
GN50 5 02 | @ 12 4.5
@®: Line up
(@]
=
>
(o]
o
(O]
GE-AL
For aluminium and non-ferrous metal
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials Y¢ : Second choice
Uncoated
Designation cw+01| RE |15 INSL| h
o
(%)
X
GE20-AL 2 02 | @ 10 3.5
GES30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@®: Line up

Reference pages: Toolholders — F114, Standard cutting conditions — F119
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Internal

MY=T SERIES - Chipbreaker Guide

1 corner insert

mm Internal grooving

¥
GN 1st choice for internal grooving 030 *L UHﬁ
>
Low cutting force and good chip 2025
control for internal grooving E 0.20 #}/
; ; < 015
Low cutting force and good chip g
— - [0 N
CW=38-5mm £ 0 os
- M Internal
3 4 5
F117 page Groove width : CW (mm)
. ) ¥
GE 1st choice for external grooving 0,30 U*
and parting E 0.05
Excellent chip control £ 0.20 # '/
CW=2-5mm ;0.15 N
Xternal
§ 010 — M Internal
0.05 |— — M Face
Parting
2 3 4 5
F115 page Groove width : CW (mm)
. . ¥
GF 1st choice for face grooving < 030 U*
Low cutting force and good chip % 0.25
control for face grooving £ 020 # j )
= 015
CW=3-5mm 8 o010
“ 005
- M Internal
3 4 5
F116 page Groove width : CW (mm)

mm Grooving and turning

GT

&

F115 page

1st choice for traversing
Low cutting force and good chip
control for traversing

CW=3-5mm

Depth of cut: ap (mm)

2.0

1.0

GT30

o i
=)
J

0.05 0.10 0.15 0.20 0.25 0.30

Feed: f (mm/rev)

Hl Profiling

<

F116 page

Full radius type
Low cutting force and good
chip control for profiling

CW=3-5mm

Depth of cut: ap (mm)

2.0

1.0

GR40
GR30

e
e’

0.05 0.10 0.15 0.20 0.25 0.30

Feed: f (mm/rev)

F118 www.tungaloy.com




MY~=T SERIES - Chipbreaker Guide

1 corner insert

mm For aluminium and non-ferrius metal

¥
GE-AL Reduce cutting force and 030 H Ua
. >
welding due to sharp 2025
: | —
CW=2-4mm g 020 j/
= 015
8 010
o005 — — —
Internal
2 3 4
Groove width : CW (mm)
F117 page
I STANDARD CUTTING CONDITIONS
1ISO Workpiece material Grade c‘&té"(’,?, /ﬂ)ig)ed
T9225 80 - 300
Low carbon steel, Alloy steel T9125 80 - 200 CE»
(~ HB150) NS9530 100 - 200 3
o
GH730 50 - 180 (’5
T9225 80 - 220
. Low carbon steel, Alloy steel T9125 80 -180
IR = 5 NS9530 80 - 180
GH730 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel T9125 80 - 150
(HB250 ~) NS9530 80 - 150
GH730 50 - 120
T9225 80 - 180
M Stainless steel T9125 80 - 150
GH730 50 - 120
T9225 80 - 250
. Grey iron, Ductile cast iron T9125 80 - 200
GH730 50 - 180
. Aluminium alloy, Non-ferrous metal KSO05F 200 - 300
Internal
Feed: f (mm/rev)
Operation Groove width CW(mm)
3 4 5
Internal grooving (GE**) 0.04 -0.14 0.05-0.15 0.05-0.16
Internal grooving (GN**) 0.04 - 0.16 0.05-0.18 0.05-0.2
Internal traversing ap=0.5-15 ap=0.5-2 ap=0.5-25
(GT™) f=0.06-0.2 f=0.06-0.25 f=0.06-0.27
Internal traversing ap=05-14 ap=05-15 ap=05-1.6
(GR™) f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Aluminium alloys
(GE*-AL) 0.03-0.1 0.03-0.1 -

For diameter compensation values in traversing, see page F091.
When vibration occurs in turning, please use the lower limit value in the above table

Tungaloy F119



TUNGT-CLAMP

A_M-FLER/L

Internal grooving and threading toolholder

%)

1=

Bt

A O

il LF a

CWN-CWX .

Designation CWN CWX DMIN DCONMS LF WF
T A25M-FLER/L3 25 300 17.7
u A32M-FLER/L3 1 8! 44.45 32 350 22.1

| A4OM-FLER3

o = & (
~ SPARE PARTS
[ ]

Designation Clamp Clamping screw Wrench
qiemel A*M-FLER3 TF-73 S-412 5/32HEX

*Torque: Recommended clamping torque (N-m)

I A*M-FLEL3 TF-72 S-412 5/32HEX
= IgmGT‘CLAMP

=i

Right hand (R) shown.

Insert Torque*
FL*-3**L/R... S
FL*-3*L/R... 3

FL*-3*"L... 8

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

Internal grooving and threading head, for S-570 shank

=

2 ®
=
z
= (@]
O
o
CWN-CWX
Right hand (R) shown.
Designation CWN CWX DMIN DCONWS LF WF Insert Torque*
HS40-FLER3W 40 40.1 28 FL*-3*"L... 8
HS50-FLER3W 1 3 701 50 41.9 35 FL*-3**L... 3
SPARE PARTS == & (
: ; : Note: Use right-hand toolholders (R) with left-hand inserts (L);
Lesignation SlEm ClEvpe ey Wi and left-hand toolholders (L) with right-hand inserts (R).
HS40-FLER3W TF-73 S-412 5/32HEX *Torque: Recommended clamping torque (N-m)
HS50-FLER3W TF-73 S-412 5/32HEX
TUNGT=-CLAMP
S-570
Steel shank for head exchangeable tools
9
N
%
O
S
DTN
Designation DCONMS LF2 CNT
S-570-40M-40 40 273 1/2-14NPT
S-570-50M-50 50 366 1/2-14NPT

SPARE PARTS & (

Designation Clamping screw Wrench
S-570-40M-40 SS100 5/32HEX
S-570-50M-50 SS94 1/4HEX

Reference pages: Inserts, Standard cutting conditions — F121
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B INSERT

FLG-CB (For grooving)
= CDX
o’

m: &
M \'/IC

%) | )
\_J \

RE

- Steel *
M Stainless ) ¢
Cast iron *
l Non-ferrous
S  Superalloys DA “ : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW:0.025| RE |2 CDX| BW | S M
I
<
FLG-3M100R-CB R 1 019 @ 1.4 4.95 8.74 | 10.29
FLG-3M100L-CB L 1 0.19 | @ 1.4 4.95 8.74 | 10.29
FLG-3M150R-CB R 15 [019| @ 255 | 495 | 8.74 | 10.29
FLG-3M150L-CB L 1.5 019 | @ 2.55 4.95 8.74 | 10.29
FLG-3M200R-CB R 2 019 @ 2.55 4.95 8.74 | 10.29 o
FLG-3M200L-CB L 2 [o19]@ 255 | 495 | 8.74 | 10.29 g
FLG-3M250R-CB R 25 (019 | @ 4.07 | 495 | 8.74 | 10.29 8
FLG-3M250L-CB L 2.5 019 | @ 4.07 4.95 8.74 | 10.29 (’5
FLG-3M300R-CB R 3 019 @ 4.07 4.95 8.74 | 10.29
FLG-3M300L-CB L 3 0.19 | @ 4.07 4.95 8.74 | 10.29
@®: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Application Cl:/t:'?n? /ﬁﬁﬁ)e d f (nf;e/(:ev)
High carbon steel AH110 Grooving 100 - 200 0.12 - 0.35
Sogg,’ eettc(:: AH725 Threading 80 - 180 -
. Alloy steel AH110 Grooving 50 - 80 0.12-0.3
SCM435, etc. -
34CrMo4, etc. AH725 Threading 60 - 160 -
Stainless steel AH110 Grooving 50 - 150 0.1-0.2
M SUS304, etc. .
X5CrNi18-9, etc. AH725 Threading 50-130 -
Grey cast iron
FG250, etc. AH110 Grooving 50 - 180 0.1-0.25
250, etc.
. Ductile cast iron )
FEOngOeteéc AH110 Grooving 50 - 120 0.1-0.25

Reference pages: Toolholders — F120
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CNR/L
Clamp-on internal threading and grooving toolholder (alternative clamping of screw-on or clamp-on only

for DT type) .
FheE™! (TONR") i
3 LF _ DCONMS¥

LH L3 H

-

i

& y

Right hand (R) shown.

Designation Material "'/ e") @] " [['RDCONMS H B LF LH WF L3 GAMF Insert Torque*
TCNRO020R16DT Reinforced 20 18 - 200 30 14 49 15°  GTGN-16... BE5

¥

H TCNR0025S16DT Reinforced 1 225 29 25 23 - 250 38 165 64 15°  GTGN-16.. 3.5

| CNR/L0020P16 steel [HI285 AT 20 18 19 170 30 14 = 15° GTGN-16.. 8.5
CNR/L0025R16 Steel 1 225 29 25 23 24 200 38 16.5 - 15°  GTGN-16.. 3.5

CNR/L0032S16 Steel _ 32 30 31 250 48 20.1 = 15°  GTGN-16.. 3.5

Note: A clamp set consists of a clamp and a clamping screw.

Internal A shim set consists of a shim and a shim screw to secure the shim to the shank.
Use right-hand toolholders (T/CNR...) with right-hand inserts (**IR...); and left-hand toolholders (T/CNL...) with left-hand inserts (**IL...).
Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.
When using grooving inserts, please use shims for grooving. Shims for grooving inserts are sold separately.

*Torque: Recommended clamping torque (N-m)

Shim

I7|7 SPARE PARTS QED @ QQ ) ( %‘g

Designation Clamp set Clamping screw Shim screw (Optional) Wrench1 Wrench2
TCNR002**16DT CSP16 CSTB-3.58T DTS5-3.5 G16EL/IR-DT P-3.5 T-15F

CNRO00***16 CSP16 - - G16EL/IR-S - T-15F

CNL00***16 CSP16 - - G16ER/IL-S - T-15F

Reference pages: Inserts, Standard cutting conditions — F123
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I INSERT
GTGN16

ER/IL shown.
- Steel *
M Stainless *
Cast iron
l Non-ferrous
S Superalloys * ¥ : First choice
H Hard materials ¢ : Second choice
Coated Shim
Designation HAND|CW:0.03| RE | Insert| cpx | Ic | C ?3'3'68133’? Clamp-on
= size screw-on and| toolholder
7] clamp-on
GTGN-16ER/IL100 L 1 01 | @ 16 1.25 | 9.53 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR100 R 1 01 | @ 16 1.25 9.53 4.22 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL120 L 1.2 01 | @ 16 1.3 9.53 412 G16ER/IL-DT G16ER/IL-S
GTGN-16EL/IR120 R 1.2 01 | @ 16 1.3 9.53 412 G16ER/IL-DT G16ER/IL-S
GTGN-16ER/IL140 L 1.4 01 | @ 16 15 9.53 4.02 G16ER/IL-DT G16ER/IL-S CC»
GTGN-16EL/IR140 R 1.4 01 | @ 16 1.5 9.53 4.02 G16ER/IL-DT G16ER/IL-S =
GTGN-16ER/IL170 L 1.7 01 | @ 16 1.7 9.53 3.67 G16EL/IR-DT G16EL/IR-S 8
GTGN-16EL/IR170 R 1.7 01 | @ 16 1.7 9.53 3.67 G16EL/IR-DT G16EL/IR-S (O]
GTGN-16ER/IL195 L 1.95 01 | @ 16 1.7 9.53 3.75 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR195 R 1.95 01 | @ 16 1.7 9.53 3.75 G16EL/IR-DT G16EL/IR-S
GTGN-16ER/IL225 L 2.25 01 | @ 16 1.8 9.53 3.6 G16EL/IR-DT G16EL/IR-S
GTGN-16EL/IR225 R 2.25 01 | @ 16 1.8 9.53 3.6 G16EL/IR-DT G16EL/IR-S

Note: GTGN insert can be used for both external and internal machining, but the tool hand is reversed. @: Line up
Shim for GTGN depends on the toolholder type.

Il STANDARD CUTTING CONDITIONS

. . Cutting Speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
Steels
S45C, SCM440, etc. SH730 50 - 150 0.05-0.1
C45, 42CrMo4, etc.
Stainless steels
M SUS304, SUS316, etc. SHT730 30 - 150 0.05- 0.1
X5CrNi18-9,X5CrNiMo17-12-2, etc.
Heat-resistant alloys, Titanium alloys etc. _ _
S T SH730 30 - 100 0.05-0.1

Tungaloy F123




S-SGTR/L

Internal grooving

=

Designation CWN
Y S25R-SGTR/L16
S32S-SGTR/L22 1.25

CWX

4.5

DMIN

40

DMIN ,5"16\ . LH »
S \) ¢§
<Y 15
) 9 Q |H
CWN-CWX a a
~=|0 LF

.

CDX DCONMS H

2
2.5

25
32

23
30

LF LH WF Insert
200 30 17.5 GBL/R32...
250 30 23 GBL/R43...

Use right-hand toolholders (SGTR) with left-hand inserts (GBL); and left-hand toolholders (SGTL) with right-hand inserts (GBR).
*Torque: Recommended clamping torque (N-m)

&

Clamping screw

| ]

—
[ ™ SPARE PARTS
Internal Designation

S25R-SGTR/L16
S$32S-SGTR/L22

Il INSERT
GBR/L32

=

CSTB-
CSTB-

48
55

Pl

Wrench
T-15F
T-20F

s
2-RE $P% ~ .
)
C
5

Right hand (R) shown.

- Steel * *
M Stainless *

Cast iron * %

Non-ferrous *

Superalloys DA DA ¥ : First choice

H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCW:0.025 RE |2 ﬁ%, 5 CDX| IC | S
T 7] 3
< P X
GBR32033 R 0.33 003 | @ [ ] [ J 0.8 9.53 3.18
GBL32033 L 0.33 0.03 | @ 0.8 9.53 | 3.18
GBR32050 R 0.5 0.05 | @ [ ] [ J 1.2 9.53 3.18
GBL32050 L 0.5 005 | @ 1.2 9.53 3.18
GBR32075 R 0.75 005 | @ [ ] [ J 2 9.53 3.18
GBL32075 L 075 | 005 | @ [ 2 9.53 | 3.18
GBR32095 R 0.95 0.05 | @ [ ] [ J 2 9.53 3.18
GBL32095 L 0.95 005 | @ [ ] 2 9.53 3.18
GBR32100 R 1 005 | @ [ ] [ J 2 9.53 3.18
GBL32100 L 1 0.05 |@ [ 2 9.53 | 3.18
GBR32125 R 1.25 0.2 [ ] [ ] [ J 2 9.53 3.18
GBL32125 L 1.25 0.2 [ ) [ ] 2 9.53 3.18
GBR32145 R 1.45 0.2 [ ) [ ] [ J 2 9.53 3.18
GBL32145 L 1.45 0.2 [ ] 2 9.53 | 3.18
GBR32150 R 1.5 0.2 [ ] [ ] [ J 2 9.53 3.18
GBL32150 L 1.5 0.2 [ ) 2 9.53 3.18
GBR32200 R 2 0.2 [ ) [ ] [ J 2.5 9.53 3.18
GBL32200 L 2 02 |@ 25 | 953 | 3.18
GBR32250 R 2.5 0.2 [ ] [ ] [ J 2.5 9.53 3.18
GBL32250 L 2.5 0.2 [ ) 2.5 9.53 3.18
@®: Line up

Reference pages: Inserts — F124 - F126, Standard cutting conditions — F126
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Il INSERT

GBR/L43
CDX S
2-RE <=3 ’ ‘ R
a R
-2 \O Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron * S
l Non-ferrous *
S Superalloys e ¢ Y : First choice
H Hard materials s : Second choice
Coated Cermet | Uncoated
Designation HAND|CW=0025| RE |2 ﬁc'g) 5 CDX | IC S
T 7] 3
< = X
GBR43125 R 1.25 02 | @ [ ) [ J 2 12.7 4.76
GBL43125 L 1.25 02 | @ 2 12.7 4.76
GBR43145 R 1.45 02 |@ [} [ J 2 12.7 | 4.76
GBL43145 L 1.45 02 | @ 2 12.7 4.76
GBR43150 R 1.50 02 | @ [ ] [ J 3.5 12.7 4.76
GBL43150 L 1.50 02 | @ [} 3.5 12.7 | 4.76
GBR43175 R 1.75 02 |@ [} [ J 3.5 12.7 | 4.76 CC»
GBL43175 L 1.75 02 | @ [ ] 3.5 12.7 4.76 =
GBR43185 R 1.85 02 | @ [ ] [ J 3.5 12.7 4.76 8
GBL43185 L 1.85 02 | @ [} 3.5 12.7 | 4.76 (O}
GBR43200 R 2 02 | @ [} [ J 3.5 12.7 | 4.76
GBL43200 L 2 02 | @ [ ] 3.5 12.7 4.76
GBR43230 R 2.3 02 | @ [ ] [ J 3.5 12.7 4.76
GBL43230 L 2.3 02 | @ [ ] 3.5 12.7 4.76
GBR43250 R 25 03 | @ [} [ J 5 12.7 | 4.76
GBL43250 L 2.5 03 | @ 5 12.7 4.76
GBR43265 R 2.65 03 | @ [ ] [ J 5 12.7 4.76
GBL43265 L 2.65 03 | @ 5 12.7 4.76
GBR43280 R 2.8 03 | @ [} [ J 5 12.7 | 4.76
GBL43280 L 2.8 03 | @ 5 12.7 4.76
GBR43300 R 3 03 | @ [ ] [ J 5 12.7 4.76
GBL43300 L 3 03 |@ 5 12.7 | 4.76
GBR43330 R 3.3 03 | @ [} [ J 5 12.7 | 4.76
GBL43330 L 3.3 03 | @ 5 12.7 4.76
GBR43350 R 3.5 03 | @ [ ] [ J 5 12.7 4.76
GBL43350 L 3.5 03 | @ 5 12.7 4.76
GBR43400 R 04 | @ [} [ J 5 12.7 | 4.76
GBL43400 L 04 | @ 5 12.7 4.76
GBR43430 R 4.3 04 | @ [ ] [ J 5 12.7 4.76
GBL43430 L 4.3 04 | @ 5 12.7 4.76
GBR43450 R 4.5 04 | @ [} [ J 5 12.7 | 4.76
GBL43450 L 4.5 04 | @ 5 12.7 4.76
@: Line up

Reference pages: Toolholders — F124
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GBR/L43-R (full radius)

S
CDX
= € _
(@)
RE
Right hand (R) shown.
- Steel * *
M Stainless *
Cast iron * DA
Non-ferrous *
Superalloys Pig DA % : First choice
H Hard materials 7¢ : Second choice
L]+ Coated | Cermet |Uncoated
o
o Designation HANDCW0025 RE |2 2 e cDX| IC | S
T & &
| o | < Z V2
=] GBR43050R R 1 05 |@ O ) 12.7 | 4.76
Wen=l  GBL43050R L 1 05 |@ [ J 12.7 | 4.76
GBR43075R R 1.5 075 | @ [ ) [ J 3.5 12.7 4.76
GBL43075R L 15 | 075 | @ o 3.5 12.7 | 4.76
GBR43100R R 2 1 | @ [ J [ 3.5 12.7 | 4.76
. GBL43100R L 2 1 [ ) [ ] 3.5 12.7 4.76
n GBR43125R R 2.5 125 | @ [ ) [ J 5 12.7 4.76
} GBL43125R L | 25 |125|@ ° 5 | 127 | 476
GBR43150R R 3 15 | @ [ J [ J 5 12.7 | 4.76
GBL43150R L 3 15 | @ [ ] 5 12.7 4.76
GBR43200R R 4 2 | @ [} o 5 12.7 | 4.76
GBL43200R L 4 o o 5 12.7 | 4.76
@: Line up
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
ISO Workpiece material Hardness Grade Ve (m/min) f (mm/rev)
Garben steels, Alloy stesls 150 - 240HB NS9530 100 - 200 0.02-0.25
. S45C, SCM415, etc.
€45, 18CrMo4, etc. 150 - 240HB AH710 60 - 150 0.05 - 0.25
Stainless steels
M SUS304, etc. < 240HB AH710 60 - 150 0.05-0.15
X5CrNi18-9, etc.
Cast irons Tensile strength
FC250, etc. 2 AH710 60 - 150 0.05-0.15
250, etc. < 350 N/mm
. Non-ferrous metals = KSO5F 200 - 300 0.05-0.15
Aluminium, etc.

Reference pages: Toolholders — F124
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SNGR/L

Internal grooving

DMIN15
Screw-on type. PR

CDX
DCONNS

J@, Insert
b I HACWN-CWX | 1 H 6GR/L
2| He———— LF 7GR/L

DMIN1 > Q
% ; 2 @ Insert
S ] : 8GR/L
CWN-CWX
§ :H_ﬂ LF HJ_L 9GR/L

DCONMS

Right hand (R) shown.

Designation Material CWN CWX DMIN CDX DCONMS H LF LH WF Insert Torque*
SNGR/L08H06 Steel 15 8 7 100 18 47  6GRL.. 07
SNGR/L08HO7 Steel 1 2 10 1.5 8 7 100 23 58  7GRL.. 1.0
SNGR/L10K07 Steel  [IEIEZE 15 10 9 125 29 68  7GRL.. 10
SNGR/L10K08 Steel 1.5 35 14 2 10 9 125 15 76  8GRL. 10
SNGR/L12M08 steel [AEIEEIET 2 12 11 150 18 86  8GRL.. 1.0
SNGR/L16Q09 Steel 1.5 3.5 20 3 16 15 180 20 116 9GRL.. 1.3
SNGR/L20R09 Steel [HBSET2AT 3 20 18 200 25 136  9GRA.. 13
SNGR/LO8K06SC Carbide 1 2 8 1.5 8 7 125 28 47  6GRL.. 07
SNGR/LO8KO07SC Carbide [NAI2 0 15 8 7 125 35 58  7GRL.. 10
SNGR/L10M07SG Carbide 1 2 12 15 10 9 150 45 68  7GRL.. 1.0
SNGR/L10M08SC Carbide [ASIINESEII AN 2 10 9 150 45 76  8GRL.. 10
SNGR/L12Q08SC Garbide 1.5 515 16 2 12 11 180 - 86  8GRL.. 1.0
SNGR/L16R09SC Carbide [HBIIINEEIZN s 16 5 200 - 116 9GRL.. 15 g

Note: Use right-hand holder (»NGR - ) with right-hand insert (»GR - ); and left-hand holder (=NGL - ) with left-hand insert —GL - ). E
*Torque: Recommended clamping torque (N-m) 8
& /3 S
SPARE PARTS
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

Internal grooving

- 1
Clamp-on type DMIN -~

Right hand (R) shown.

Designation CWN CWX DMIN CDX DCONMS H LF LH WF Insert Torque*
CNGR/L25S15 5 25 23 250 30 18.1 15GR/L... 7
CNGR/L32T15 2 5 40 5 32 30 300 35 221 15GRI/L... 7

CNGR/L40u15  [ZE e s 40 38 350 45 261 15GRIL.. 7

Note: Use right-hand holder (ONGR ~) with right-hand insert ((JGR ~); and left-hand
holder (ONGL ~) with left-hand insert (JGL ~).
*Torque: Recommended clamping torque (N-m)

Optional parts for CNG type toolholder

When using as a screw-on type, please use the parts below.

SPARE PARTS @ @ ﬁ & %,g

Designation Clamp set Screw Shim Wrench
CNGR... CspP22 DTS5-3.5 SGSR151 T-20F @ Designation Clamping screw Wrench
CNGL... CSP22 DTS5-3.5  SGSL151 T-20F CNGRIL... CSTB-3.5L T-15F

Reference pages: Inserts — F128, Standard cutting conditions — F129
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Il INSERT

**GR/L
6GR/L 8GR/L = E
7GR/L 9GR/L o

W R
CW S
15GR/L _° ;:L g

)

Right hand (R) shown.

INSL

- Steel * *
M Stainless *
Cast iron DA¢ *
l Non-ferrous *
S Superalloys DA Y : First choice
H Hard materials Y : Second choice
Coated Uncoated
Internal . . Q
Designation HAND(CW=0.025 RE |3 o o CDX/BW| S | IC [INSL D1
? T R
=z =2
6GR100 R 1 02 |@ [ N J 1.5 | 5.6 |2.34 | 476 |6.44| 2.3
6GL100 L 1 0.2 [ J 15 | 5.6 |2.34 | 476 |6.44| 2.3
6GR150 R 1.5 02 | @ [ N J 15 | 5.6 |2.34 | 476 |6.44| 2.3
6GL150 L 15 0.2 o o 15 | 56 |2.34 476 | 6.44 | 2.3
6GR200 R 2 02 |@ [ BN J 15 | 56 |2.34 | 476 |6.44| 2.3
6GL200 L 2 0.2 [ N J 15 | 5.6 |2.34 | 476 |6.44| 2.3
7GR100 R 1 02 | @ [ N J 15 | 56 |3.08 | 556 |7.36|2.58
7GR150 R 1.5 02 | @ ® 0 15 | 5.6 |3.08 | 556 |7.36 | 2.58
7GR200 R 2 02 |@ [ BN J 1.5 | 5.6 |3.08 | 556 |7.36 | 2.58
7GL200 L 2 0.2 [ N J 15 | 5.6 |3.08 | 556 |7.36|2.58
8GR150 R 1.5 02 | @ [ N J 2 6.2 | 3.87 | 5.56 (10.16| 2.58
8GR200 R 2 02 | @ ® 0 2 6.2 | 3.87 | 5.56 (10.16| 2.58
8GL200 L 2 0.2 [ J 2 6.2 | 3.87 | 5.56 [10.16| 2.58
8GR250 R 25 02 |@ [ N J 2 6.2 | 3.87 | 5.56 [10.16| 2.58
8GL250 L 25 0.2 [ N J 2 6.2 | 3.87 | 5.56 (10.16| 2.58
8GR300 R 3 02 | @ ® 0 2 6.2 | 3.87 | 5.56 (10.16| 2.58
8GL300 L 0.2 [ BN J 2 6.2 | 3.87 | 5.56 [10.16| 2.58
8GR350 R 3.5 0.2 [ N J 2 6.2 | 3.87 | 5.56 [10.16| 2.58
9GR150 R 1.5 02 | @ [ BN J 2 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL150 L 1.5 02 | @ [ 2 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR200 R 2 02 |@ [ BN J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL200 L 2 02 | @ [ N J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR250 R 25 02 | @ [ BN ) 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL250 L 25 02 | @ [ 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR300 R 3 02 |@ [ BN J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL300 L 3 02 |@ [ N J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR350 R 3.5 02 | @ [ BN J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL350 L 3.5 02 | @ [ J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
15GR200 R 2 02 |@ [ BN J 3 [10.8| 51 | 9.2 |20.8| 4.8
15GR250 R 25 02 |@ [ N J 3 [10.8| 51 | 9.2 |20.8| 4.8
15GR300 R 3 02 | @ [ 2N J 3 [10.8| 5.1 | 9.2 |20.8| 4.8
15GL300 L 3 0.2 [ J 3 |108] 51 | 9.2 |20.8| 4.8
15GR350 R 3.5 02 |@ [ N J 3 [10.8| 5.1 | 9.2 |20.8| 4.8
15GR400 R 4 02 |@ [ N J 4 |10.8| 5.1 | 9.2 |20.8| 4.8
15GR450 R 4.5 0.2 [ N J 4 1108 | 5.1 | 9.2 |20.8| 4.8
15GL450 L 4.5 0.2 [ J 4 |108| 5.1 | 9.2 |20.8| 4.8
15GR500 R 5 0.2 [ BN J 5 [10.8| 51 | 9.2 |20.8| 4.8
Note: Use right-hand holder (CINGR ~) with right-hand insert (CJGR ~); and left-hand holder (CONGL ~) with left-hand insert (CJGL ~). @®: Line up

Reference pages: Toolholders — F127, Standard cutting conditions — F129
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Il STANDARD CUTTING CONDITIONS

. . Cutting speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
NS9530 80 - 200 0.05-0.08
. Medium carbon steels
UX30 60 - 150 0.05 - 0.08
. Cast irons, Light alloys TH10 60 - 150 0.05-0.08

Note: e Please use the above values as a guide for selecting cutting conditions.
® The values will vary for machining the diameter close to the minimum value or with long overhang of the toolholder.
In that case, please reduce the above values to approximately half
* To help chip evacuation, please use water-soluble coolant. The coolant should sufficiently reach the cutting point.
When coolant cannot be used, please reduce the above values (both speed and feed) to less than half.

CGXR/L
Internal grooving

LF #
DMIN 22,% H
Ty e G o

[ .CWN-CWX

| o—
‘bu( Right hand (R) shown.

Designation  Material [&'[\EEN«") @] "[['l CDX DCONMS H B LF LH WF Insert  Torque*
CGXR/L0016 Steel 3 16 15 15.5 150 24 11.3 GIR/L52... 2.2
3 3
5
3

? \

B
[ | e
=

Grooving

CGXR/L0020 Steel 20 18 19 180 30 13.3 GIR/L52... 2.2

]
CGXR/L0025 steel  [EEN ss 25 23 24 200 38 18 GIR/L63... 5
1 5

24
CGXR/L0032 Steel 40 5.3 32 30 31 250 48 23 GIR/L63...
20

CGXR/L0040 steel  [AEEEN 53 40 37 38.5 300 60 27 GIR/L63...

CGXR/L16SC Carbide 1 3 16 15 - 200 24 1.3 GIR/L52... 2.2

Note: Use right-hand holder (CGXR) with right-hand insart (GIR); and left-hand holder (L) with left-hand insart (GIL).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ ( %

Designation Clamp set Wrench1 Wrench2
CGXR/L0016/20 CSW-0 = P-2.5T
CGXR/L0025/32/40 CSW-2 P-4 =
CGXR/L16SC CSW-0 - P-2.5T

Reference pages: Inserts, Standard cutting conditions — F130
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Il INSERT
GIR/L

CDX

S
,ﬁ
;-

Right hand (R) shown.

- Steel *
M Stainless DAg
Cast iron DA *
l Non-ferrous >
S Superalloys PAG % : First choice
H Hard materials 77 : Second choice
Coated |Uncoated
— o
i Designation HAND|cw:005| RE |3 o CDX|INSL| BW | S
Internal % T
= [
GIR5210-02 R 1 02 | @ [ J 1.5 15 3.5 4.4
GIL5210-02 L 1 02 | @ [ J 15 15 3.5 4.4
GIR5215-02 R 1.5 02 | @ [ J 2.3 15 35 4.4
GIL5215-02 L 1.5 02 | @ [ J 2.3 15 35 4.4
GIR5220-02 R 02 | @ [ J 3 15 3.5 4.4
GIL5220-02 L 2 02 | @ [ J 3 15 3.5 4.4
GIR5225-02 R 25 02 | @ [ J 3 15 35 4.4
GIL5225-02 L 25 0.2 [ ] 3 15 35 4.4
GIR5230-02 R 3 02 | @ [ J 3 15 3.5 4.4
GIL5230-02 L 3 0.2 [ J 3 15 3.5 4.4
GIR6310-02 R 1 02 | @ [ J 1.5 24 5.5 6.4
GIL6310-02 L 1 0.2 [ ] 1.5 24 5.5 6.4
GIR6315-02 R 1.5 02 | @ [ J 2.3 24 5.5 6.4
GIL6315-02 L 1.5 02 | @ [ J 23 24 5.5 6.4
GIR6320-02 R 2 02 | @ [ J 3 24 5.5 6.4
GIL6320-02 L 02 | @ [ J 24 5.5 6.4
GIR6325-02 R 2.5 02 | @ [ J 3.8 24 5.5 6.4
GIL6325-02 L 2.5 02 | @ [ J 3.8 24 5.5 6.4
GIR6330-02 R 3 02 | @ [ J 4.5 24 5.5 6.4
GIL6330-02 L 02 | @ [ J 4.5 24 5.5 6.4
GIR6335-02 R 3.5 02 | @ [ J 5.3 24 5.5 6.4
GIL6335-02 L 3.5 02 | @ [ J 5.3 24 5.5 6.4
GIR6340-02 R 4 02 | @ [ J 5.3 24 5.5 6.4
GIL6340-02 L 02 | @ [ J 5.3 24 5.5 6.4
GIR6345-02 R 4.5 02 | @ [ J 5.3 24 5.5 6.4
GIL6345-02 L 4.5 0.2 [ J 5.3 24 55 6.4
GIR6350-02 R 5 02 | @ [ J 5.3 24 5.5 6.4
GIL6350-02 L 0.2 [ ] 5.3 24 5.5 6.4
Use right-hand toolholders (CGXR~) with right-hand inserts (GIR); and left-hand toolholders (GX-****LI) @ : Line up
with left-hand inserts (XGR).
I STANDARD CUTTING CONDITIONS
. . Cutting speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
W<2mm W=2~4mm W >4 mm
. Carbon steels NS9530 80 - 150 0.05-0.1 0.08 - 0.15 0.08 - 0.2
. Cast irons, Light alloys TH10 60 - 150 0.05-0.1 0.08 - 0.15 0.08 - 0.2

Reference pages: Toolholders — F129
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GX-R/LI

Internal grooving

2 LF
>
L§¢ | i T o}
CWN-CWX_||_ >
S
25N T Ex]
o-pllaD®
cwW AEEA
Designation SIS 2O VT cDX H B LF LH HF WF
GX-2525R/LI 15-6 25 25 200 70 25 35

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

;

XGL/R63...

Right hand (R) shown.

Insert Torque*
5

SPARE PARTS un <9 28 ﬁ (
Designation Clamp set Clamp screw Shim Shim screw Wrench
GX-2525RI CP81B RT-1 SL-2R BHM3-8 P-4
GX-2525L CP81B RT-1 SL-2L BHMS3-8 P-4 Note: Max. groove width and max. groove depth will depend on the insert type.
Bl INSERT
XGR/L
8.0 20.0
|
o
0z 2
~3 Ol Teox 2
>
s g
I o
2-RE Right hand (R) shown. (O}
Bl steel * % |
M Stainless *
Cast iron S *
Non-ferrous *
S  Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Cermet Uncoated
. . [
Designation HANDCW=0.025 RE | o o CDX
o - M
(] T X
P4 =2
XGR6310-02 R 1 02 | @ ® 0 1.5
XGL6310-02 L 1 02 | @ o o 1.5
XGR6315-02 R 1.5 02 | @ [ 2N 2.3
XGL6315-02 L 1.5 02 | @ ® o 2.3
XGR6320-02 R 2 02 | @ ® 0o 3
XGL6320-02 L 2 02 | @ ® 0 3
XGR6325-02 R 2.5 02 | @ o 0 3.8
XGL6325-02 L 2.5 02 | @ ® o 3.8
XGR6330-02 R 3 02 | @ o o 4.5
XGL6330-02 L 3 02 | @ o 0 4.5
XGR6335-02 R 3.5 02 | @ o o 5.3
XGL6335-02 L 3.5 02 | @ o o 5.3
XGR6340-02 R 4 02 | @ o 0 6
XGL6340-02 L 4 02 | @ o 0 6
XGR6345-02 R 4.5 02 | @ ® o 6
XGL6345-02 L 4.5 02 | @ ® o 6
Use right-hand toolholders (GX-****RE) with right-hand inserts (XGR...) @®: Line up
left-hand toolholders (GX-****LE) with left-hand inserts (XGL...).
I STANDARD CUTTING CONDITIONS
Cutting speed Feed
ISO Workpiece material Grade Ve (n?/mpin) f (mm/rev)
W< 2mm W=2~4mm W >4 mm
NS9530 80 - 200 0.05 - 0.1 0.08-0.2 0.08 - 0.25
. Carbon steels
UX30 60 - 150 0.05-0.1 0.08-0.2 0.08 - 0.25
. Cast irons, Light alloys TH10 60 - 150 0.05 - 0.1 0.08 - 0.2 0.08 - 0.25
H Hardened steel BX360 50 - 180 0.05-0.15 0.05-0.15 0.05-0.15
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MY=-T SERIES

CGWTR/L0040-FLL/R3NP
Internal grooving and turning toolholder

- A =i
L AL ot £
§ JElJ //' St AN
| | Max. 10 mm Ehilld g, Z ! g‘ H
e ow i | 15 z B
5 30| |0 (@)
<5 LF Ql -
= o Right hand (R) shown.
Designation Cw DMIN CDX DCONMS LF H B Insert Shank Blade Torque*
U* CGWTR/L0040-FLL/R3NP 80 10 40 180 37.5 37 FLEX30L/R CGWTR/L0040 FLL/R3NP 5

‘ ‘ Please place an order with the designation of a set or a shank+a blade
Note: Use right-hand blades (CCWTR) with left-hand shanks (FLL3NP); and left-hand blades (CGWTL) with right-hand shanks (FLR3NP).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw  Blade screw Wrench
CGWTR/L0040-FLL/R3NP CHHM5-18 CSHB-6 P-4
o FLEX(R/L)
20 o
s Recess
=i -
O

y— = T
‘!. To distinguish the insert hands, the V-shape

surface (top surface) of a left-hand insert has

Right hand (R) shown. a recess. (not of a right-hand insert)
Bl steel * | % * *
M Stainless * *
Cast iron D¢ Y
Non-ferrous
Superalloys % : First choice
H Hard materials ¥¢ : Second choice
Coated Carbide | Uncoated
- . o
Designation HAND|CW=005| RE |10 0 § =] BW
A
0 x
22 z 3
FLEX30R R 3 0.4 o 2.2
FLEX30L L 3 0.4 o 2.2
FLEX40R R 4 0.4 [ J 3.1
FLEX40L L 4 0.4 o 3.1
FLEX50R R 5 04 @ @ o [ J 4
FLEX50L L 5 04 @ @ [ J [} 4
@: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting sp_eed Feed: f (mm/rev)
Ve (m/min) Grooving Turning
T9225 80 - 300 0.05-0.25 0.1-03
T9125 80 - 200 0.05-0.25 0.1-03
- Carbon steels
NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05-0.25 0.1-0.3

F132 www.tungaloy.com




EASYMMCEUT

ETFR/L

Face grooving and turning toolholder

yy)
| LF »|

Right hand (R) shown.

I

[
HF
H

Designation cw DAXN DAXX CDX H B LF HF WF Insert
ETFR/L2020-4T15-030035 15 20 20 125 20 205 E™4...
ETFR/L2525-4T15-030035 4 30 35 15 25 25 150 25 255 E™4...
ETFR/L2020-4T22-035045  [ATNGEgss 22 20 20. 125 20 205 E™4...
ETFR/L2525-4T22-035045 4 35 45 22 25 25 150 25 255 E™4...
ETFR/L2020-4T25-045055  [IAN46 s 25 20 20 125 20 205 E™4...
ETFR/L2525-4T25-045055 4 45 55 25 25 25 150 25 255 E™4...
ETFR/L2020-4T25-055075  [INATGE76is 25 20 20 125 20 205 E™4...
ETFR/L2525-4T25-055075 4 55 75 25 25 25 150 25 255 E™4...
ETFR/L2020-4T25-075120 I8 20 25 20 20. 125 20 205 Ev4...
ETFR/L2525-4T25-075120 4 75 120 25 25 25 150 25 255 E™4...
ETFR/L2525-4T25-120200 [ H200 2000 25 25 25 150 25 255 Ev4...
ETFR/L2525-4T25-200500 4 200 500 25 25 25 150 25 255 E™4...
ETFR/L2525-5T25-035045 [N G6 s 25 25 25 150 25 255 ETXS...
ETFR/L2525-5T25-045055 5 45 55 25 25 25 150 25 25.5 ETX5.. O
ETFR/L2525-5T25-055075  [[E 66 76 25 25 25 150 25 255 ETX5.. 'S
ETFR/L2525-5T32-075120 5 75 120 32 25 25 150 25 25.5 ETX5.. §
ETFR/L2525-5T32-120200  [[06 42002000 32 25 25 150 25 255 ETX5.. (5
ETFR/L2525-5T32-200500 5 200 500 32 25 25 150 25 25.5 ETX5...
ETFR/L2525-6T25-040055 [0 s 25 25 25 150 25 255 ETX6...
ETFR/L2525-6T25-055075 6 55 75 25 25 25 150 25 25.5 ETX6...
ETFR/L2525-6T32-075120  [INEN76 20 32 25 25 150 25 255 ETX6...
ETFR/L2525-6T32-120200 6 120 200 32 25 25 150 25 255 ETX6...
ETFR/L2525-6T32-200500  [INEN2000 6000 32 25 25 150 25 255 ETX6...

Wrench (ECW...) is not included. Please order it separately.

SPARE PARTS
Designation Wrench (Optional)
ETFR/L... ECW-456EF

EASYMCUT Tune TUET

Face grooving and turning toolholder, with high pressure coolant capability

- Jd©
—
i
. z;
PR
G1/8"-6.5 Right hand (R) shown.
Designation cw DAXN DAXX CDX H B LF HF WF Insert
ETFR2525-4T15-030035-CHP 15 25 25 150 25 255 E4...
ETFR2525-4T22-035045-CHP 4 35 45 22 25 25 150 25 25.5 E4...
ETFR2525-4T25-045055-CHP  [ANII4sss 25 25 25 150 25 255 E™4...
ETFR2525-4T25-055075-CHP 4 55 75 25 25 25 150 25 25.5 E4...
ETFR2525-4T25-075120-CHP ANz 25 25 25 150 25 255 E™4...
ETFR2525-4T25-120200-CHP 4 120 200 25 25 25 150 25 25.5 E4...

ETFR2525-4T25-200500-CHP  [IANIN200 6000 25 25 25 150 25 255 E™4...

Wrench (ECW...) is not included. Please order it separately.

%
SPARE PARTS &
ETFR****-CHP ECW-456EF

Reference pages: Inserts, Standard cutting conditions — F135 - F136, Parts for coolant hose — F198
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EASYMMCEUT

EFPR/L
Face grooving blade

DAXN i i
DAXX
P
Right hand (R) shown.
Designation CwW DAXN DAXX WF LF Min. CDX Max. CDX Insert
. EFPR/L-4-030035 13.6 125 18 50 E4...
wf EFPR-4-035045 4 35 45 13.6 125 18 50 E*4...
EFPR-4-045055 13.6 125 18 50 E*4...
EFPR-4-055075 4 55 75 13.6 125 18 50 E*4...
n'_'l:i EFPR-4-075120 13.6 140 18 65 E*4..
.~ EFPR-4-120200 4 120 200 13.6 140 18 65 E*4...
EFPR-4-200500 4 200 500 13.6 140 18 65 E*4...
EFPR-5-035045 5 35 45 13.6 125 19 50 ETX5...
EFPR-5-045055 _ 13.6 125 19 50 ETX5...
EFPR-5-055075 5 55 75 13.6 125 19 50 ETX5...
EFPR-5-075120 5 15 120 13.6 140 19 65 ETX5...
EFPR-5-120200 5 120 200 13.6 140 19 65 ETX5...
EFPR-5-200500 _ 13.6 140 19 65 ETXS...
EFPR-6-045055 6 45 55 13.6 125 20 50 ETX6...
EFPR-6-055075 6 5 75 13.6 125 20 50 ETX6...
EFPR-6-075120 6 75 120 13.6 140 20 65 ETX6...
EFPR-6-120200 _ 13.6 140 20 65 ETX6...
EFPR/L-6-200500 6 200 500 13.6 140 20 65 ETXG...
Wrench (ECW...) is not included. Please order it separately.
//l
SPARE PARTS /
Designation Wrench (Optional)
EFPRIL... ECW-456
I Procedure to clamp and unclanp insert
@ Put the insert in the @ Turn the wrench @ Unclamp

Unclamp pocket Push the insert into the
pocket to clamp

Reference pages: Inserts, Standard cutting conditions — F135 - F136
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EASYMCEUT TuncTIET

CTBU-CHP for EFPR/L
Tool block for EFP blades with high pressure coolant capability

@

&
pu
Designation Ccw H B HBH OAW OAL Blade
CTBU25-030-4-CHP 25 23 8 49 110 EFPR/L-4-030035
CTBU25-035-4/5-CHP 4,5 25 23 8 49 110 EFPR-4/5-035045
CTBU25-045-4/5-CHP  [INABIAEIE 136 25 23 8 49 110 EFPR-4/5-045055
CTBU25-055-4/5-CHP 4,5 55 13.6 25 23 8 47 110 EFPR-4/5-055075
CTBU25-075-4/5-CHP _ 13.6 25 23 8 45 110 EFPR-4/5-075120
CTBU25-120-4/5-CHP 4,5 120 13.6 25 23 8 44 110 EFPR-4/5-120200
CTBU25-200-4/5-CHP  [INAEIo00 1 136 25 23 8 415 110 EFPR-4/5-200500
CTBU25-045-6-CHP 6 45 13.6 25 23 8 51 110 EFPR-6-045055
CTBU25-055-6-CHP [Eemmss e 25 23 8 49 110 EFPR-6-055075
CTBU25-075-6-CHP 6 75 13.6 25 23 8 47 110 EFPR-6-075120
CTBU25-120-6-CHP [eniee 1se 25 23 8 46 110 EFPR-6-120200
CTBU25-200-6-CHP 6 200 13.6 25 23 8 435 110 EFPR/L-6-200500
g
>
SPARE PARTS f @ ( 8
Designation Clamp Clamping screw Wrench (’5
CTBU25-***-***-CHP CT-110 CM6X30-S P-5

EASYMCEUT - Chipbreaker Guide

ETX type Multi-functional insert M Standard feed Bl Standard feed and
grooving and turning Suitable __ 4 depth of cut for turning

for light to medium cutting 4
Well-balanced sharpness and
strength

CW=4-6mm

0

w

w

Feed: f (mm/rev,
o o
— N
[
/T
Depth of cut
ap (mm)
- N

0

‘ ‘ 0
4 5 6 01 02 03 04
Y Y Groove width: CW (mm) Feed: f (mm/rev)

M Standard feed

EGM type 1st choice for parting
High strength < 04
Well-designed edge E 0.3
CW =4 mm < 0.2p I
3
K3 [0y | — —
0

Z
}/ Groove width: CW (mm)

Reference pages: Inserts, Standard cutting conditions — F135 - F136
Parts for coolant hose — F198
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Il INSERT
ETX

ow_[NRE

- Steel *
M Stainless *
Cast iron DA
Non-ferrous
U ¥ Superalloys % : First choice
[ H Hard materials v : Second choice
Coated
. Designation cw:005| RE | INSL
- N~
ac
<
ETX4-040 4 04 | @ 8
ETX5-040 5 04 | @ 10
ETX6-040 6 04 | @ 12
— | @ : Line up
¥
EGM
N
1
n
z
cw RE
- Steel *
M Stainless *
Cast iron DA
Non-ferrous
Superalloys % : First choice
H Hard materials ¢ : Second choice
Coated
Designation cw=005| RE |& INSL
N~
T
<
EGM4-030 4 03 | @ 8
@ : Line up
B STANDARD CUTTING CONDITIONS
. . . Cutting speed
ISO Workpiece material Hardness Grade Chipbreaker Ve (m/min)
Low carbon steel - 300 HB AH725 ETX 80 - 180
S45C, etc.
S15C, etc. - 300 HB AH725 EGM 80 - 180
Carbon steel, Alloy steel - 300 HB AH725 ETX 80 - 180
. S55C, etc.
SCM440, etc. - 300 HB AH725 EGM 80 - 180
Prehardened steel - 300 HB AH725 ETX 80 - 180
NAKS8O0, etc.
PX5, etc. - 300 HB AH725 EGM 80 - 180
Stainless steels - AH725 ETX 50 -120
M SUS303, etc.
SUS3186, etc. - AH725 EGM 50 - 120

Reference pages: Toolholders — F133 - F135
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TUNGCUT

CTFR/L

Face grooving and turning toolholder

5 B JJ
%@ Lé%@ H& “coxd O]

LF

[ ] DAXX
4 &
f Right hand (R) shown.
Designation (/AR .V (" [\ )-V 0. @l Seat size CDX H B LF LH HF WF® Torque*
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 25.5 5
3 29 40

CTFR/L2525-3T10-029040 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-034050  [NSINGAE0 T 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-064100 _ 3 15 25 25 150 38 25 25.5 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042  [ADg s e 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-042070 _ 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-112200 [ 000 8 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12 o
CTFR/L2525-5T25-070110 _ 5 25 25 25 150 49 25 25.6 12 g
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12 S
CTFR/L2525-5T25-140200  [NEI40 2000 5 25 25 25 150 49 25 256 12 15
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100 _ 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400 6 25 25 25 150 49 25 25.6 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
Max. groove depth will be 15 mm with DTF insert.
(1)WF is calculated with the groove width (CW) in the above table.
*Torque:Recommended torque (N-m)
SPARE PARTS & { Groovowidh yricegeeins
DAXMIN
CTFR/L2525-3T - 4T... CMBX1X25-A P-5 DGM / DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CM8X1.25X25-A P-6 DGM /DGS / SGN / DGL 4 37
DGM / DGS / DGL 5 60
INSERT DGM / DGS / DGL 6 57
Designation Seat size Insert DTE/DGG /DTM 3 62
CTFR/L2525-3T10-024035 3 DTF, DTX DTE/DGG/DTM 4 42
CTFR/L2525-3T10-029040 3 DTF, DTX [DIN2 4 [Detel/ o 2 &
CTFR/L2525-3T10-034050 3 DTF, DTX DTE/ ?ﬁ‘; /DT 2 il
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM = n Fa
CTFRAL2525-3T15-064100 3 P10 (I BIE DOG, BOI DES. giﬁ 2 ig
CTFR/L2525-4T10-022036 4 DTF, DTX
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR gii j zi
CTFR/L2525-4T20-034050 4 2l DTXE')EFI’E&\GA’GE')@EM' D DTX 5 20
CTFR/L2525-4T20-042070 4 DTF, DJTX,&,DSTSN"DSTGMPSQAL’ Das, E?F( 2 23
CTFR/L2525-4T20-062120 4 DTF, DDTTXF’R,DSTENI?STGM,DSGMﬁ DGS, DTF 4 20
CTFRAL2525-4T20-112200 4 D70 DON TR DR DOM, DS,
CTFR/L2525-5T25-... 5 DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL
CTFR/L2525-6T25-... 6  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL

Reference pages: Inserts — F143 - F156, Standard cutting conditions — F157
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TUNGCUT

CTFVR/L
Perpendicular toolholder for face grooving and turning

- ] Y
L Y
- cow . 8 f . a
° LH DAXMIN
DAXX -.u
£, 4@ - 8
Right hand (R) shown.
Designation cw DAXMIN .90, @l Seat size CDX H B LF LH HF Torque*
T CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25 5
| CTFVR/2525-3T10-034050  [IGNGAS0 0 3 10 25 25 150 18 25 5
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
. CTFVRA2525-3T15-054085  [NEIINSAGsIE s 15 25 25 150 18 25 5
= CTFVR/L2525-4T12-022040 4 2P 40 4 12 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-032050  [IANTGa 0 4 15 25 25 150 18.5 25 8.5
'- CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 18.5 25 8.5
/L /| CTFVR/2525-4T15-052085  [ANGZEs 4 15 25 25 150 18.5 25 8.5
G CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
| CTFVRA2525-5T20-070110  [NNENNNZONNHONY 5 20 25 25 150 22 25 12
s CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-140200  [IEII46 a60 5 20 25 25 150 22 25 12
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-073150  [IINEI8 60 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.
*Torque:Recommended torque (N-m)
@ ( . Face grooving
Groove width . . \
SPARE PARTS Insert cw Min. machining dia.
Designation Clamping screw Wrench DAXMIN
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM / DGS / SGN / DGL 3 92
CTFVR/L2525-4T... CM6X1X25-A P-5 DGM/DGS / SGN / DGL 4 37
CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 DGM/DGS /DGL 5 60
DGM / DGS / DGL 6 57
INSERT DTE/DGG/DTM 3 62
Designation Seat size Insert DTE/DGG/DTM 4 42
CTFVR/L2525-3T10-024035 3 DTF, DTX D=/ Diee /D 2 &
DTE / DGG / DTM 6 61
CTFVR/L2525-3T10-029040 3 DTF, DTX oTR s 2t
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR =— n 5
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTE, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX 3 22
DTF, DTX, DTE, DGG, DGM, DGS, DTX 4 20
CTFVR/L2525-4T15-032050 4 S BT B o . ”
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-042060 4 o e Ty el IEJ)?F( 2 23
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-052085 4 P B S D OTF . 2
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-5T20-... 5 S Bl
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-6T20-... 6 L

Reference pages: Inserts — F143 - F156, Standard cutting conditions — F157

F138 www.tungaloy.com




TUNGCUT

CTEFR/L

External face grooving and turning toolholder

w = o mI %ﬁj

=
e
NC] ' s - Insert ’
= nsert:
N LH DGM, SGM, DGS,
0 SGS, DTE, DGG,
W 'y DTX, DTR, DTF, SGN,
sl %I Ii DTM, DGL
Y Right hand (R) shown.
Designation cw Seat size CDX H B LF LH HF WF® Torque*
CTEFR/L2020-4T04 2,3, 4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,3,4 4.8 25 25 150 33 25 25.5 8.5
CTEFR/2020-6T04  [E 5,6 438 20 20 125 37 20 20.6 85
CTEFR/L2525-6T04 6 56 4.8 25 25 150 37 25 25.6 8.5

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

SPARE PARTS & (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CMB6X1X20-A 76
CTEFR/L2525-4T04 CM6X1X25-A P-5
CTEFR/L2020-6T04 CM6X1X20-A P-5
CTEFR/L2525-6T04 CMBX1X25-A P-5 :
. Groove width .Face grooving. (o))
U Face grooving cw Min. machining dia. i<
Insert cw Min. machining dia,| DAXMIN 8
DAXMIN DTR 3 44 o
DGM /DGS / SGN 2 295 DTR 4 32 (O}
DGM /DGS / SGN / DGL 3 92 DTR 5 48
DGM /DGS / SGN / DGL 4 37 DTR 6 48
DGM/ DGS / DGL 5 60 DTX 3 22
DGM/DGS / DGL 6 57 DTX 4 20
DTE/DGG /DTM 3 62 DTX 5 20
DTE/DGG/DTM 4 42 DTX 6 23
DTE/DGG /DTM 5 64 DTF g 20
DTE/DGG /DTM 6 61 DTF 4 20

Reference pages: Inserts — F143 - F156, Standard cutting conditions — F157
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TUNGCUT

CAFR/L
Face grooving and turning blade

= )
A Insert:

WF
row

CDX CAFR/
L-3T12-040055:DTF
Seat size 3@-6:DTF®),
= DTE, DGG, DTX, DGS,
o DGM, DTR, DTM, DGL
\ ) O Shank:
O CHFVR/L, CHSR/L
Right hand (R) shown.
Designation CcwW DAXMIN DAXX Seat size CDX LF WF () Torque*
D f CAFR/L-3T12-040055 3 12 45 10.4 5
\_| CAFR/L-3T12-055075 & 55 75 3 12 45 10.4 5
CAFR/L-3T12-100140 3 100 140 3 12 45 10.4 5
- CAFR/L-4T16-050070 4 50 70 4 16 45 10.5 5
,. CAFR/L-4T16-100150 4 100 150 4 16 45 10.5 5
Face CAFR/L-5T20-055080 5 55 80 5 20 49 10.5 5
“‘lé r CAFR/L-5T20-120180 5 120 180 5 20 49 10.5 5
CAFR/L-5T20-300000 5! 300 oo 5 20 49 10.5 5
CAFR/L-6T25-090150 6 90 150 6 25 55 10.5 5
CAFR/L-6T25-250400 6 250 400 6 25 55 10.5 5

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Not compatible with TungModularSystem

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

(2) Not applicable to CAFR/L-3T12-040055

(3) Seat sizes of DTF are only 3 and 4.

*Torque: Recommended clamping torque (N-m)

& ( Groove width Face grooving
SPARE PARTS _ oW Min. n[;ism;g dia.
Designation Clamping screw Wrench
CAFR/L... BHM6-20-A P-4 DGM /DGS / SGN / DGL 3 92
DGM /DGS / SGN / DGL 4 37
DGM / DGS / DGL 5 60
DGM /DGS / DGL 6 57
DTE/DGG/DTM 3 62
DTE/DGG/DTM 4 42
DTE/DGG /DTM 5 64
DTE/DGG/DTM 6 61
DTR 3 44
DTR 4 32
DTR 5 48
DTR 6 48
DTX 3 22
DTX 4 20
DTX 5] 20
DTX 6 23
DTF 3 20
DTF 4 20
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TUNGCUT

CHSR/L

Shank for CAER/L & CAFR/L blades

g
S =5 : OAL
€
( ) Et — el o)
- _© s (LFASSY*)
p— = ‘ (LPOS) -
3
J S e y—c
= A Right hand (R)
AL with left-hand blade shown.
Designation H B OAL LPOS LH WPOS  HFASSY HBH Blade (option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAFL/R...
CHSR/L3232 32 32 153 105 28 22 32 - CAFL/R...
*WFASSY : shank (WPOS) + blade (WF)
**LFASSY : shank (LPOS) + blade (LF)
Not compatible with TungModularSystem
SPARE PARTS & (
Designation Clamping screw Wrench
CHSRI/L... CSHB-6-A P-4
(@)
£
TUNGCUT 2
(o]
CHFVR/L (%
Shank for CAER/L & CAFR/L blades
N __*OAL—,
R '
- 2 M@ HBKW e}
= = LPOS
= = { (LFASSY")
LH,_
| q*
vl = |
g | S— Right hand (R)
A HBH with right-hand blade shown.
Designation H B OAL LPOS LH HFASSY WPOS  HBKW HBH Blade (option)
CHFVR/L2020 20 20 150 140 25 20 0 8 12 CAFR/L...
CHFVR/L2525 25 25 150 140 25 25 0 3 7 CAFR/L...
CHFVR/L3232 32 32 170 160 25 32 4 - - CAFR/L...

“WFASSY : shank (WPOS) + blade (LF)
“LFASSY : shank (LPOS) + blade (WF)

Not compatible with TungModularSystem

&

Clamping screw
CSHB-6-A

SPARE PARTS

Designation
CHFVR/L...

Wrench
P-4

Combination of blade and toolholder

' ] Blade
Designation CAER.. CAEL.. CAFR.. CAFL..
CHSR... ® g
CHSL... ® -
CHFVR... L4 °
CHFVL... ® &

@ : Corresponding
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TUNGCUT TUNGCAP

C-CHSR/L
TungCap shank for CAER/L and CAFR/L blades

»
8 ®
%)
B 2 @ = @
i ] N [~ % 1
%)
9] Qo
o & @ QY § © @
i
= LPR (LPOS)
_ (LFASSY*) Right hand (R)
with left-hand blade shown.
Designation DCONMS LPR LPOS L2 WPOS Blade (option)
it C3CHSR/L22050N 32 50 22.1 35 11.5 CAFL/R...
v C4CHSR/L27050N 40 50 22.1 36 16.5 CAFL/R...
| C5CHSR/L35060N 50 60 32.1 36 245 CAFLAR...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAFL/R...
. “WFASSY : shank (WPOS) + blade (WF)

- *LFASSY : shank (LPOS) + blade (LF)

Applicable for 7 MPa coolant.
Not compatible with TungModularSystem

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
[ C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
| v C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHSR/L45065N SATE-M10X1-M5 CSHB-6-A P-4
C-CHFVR/L

TungCap shank for CAER/L and CAFR/L blades

T ®
=
A A %
ST m @ 1 O
2l 2 Oy
< y
L
s, lipos,
(LFASSY™) Right hand (R)
P~ L with right-hand blade shown.
Designation DCONMS LPOS L2 wB WPOS Blade (option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAFR/L...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAFR/L...
C5CHFVR/L35060N 50 49.5 36 35 71 CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 171 CAFR/L...

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)

Applicable for 7 MPa coolant.
Not compatible with TungModularSystem

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
CB6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder

) . Blade
Beslozaten CAER..  CAEL.. CAFR..  CAFL..
C*CHSR... ° °
C*CHSL... ° °
C*CHFVR... ° °
C*CHFVL... ° °

@ : Corresponding
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TUNGCUT

CTIFR/L

External/Internal face grooving and turning toolholder

w _CDX
; d
Y ]
1
o S
Hed - DMIN _ O
A\ == |
N \LL —
O ee———
Designation Ccw Seat size CDX DCONMS LF™
CTIFR/L25-4T05-D270 3,4 5.5 25 200
CTIFR/L32-4T05-D340 4 3,4 55 32 250
CTIFR/L25-5T05-D270 [T 5,6 5.5 25 200
CTIFR/L32-5T05-D340 6 5,6 55 32 250

(1) fis calculated with the groove width W in the above table.
*Torque: Recommended clamping torque (N-m)

& {

SPARE PARTS

DCONMS

=

-

< IDAXMIN

DAXX

DMIN

J
/
Insert:

DGM, DGS,
DGG, DTE,

DTF, DTX, DTR,
DTM, SGN, DGL

Right hand (R) shown.

- nn

HF

11.5
15

11.5
15

WF® Torque*
13.3 5
16.8 5
13.3 5
16.8 5

Designation Clamping screw Wrench Seal cap
CTIFR/L25-4T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-4T05-D340 CM6X1X20-A P-5 CA-32
CTIFR/L25-5T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-5T05-D340 CM6X1X20-A P-5 CA-32 CC»
>
) Min. machining dia ) DAXMIN 8
Seat size Seat size o
DCONMS = 25 mm DCONMS = 32 mm DGM, DGS, SGN,DGL  DTE, DGG, DTM DTF, DTX (O]
8 26.3 33.3 3 92 62 19 44 oo
4 26.8 33.8 4 37 42 20 32 oo
5 26.3 33.3 5 60 64 20 48 oo
6 26.8 33.8 6 57 61 23 48 )
DTX
External/Internal face grooving and turning
RE
= v il
Ne— o
7 INSL
e
K
- Steel * % [k Y *
M Stainless * * | Y| %
Cast iron Yo * Y DA
Non-ferrous
Superalloys ¥* |5 * girst cZoicr:e.
H Hard materials 7 : Second choice
Coated Cermet
. . Seat < Q
Designation size |CW:005| RE [0 © & ) R INSL| h
SR KN = o
Al
oo LI I n
FF<<O P4
DTX3-030 3 3 03 | © ®© ®© 06 0 [ J 20 5
DTX4-040 4 4 04 | © © © 0 O [ J 20 5
DTX5-040 5 5 04 @ © © @ O [ J 25 5.5
DTX6-080 6 6 0.8 e 00 25 5
@: Line up
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Il INSERT

DTF

Face grooving and turning

E‘
e

12 o
z INSL :
-
‘ ! L1 % Right hand (R) shown.

BBl stee * [ e[ He e | e *
M Stainless * ¥* | Y5 | %
L]+ Cast iron DAe * Dig DAg
I Non-ferrous
Superalloys ¥* |5 % : First choice
H  Hard materials < : Second choice
¥ — Coated Cermet
Designation | 56 |anD| cws005| RE |19 10 § 03 § INSL| h | L1
size g g ':E ':E E %
PRII0 z
DTF3-040-R 3 R 3 04  © © © 0 O [ 20 5 16
DTF3-040-L 3 L 3 04  © © ®© 0 O [ J 20 5 16
' DTF4-040-R 4 | R 4 |04 @@ @ @O O 20 5 16
Ll DTF4-040-L 4 | L 4 |04 |@o0 @0 @ O 20 | 5 | 16
@®: Line up
DTM
External face grooving and turning
-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
H Hard materials 77 : Second choice
Coated
Designation Seat |ewy005) RE § INSL| h
size 2
I
<
DTM3-030 3 3 03 | @ 20 5
DTM4-040 4 4 04 | @ 20 5
DTM4-080 4 4 0.8 [} 20 5
DTM5-080 5 5 0.8 [ ) 25 55
DTM6-080 6 6 08 | @ 25 5.5
DTM8-080 8 8 0.8 [ J 30 6.7
@®: Line up
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F144 www.tungaloy.com




DTE

External face grooving and turning (for high precision)

RE
Ei=————1
(@]
7 INSL

A

BBl steel || k||| ||k
M Stainless * * | Y5 | %
Cast iron DA * DA
l Non-ferrous
S Superalloys ¥* Y% % : First choice
Bl tard materials 5% : Second choice
Coated Cermet
Designation Seat |ow.002| RE |10 w© § 28 § INSL| h
size o ':E ':E = 8
PRPII0 z
DTE265-015 3 265 015 | ® ®© @ @ @ [} 20 5
DTE300-020 3 3 02 | © © @ @ O o 20 5
DTE300-040 3 3 04 | © ®© © @ O () 20 5
DTE315-015 3 315 |015 | @ © ®© ®© © [ 20 5
DTE400-040 4 4 04 | © © @ @O [ J 20 5
DTE400-080 4 4 08 | © © @ @ @ [} 20 5
DTE415-015 4 415 |015 | @ @ @ @ © () 20 5 >
DTE478-055 5 478 |05 @ © @ © © [ 25 5.5 <
DTE500-040 5 5 |04 @0 @ 0@ ° 25 | 55 3
DTE500-080 5 5 (08| @® ® e e ° 25 | 55 (%
DTE515-015 5 515 |015 | @ @ @ @ ©® 25 5.5
DTE600-080 6 6 08 | © © @ @ @ 25 5.5
DTE600-120 6 6 12 | © © @ @ © 25 5.5
DTE800-080 8 8 08 | © © © @ @ 30 6.7
DTE800-120 8 8 12 | @ © @ @ © 30 6.7
@®: Line up
DTE
External face grooving and turning
RE
_A
=
(@]
7, INSL ‘
BB stee * k| ||| % *
M Stainless * Y dbAdh ¢
Cast iron DA * [ % PAG
l Non-ferrous
S Superalloys ¥* |5 “ : First choice
Bl H2rd materials % : Second choice
Coated Cermet
Designation Seat |ewy005| RE |10 1© § 2 utc"g INSL| h
size N w ':E ':E = (013
PRPRIIO z
DTE3-040 3 3 04 © © ®© 0O () 20 5
DTE4-040 4 4 04 © © ®© @ 0O () 20 5
DTE5-040 5 5 0.4 ® o 25 5.5
DTE6-080 6 6 0.8 ® 0 25 5.5
@: Line up
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DGM

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand ’E RE Right hand
—— — T
5 PSIRR Y ZSRE
7 INSL i - INSL 7 INSL
- Steel * ||k | Y
M Stainless * * [ Y¢ *
Cast iron pAe * Y| %
l Non-ferrous
S Superalloys * Y [k ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation Seat || \ND CW:005) RE |10 10 & 0 8 Q 3 INSL| h |PSIRL/PSIRR
size = AN NOX pel
H H E 7
il i S ) P
DGM2-020 2 N 2 02 ® ®© @ @ o o 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 ([ N J [ ] 19.8 5 0° 6°
DGM2-020-6L 2 L 2 0.2 [ N ) o 19.8 5 6° 0°
DGM2-020-8R 2 R 2 0.2 { BN ] [ J 19.8 5 0° 8°
DGM2-020-8L 2 L 2 0.2 ® o [} 19.8 5 8 0°
DGM2-020-15R 2 R 2 0.2 ([ N J [ ] 19.8 5 0° 15°
DGM2-020-15L 2 L 2 0.2 [ BN ) [} 19.8 5 15° 0°
DGM2-002-15R 2 R 2 0.02 () [ 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 o o 19.35 5 15° 0°
DGM3-020 3 N 3 02 ®© © ®© @ 06O () 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 ([ N} [ ] 19.9 5 0° 6°
DGM3-020-6L 3 L 3 0.2 ([ N} [ ] 19.9 5 6° 0°
DGM3-002-6R 3 R 3 0.02 o o 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ] [ ] 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 ([ N} [ ] 19.9 5 0° 15°
DGM3-020-15L 3 L 3 0.2 ([ N} [ J 19.9 5 15° 0°
DGM4-030 4 N 4 03 | © © ®© @ 06 0 () 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 ([ N J [ ] 19.8 5 0° 4°
DGM4-030-4L 4 L 4 0.3 [ BN ) [} 19.8 5 40 0°
DGM4-030-15R 4 R 4 0.3 ([ N} [ ] 19.8 5 0° 15°
DGM4-030-15L 4 L 4 0.3 ® o o 19.8 5 15° 0°
DGM5-030 5 N 5 03 | © © ®© © 06 0 () 25 55 0° 0°
DGM5-030-4R 5 R 5 0.3 ([ N} [ ] 24.9 55 0° 4°
DGM6-030 6 N 6 03 | © © ®© © 0 O 25 5.5 0° 0°
DGM8-040 8 N 8 04 © © @ © [ 30 6.7 0° 0°
@: Line up
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SGM

External deep grooving and parting, 1 corner

RE Neutral
=
(@]

INSL ‘

y i

PSIRL  Left hand
| = -
- ETE=

7 INSL
yE

RE Right hand
3\ N
N ) -
PSIRR— R
INSL

Bl steel * || ¥
M Stainless Y dhAdh ¢
Cast iron * Y
Non-ferrous
Superalloys * | v : First choice
H Hard materials ¥ : Second choice
Coated
Desi . Seat ol o IS
esignation size |HAND|CW:005 RE |S & ® INSL| h |PSIRLPSIRR
EEX
<6
SGM2-020 2 N 2 02 @ @ @ 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @@ @ @ 20 5 0° 6°
SGM2-020-6L 2 L 2 02 © @ @ 20 5 6° 0°
SGM3-020 3 N 3 02 ©® @ @ 20 5 0° 0°
SGM3-020-6R 35 | R| 3 (02 @eee® 20 | 5 | ¢ | & b
SGM3-020-6L 3 L 3 02 @ @ @ 20 | 5 6 | o0° 3
SGM3-020-15R 3 R 3 |02 |®@ @ @ 20 | 5 0° | 15° o
SGMB3-020-15L 3 L 3 02 ©® @ @ 20 5 15° 0° ©
SGM4-030 4 N 4 03 ©® & @ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 ©® & @ 20 5 0° 4°
SGM4-030-4L 4 L 4 03 @@ @ @ 20 5 40 0°
SGM5-030 5 N 5 03 ©® @ @ 25 55 0° 0°
SGM6-030 6 N 6 03 ©® & @ 25 55 0° 0°
@®: Line up
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE Right hand
M ps.;jw
INSL \_ INSL _ INSL
BBl stee! | e[ e [ Y| e *
M Stainless * ) dbxdh ¢
Cast iron DA * DA DA
l Non-ferrous
S | Superalloys * | ¥ ¥ : First choice
H Hard materials 5% : Second choice
Coated Cermet
Designati Seat Swg 3
gnation size |HAND|CW=005 RE § 9 S ® e INSL| h |PSIRLPSIRR
PREES 2
DGS1.4-016 1 N 1.4 0.16 ® 00 16 4.3 0° 0°
DGS2-020 2 N 2 02 ®© @ @ 06 O [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 ® 00 19.95 5 0° 6°
DGS2-020-6L 2 L 2 0.2 [ B BN 19.95 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ BN J 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 ® 0 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 ® 00 19.95 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ B BN 19.95 5 15° 0°
DGS2-002-15R 2 R 2 0.02 ® 0 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ BN J 19.5 5 15° 0°
DGS3-020 3 N 3 02 © © ®© 0 © [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 o 00 19.9 5 0° 6°
DGS3-020-6L 3 L 3 0.2 ® 00 19.9 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ BN J 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ BN 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 o 00 19.9 5 0° 15°
DGS3-020-15L 3 L 3 0.2 ® 00 19.9 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ BN J 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ BN 19.45 5 15° 0°
DGS4-030 4 N 4 03 © ®© ®© 6 0 [ 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 ® 00 19.8 5 0° 4°
DGS4-030-4L 4 L 4 0.3 ® 00 19.85 5 4° 0°
DGS5-030 5 N 5 03 © © @ 6 O [ 25 5.5 0° 0°
DGS6-030 6 N 6 03 ©®© © ®© 0 O 25 5.5 0° 0°
@®: Line up
Caution
The tool will interfere with the workpiece when grooving
N
Designation oDmax (mm) Designation oDmax (mm) - &
DGM2-002-15R/L 28 DGS2-002-15R/L 28 E
DGM3-002-15R/L 29 DGS3-002-15R/L 29 \~ .
DGM4-030-15R/L 30 SGS3-020-15R/L 103 I
SGM3-020-15R/L 103 SGS3-002-15R/L 34 \
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SGS

External deep grooving and parting, 1 corner

RE Neutral RSIRL | eft hand RE Right hand
=

= — o — -
70 INSL ‘ INSL . INSL

ri T 4 Wi s

Bl steel * ¥ | ¥
M Stainless ¥* | Y% %
Cast iron * DA
Non-ferrous
Superalloys * | Y% v : First choice
H Hard materials ¢ : Second choice
Coated
Desi ; Seat =l o 2
esignation size |HAND|CW:005| RE |S & ® INSL| h |PSIRLPSIRR
EEX
<O
SGS2-020 2 N 2 02 ® @ @ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ @ 20 5 0° 6°
SGS2-020-6L 2 L 2 02 @ @ @ 20 5 6° 0°
SGS2-020-15R 2 R 2 02 @ & @ 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ @ 20 5 15° 0°
SGS3-020 3 N 3 02 (@ @ @ 20 5 0 | o =X
SGS3-020-6R 3 R 3 02 @ @ @ 20 5 0° 6° 'g
SGS3-020-6L 3 L 3 02 @@ @ 20 5 6° 0° o
SGS3-002-6R 3 R 3 0.02 [ N} 19.8 5 0° 6° O
SGS3-002-6L 3 L 3 0.02 o 0o 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 ® @ @ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 ® @ @ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 [ I} 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 o 0o 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® @ @ 20 5 0° 0°
SGS5-030 5 N 5 03 @ @ @ 25 55 0° 0°
SGS6-030 6 N 6 03 @ @ @ 25 5.5 0° 0°
@®: Line up
DGG
External grooving (for high precision)
RE
=
O
7 . INSL _
-
- Steel * *
M Stainless *
Cast iron * DA DA
Non-ferrous *
Superalloys * Y v : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Seat |o\.00 RE | 3 L INSL| h
size 2 g 8
an n (]
< P X
DGG200-020 2 2 02 | @ [ [ 20 5
DGG300-020 3 3 02 |@ [ o 20 5
DGG400-040 4 4 04 | @ [ [ 20 5
DGG500-040 5 5 04 | @ [ [ 25 55
DGG600-040 6 6 04 | @ [ o 25 5.5
@®: Line up
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DGL

External grooving and parting

v INSL
‘ Ed
-
A
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
L]+ H Hard materials ¢ : Second choice
B Coated
0
Designation Seal lows005| RE 3 INSL| h
. T
- <
DGL3-025 3 3 025 | @ 20 5
DGL4-030 4 4 03 | @ 20 5
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 | @ 25 5.5
o @®: Line up
DTR
Profiling and undercutting (for high precision)
RE
e
7 INSL

W-

-Steel b b 4b_dRAgRAS *
M Stainless * * | ¥ |k
Cast iron DA * DA DA

Non-ferrous

Superalloys * |5 % : First choice

H Hard materials ¥¢ : Second choice

Coated Cermet

Designation Seat | w002l RE 0 10 & 9 Q 2 INSL| h

size = NI N o

SS5ITITI D

PRII0 z
DTR300-150 3 3 15 @ @ @ @ @ [ ] 20 5

DTR400-200 4 2 o0 0 0 e [} 20
DTR478-239 5 478 239 | @ @ @ © O [ ] 25 5.5
DTR500-250 5 5 25 | @ @ @ @ O [ ] 25 5.5
DTR600-300 6 3 © ®© 0 0o 25 5.5
@®: Line up
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DTR

Profiling and undercutting

RE
)
O

7 INSL

-Steel * | |k | A ¢ *
M Stainless * ¥* | Y% Y
Cast iron Pig * PiAdhAe Ad

Non-ferrous

Superalloys ¥* | Y% % % : First choice

H Hard materials ¥¢ : Second choice

Coated Cermet
. . Seat N & n v 9O 8
Designation size CW=0.05| RE L9 Sdo® 9 INSL| h
S>TITITI 0}
FFEF<I<<O P4
DTR3-150 3 3 15 @ © © @6 @ @ ([ 20
DTR4-200 4 4 2 o0 00 00 [ ] 20
DTR5-250 5 5 25 | @ © @ @ 0 O [ ] 25 5.5
DTR6-300 6 6 ® 06 00O [ 25 5.5
DTR8-400 8 8 e 000 [ 30 6.7
@®: Line up CC»
>
o
e
O]
DTIU
Profiling and undercutting (for high precision)
RE
Y=
g —
)7;\“ INSL
Bl steel * | e
M Stainless ¥* | Y5 | %
Cast iron * DA
Non-ferrous
Superalloys ¥* | v% % : First choice
H Hard materials 77 : Second choice
Coated
Designation Seat |oyw.om RE (S 19 8 INSL| h
g size ' Of o |2
I T I
)
DTIU300-150 3 3 15 @ @ @ 20 5
DTIU400-200 4 4 2 @00 20
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 @ e e 25 5.5
@®: Line up

Reference pages: Toolholders — F137 - F143, Standard cutting conditions — F157

Tungaloy F151




DTA

Aluminium wheel machining (for high precision)

RE

>

INSL

AN

- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys Y : First choice
T Hard materials ¥¢ : Second choice
H' Uncoated
. . Seat
Designation size |CW2002 RE |5 INSL| h | AN
= I
*F =
DTAB00-300 6 6 3 | @ 25 5.5
DTA800-400 8 8 4 | @ 30 6.7 10
w
@®: Line up
)|
Face
SGN

External grooving of hardened steel

cw @

7 INSL ‘

-

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys Y : First choice
Hard materials |y ¥¢ : Second choice
CBN
Designation i?;: CW:0025| RE § INSL| h
x
om
SGN200-020 2 2 02 |@ 20 5
SGN300-020 3 3 02 |@ 20 5
SGN400-020 4 4 02 |@ 20
@: Line up

Reference pages: Toolholders — F137 - F143, Standard cutting conditions — F157

F152 www.tungaloy.com




TUNGCUT - Chipbreaker Guide

El Face grooving and turning

DTX type (2 corners)

v sl

F144 page

CW=3-4mm

Feed: f (mm/rev)

Groove width: CW (mm)
H3 m4

Multi-functional type H Standard feed and DoC
4 : - < I
Well balanced sharp- 3 B Standard feed
ness and strength 3¢ 04
Molded and ground 2E? ? os
insert available g, .. t a B R
o E o2l @-B |1
Insert <
0 O'Q g fo(.z ’ [)).3 0.4 gol g & &
eea: 1 (mm/rev,
CW=3-6mm S o
Groove width: CW (mm) 3 4_ 5 6
F143 page E3 m4m5 m6 Groove width: CW (mm)
DTF type (2 corners) 1st choice IStSandard feed and DoC P }
for face grooving _ 4 B Stangard feed /™
choice . . 3 anaard ree
Unique chipbreaker - E 3 04
makes chips shorter £52 ? o3 m
Molded and ground in- 8 ° 1 E ' I
sert available 0 L - 02 I """" :
01 02 0.3 04 0506 5
{0}
[

0.1}

3 4
Groove width: CW (mm)

Grooving

DTM type (2 corners)

F144 page

For general purpose

1st choice for grooving and
turning

Suitable for light to medium
cutting

Grooving and turning Suit-
able for light to medium
cutting

Excellent chip control in
machining steel, alloy steel,
stainless steel, and heat-
resistant alloy

[l Standard feed and DoC

5 s
3z 3
« £
<)
£< o) \ L
28 SR
a1
O i H
01 0.2 0.3 04 0.5 0.6
Feed: f (mm/rev)
Groove width: CW (mm)
H3 H4 m5 m6 m8

v wdd

[l Standard feed

- 0.4
0.3
0.2 [

Feed: f (mm/rev)

01

0 3

Groove width: CW (mm)

4 5 6 8

DTE type (2 corners)

F145 page

For general purpose

Unique chipbreaker
makes chips shorter
Molded and ground
inserts available

CW=3-8mm

[l Standard feed and DoC
5 o

ap (mm)
- N W A

Depth of cut

T

o

01 0.2 03 0.4 05 06
Feed: f (mm/rev)

Groove width: CW (mm)
H3 H4m5 6 m8

TwJd

[l Standard feed

0.4

0.3
0.2

f (mm/rev)

0.1

Feed:

3

4 5 6 8

0

Groove width: CW (mm)

Tungaloy F153




TUNGCUT - Chipbreaker Guide

mm Grooving

DGM type (2 corners)
SGM type (1 corner)

1st choice for external

H Standard feed

T J

grooving and parting 05
Smooth chip evacuation § o4 N i
Well-designed edge with E 03 o g (- Rl
high strength 5 02 I o A
Handed insert available S o1 I T
o5 5
F146, F147 MK CW=2-8mm Groove width: CW (mm)
DGS type (2 corners) | | ower cutting force and M Standard feed % UHF ;
SGS type (1 corner) | superior sharpness 05 ' /
Unique-designed edge and ’;i: 0
chipbreaker £ 03
Handed insert available 5 02 =
Handed insert available o1l — m B B I B
R LA
O L L L L L
— 14 6
F148, F149 [ | CW =14 -6mm Groove width: CW (mm)
DGG type (2 corners) | For non-ferrous materials M Standard feed JiL UHF ;
and titanium o \ /
Chipbreaker with low cut- % 0.3
ting force E o2
Sharp cutting edge that § o1} . l I l
prevents vibration and =0 5 a—
delivers fine surface Groove WIdth CW (mm)
finish
F149 XXX
DGL type (2 corners)| 45t choice for mild steel W Standard feed JiL Ugr i /)
Chipbreaker with excellent chip & 04
control at low feed £ 03
Chipbreaker 5 02 I I I
Suitable for mild steel that often & o' Il B

F150 DX

gives difficulties in chip control

0

6
Groove width: CW (mm)

F154 www.tungaloy.com




TUNGCUT - Chipbreaker Guide

mm Profiling and undercutting

DTR type (2 corners)

Molded

Ground _#

F150, F151 page

Full radius type

Excellent chip control
Molded and ground inserts
available

CW=3-8mm

[l Standard feed and DoC

5

N W b

Depth of cut
ap (mm)

—_

o

0;1 0.2 0.3 0.4 0.5 0.6 0.

Feed: f (mm/rev)

Groove width: CW (mm)
W3 M4 m5 m6 m8

T
)y

DTIU type
(2 corners)

F151 page

Full radius type

Excellent chip control

CW=3-6mm

M Standard feed and DoC

0.4

Feed: f (mm/rev)

0

Q) em—— S
02 - M- L B
ot - M [ B

3 4 5 6

Groove width: CW (mm)

Grooving

mm Aluminium wheel machining

DTA type Full radius type | Stasndard feed and DoC t T
(2 corners) 4

Excellent chip control 5 4

For aluminium wheel profiling %g )

Ground insert %g L

-
CW=6-8mm 0" 41 0203 04 0506
Feed: f (mm/rev)
Groove width: CW (mm)
F152 page mé ms
mm External grooving of hardened steel
- . Standard feed ¥

SGN-CBN type For hardened steel cutting W Standard fee % }
(1 corner) 01 /

Optimum cutting edge shape for 3 0oslmm m

grooving of hardened steels IS sl B B

High tolerance width for finishing £-

5 004 M .
CW=2-4mm £ 002
(Tolerance: +£0.025 mm) 0

F152 page

2 3 4

Groove width: CW (mm)

Tungaloy F155




(1
v

)
B Grade

B AHZ70O25%5 cutting performance

First choice grade for grooving application
New AH7025 grade - Drastically improved reliability with world’s first coating technology

l Tool life comparison in grooving

AH7025

No. of grooving: 60 pcs

Conventional grade

No. of grooving: 30 pcs

Alloy steel
(SCM440)

Insert : DTE3-040 AH7025
Cutting speed: Vc = 150 m/min
Feed 1 f=017 mm/rev

Groove depth: 17 mm
Machining : External grooving
Coolant  : Wet

Allows stable machining without peeling off, evenafter twice the cutting time versus the

conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and
tough substrate provides highly efficient machining in various grooving operations

_AH7025 L) Ll AH725 LU 1515 ]

e First recommended grade for general

purpose

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

e Improved wear and chipping
resistance

| T9225 ] J

e Suitable for steel machining at high
speed

e New CVD coating and substrate
deliver an outstanding balance

e Balance of wear and chipping
resistance

e Recommended for interrupted
machining

e TICNO PVD coating layer with high
wear resistance

e High hardness

__TH10 L}

e Recommended for non-ferrous
materials

F156 www.tungaloy.com

e General purpose

° Newly developed coating with
well controlled rystal structure and
fracture resistance

e Improved adhesion strength

_T9125 ]

e Suitable for steel machining at high
speed

e Balance of wear and chipping
resistance

e Remarkable for machining of heat
resistant alloy

e Exclusive coating layer improves
adhesion strength and wear
resistance

BX360 L.

e Suitable for hardened steel machining
e |deal balance of wear and chipping
resistance due to the optimum CBN

content and grain size

e First recommended grade for
cast iron

e Exellent wear resistance in high-
speed machining

® Advanced cermet for finish
cutting

e Innovative grade with incredible
fracture and high wear resistance

e Recommended for non-ferrous
materials
e For titanium




Il STANDARD CUTTING CONDITIONS

1SO Workpiece material Hardness
< 300 HB
< 300 HB
Steels
. S45C, SCM435, etc. < 300 HB
C45, 34CrMod4, etc.
< 300 HB
< 300 HB
Stainless steel <200 HB
M SUS303, SUS304, etc.
X10CrNiS18-9, etc. <200 HB
Grey cast iron -
FC250, etc.
250, etc. -
Ductile cast irons -
FCDA450, etc.
450-108S, etc. -
Aluminium alloys B
Si<12% i
Grey cast iron < HRC 40
FC250, etc.
250, etc. < HRC 40

s < HRC 40

Titanium alloys

Ti-6AI-4V, etc. S ARG
< HRC 40
Hardened steels
SCM435, etc. > HRC 50
SUJ2, etc.

*Please see the page F153 - F155 for feed: f (mm/rev).

Priority

First choice
Wear resistance
Wear resistance

Fracture resistance
Suface quality
First choice
Fracture resistance
First choice
Fracture resistance
First choice
Fracture resistance

First choice

First choice

First choice
Wear resistance

First choice

Fracture resistance

Suface quality

First choice

Grade

AH7025, AH725
T9225
T9125
GH130
NS9530

AH7025, AH725
GH130

T515, AH7025
GH130
T515, AH7025
GH130
TH10
KSO05F
AH7025
AH905
AH905

AH7025, AH725
KSO05F

BX360

Cutting speed
Vc (m/min)
50 - 180
80 - 300
80 - 200
50-120
80 - 220
50 -120
50 - 120
50 - 180
50 - 180
50-120
50-120
100 - 500
100 - 600
20 - 60
20 - 80
20 - 80
20-80
20 - 60

80 - 150

Grooving

Tungaloy F157




MY=T SERIES

#S/D##R/L+CGWSR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

COX GERENCHGE) CGWSR™-+R  (RHGEUIN(N) CGWSL***-**L 9 |
a4

3 o
; L o Reverse I
;T - LF J rotation =9
o -
o] Tdd = i =
Right hand (R) shown. Dashed line: 20mm square shank. ngnekr?gnt gg%”ek@?
Designation CW DAXN DAXX Jein)¢ H B LF HF WF Insert Shank Torque*
iC 30S3040R/L _ 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
o 30S4050R/L 3 40 50 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
| 30S5065R/L [8s0es 10 2025 20/25 1525 20/25 27/32  G'30, GESO-AL CGWSRI/L... 5
30S6590R/L 3 65 90 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
. 30S90150R/L [USSoNEs0N 10 20/25 20/25 1525 20/25 27/32  G'30, GESO-AL CGWSR/L... B
- 30S150500R/L 3 150 500 10 20/25 20/25 1525 20/25 27/32  G*30, GE30-AL CGWSRI/L... 5
40S3545R/L 48 a4 20/25 2025 1525 20/25  27/32 G40, GE40-AL CGWSRI/L... 5
,- 4084555R/L 4 45 55 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRIL... 5
// | 40S5580R/L [AEEE 14 20/25 20/25 1525 20/25  27/32  G'40, GE40-AL CGWSRIL... 5
EEM  40S80140R/L 4 80 140 14 20/25 20/25 1525 20/25 27/32  G*40, GE40-AL CGWSRIL... 5
= 40S140500R/L 474406000 14 20/25  20/25 1525 20/25  27/32 G40, GE40-AL CGWSRIL... 5
Hﬁ 40D3545R/L 4 35 45 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
40D4555R/L. [AaEE 22 20/25  20/25 1605 20/25  27/32 G40, GE40-AL CGWSRI/L... 5
40D5580R/L 4 55 80 22 20/25 20/25 1605 20/25 27/32  G"40, GE40-AL CGWSRIL... 5
40D80140R/L 48040 22 20/25 20/25 1605 20/25 27/32 G40, GE40-AL CGWSRI/L... 5
40D140500R/L 4 140 500 22 20/25 20/25 1605 20/25 27/32  G*40, GE40-AL CGWSRI/L... 5
50S3545R/L _ 14  20/25 20/25 1525 20/25 27/32 G*50 CGWSRI/L... 5
50S4555R/L 5 45 55 14 20/25 20/25 1525 20/25  27/32 G*50 CGWSRI/L... 5
50S5575R/L [USSTE 14 2025 2025 1525 20/25  27/32 G50 CGWSRI/L... 5
50S75130R/L 5 75 130 14 20/25 20/25 1525 20/25 27/32 G*50 CGWSRI/L... 5
50S130500R/L _ 14  20/25 20/25 1525 20/25 27/32 G50 CGWSRI/L... 5
50D3545R/L 5 35 45 22 20/25 20/25 1605 20/25 27/32 G*50 CGWSRI/L... 5
50D4555R/L [USaEEE 22 20125 20/25 1605 20/25  27/32 G*50 CGWSRIL... 5
50D5575R/L 5 55 75 22 20/25 20/25 1605 20/25  27/32 G*50 CGWSRI/L... 5
50D75130R/L [UE7EHE Y 22 20/25 20/25 1605 20/25  27/32 G*50 CGWSRIL... 5
50D130500R/L 5 130 500 22 20/25 20/25 1605 20/25 27/32 G"50 CGWSRI/L... 5

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

Note: Use right-hand blades (CGWSR~) with right-hand shanks ~(R); and left-hand blades (CGWSL~) with left-hand shanks (~L).

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & & (

Designation Clamping screw Blade screw Wrench
30S... CHHM5-18 CSHB-6 P-4
40D... CM5X0.8X16 CSHB-6 P-4
508S... CHHM5-18 CSHB-6 P-4
50D... CM5X0.8X16 CSHB-6 P-4

Reference pages: Inserts = F161 - F165, Standard cutting conditions — F165

F158 www.tungaloy.com




MY=T SERIES

#S/D##R/L+CGWTR/L

Blade for face grooving and turning toolholders (CGWSR/L-#S/D, CGWTR/L-#S/D)

- K COWTR 1. COWTL R j j
- S WJ—J Gt
rotation
>D< Regulariiij ]
O rotation  ~ ! =
Reverse Dr-‘
rotation
Shank right Shank left
Right hand (R) shown. Dashed line: 20mm square shank. Blade left Blade right
Designation CW DAXN DAXX Jein)¢ H B LF HF WF Insert Shank Torque*
30S3040R/L _ 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S4050R/L 3 40 50 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S5065R/L [8s0es 10 2025 20/25 150 20/25  52.25  G30, GESO-AL CGWTL/R... 5
30S6590R/L 3 65 90 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
30S90150R/L _ 10  20/25 20/25 150  20/25 52.25  G*30, GE30-AL CGWTL/R... 5
30S150500R/L 3 150 500 10 20/25 20/25 150  20/25 5225  G*30, GE30-AL CGWTL/R... 5
40S3545R/L 48 a4 2025 20/25 150 20/25  52.25 G40, GE40-AL CGWTL/R... 5
4084555R/L 4 45 55 14 20/25 20/25 150  20/25 5225  G*40, GE40-AL CGWTL/R... 5
40S5580R/L _ 14 20/25 20/25 150 20/25 5225  G*40, GE40-AL CGWTL/R... 5
40S80140R/L 4 80 140 14 20/25 20/25 150  20/25 5225  G*40, GE40-AL CGWTL/R... 5
40S140500R/L 474408000 14 20/25  20/25 150 20/25 52.25 G40, GE40-AL CGWTL/R... 5
40D3545R/L 4 35 45 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5 o
40D4555R/L. _ 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5 g
40D5580R/L 4 55 80 22 20/25 20/25 150  20/25 60.25  G"40, GE40-AL CGWTL/R... 5 S
40D80140R/L 48040 22 20/25 2025 150 20/25  60.25 G40, GE40-AL CGWTL/R... 5 b
40D140500R/L 4 140 500 22 20/25 20/25 150  20/25 60.25  G*40, GE40-AL CGWTL/R... 5
50S3545R/L _ 14  20/25 20/25 150 20/25 52.25 G*50 CGWTL/R... 5
50S4555R/L 5 45 55 14 20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50S5575R/L [88 s 14 20/25 2025 150 20/25 52.25 G*50 CGWTL/R... 5
50S75130R/L 5 75 130 14 20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50S130500R/L _ 14  20/25 20/25 150  20/25 52.25 G*50 CGWTL/R... 5
50D3545R/L 5 35 45 22 20/25 20/25 150  20/25 60.25 G"50 CGWTL/R... 5
50D4555R/L [USEaETEE 22 20125 2025 150 20/25 6025 G*50 CGWTL/R... 5
50D5575R/L 5 55 75 22 20/25 20/25 150  20/25 60.25 G*50 CGWTL/R... 5
50D75130R/L [UE7EHs N 22 20/25 2025 150 20/25 6025 G*50 CGWTL/R... 5
50D130500R/L 5 130 500 22 20/25 20/25 150  20/25 60.25 G™50 CGWTL/R... 5

Toolholders are in stock with the designations of: a set of shank and blade; a shank; a blade. Combining the designations of a blade and a shank will make the designation of a set.
Please check the stock and place an order with the designation of a set or a shank+a blade.
Use right-hand shanks (CGWTR~) with left-hand blades (~L); and left-hand shanks (CGWTL~~) with right-hand blades (~R).

*Torque: Recommended clamping torque (N-m)

SPARE PARTS

Designation
30S...

40D...
50S...
50D...

’

Clamping screw

CHHM5-18
CM5X0.8X16
CHHM5-18
CM5X0.8X16

&

CSHB-6
CSHB-6
CSHB-6
CSHB-6

Blade screw

{

Wrench

P-4
P-4
P-4
P-4

Reference pages: Inserts = F161 - F165, Standard cutting conditions — F165
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MY=T SERIES

CGWSR/L

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

Designation H
U f CGWSR/L2020 20
CGWSR/L2525 25

SPARE PARTS
- — Designation
— CGWSRI/L...

CGWTR/L

LF

Blade screw
CSHB-6

MY=T SERIES

LH
32.5

Right hand (R) shown.

HBH
5

Designation H
CGWTR/L2020 20
CGWTR/L2525 25

2-M6
@‘ h w
;

B
20

25

&

79
=/
B LF _
LH] theH
LF
150
150

SPARE PARTS
CSHB-6

CGWTR/L...

o
&

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

LH
30.5

Reference pages: Inserts — F161 - F165, Standard cutting conditions — F165

F160 www.tungaloy.com

WF
37
37

Right hand (R) shown.

HBH
5




B INSERT

GE
For general grooving
3|
(@]
RE
-C_
BBl steel * ||k k| | |*
M Stainless * * [ %
Cast iron DA * |5 Pig
Non-ferrous
Superalloys DA v : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation CwW+'| RE |0 © § § § INSL| h
AN~ I
oo L L 2]
FF<O 2
GE20 2 0.2 [ BN ) ([ J 10 3.5
GE30 3 02 | @ ®© @ © [ 10 3.5
GE40 4 02 @ © @ @ [ 10 4
GE50 5 (NN BN BN BN J [ J 12 4.5
@®: Line up
GT
For turning
=
(@]
ﬁ/‘ INSL
Bl steel > [ 5% [ o [ e *
M Stainless * * | %
Cast iron S ¥* | Y% S
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . o
Designation Cw+¢'| RE |0 © § & & INSL| h
S5z 3
PRI Z
GT30 3 0.4 [ BN ) [ ] 10 3.5
GT40 4 0.4 ® o [} 10 4
GT50 5 04 @ @ @ O [ ] 12 4.5
@: Line up

Reference pages: Toolholders — F158 - F160, Standard cutting conditions — F165

Grooving

Tungaloy F161




Il INSERT

GR
For profiling (full radius)

=2
@)

A
pe L INsL_

-C_

Bl steel ¥ || o[ *
M Stainless * *
U : Cast iron PAg * [ PAS
u Non-ferrous
| Superalloys DA  : First choice
H Hard materials vt : Second choice
e Coated Cermet
| — =
Designation Cw+%'| RE |0 © § & 2 INSL| h
o O
] FFIO p4
- GR30 3 | 15 - Ad S L R
GR40 4 2 0 00 [ J 10 4
. GRs0 5 [25 |0 @ @@ O 12 | 45
L4 @®: Line up
GF
31
i v TR
RE
-C_
- Steel * *
M Stainless ) ¢
Cast iron Y DA
Non-ferrous
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
. . o Q
Designation cw#1| RE |& Q3 INSL| h
~ [+}
I n
O P4
GF30 3 02 | @ [ J 10 3.5
GF40 4 02 | @ [} 10 4
GF50 5 02 | @ [} 12 4.5
@®: Line up

Reference pages: Toolholders — F158 - F160, Standard cutting conditions — F165
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GN

CW

RE INSL

hi

- Steel *
M Stainless *
Cast iron S
Non-ferrous
Superalloys Y : First choice
Hard materials ¥ : Second choice
Coated
Designation cw=1| RE | INSL| h
N~
2g
(O]
GN30 3 02 | @ 10 3.5
GN40 4 02 | @ 10 4
GN50 5 02 | @ 12 4.5
@®: Line up
(@]
=
>
(o]
o
(O]
GE-AL
For aluminium and non-ferrous metal
=
(@]
RE /
-C_
- Steel
M Stainless
Cast iron
Non-ferrous *
Superalloys ¥ : First choice
Hard materials ¥ : Second choice
Uncoated
Designation cw+1| RE |if INSL| h
(=]
(2]
X
GE20-AL 2 02 @ 10 3.5
GE30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@®: Line up

Reference pages: Toolholders — F158 - F160, Standard cutting conditions — F165
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MY=T SERIES - Chipbreaker Guide

1 corner insert

I Face grooving

¥
GF 1st choice for face grooving < 030 H Ua»
Low cutting force and good chip Lo2s
; £
control for face grooving £ 0.20 # j/
= 015
CW=3-5mm B 010
% 0.05
l Face grooving
3 4 5
LY F162 page Groove width: CW (mm)
||
¥
= | GE 1st choice for external grooving 0.30 H UH»
e and parting B 0'25
Excellent chip control for grooving E 0.20 #j/
_o._ < 015
'/- % CW=2-5mm '?_; 040 H External grooving
/| o [ [ Internal grooving
Face L o005 % M Face grooving
| External grooving
L] 2 3 4 5
F161 page Groove width: CW (mm)
¥
GN 1st choice for internal grooving 030 U V
. . >
Low cutting force and good chip 2025
control € 0.20 # j
. £ /
Good chip control < 015
8 o010
CW=38-5mm o -
0.05
M Face grooving
3 4 5
F163 page Groove width: CW (mm)
mm External grooving and turning
¥
GT 1st choice for turning Uw % Jﬁ
. [
Low cutting force and good = 20
chip control for traversin °oE
P @ sf = )
CW=3-5mm g ey
8710 j/
0.05 010 0.5 0.20 0.25 0.30
F161 page Feed: f (mm/rev)
mm For profiling
¥ hos
GR Full radius type H ##
Low cutting force and good 5 20 R50
chip control for profiling = E GR40 E j j
2E a Z
@ CW=3-5mm 58 GR30
(= 1.0
0.05 010 0.15 0.20 0.25 0.30
F162 page Feed: f (mm/rev)
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mm For aluminium and non-ferrous metal

¥
GE-AL Reduce cutting force and welding 030 H U%ﬁ
due to sharp chipbreaker § 0.25
E 0.20 # j
CW=2-4mm E i /
:8' 0.10
i 0.05 I I I
2 3 4
F163 page Groove width: CW (mm)

I STANDARD CUTTING CONDITIONS

Cutting speed

ISO Workpiece material Grade

Vc (m/min)
T9225 80 - 300
Low carbon steel T9225 80 - 200
(~ HB150) NS9530 100 - 200
GH730 50 -180
T9225 80 - 220
Medium carbon steel, Alloy steel NS9530 80 - 180 [@)]
~ c
. (8150290 GH730 50 - 150 3
T9225 80 - 220 o
High carbon steel, Alloy steel _ (O]
(HB250 ~ ) NS9530 80 - 150
GH730 50-120
T9225 80-180
M Stainless steels GH730 50 - 120
. G - . T9225 80 - 250
rey iron, Ductile cast iron
GH730 50- 180
. Aluminium alloy, Non-ferrous metal KSO05F 200 - 300

1st choice for face grooving

Feed: f (mm/rev)
Operation Groove width
3 4 5
Fac‘z ggfg‘””g 0.06 - 0.22 0.06 - 0.24 0.07 - 0.26
Fac? g;c:f’)"ing 0.04-0.25 0.05 ~ 0.26 0.05 - 0.30
. Depth of cut Depth of cut Depth of cut
T
re(lé?rr*s*l)ng ap=0.5-15 ap=0.5-2 ap=0.5-25
f=0.06-0.2 f=0.06-0.25 f=0.06 - 0.27
Traversing Depth of cut Depth of cut Depth of cut
(GR**) ap:0.5-1.4 ap=0.5-1.5 ap:0.5- 1.6
f=0.05-0.25 f=0.05-0.26 f=0.05-0.3
Grooving Igslur;gum alloys 0.03 - 0.1 0.03-0.1 -

For diameter compensation values in traversing, F091 page
When vibration occurs in turning, please use the lower limit value in the above table.
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GX-R/LF

Face grooving toolholder

Designation
GX-2525R/LF

CWN

CWX DMIN

CDX
1.5/-16

Details view
;l o
Oy YN

]#
&
H
25

25

Right hand (R) shown.

LF
150

LH
35

HF
25

WF
32

Insert Torque*
XNL/R63... 5

Use right-hand toolholders (GX-...RF) with left-hand inserts (XNL); and left-hand toolholders (GX-...LF)) with right-hand inserts (XNR).

*Torque: Recommended clamping torque (N-m)

(X7 e
SPARE PARTS (SB e ﬁ (
Designation Clamp set Clamping screw Shim Shim screw Wrench
GX-2525RF CP81A RT-1 SL-3R BHM4-8 P-4
GX-2525LF CP81A RT-1 SL-3L BHM4-8 P-4
'A B INSERT
XNR/L
20.0 8.0
CDX,
o RE 4 Left hand (L) shown.
- Steel * *
M Stainless
Cast iron S DA
l Non-ferrous
S Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
Cermet Carbide
o
Designation HAND|CW:0.05| RE g o CDX
2 =
XNR6310-02 R 1 02 | @ [ J 1.5
XNL6310-02 L 1 02 | @ [ J 1.5
XNR6315-02 R 1.5 02 | @ [ J 2.3
XNL6315-02 L 1.5 02 | @ [ J 2.3
XNR6320-02 R 2 02 | @ [ J 3
XNL6320-02 L 02 | @ [ J 3
XNR6325-02 R 2.5 02 | @ [ J 3.8
XNL6325-02 L 2.5 02 | @ [ ] 3.8
XNR6330-02 R 3 02 | @ [ J 4.5
XNL6330-02 L 02 | @ [ J 4.5
XNR6335-02 R 3.5 02 | @ [ J 5.3
XNL6335-02 L 3.5 02 | @ [ ] 5.3
XNR6340-02 R 4 02 | @ [ J 6
XNL6340-02 L 02 | @ [ J 6
XNR6345-02 R 4.5 02 | @ [ J 6
XNL6345-02 L 4.5 02 | @ [ J 6
@®: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade CL"/t:'?ng /rsnpiz;Ed Feed: f (mm/rev)
CW<2mm CW=2~4mm CW>4mm
. Carbon steels NS9530 80 - 200 0.05 - 0.1 0.08 - 0.2 0.08 - 0.25
. Cast irons, Light alloys TH10 60 - 150 0.05 - 0.1 0.08-0.2 0.08 - 0.25

F166 www.tungaloy.com




MY-T SERIES

CGWSR/L-FLR/L5TP

Face grooving and turning toolholder

. 214 2020 shank a j
DX ) &)
(T > Yo
»—<Max. 6 mm = L mt Ni | e ac
g - "
© _ 45 | I| | 485
5 5 - LF 7
il : -
1st choice for face grooving
T b I¢ :
Right hand (R) shown.
Designation Ccw PLVOE CDX H B LF HF WF Insert Shank Blade Torque*
CGWSR/L2020-FLR/L5TP 6 20 20 152 20 27 FLEX50R/L CGWSR/L2020 FLR/L5TP 5
CGWSR/L2525-FLR/L5TP 5 150 6 25 25 152 25 32 FLEX50R/L CGWSR/L2525 FLR/L5TP 5

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

Note: Use right-hand blades (CCWSR...) with right-hand shanks (FLR5TP); and left-hand blades (CGWSL...) with left-hand shanks (FLL5TP).

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw Blade screw Wrench
CGWSR/L***-FLR/L5TP CHHM5-18 CSHB-6 P-4
BN INSERT o
FLEX(R/L) £
2o . 8
> t% S ! Recess 5
or_|

BW RE 4.2°20

O =
‘!. To distinguish the insert hands, the V-shape

surface (top surface) of a left-hand insert has

Right hand (R) shown. a recess. (not of a right-hand insert)
- Steel * | Y¥ * *
M Stainless * *
Cast iron S Y
Non-ferrous
Superalloys ¥ : First choice
H Hard materials ¢ : Second choice
Coated Carbide | Uncoated
o
Designation HAND|Cwz005| RE |19 10 B =) BW
8 B |2
2 2 z )
FLEX30R R 3 0.4 o 2.2
FLEX30L L 3 0.4 [ J 2.2
FLEX40R R 4 0.4 o 3.1
FLEX40L L 4 0.4 o 3.1
FLEX50R R 5 04 @ @ [ J [} 4
FLEX50L L 5 04 | @ @ [ J [ ] 4
@: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Grade Cutting sqeed Feed: f (mm/rev)
Ve (m/min) Grooving Turning Turning
T9225 80 - 300 0.05-0.25 0.1-0.3
T9125 80 - 200 0.05-0.25 0.1-0.3
. Carbon steels
NS9530 80 - 200 0.05-0.25 0.1-0.3
UX30 60 - 150 0.05-0.25 0.1-0.3
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TUNGCUT

CGP

External deep grooving and parting blade

CUTDIA [}
Fig.1 oW ow | Lol Fig.3 H%r%
: oAl VE
= \<r / = B \< ES]
B0 LL = LE L U_L LF Insert:
CW CUTDIA B T Seat size 1:DGS1.4-016
Fig.2 f Seat size 2-6:5GM, SGS,
B = ‘5 DGM, DGS, DTX, DGG
\ﬁt ) T Seat size 8:DGM8-040
L LF
T
Designation CcwW Seat size CUTDIA H B LF HF Fig. Torque*
iC CGP26-1.4S 1 26 26 1 150 21.4 1 =
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
| CGP26-2S I 2 40 26 1.8 150 21.4 1 -
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
. CGP26-38 R 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 B2 150 214 1 -
. CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
' CGP45-4D _ 4 120 45 35 150 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

Parting

When depth is deeper than (insert length - 1.5mm), 1 corner type is recommended.
* CUTDIA Max. parting dia

*Torque: Recommended clamping torque (N-m)

Wrench (CRW...) is not included. Please order it separately.

SPARE PARTS & ( ?

Designation Clamping screw Wrench ((\é\gﬁgﬁgl)
CGP**-1.4* - - CRW23
CGP**-2/3/4/5/6 - - CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -
B Caution

@O—®: unclamp
@—@: clamp

Newly developed clamp
Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

Reference pages: Inserts — F170 - F182, Standard cutting conditions — F183
Tool block — F169, K030
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TUNGCUT

CTBF

Tool block for CGP blades (fixed clamp)

L L
A T T T T 1T
5 ’m:: 3
Y Y
\ |
B_| l< OAL i
"l
<OAW _|T Right hand (R) shown.
. . Blade
Designation H B OAL LH HBH OAH OAW (Optional)
CTBF25-45 25 22 110 38.1 25 66 40 CGP45...
CTBF32-45 32 28 120 38.1 18 66 45 CGP45...
SPARE PARTS & (
Designation Clamping screw Wrench
CTBF... CM6X1.0X40-A P-5
CTBU

Tool block for CGP and EGP blades

Grooving

f—y)
LH |
H T
OAH
L/

\
.8 | OAL
s} >
- OAW _|T .
Right hand (R) shown.
. . Blade
Designation H B OAL LH HBH OAH OAW (Optional)
CTBU20-26 20 21 86 21.4 9 43 38 CGP26...
CTBU25-26 25 23 110 21.4 5 45 43 CGP26...
CTBU20-32 20 19 100 24.8 13 50 38 CGP32...
CTBU25-32 25 23 110 24.8 50 42 CGP32...
CTBU32-32 32 29 110 24.8 54 48 CGP32...
SPARE PARTS f & (
Designation Clamp Clamping screw Wrench
CTBU20-26 CT-86 CM6X30-S P-5
CTBU25-26 CT-105 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32 CT-110 CMB6X30-S P-5
CTBU32-32 CT-110 CM6X30-S P-5

Reference pages: Blade — F168
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I INSERT
DGM

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand 'ﬂ RE Right hand
— m— I
3 ' PSIRR\ =15
7 INSL 7, < INSL - 7 INSL
CEES R SEEEE
- Steel * ||k | Y
M Stainless * * [ Y¢ *
Cast iron pAe * Y| %
U ¥ Non-ferrous
B Superalloys * Y [k ¥ : First choice
H Hard materials ¥¢ : Second choice
g Coated Cermet
= 0 o
- Designation Seat | AND |cW:005| RE |10 0 & 9 B § 2 INSL| h |PSIRLIPSIRR
size AN ® o)
H H E 7
il i S ) P
DGM2-020 2 N 2 02 @ @ @ @ [ o 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 o0 [ ] 19.8 5 0° 6°
DGM2-020-6L 2 L 2 0.2 ( BN ] [ 19.8 5 6° 0°
DGM2-020-8R 2 R 2 0.2 [ N ) [ 19.8 5 0° 8°
Parting DGM2-020-8L 2 L 2 0.2 ([ N} [} 19.8 5 8 0°
DGM2-020-15R 2 R 2 0.2 o0 [ ] 19.8 5 0° 15°
DGM2-020-15L 2 L 2 0.2 ( BN ] [ 19.8 5 15° 0°
DGM2-002-15R 2 R 2 0.02 () [ 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ] o 19.35 5 15° 0°
DGM3-020 3 N 3 02 ®© © ®© @ 06O () 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 o0 [ ] 19.9 5 0° 6°
DGM3-020-6L 3 L 3 0.2 ([ N} [ ] 19.9 5 6° 0°
DGM3-002-6R 3 R 3 0.02 [ ] o 19.45 5 0° 6°
DGM3-002-6L 3 L 3 0.02 [ ) [ ] 19.45 5 6° 0°
DGM3-020-15R 3 R 3 0.2 o0 [ ] 19.9 5 0° 15°
DGM3-020-15L 3 L 3 0.2 ([ N} [ ] 19.9 5 15° 0°
DGM4-030 4 N 4 03 | © © ®© @ 06 0 () 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 ® 0 [ ] 19.8 5 0° 4°
DGM4-030-4L 4 L 4 0.3 ( BN ] [ 19.8 5 40 0°
DGM4-030-15R 4 R 4 0.3 ([ N} [ ] 19.8 5 0° 15°
DGM4-030-15L 4 L 4 0.3 ® o o 19.8 5 15° 0°
DGM5-030 5 N 5 03 | © © ®© © 06 0 () 25 55 0° 0°
DGM5-030-4R 5 R 5 0.3 o0 [ ] 24.9 55 0° 4°
DGM6-030 6 N 6 03 | © © ®© © 0 O 25 5.5 0° 0°
DGM8-040 8 N 8 04 | ©@ @ @ @ [} 30 6.7 0° 0°
@: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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SGM

External deep grooving and parting, 1 corner

RE Neutral
=
O

INSL ‘

R

PSIRL  Left hand

7 INSL
FE

RE Right hand
3 N
N r—) -

INSL ‘

S =

Bl steel * || ¥
M Stainless Y dhAdh ¢
Cast iron * PG
Non-ferrous
Superalloys * | v : First choice
H Hard materials ¥ : Second choice
Coated
Desi . Seat ol o IS
esignation size |HAND|CW:005 RE |S & ® INSL| h |PSIRLPSIRR
EEX
<6
SGM2-020 2 N 2 02 @ ®© @ 20 5 0° 0°
SGM2-020-6R 2 R 2 02 @@ @ @ 20 5 0° 6°
SGM2-020-6L 2 L 2 02 © @ @ 20 5 6° 0°
SGM3-020 3 N 3 02 ©® @ @ 20 5 0° 0°
SGM3-020-6R 35 | R| 3 (02 @eee® 20 | 5 | ¢ | & 2
SGM3-020-6L 3 L 3 02 @ @ @ 20 | 5 6 | o0° 3
SGM3-020-15R 3 R 3 |02 |®@ @ @ 20 | 5 | 0° | 15° o
SGMB3-020-15L 3 L 3 02 ©® @ @ 20 5 15° 0° ©
SGM4-030 4 N 4 03 ©® & @ 20 5 0° 0°
SGM4-030-4R 4 R 4 03 ©® & @ 20 5 0° 4°
SGM4-030-4L 4 L 4 03 @@ @ @ 20 5 40 0°
SGM5-030 5 N 5 03 ©® @ @ 25 55 0° 0°
SGM6-030 6 N 6 03 ©® & @ 25 55 0° 0°
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DGS

External grooving and parting, 2 corners

RE Neutral PSIRL Left hand RE Right hand
=
m RE PSIRR
INSL o INSL o INSL ‘

vl - W W

BBl stee! | e[ e [ Y| e *
M Stainless * * | Y5 | %
Cast iron DA * DA DA
l Non-ferrous
S | Superalloys * | ¥ ¥ : First choice
H Hard materials 5% : Second choice
Coated Cermet
Designati Seat Swg 3
gnation size |HAND|CW=005 RE § 9 S ® e INSL| h |PSIRLPSIRR
PR225 2
DGS1.4-016 1 N 1.4 0.16 ® 00 16 4.3 0° 0°
DGS2-020 2 N 2 02 ®© @ @ 06 O [ J 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 ® 00 19.95 5 0° 6°
1] DGS2-020-6L 2 L 2 0.2 [ B BN 19.95 5 6° 0°
-. DGS2-002-6R 2 R 2 0.02 [ BN J 19.5 5 0° 6°
Parting DGS2-002-6L 2 L 2 0.02 ® 0 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 ® 00 19.95 5 0° 15°
DGS2-020-15L 2 L 2 0.2 [ B BN 19.95 5 15° 0°
DGS2-002-15R 2 R 2 0.02 ® 0 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 [ BN J 19.5 5 15° 0°
DGS3-020 3 N 3 02 © © ®© 0 © [ J 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 o 00 19.9 5 0° 6°
DGS3-020-6L 3 L 3 0.2 ® 00 19.9 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ BN J 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ BN 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 o 00 19.9 5 0° 15°
DGS3-020-15L 3 L 3 0.2 ® 00 19.9 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ BN J 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 [ BN 19.45 5 15° 0°
DGS4-030 4 N 4 03 © © ®© & 0 [ 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 ® 00 19.8 5 0° 4°
DGS4-030-4L 4 L 4 0.3 ® 00 19.85 5 4° 0°
DGS5-030 5 N 5 03 © © @ 6 O [ 25 5.5 0° 0°
DGS6-030 6 N 6 03 ©®© © ®© 0 O 25 5.5 0° 0°
@®: Line up
Caution
The tool will interfere with the workpiece when grooving
Designation oDmax (mm) Designation oDmax (mm) &
DGM2-002-15R/L 28 DGS2-002-15R/L 28 TS
DGM3-002-15R/L 29 DGS3-002-15R/L 29 6‘6\. A '
DGM4-030-15R/L 30 SGS3-020-15R/L 103 q,o \- f
SGM3-020-15R/L 103 SGS3-002-15R/L 34 1

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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SGS

External deep grooving and parting, 1 corner

RE Neutral

INSL

e

joal

PSIRL

RE

o

Left hand

INSL

RE Right hand
RE g

7 e INSL ‘

Bl steel * ¥ | ¥
M Stainless ¥* | Y% %
Cast iron * DA
Non-ferrous
Superalloys * | Y% : First choice
H Hard materials ¢ : Second choice
Coated
Desi ; Seat =l o 2
esignation size |HAND|CW:005 RE |5 & ® INSL| h |PSIRLPSIRR
ELX
<< O
SGS2-020 2 N 2 02 ©® @ @ 20 5 0° 0°
SGS2-020-6R 2 R 2 02 @ @ @ 20 5 0° 6°
SGS2-020-6L 2 L 2 02 ©® @ @ 20 5 6° 0°
SGS2-020-15R 2 R 2 02 ® @ @ 20 5 0° 15°
SGS2-020-15L 2 L 2 02 @ @ @ 20 5 15° 0°
SGS3-020 3 N 3 02 (@ @ @ 20 5 0 | o =X
SGS3-020-6R 3 R 3 02 (@ @ @ 20 5 oo | 6 3
SGS3-020-6L 3 L 3 02 @ @ @ 20 5 6° 0° o
SGS3-002-6R 3 R 3 0.02 [ BN J 19.8 5 0° 6° U]
SGS3-002-6L 3 L 3 0.02 [ 2N J 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 ® @ @ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 ® @ @ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 [ BN J 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 [ 2N J 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® @ @ 20 5 0° 0°
SGS5-030 5 N 5 03 ©® @ @ 25 5.5 0° 0°
SGS6-030 6 N 6 03 @ @ @ 25 5.5 0° 0°
@®: Line up
DGG
External face grooving (for high precision)
- Steel * *
M Stainless *
Cast iron * Pig Y
Non-ferrous *
Superalloys * PG ¥ : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Seat | o000 RE & 2 = INSL| h
size 2 - =
ac n 0
< P4 X
DGG200-020 2 2 02 | @ (] [ ] 20 5
DGG300-020 3 3 02 | @ [ ] ([ ] 20 5
DGG400-040 4 4 04 | @ (] [ ] 20 5
DGG500-040 5 5 04 | @ (] [ 25 5.5
DGG600-040 6 6 04 | @ [ ] ([ ] 25 5.5
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DGL

External grooving and parting

- Steel *
M Stainless *
Cast iron *
Non-ferrous
U - Superalloys * Y : First choice
v H Hard materials 5% : Second choice
|| Coated
: : Seat &
. Designation size |CW:005) RE |S INSL| h
| — ~
- I
<
DGL3-025 3 3 025 | @ 20 5
DGL4-030 4 4 03 | @ 20 5
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 |@ 25 5.5
@®: Line up

DTM

External/Internal face grooving and turning

RE

-

Bl steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
H Hard materials 77 : Second choice
Coated
Designation Seat oy RE | INSL| h
size 2
T
<
DTM3-030 3 3 0.3 [ ] 20 5
DTM4-040 4 4 04 |@ 20 5
DTM4-080 4 4 08 | @ 20 5
DTM5-080 5 5 08 | @ 25 5.5
DTM6-080 6 6 08 |@ 25 5.5
DTM8-080 8 8 08 |@ 30 6.7
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DTE

External face grooving and turning (for high precision)

RE
A

5 |}

s INSL |

al=

Bl steel [ | Y| *
M Stainless * * | Y5 | %
Cast iron DA * DA
l Non-ferrous
S Superalloys ¥* | 5% ¥ : First choice
Bl Hard materials % : Second choice
Coated Cermet
Designation Seat | w00 RE 10 0 & 9 Q 3 INSL| h
size & ‘N_ ':E ':E = %
PPZ=<0O z
DTE265-015 3 265 (015 @ @ @ @ @ [ J 20 5
DTE300-020 3 3 02  © © © 6 O [ J 20 5
DTE300-040 3 3 04  © © © @ @ [ J 20 5
DTE315-015 3 315 |05 | @ © @ ® O [ J 20 5
DTE400-040 4 4 04  © © ®© @ O [ J 20 5
DTE400-080 4 4 08  © © © @ © [ J 20 5 o
DTE415-015 4 415 |015|@ @ ©@ © @ ° 20 5 £
DTE478-055 5 478 |05 | @ @ ® ® © (] 25 5.5 8
DTE500-040 5 5 04 | ®© ® ©@ ®@ O [ 25 55 15}
DTE500-080 5 5 08  © © © @ © [ J 25 5.5
DTE515-015 5 515 015 | ®@ @ ®© @ @ 25 5.5
DTE600-080 6 6 08  © © ®© @ O 25 5.5
DTE600-120 6 6 12 1 © © © @ @ 25 55
DTE800-080 8 8 08  © © © @ © 30 6.7
DTE800-120 8 8 12 1 @ © © @ @ 30 6.7
@®: Line up
DTE
External face grooving and turning
RE
i c—
(@]
@ 7" INSL
Bl stee *| K| ||| *
M Stainless * * | Y5 | %
Cast iron DA * [ % Pig
l Non-ferrous
S Superalloys ¥* | v ¥ : First choice
H Hard materials 3¢ Second choice
Coated Cermet
Designation Seat |ow.005) RE |10 10 § 2 % INSL| h
size g ‘N_ ‘uz BN = &
ool I I I (2]
FFEFE <O P4
DTES3-040 3 3 04  © © © © 06 O [ J 20
DTE4-040 4 4 04  © © © @ 06 O ([} 20
DTE5-040 5 5 0.4 ( 2N J 25 5.5
DTE6-080 6 6 0.8 ( BN J 25 5.5
@: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DTX

External/Internal face grooving and turning
RE
%#

T INSL

S

Bl steel % | o [ e | e *
M Stainless * ¥ Y %
Cast iron Y5 * Y IAd
Non-ferrous
: Superalloys * | % : First choice.
U v H Hard materials % : Second choice
| Coated Cermet
. . Seat Qo 2
B Designation size |CW:005 RE |0 0 & & ® 0 INSL| h
— §oESE |2
= PRI O z
DTX3-030 3 3 03 @ ®© ® 06 O [ J 20 5
DTX4-040 4 4 04 | © © ®© @ O [ J 20 5
DTX5-040 5 5 04 | © © © @ O [ J 25 5.5
DTX6-080 6 6 0.8 o 0 o 25 5
@: Line up
DTR
Profiling and undercutting (for high precision)
RE
-
R e
7° INSL
N
-Steel % | % k| [ *
M Stainless * * | ¥ |k
Cast iron PAe * pAe PAd
Non-ferrous
Superalloys * * First choi(;e'
H Hard materials Y« : Second choice
Coated Cermet
; ; Seat . Qoo 2
Designation size CW=0.02| RE ol 2 S Qe 0 INSL| h
SS5ITITI 17
PRII0 z
DTR300-150 3 3 15 | @ © @ @ @ [ J 20
DTR400-200 4 4 2 © 00 0 o0 [ J 20 5
DTR478-239 5 478 239 @ © @ @ © [ J 25 5.5
DTR500-250 5 5 25 | © © @ 0 O [ J 25 5.5
DTR600-300 6 6 3 00 0 o 25 5.5
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DTR

Profiling and undercutting

RE
)
O

7 INSL

-Steel * | |k | A ¢ *
M Stainless * ¥* | Y% Y
Cast iron Pig * PiAdhAe Ad

Non-ferrous

Superalloys ¥* | Y% % % : First choice

H Hard materials ¥¢ : Second choice

Coated Cermet
. . Seat N & n v 9O 8
Designation size CW=0.05| RE L9 Sdo® 9 INSL| h
SS5ITTITTI )
FFEFI<I<<O z
DTR3-150 3 3 15 ®© © © © ® © o 20
DTR4-200 4 4 2 o0 00 00 ([ 20
DTR5-250 5 5 25 | @ © @ @ 0 O [ 25 5.5
DTR6-300 6 6 ® 06 00O [ J 25 5.5
DTR8-400 8 8 ® 0600 [ 30 6.7
@®: Line up CC»
>
(o]
o
DTIU ©
Profiling and undercutting (for high precision)
RE
K —
g p—— =)
7 o INSL
)
i
Bl steel * | | ¥
M Stainless ¥* | Y5 | %
Cast iron * DA
Non-ferrous
Superalloys ¥* | Y% % : First choice
H Hard materials 77 : Second choice
Coated
Designation Seat |owon| RE |8 9 9 INSL| h
g size ' of o |2
I T I
<< O
DTIU300-150 3 3 15 | @ @ @ 20
DTIU400-200 4 4 2 @ 00 20 5
DTIU500-250 5 5 25 | @ @ @ 25 5.5
DTIU600-300 6 6 3 @ 00 25 5.5
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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DTA

Aluminium wheel machining (for high precision)

RE

>

AN

- Steel

M Stainless

Cast iron
Non-ferrous *
Superalloys Y : First choice
T Hard materials ¥¢ : Second choice
H' Uncoated
Designation | 52" |cw:002| RE |o INSL| h | AN
= I
*F =
DTA600-300 6 6 3 |@ 25 55
DTA800-400 8 8 4 | @ 30 6.7 10
@®: Line up
Parting SGN

External grooving of hardened steel

7:1\

-

Bl steel

M Stainless
Cast iron
Non-ferrous

Superalloys Y : First choice
Hard materials |y ¥¢ : Second choice
CBN
Designation i?;: CW:0025| RE § INSL| h
x
m
SGN200-020 2 2 02 |@ 20 5
SGN300-020 3 3 02 | @ 20 5
SGN400-020 4 4 02 |@ 20 5
@®: Line up

Reference pages: Toolholders — F168 - F169, Standard cutting conditions — F183
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TUNGCUT - Chipbreaker Guide

El External grooving and parting

DGM type (2 corners)
SGM type (1 corner)

F170, F171 page

1st choice for external
grooving and parting

Smooth chip evacuation
Well-designed edge with
high strength

Handed insert available

CW=2-8mm

H Standard feed

0.5
0.4

Feed: f (mm/rev)

03

(] I—— A B 8
0.2 I ol . 8
0.1 I

Groove width: CW (mm)

T J

DGS type (2 corners)
SGS type (1 corner)

F172, F173 page

Lower cutting force and
superior sharpness

Unique-designed edge and
chipbreaker
Handed insert available

CW=14-6mm

B Standard feed
0.5

0.4
0.3

0.2

Feed: f (mm/rev)

Groove width: CW (mm)

o1l —— -
unill
%9772 "3 4 5

T J

Grooving

DGG type
(2 corners)

F173 page

For non-ferrous materials
and titanium

Chipbreaker with low cut-
ting force

Sharp cutting edge that
prevents vibration and
delivers fine surface

finish

H Standard feed

0.4
0.3
0.2

o1 llIl—~
5 6

0

Feed: f (mm/rev)

roove W|dt CW (mm)

T J

DGL type (2 corners)

F174 page

1st choice for mild steel

Chipbreaker with excellent chip
control at low feed

Suitable for mild steel that often
gives difficulties in chip control

l Standard feed

0.4
0.3

: I
SN

0

Feed: f (mm/rev)

3 4 5 6
Groove width: CW (mm)

TJ

DTM type (2 corners)

F174 page

For general purpose

1st choice for grooving .
and turning o
Suitable for light to me- ¢ &
dium cutting ge
Grooving and turning

Suitable for light to me-
dium cutting

Excellent chip control

in machining steel, alloy
steel, stainless steel, and
heat-resistant alloy

W Standard feed and DoC

o = N W B~ O

Ll g Wy

W Standard feed
| < 04
L
i ‘ 03|
01 02 03 04 05 0.6 §02
Feed: f (mm/rev) kel
- 2 01|
Groove width: CW (mm) ' ‘
H3 H4 m5 H6 m8 0 4

Groove W|dth CW (mm)

Tungaloy F179




TUNGCUT - Chipbreaker Guide

DTE type (2 CornerS) For general purpose W Standard feed and DoC «H;—ﬁ:j/ j/
5 —
Unique chipbreaker N 4 ; g Standard feed
makes chips shorter 5E S
Molded and ground £ 2 i - 04
inserts available 3 1| ; {2 03| g - .
iC 0102 0304 0506 = °2 I I I
H CW=3-8mm Feed: f (mm/rev) § [RES BN BN . -
Groove width: CW (mm) . O 5755 "8
] F175 page N3 H4m5m6 W8 Groove width: CW (mm)
- —
¥
. | DTXtype (2 corners)| Multi-functional type M Standard feed and DoC HHF% ﬁﬂ!ﬂ j ) i/
4 ‘ —
/Z 0\ Well balanced sharp- . ) | mStandard feed
ness and strength 3z 04
Molded and ground 2E 2 =
insert available Z.}%1 — ’\g’ 0.3 e II I
Parting o = 024 L S
CW=3-6mm 0 01 02 03 04 g 0.1 I " . i
Feed: f (mm/rev) Nt
Groove width: CW (mm) 3 4 5 6
F176 page E3 E4im5 m6 Groove width: CW (mm)

mm Profiling and undercutting

DTR tvpe (2 corners . [l Standard feed and DoC + b
ype ( )| Full radius type s
L . - 4
Molded Excellent chip contrql §g 3 Iy }/ J/
Molded and ground inserts 2k,
available 28
O TS
CW=3-8mm 0 510203 0405 0607
Ground Feed: f (mm/rev)
Groove width: CW (mm)
F176, F177 page W3 H4m5 m6 m8
¥
DTIU type Full radius type M Standard feed and DoC %*
(2 corners) 04
Excellent chip control =
% 0.3 | g [
CW=3-6mm E o2 - ol i
ool M -8
{0}
[
0575 6
Groove width: CW (mm)
F177 page

F180 www.tungaloy.com




TUNGCUT - Chipbreaker Guide

mm Aluminium wheel machining

. f D
DTA type Full radius type .St%ndard eed and DoC e T
(2 corners) o “
Excellent chip control 3,
For aluminium wheel profiling gé 5
Ground insert g8 "
Q1
CW=6-8mm 0 5702 05 04 0506
Feed: f (mm/rev)
Groove width: CW (mm)
F178 page mo ms8
mm External grooving of hardened steel
- . Standard feed v
SGN-CBN type For hardened steel cutting W Standard fee J'L i
(1 corner) 01 /
Optimum cutting edge shape for = 008 Famlay o
grooving of hardened steels | s
High tolerance width for finishing E 7 e}
‘% 0.04 -5 0]
CW=2-4mm & o002
(Tolerance: £0.025 mm) 0y
F178 Groove width: CW (mm)
page

Tungaloy F181




Parting

B AHZ70O25%5 cutting performance

First choice grade for grooving application
New AH7025 grade - Drastically improved reliability with world’s first coating technology

l Tool life comparison in grooving

AH7025

Conventional grade

No. of grooving: 30 pcs

Alloy steel
(SCM440)

Insert : DTE3-040 AH7025
Cutting speed: Vc = 150 m/min
Feed 1 f=017 mm/rev

Groove depth: 17 mm
Machining : External grooving
Coolant  : Wet

Allows stable machining without peeling off, evenafter twice the cutting time versus the

— The combination of Nano-multi-layered AITiN Coating with high Al content and
tough substrate provides highly efficient machining in various grooving operations

ik No. of grooving: 60 pcs
|
g conventional grade.
Ml Grade
il

purpose

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

e Improved wear and chipping
resistance

| T9225 ] J

e Suitable for steel machining at high
speed

e New CVD coating and substrate
deliver an outstanding balance

e Balance of wear and chipping
resistance

e Recommended for interrupted
machining

e TICNO PVD coating layer with high
wear resistance

e High hardness

__TH10 L}

e Recommended for non-ferrous
materials

F182 www.tungaloy.com

e General purpose

° Newly developed coating with
well controlled rystal structure and
fracture resistance

® Improved adhesion strength

_T9125 ]

e Suitable for steel machining at high
speed

e Balance of wear and chipping
resistance

e Remarkable for machining of heat
resistant alloy

e Exclusive coating layer improves
adhesion strength and wear
resistance

BX360 L.

e Suitable for hardened steel machining

e |deal balance of wear and chipping

resistance due to the optimum CBN

content and grain size

L AH7025 L LUl Ll AH725 | LU 1515 ]

e First recommended grade for general

e First recommended grade for cast
iron

e Exellent wear resistance in high-
speed machining

e Advanced cermet for finish cutting
e Innovative grade with incredible
fracture and high wear resistance

e Recommended for non-ferrous
materials
e [or titanium




Il STANDARD CUTTING CONDITIONS

1SO Workpiece material Hardness
< 300 HB
< 300 HB
Steels
. S45C, SCM435, etc. < 300 HB
C45, 34CrMod4, etc.
< 300 HB
< 300 HB
Stainless steel <200 HB
M SUS303, SUS304, etc.
X10CrNiS18-9, etc. <200 HB
Grey cast iron -
FC250, etc.
250, etc. -
Ductile cast irons -
FCDA450, etc.
450-108S, etc. -
Aluminium alloys B
Si<12% i
Grey cast iron < HRC 40
FC250, etc.
250, etc. < HRC 40

s < HRC 40

Titanium alloys

Ti-6AI-4V, etc. S ARG
< HRC 40
Hardened steels
SCM435, etc. > HRC 50
SUJ2, etc.

*Please see the page F179 - F181 for feed: f (mm/rev).

Priority

First choice
Wear resistance
Wear resistance

Fracture resistance
Suface quality
First choice
Fracture resistance
First choice
Fracture resistance
First choice
Fracture resistance

First choice

First choice

First choice
Wear resistance

First choice

Fracture resistance

Suface quality

First choice

Grade

AH7025, AH725
T9225
T9125
GH130
NS9530

AH7025, AH725
GH130

T515, AH7025
GH130
T515, AH7025
GH130
TH10
KSO05F
AH7025
AH905
AH905

AH7025, AH725
KSO05F

BX360

Cutting speed
Vc (m/min)
50 - 180
80 - 300
80 - 200
50-120
80 - 220
50 -120
50 - 120
50 - 180
50 - 180
50-120
50-120
100 - 500
100 - 600
20 - 60
20 - 80
20 - 80
20-80
20 - 60

80 - 150

Grooving

Tungaloy F183




MY=T SERIES

CCH-W
External grooving and parting blade, for 2 corner inserts

] HH—
- +
. B . 150
o ] CW )
O 1 A | P
I T L ©) (@]
I
, S
Designation CcwW CUTDIA H B HF Insert
ic CCH32-W20 33 32 1.6 24.6 WGE20, WGE20R/L
CCHB32-W30 3 33 32 2.2 24.6 WG*30, WGE3OR/L
| CCHB32-W40 _ 42 32 32 245 WG*40, WGE40R/L
CCH32-W50 5 42 32 4.2 24.3 WG*50, WGE50R/L
-
SPARE PARTS
‘ Designation ((\;\gﬁgﬁgl)
' CCH32-W... CRW33
v/
MY=T SERIES
Parting CCBS-32
Tool block for CCH blade
100
CCH32...
I N =l l——ll==
] v S T
v” A n == T !
T LL b= T ; et
Ly Y A =
] \
T OAW B 110 .
o
I
Designation H HF HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCH32...
CCBS32-32 32 32 5 42 CCH32...
SPARE PARTS % & (
Designation Clamp Screw Wrench
CCBS*™-32 CC-32 CM6X25 P-5

Reference pages: Inserts — F185 - F187, Standard cutting conditions — F186
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Il INSERT

WGE
For external grooving and parting
INSL
RE “ “
A
=

y EI==—==0

-

(&}

Il steel * |7 e[k *
M Stainless * * [ %
Cast iron DA * |5 S
Non-ferrous
Superalloys DA Y : First choice
H Hard materials ¥« : Second choice
Coated Cermet
o
. . y o
Designation Cw#' RE |© © § g § INSL| h
5 5 = 7]
<O P4
WGE20 2 02 | @ ®© @ © ([ 20 4.7
WGE30 3 (2NN BN BN BN J [ J 20 55
WGE40 4 02 ®© @ @ O [ J 25 5.7 o
WGE50 5 02 | @ @ @ © () 25 | 59 g
T (o]
@: Line up o
(O]
WGT
For turning (External grooving and parting)
RE INSL
;J |
& ee=—=0
-CI-
Bl steel o || 4 [ A *
M Stainless * * %
Cast iron S * | v S
Non-ferrous
Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated Cermet
o
Designation Cw#1| RE |0 10 § & & INSL| h
- N o
A
I I (7]
PRI z
WGT30 3 0.4 ® o [} [ J 20 55
WGT40 4 0.4 ([ N} [ ] [ J 25 5.7
WGT50 5 04 © ®© @ @ [ J 25 5.9
@: Line up

Reference pages: Toolholders — F184
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WGE(R/L)

For parting (with hand)

INSL

RE |=

=
o

g

8
- _
Right hand (R) shown.

I STANDARD CUTTING CONDITIONS

ISO Workpiece
material
Low carbon steels
Alloy steels
(~ HB150)

Medium carbon
steels
Alloy steels
(HB150 ~ 250)

High carbon steels
Alloy steels
(HB250 ~ )

Stainless steels

Grey and
ductile cast irons

Recommended  Cutting speed

grade Ve (m/min)
T9225 80 - 300
T9125 80 - 200
NS9530 100 - 200
GH730 50-180
T9225 80 - 220
T9125 80 - 180
NS9530 80 - 180
GH730 50 - 150
T9225 80 - 220
T9125 80 - 150
NS9530 80 - 150
GH730 50 - 150
T9225 80 - 180
T9125 80 - 150
GH730 50 -120
T9225 80 - 250
T9125 80 - 200
GH730 50 -180

Reference pages: Toolholders — F184

F186 www.tungaloy.com

- Steel * %
M Stainless * [ %
Cast iron * | Y¥
U v Non-ferrous
Superalloys D¢ ¥ : First choice
o H Hard materials ¢ : Second choice
Coated
" — Designation HAND|CW<01| RE | 8 INSL| h
b
< O
WGE20R R 2 0.2 [ J 20 4.7
WGE20L L 2 0.2 [ ) 20 4.7
WGES30R R 3 02 | @ @ 20 5.5
WGE30L L 3 0.2 [ J 20 5.5
WGE40R R 4 0.2 o 25 5.7
WGE40L L 4 0.2 [ ) 25 5.7
WGE50R R 5 0.2 [ ] 25 5.9
WGES50L L 5 0.2 [ J 25 5.9
@: Line up

Feed: f (mm/rev)
Operation Groove width: CW (mm)
2 3 4 o
Grooving 0.06 ~ 0.20 0.06 ~ 0.25 0.07 ~ 0.27 0.07 ~ 0.30
(WGEOO)
Parting-off
0.04 ~ 0.10 0.04 ~0.14 0.04 ~ 0.14 0.04 ~0.14
(WGELR/L)

Turning i ap=05~15 | ap=05~2.0 | ap=05~25

(WGTOO) f=006~02 | f=0.06~025 | f=0.06~0.27




MY=T SERIES - Chipbreaker Guide

2 corner insert

mm External grooving

WGE 1st choice for external

ol

__0.30
. . >
grooving and parting g 0.25
Excellent chip control for E 0.20
grooving = 015
B 040 M External grooving
R . M Internal grooving
CW=2-5mm 005 — % M Face grooving
External grooving

2 3 4 5
Groove width: CW (mm)
F185 page
WGE R/L Handed insert 0.30 Ua
L . = v
Minimize burr generation when ® 0.5
S~
workpiece is cut off £ 0.20 o
<ol — — £
CW=2-5mm ? 010 o)
o T T T o
o5 — — — — - O]
External grooving

2 3 4 5
Groove width: CW (mm)

F186 page

WGT 1st choice for turning Ua» ‘hL ﬁ

Low cutting force and good = 20
. . o=
chip control for traversing 5 g
=5 WGT30
0o
CW=3-5mm &%

0.5 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

F185 page

Tungaloy F187




MY=T SERIES

CCH

External grooving and parting blade, for 1 corner inserts

‘ L al:l

CCH32-40 100 32
CCH32-50 120 32 4.2 243 GE50,GE50R/L,GE50-AL

* CUTDIA Max. parting dia

Designation Cw CUTDIA H B HF Insert
ic CCH32-30 100 32 2.2 24.6 GE30,GE30R/L,GE30-AL
4 3.2 245 GE40,GE40R/L,GE40-AL

- SPARE PARTS (
Designation Wrench
CCH32-... CTL-2
- CCBS-32
i
=S8 Tool block for CCH blade
100
CCH32
q‘ TN il m— n—””ﬂ—}
1 U :
T iy T T ! EAREE
Ly Y —
T OAW 110
o
I
Designation H HF HBH OAW Blade
CCBS20-32 20 20 13 38 CCH32...
CCBS25-32 25 25 8 42 CCH32...
CCBS32-32 32 32 5 42 CCH32...
SPARE PARTS % @ (
Designation Clamp Screw Wrench
CCBS**-32 CC-32 CM6X25 P-5

Reference pages: Inserts — F189 - F193, Standard cutting conditions — F193
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Il INSERT

GE-R/L
For parting (with hand)
RE INSL
=
(@]
&
":_ Right hand (R) shown.
- Steel * | %
M Stainless % [ %
Cast iron %* Y%
Non-ferrous
Superalloys Pig % : First choice
H Hard materials Y¢ : Second choice
Coated
Designation HAND|CW+¢1| RE | & INSL| h
- N
I I
< O
GE30R R 3 02 @ @ 10 3.5
GE30L L 3 0.2 [ 10 35
GE40R R 4 02 @ @ 10 4
GE40L L 4 [ o2 ° 10 =
GE50R R 5 | 02 ° 12 | 45 3
GE50L L 5 02 @ @ 12 45 o
@: Line up o
GE
For general grooving
BBl steel *| [k | *
M Stainless * * | %
Cast iron Pie * | Y% PG
Non-ferrous
Superalloys DA % : First choice
H Hard materials < : Second choice
Coated Cermet
o
. . " O
Designation cw-+1| RE ﬁ 9 ‘@ S § INSL| h
> L T (7]
PRI Z
GE20 2 0.2 ® o [} 10 3.5
GE30 3 0.2 1 @ ® @ @ [ ] 10 3.5
GE40 4 02 | @ ®© @O [ J 10 4
GE50 5 02 | @ [ BN ) [ ] 12 4.5
@®: Line up

Reference pages: Toolholders — F188, Standard cutting conditions — F193
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GF

- Steel * *
M Stainless *
Cast iron DA DA
Non-ferrous
. Superalloys % : First choice
IC Hard materials < : Second choice
H Coated Cermet
. . o [
- Designation cw«1| RE | & R INSL| h
C N~
| — I %
- O] P4
GF30 3 02 | @ [ ] 10 3.5
GF40 4 02 | @ [ J 10 4
GF50 5 02 @ [} 12 4.5
@®: Line up
Parting
GN
-C_
Bl steel *
M Stainless >
Cast iron S
Non-ferrous
Superalloys % : First choice
Hard materials Y7 : Second choice
Coated
Designation cws1| RE | INSL| h
N
I
O]
GN30 3 02 | @ 10 3.5
GN40 4 02 @ 10 4
GN50 5 02 @ 12 4.5
@®: Line up

Reference pages: Toolholders — F188, Standard cutting conditions — F193
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GT

For turning
=
(@]
RE / INSL
<
Bl steel 3 | v o | & *
M Stainless * * [ %
Cast iron Pig ¥* | Y% S
Non-ferrous
Superalloys DA % : First choice
Hard materials ¢ : Second choice
Coated Cermet
. . o
Designation Cw+'| RE |0 © § & & INSL| h
PRI z
GT30 3 0.4 [ BN ) [ ] 10 3.5
GT40 4 0.4 o o [} 10 4
GT50 5 04  © © @ © [} 12 4.5
@®: Line up
(@]
=
>
(o]
o
(O]
GE-AL
For aluminium and non-ferrous metal
=
(@]
RE INSL
<
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys % : First choice
Hard materials ¢ : Second choice
Uncoated
Designation cw=01| RE |5 INSL| h
o
(2]
NG
GE20-AL 2 02 | @ 10 3.5
GE30-AL 3 02 | @ 10 3.5
GE40-AL 4 02 | @ 10 4
@: Line up

Reference pages: Toolholders — F188, Standard cutting conditions — F193
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MY~=T SERIES - Chipbreaker Guide

1 corner insert

N External grooving

GE R/L Handed insert 0.50 UH
Minimize burr generation when g 0.95 \
workpiece is cut off T
£ 020
ik CW=3-5mm R e B B |
ie]
i g 010 — — — -
- o005 — — — — -
External grooving
| 2 3 4 5
oy Groove width: CW (mm)
F189 page
/'/‘ ‘ . . ’
' GE 1st choice for external grooving 0.30 H UH
and parting N
® 025
. . 2
Excellent chip control for grooving E 0.20 #j/
_o_ < 015
CW=2-5mm e} M External grooving
® 010 ;
o M Internal grooving
0.05 | — — l Face grooving
External grooving
2 3 4 5
Groove width: CW (mm)
F189 page
¥
GF 1st choice for face grooving = 080 |~ H UH
Low cutting force and good chip Loxs—-— — -
control for face grooving E 020 — — — - #j
< o5— — — - /
CW=3'5mm %0.107 I . N
- o005 — — ——
- External grooving
3 4 5
Groove width: CW (mm)
F190 page
¥
GN 1st choice for internal grooving 030 H UH*
Low cutting force and good chip § 0.25
control € o20— -
. S /
Good chip control S ots— — — -
°
010 — — — -
CW=3-5mm K
005 — — ———
N, External grooving
3 4 5
Groove width: CW (mm)
F190 page

F192 www.tungaloy.com




MY~=T SERIES - Chipbreaker Guide

1 corner insert

'
GT 1st choice for turning Ha» % Jﬁ
Low cutting force and good
oT40 == j/

GT30

N
[=)

chip control for traversing

% CW=3-5mm

F191 0K

Depth of cut
ap (mm)

>
S|

0.05 0.10 0.15 0.20 0.25 0.30
Feed: f (mm/rev)

mm For aluminium and non-ferrous metal

'
GE-AL Reduce cutting force and 030 —— H U%‘»

welding due to sharp § 0.25 ————
- o I— —
chipbreaker £ 020 j/
= 05—
CW:2'4mm %0.107 M CE»
“ o005 — — — 3
External grooving o
(©)

2 3 4
Groove width: CW (mm)

F191 0K

I STANDARD CUTTING CONDITIONS
Cutting speed

1ISO Workpiece material Grades .
Vc (m/min)
T9225 80 - 300
Low carbon steel, Alloy steel T9125 80 - 200
(~ HB150) NS9530 100 - 200
GH730 50 - 180
T9225 80 - 220
. Medium carbon steel, Alloy steel T9125 80 - 180
(HB150 ~ 250) NS9530 80 - 180
GH730 50 - 150
T9225 80 - 220
High carbon steel, Alloy steel T9125 80 - 150
(HB250 ~) NS9530 80 - 150
GH730 50 -120
T9225 80 -180
M Stainless steel T9125 80 - 150
GH730 50 - 120
T9225 80 - 250
. Grey iron, Ductile cast iron T9125 80 - 200
GH730 50 - 180
. Aluminium alloy, KSO5F 200 - 300
Non-ferrous metal
External
Feed: f (mm/rev)
Operation Groove width
2 3 4 5
Grooving 0.06 - 0.2 0.06 - 0.25 0.07 - 0.27 0.07-0.3
(GE™)
Parting-off
(GE*R/L) 0.04-0.1 0.04-0.14 0.04-0.14 0.04 - 0.14
Turning Depth of cut Depth of cut Depth of cut
(GT™) - ap=0.5-1.5 ap=05-2 ap=0.5- 25
f=0.06-0.2 f=0.06-0.25 f=0.06 -0.27
Parting-off for Aluminium alloys
(GE*-AL) 0.03-0.1 0.03-0.1 0.03 - 0.1 -

Tungaloy F193




TUNGCUT
CGEUR/L
External 45° undercutting toolholder

| .8 Yo E i

LF _

LH ) £}
il £y

Right hand (R) shown.

Designation cw ] Y[\ Seat size CDX H B LF LH HF WF®  Insert Torque*
Tv CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU... 5
32

CGEUR/L2020-3T02 3 3 238 20 20 125 30 20 23.3 DTIU... 5
i CGEUR/L2525-3T02 _ 3 238 25 25 150 30 25 283  DTIU.. 5
CGEUR/L1616-4T02 4 32 4 238 16 16 110 31 16 19.5 DTIU... 8.5
. CGEURA2020-4To2  [ARGSE 4 2.8 20 20 125 31 20 285  DTU.. 85
- CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285 DTIU... 8.5
CGEUR/L2525-6T03 _ 5,6 3.4 25 25 150 35 25 289  DTIU.. 8.5
; (1) "WF" value is calculated with groove width "CW" shown in the table.
0/ *Torque: Recommended clamping torque (N-m)
| SPARE PARTS @ (
| T Designation Clamping screw Wrench
v CGEUR/L****-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CM6X1X16-A P-5
CGEUR/L2020-4T02 CMBX1X20-A P-5
CGEUR/L2525-4T02/6T03 CMBX1X25-A P-5

TUNGCUT
CTER/L-15A
Square shank toolholder for profiling aluminium wheel

i 'Q CDX A T
L
s T . i
ot LF |
i T
m
3 g
§ ! 7
HBL Right hand (R) shown.
Designation (o)/AIN Seat size CDX H B LF HF WF HBH HBL Insert Torque*
CTER/L2525-6T25-15A 6 25 25 25 150 25 32.2 7 50.5 DTA... 5
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2525-****-15A CMBX1X25-A P-5

Reference pages: Inserts — F195 - F197, Standard cutting conditions — F196
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Il INSERT
DTIU

Profiling and undercutting (for high precision)
RE

=

INSL

T !
T W

Bl steel * ¥ [%
M Stainless * | Y5 | %
Cast iron * DA
Non-ferrous
Superalloys * Y% ¥ : First choice
Bl Hard materials Y% : Second choice
Coated
0
Designation 2?2"’2 cw:002| RE (& Q 8 INSL| h
NN &=
I T X
<< O
DTIU300-150 3 3 15 | @ ® @ 20
DTIU400-200 4 4 2 o 00 20
DTIU500-250 5 5 25 | @ @ @ 25 55
DTIU600-300 6 6 3 & e e 25 5.5
(@]
@®: Line up c
>
(o]
o
(O]
DTA
Aluminium wheel machining (for high precision)
RE
="
O
AN INSL
ii- uili
Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys Y : First choice
H  Hard materials ¢ : Second choice
Uncoated
. . Seat
Designation size |CWx002) RE o INSL| h | AN
T
'—
DTAB00-300 6 6 3 | @ 25 5.5
DTA800-400 8 8 4 | @ 30 6.7 10

@®: Line up

Reference pages: Toolholders — F194, Standard cutting conditions — F196
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Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness Priority Grade Cutting speed
Vc (m/min)
< 300 HB First choice AH7025, AH725 50 - 180
Steels < 300 HB Wear resistance T9225 80 - 300
. S45C, SCM435, etc. < 300 HB Wear resistance T9125 80 - 200
C45, 34CrMod4, etc.
<300 HB Fracture resistance GH130 50-120
< 300 HB Suface quality NS9530 80 - 220
Stainless steel <200 HB First choice AH7025, AH725 50 - 120

SUS303, SUS304, etc.
X10CrNiS18-9, etc. <200 HB Fracture resistance GH130 50 - 120

Grey cast iron - First choice T515, AH7025 50 - 180
FC250, etc.

250, etc. - Fracture resistance GH130 50 - 180

Ductile cast irons - First choice T515, AH7025 50 - 120

FCDA450, etc.
450-10S, etc. = Fracture resistance GH130 50-120

- First choice TH10 100 - 500
= First choice KS05F 100 - 600
Grey cast iron < HRC 40 First choice AH7025 20 -60

FC250, etc. )
250, etc. < HRC 40 Wear resistance AH905 20 - 80

Aluminium alloys
Si<12%

Titanium alloys ; -
Ti-BAI-4V. etc. <HRC 40 Fracture resistance AH7025, AH725 20-80

<HRC 40 Suface quality KSO5F 20 -60

Hardened steels

SCM435, etc. > HRC 50 First choice BX360 80 - 150
SUJ2, etc.

*Please see below for feed: f (mm/rev).

. < HRC 40 First choice AH905 20 - 80

TUNGCLUIT - Chipbreaker Guide

mm Profiling and undercutting

+
DTIU type Full radius type M Standard feed and DoC %ﬁ#
(2 corners) o
Excellent chip control 3
E R t——— - o
o2 - W B
CW=3-6mm - I
5 o1 | M M N B
(0]
e o N
3 4 5 6
Groove width: CW (mm)
F195 page
Hl Aluminium wheel machining
. Standard feed and DoC
DTA type Full radius type u gaard feedand Fo #Jﬁ
(2 corners) .
Excellent chip control 33
For aluminium wheel profiling kS E ol
cE
Ground insert 881
o :
001 0203 04 0506
CW=6-8mm Feed: f (mm/rev)
Groove width: CW (mm)
F195 page m6 ms8
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B AHZ70O25%5 cutting performance

First choice grade for grooving application
New AH7025 grade - Drastically improved reliability with world’s first coating technology

l Tool life comparison in grooving

Alloy steel
AHZ7025 Conventional grade (SCM440)

Insert : DTE3-040 AH7025
Cutting speed: Vc = 150 m/min
Feed :f=0.17 mm/rev
Groove depth: 17 mm

Machining : External grooving
No. of grooving: 60 pcs No. of grooving: 30 pcs Coolant  : Wet

Allows stable machining without peeling off, evenafter twice the cutting time versus the

conventional grade.

— The combination of Nano-multi-layered AITiN Coating with high Al content and
tough substrate provides highly efficient machining in various grooving operations

B Grade
o
GO EvMES WGIZEEM S BRGHE § g
o
e First recommended grade for general e General purpose e First recommended grade for cast 9
purpose * Newly developed coating with iron O
e New PVD coating with high Al content well controlled rystal structure and e Exellent wear resistance in high-
provides excellent adhesion strength fracture resistance speed machining
e Improved wear and chipping e Improved adhesion strength
resistance
e Suitable for steel machining at high e Suitable for steel machining at high e Advanced cermet for finish cutting
speed speed ¢ Innovative grade with incredible
e New CVD coating and substrate e Balance of wear and chipping fracture and high wear resistance
deliver an outstanding balance resistance
e Balance of wear and chipping
resistance
e Recommended for interrupted e Remarkable for machining of heat e Recommended for non-ferrous
machining resistant alloy materials
e TICNO PVD coating layer with high e Exclusive coating layer improves e For titanium
wear resistance adhesion strength and wear
e High hardness resistance
e Recommended for non-ferrous e Suitable for hardened steel machining
materials e |deal balance of wear and chipping

resistance due to the optimum CBN
content and grain size

Tungaloy F197




Technical guide

Il PARTS FOR COOLANT

Connecting hose
Fig.1

HOSE

Fig.2
Thi

| —

5

==
Screw Max. pressure Fig.
Th1 (Mpa)
7/16"-20 UNF 26 1
7/16"-20 UNF 26 1
7/16"-20 UNF 20 1
G1/8"-28 BSPP 20 1
G1/8"-28 BSPP 26 2
G1/8"-28 BSPP 26 2

Seal washer

Designation Length
L Th
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP
Adapter
HEX9/16”
7/16”-20 UNF 1/8”-28 BSPP

13.8

37°(\ z I

28.75

Designation
CHP-NIPPLE-G1/8-7/16UNF

3%
- Wi
Designation oD od w
CHP-COPPER-SEAL1/8 15 8 1
CHP-COPPER-SEAL5/16 11 8 1
CHP-COPPER-SEAL5/16-2.5 11 8 25

H.P. Coolant Hose

1/8” BSPP Adapter

washer

n
o

Plug Screw

F198 www.tungaloy.com
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