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Miniature Machining - Content structure

- Products are listed by application.

- In the same application, products are listed by cutting edge shape.
- The same cutting edge shape are sorted by insert.

- Items are listed by product series.

- Toolholders in the catalog are our standard stock items.

How to use the page

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

Method @ Select the cutting edge on G003 and check the details on the product page.

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

Method @ Select an item from Quick Guide on G004 - GO13.
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: Application ® : Dimension drawing (conforming to ISO13399)
: Cutting edge shape @ : Applicable insert
: Tool series name ® : Spare parts
: Dimension table © : Insert selection
: Toolholder designation @ : Reference page
e.g. right-hand, 25x25 square shank

Q000 Q

- JyspJy2xR 1212 xo7-cHp

When ordering

- Please specify the designation and quantity.

e.g. JSSWL2XR1212X04-CHP ... 1 (one toolholder per package)
* Inserts are not included. Please order those separately.
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Main products

MINIFTURN

Economical double-sided inserts with excellent sharpness G016 - G019

@ G023 - G025
G030 - G032, G054

J-SEDNNES G004 - G006, GOOY - GO10

Toolholders for small-part machining G011, GO19 - G022, G026 - G029
@ G033 - G043, G045, G047 - G054

o
= G082 - G084, G090 - G092, FO84 - FO91

Ek G023

TETRAMCUT

Unique insert pocket geometry for grooving with high quality and precision
_ i G009, G011, G064 - G073
(£) ow=033-30mm FOO6 - FOO7, FO35 - FO45

(2] (9] (2]
=} =] =]
(7} @ (%]
© ® o

TETRAFCUT

4-cornered insert with good clamping rigidity for highly precise grooving and parting

o G009, G074 - G079
(&) ow=05-318mm FO06 - FOO7, FO46 - F053

»

DUOJCUT

Innovative clamping system for high rigidity in parting

E o
WE

&) cw=10-20mm G010, GO11, G093 - G100

TUNGCUT

Multi-functional tool series for various grooving operations

o G010, G101 - G110, FOO6 - F034
(&) cw=14-20mm F096 - F113, F137 - F157

TINYIMTUu=N

Solid boring bar for turning small diameters with high precision

@ G013, G055 - G063

EAV Y
TUNGH&EROOVE
Highly rigid clamping for wide grooving and profiling in one pass
L G009, G084 - G086
OW=10-25mm FOO6 - FO07, FO72 - FO75

Tungaloy G003




Miniature External Turning - Quick Guide

Facing
Insert Shank size (mm)
Application Designation P%ﬂ-)t'eve Net%te“’e 0 10 20 30 Clamping style Page
Lore JSDFCR/L Screw-on clampin
1 Cutting edge angle 91° v/ 12 16 Pige PINg  Go43
Insert: DCOO B I
External Turning
Insert Shank size (mm)
Application Designation P??&'ave N%%tg"e 0 10 20 30 Clamping style Page
JTTACR/L . .
Cutting edge angle 91° v 8 16 Back side clamping 039
Insert: TCOIC without offset
JSTACR/L ;
Cutting edge angle 91° v/ 8 16 Screw-onclamping 3449
PN
- Insert: TCOO without offset
JSCGCR/L 5 i
o Cutting edge angle 91° v/ 12116 Screvwvit(:\no(f;flzgzpmg GO4
- Insert: CCOO
JTTANR/L . .
Cutting edge angle 91° v 12 16 Back side clamping 047
91°” Insert: TNCIC] without offset
Back Turning
Insert Shank size (mm)
Application Designation P%%tleve Netggtg"e 0 10 20 30 Clamping style Page
ﬁ Insert‘:jﬁ$gg;t3l:ll:l v 10 16 Screw-on clamping G048
H H Inser‘:;g’\]:lr'gll:-{gl:ll:l v/ 219.05 | ©25.4 Screw-on clamping G048
' "'m Inser;j'sJEOGI?FC-LIZID v 10 16 Screw-on clamping G050
ﬁ Insert‘fﬁ))ggg//ll_-BDD v 10 25 Screw-on clamping G052
Front & Reverse Turning
Insert Shank size (mm)
Application Designation P(t)%ueve Net%gve 0 10 20 30 Clamping style Page
= e JSXGR/L
- Insert: JXFR/L8 v 10 25 Screw-on clamping G043
JXRR/L8

G004 www.tungaloy.com




Miniature External Turning - Quick Guide

External Turning & Facing

Shank size (mm)

Application Designation P?&g@’e N%%Stg"e 0 10 20 30 Clamping style Page
Al JTCL2CR/L . _
[= Cutting edge angle 95° v 8 16 Back side clamping G020
5° Insert: CCOO without offset
957 JSCL2CR/L _
% Cutting edge angle 95° v 10 16 Scsmgztcgif?;mg G019
5 Insert: CCOO
5
! JSVL2PR/L : :
_ Cutting edge angle 95° v 10 16 Sc:z;;vhglr}tc;?fgweptmg G022
95° Insert: VPO
95°
JSCLCR/L S
- Cutting edge angle 95° v 8 16 creVWVit(:]nocfzf:g:pmg G021
5. Insert: cCOO
957 JPWL2XR/L R
Cutting edge angle 95° v 10 16 ide clamping G017
h Jé{ Insert: WXGU without offset
5 JSWL2XR/L Screw-on clamping
Cutting edge angle 95° v 10 20 . G017
h ‘g’o‘ Insert: WXGU without offset
95°
JSWLXR/L .
L Cutting edge angle 95° v 20 25 Screw.—cr)]n ;:flamplng C031
95° Insert: WXGU with offset
iy 95° JSWL2XR/L-CHP .
- Cutting edge angle 95° Ve 12 16 Screyv—on clamping  ~nqa
5o Insert: WXGU without offset
" JSWLXR-F Screw-on clamping
4 Cutting edge angle 95° v 10 16 P G018
Insert: WXGU unl @it
PCLNR .
Cutting edge angle 95° 20 Lever-llctaﬁk ;lanmg G044
Insert: CNOO WU @
PCL2NR .
Cutting edge angle 95° 20 Lever-lock clamping
Insert: CNOIO without offset
JTTLNR/L Back side ol )
Cutting edge angle 95° 12 16 ack side clamping 45
Insert: TN without offset
PTL2NR/L L lock cl .
Cutting edge angle 95° 20 ever-lock clamping  Go45
Insert: TNOO without offset

Tungaloy G005
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Miniature External Turning - Quick Guide

External Turning & Profiling

Insert Shank size (mm)
Application Designation P??géve N%%L{"e 0 10 20 30 Clamping style Page
JPDJ2XR/L . _
Cutting edge angle 93° v 10 16 Side clamping G023
Insert: DXGU without offset
JSDJ2XR/L .
Cutting edge angle 93° / 10 20 Scref’tvr;ontc'?fmﬁ'”g G023
Insert: DXGU W dAeIE Qe
JSDJXR/L .
Cutting edge angle 93° v/ 20 Screw.-tcr)jn irlarr:pmg Co037
Insert: DXGU EHCUSS
JSDJ2XR/L-CHP .
Cutting edge angle 93° v/ 12 16 Screytvr;ontclifmr;lng G024
Insert: DXGU W dACILE CuEsE
JTDJ2CR/L . .
Cutting edge angle 93° v 10 16 Back side cI?fmpmg G026
Insert: DCOO without offset
JSDJ2CR/L .
Cutting edge angle 93° v 8 16 Screnvr;ontclifmr;mg G026
Insert: DCOO without offse
JSDJ2CR/L-CHP -
Cutting edge angle 93° V4 12 16 Screfiv';ontclifmptlng G027
Insert: DCOO without ofise
JSDJCR/L ] .
Cutting edge angle 93° v 8 16 Screxitct:noirlzggpmg G028
Insert: DCOO
JSDNCN .
Cutting edge angle 62.5° v 10 16 Screw.—(:]n iflamplng G036
Insert: DCOO Sl s
JSDN3CR/L .
' Cutting edge angle 62.5° v 12 16 Screw.—t?]n cf:flan:plng G036
| I Insert: DCOO with offse
v y30° JSDJXR-F .
g3~ ™ Cutting edge angle 93° v 10 16 Screw.—c;]n cf;flamplng G025
Insert: DXGU with offset
50° JPVJ2XR/L ) .
N Cutting edge angle 93° V4 10 16 Sids clamping G030
Insert: VXGU without offset
50° JSVJ2XR/L-CHP .
e N Cutting edge angle 93° V4 12 16 Screyvr;on clifmplng G031
Insert: VXGU without offset
y50° JSVJ2XR/L .
93°_%\ £ Cutting edge angle 93° v 10 20 Screyvt;on clifmpmg G030
Insert: VXGU without offset
JSVJXR/L .
SN & Cutting edge angle 93° v 20 Screw.-ct)]n irlampmg C056
93 Insert: VXGU with offset
JSVJ2BR/L .
Cutting edge angle 93° v 10 16 Scre?ivr;ontclifmptlng G033
Insert: VBOO without offse
JSVJ2BR/L-CHP .
Cutting edge angle 93° v/ 12 Screw-onclamping 3434

Insert: VBOO

without offset

G006 www.tungaloy.com




Miniature Internal Turning - Quick Guide

Positive type
StreamdJet-Bar

Application

Description & Application

SEXPR/L
Boring & Internal facing

Insert: EPOO

SCLCR/L
Boring & Internal facing
Insert: CCOO

SWUBR/L
Boring
Insert: WBOO

STUPR/L
Boring
Insert: TPOO

STFPR/L
Blind hole boring

Insert: TPOO

SCLPR/L
Boring & Internal facing

Insert: CPOO

STFCR/L
Blind hole boring
Insert: TCOO

SDUCR/L
Boring & Internal profiling

Insert: DCOO

SVUCR/L
Boring & Internal profiling

Insert: VCOO

SVUBR/L
Boring & Internal profiling
Insert: VBOO

SDQCR/L
Boring & Internal profiling

Insert: DCOO

SVQCR/L
Boring & Internal profiling

Insert: VCOO

SVQBR/L
Boring & Internal profiling
Insert: VBOO

SDZCR/L
Internal retracting

Insert: DCOO

SVZCR/L
Internal retracting
Insert: VCOO

ISO insert

Y-Pro

Shank  Shank Min. bore diameter DMIN (mm)
Material ~ Size 0 10 20 30 40 50 Page
Steel o4 - 08 o4.5 a7 D033
Uncoated @4 - 08 o04.5 o7 Do34
Steel ©4-025 @5 027 D016
Uncoated 04 - 225 @5 027 D018
Steel ©5-08 26 8
D075
Uncoated @5 - 08 26 28
Steel @7 - 032 28 034 D058
Uncoated o7 - 225 o8 @27 D060
Steel 8- 025 210 027
D043
Uncoated @8 - 220 210 222
Steel 8- 025 210 027 D019
Uncoated o8 - 016 10 220 D020
Steel ©10-016 12 218
D042
Uncoated 210 - g16 o212 218
Steel ©10- 025 213 232
Uncoated 210 - 220 213 027 D050
Steel ©12 - 225 o16 232 D068
Uncoated 012 - 925 218 232 D069
Steel 016 - 025 220 232 D064
Uncoated 216 - 925 024.5 034 D065
Steel 10 - @25 213 230 D077
Uncoated 210 - 220 213 225 D078
Steel ©10- 016 213.5 221.5 D082
Uncoated 210 - 216 213.5 021.5 D083
Steel 12 - @25 ol7 230.5 D080
Uncoated 212 - @25 ol7 230.5 D081
Steel 012 - 025 ol4 225
Uncoated 912 - 16 018 022 D086
Steel 212 o16 D090

Tungaloy G007
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Miniature Internal Turning - Quick Guide

StreamdJet-Bar

G008 www.tungaloy.com

@
2 o  Shank  Shank Min. bore diameter DMIN (mm)
icati ioti icati o Material i
Application Description & Application 8 > ateria Size 0 10 20 30 0 50 Page
IR SVZBR/L
50, Internal retracting Steel 16 - 832 220 240 D089
Insert: VBOO
L SEZPR/L teel 04-05 055|065
e Internal retracting Steel 04-0 D088
Insert: EPOO Uncoated 04 - 05 5.5 @6.5
SVJCR/L
% Internal sphere cutting Steel ©12-016 216 220 D037
Insert: VCOO
SVJBR/L
Internal sphere cutting Steel 020 - @25 25 230 D036
Insert: VBOO
P DUEELIL Steel 012 - 016 017 021.5
so  Internal undercut & profiling D084
Insert: YW Uncoated 212 - ¢16 o17 221.5
— _ SYUBRIL Steel 016 020
Boring & Internal profiling D076
Insert: YW Uncoated 912 - ¢16 220 024.5
Miniature Internal Turning - Quick Guide
Double-sided insert with positive cutting edges
MiniForce-Turn .
MiniForce- Shank  Shank Min. bore diameter DMIN (mm)
Application Description & Application Turn Material Size 0 10 20 30 40 50 Page
- AL Steel 10 - 020 012 022
Boring & Internal facing 7 D028
Insert: WXGU Uncoated 210 - 220 012 022
s _ SDXXR/L Steel 010 - 620 013 024
Boring & Internal profiling D035
Insert: DXGU Uncoated 210 - 20 013 024
g — SDZXR/L Steel 012 - 020 o1 020
06" Internal retracting D085
Insert: DXGU Uncoated 212 - 516 018/ 022




Miniature Grooving - Quick Guide

External Grooving

TetraMini-Cut Shank size (mm) Groove width ~ Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page

STCR/L-18-CHP TC*18R/L... 12 16 0.33-3.0 0.8-3.5 G065

STCR/L-18 TC*18R/L... 10 25 0.33-3.0 0.8-3.5 G064

'3
I
@l@ JS-STCL18 TC*18R... ol14 025.4 0.33-3.0 0.8-3.5 G065

1

TetraForce-Cut Shank size (mm) Groove width ~ Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
Lf% STCR/L-27 TC*27... 10 25 0.5-3.18 1.0-6.4 G074
J-series Shank size (mm) Groove width  Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
% JSTGR/L JTGR/LS... 10 16 0.33-3.0 0.7-2.6 G079 5
o
I o
=]
JS-TGL3 JTGRS... 219.05 ©925.4 0.33-3.0 0.7-2.6 G079 ©
= :
% JSVGR/L JVGR/L... 10 16 0.33-2.0 0.7-5.5 G083
t JSXGR/L JXGR/LS... 10 25 0.7-2.0 45-6.0 G082
GTGN i
o Shank size (mm) Groove width Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
% CER/L GTGN-16E... 12 20 1.0-2.25 1.0-6.4 F070
TungHeavyGroove Shank size (mm) Groove width  Max. groove depth
Application Designation Insert 0 10 20 30 (mm) (mm) Page
FPGN PSGB... 12 25 10-25 Wide grooving and 6,
t profiling
t SPGN PSGB... 12 25 10-25 Wide grooving and ;g5
profiling

Tungaloy G009




Miniature Parting - Quick Guide

Parting
DuoJustCut Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm) Page
L"J JSXXR/L-X-CHP JXPG... 12 16 1.0-2.0 220 G094
B
JSXXR/L-X-S-CHP
I% JSXXR/L-F-S.-OHP JXPG... 12 [ 16 1.0-2.0 220 G094
| JSXXR/L JXPG... 10 20 1.0-2.0 220 G093
]% JSXXR/L-S JXPG... 10 16 1.0-2.0 220 G093
TungCut Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm)  page
L]
I % JCTER/L-CHP DG.../SG... 12 20 1.4-3.0 232 G102
I % JCTER/L DG.../SG... 10 20 1.4-3.0 032 G101
t E CGER/L DG.../SG... 10 20 1.4-3.0 055 G101
MY'T Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm) Page
Jﬁ% JCGSSR/L GE20... 10 25 2.0 232 F058
t
J-series Shank size (mm) Groove width Max. parting
Application Designation Insert 0 10 20 30 (mm) diameter (mm) Page
ﬂl . JCCWSRI/L JCC*200F... 10 25 2.0 220 F086
’I’ JCGWSR/L JCGN200F... 10 16 2.0 220 Fo87
M
Miniature Grooving - Quick Guide
Internal Grooving
SNG Shank size (mm)  Groove width Max. groove Min. bore
Application Designation Insert 0 10 20 30 (mm) depth (mm)  diameter (mm)  pyge
]
[/
l.l SNGR/L *GR/L...  08.0 0200 10-35 15-3.0 80-240  F127

G010 www.tungaloy.com




Miniature Threading - Quick Guide

External Threading

TetraMini-Cut Shank size (mm)

Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
% STCR/L-18-CHP TCT18R/L... 12 16 0.05-0.2 0.4-3.0 G065
% STCR/L-18 TCT18R/L... 10 25 0.05-0.2 0.4-3.0 G064
%@ JS-STCL18 TCT18R... 0140254  0.05-0.2 0.4-30 G065

DuoJust-Cut Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page

JSXXR/L-CHP JXTG12... 12 16 0.05Max. - 0.1 0.2-1.5 G094

JSXXR/L-X-S-CHP
JSXXR/L-F-S-CHP

—g JSXXR/L JXTG12... 10 20 0.05Max. - 0.1 0.2-1.5 G094

JXTG12... 12 16 0.05Max. - 0.1 0.2-1.5 G093

G095

JSXXR/L-S JXTG12... 10 16 0.05Max. - 0.1 0.2-1.5 G093

Miniature tool

JS-SXXL09 JXTG12R... 219.06  ©25.4 0.05Max. - 0.1 0.2-1.5 G097

J-series Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
:%& JSTTR/L JTTR/LS... 10 16 0.05-0.1 0.5-1.0 G091
:% JS-TTL3 JTTRS... 219.05  925.4 0.05 - 0.1 0.5-1.0 G091
% JSXBR/L JXT*R6000F 10 25 0.03 0.5-1.0 G090
TungThread Shank size (mm)
Application Designation Insert 0 10 20 30 Corner R (mm) Pitch (mm) Page
JSE2R16-CHP 16ER/L... 12| 16 0.05-0.22 0.5-3.0 G087
CER/L 16ER/L... 12 25 0.05-0.22 0.5-3.0 FO70
B-S/CER/L 16ER/L... = 0.05-0.22 0.5-3.0 G088
BC-SER/L 16ER/L... = 0.05-0.22 0.5-3.0 G089

Tungaloy Go11




Miniature Threading - Quick Guide

Internal Threading

TungThread Shank size (mmM) Groove width ~ Max. groove Min. bore
Application Designation Insert 0 10 20 30 (mm) depth (mm) diameter (mm) Page

SNR/L 6IR/L... 8 - 0.5-2.0 8.0-10.0 E036

G012 www.tungaloy.com




Miniature Internal Turning - Quick Guide

TinyMini-Turn - Solid carbide tools for small diameters turning

Boring, profiling & chamfering

TinyMini-Turn Min. bore diameter DMIN (mm)
Application Description & Application Shank Size 0 2 4 6 8 10 Page
JBT
E Boring, profiling & chamfering 04 & o7 20.6 o7 G055
JBP
Face grooving 04 & o7 02.8 o5 G056
JBU
"*' Back boring & chamfering o7 25 G056
JBC
— Boring & 45°chamfering a7 o5 6.8 G056
JBB
Back boring o4 & o7 a3 o7 G057
Threading
TinyMini-Turn Min. bore diameter DMIN (mm)
Application Description & Application Shank Size 0 2 4 6 8 10 Page
I JBI
- Threading 04 & o7 o4 o7 G057
(Metric thread)
Internal Grooving
TinyMini-Turn Shank Groove Min. bore diameter DMIN (mm)
Application Description & Application Size  width g > 4 6 8 10 12 14 15 Page
- JBG
= Internal Grooving 04 &07 0.5-2 22 6.8 G058
JBF
= Face grooving o7 1-3 o6 G059
JBS
Eﬁﬁ Face grooving a7 2 a6 G059
(for shaft)
JBR
=L Boring & profiling o7 1 @5 6.8 G059

(full radius type)

Tungaloy G013
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TUNG TUET

Thru-coolant holder system

Bl High pressure coolant is supplied through the holder to facilitate
smooth chip evacuation, improved chip breaking and reduced

machine down-time
External coolant supply at normal pressure H|gh pressure coolant (7 MPa)

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

Directly to the cutting edge

Reliable chip control
Reduces crater and notch wears

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

Reference pages: G018, G020, G024, G027, G031, G034, G065, G087, G095, G102

G014 www.tungaloy.com




DIRECT TIET system

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

Conventional DirectTung-Jet system

No need for coolant
tube setup.

Eliminates chip
entanglement on tubes
and streamlines tool

replacement.
8
2
8
=
Coolant is supplied from the tool post directly to the tools.
Tool post Tool
Plug A
post for connecting [ .

an external
coolant tube

Coolant outlet on
the tool post

Plug B
for DirectTungJet
Use a non-coolant-through tool when a coolant system
supply is not needed through the tool.

Nozzle tube delivers coolant
directly to the cutting edge

Reference pages : G018, G020, G024, G027, G031, G034, G065, G080, G087, G094 - G095, G102

Tungaloy G015




MINIFFTURN

e
==~
avVa

—

'S Economical double-sided positive insert
~ Innovative geometry and seat interface ensures stability

‘W and high performance.

m M Insert B High rake angle
WXGUO0403-- 6 positive cutting edges

External turning Internal turning

External turning Internal turning

il 3

Reference pages : G017 - G019, G023, G025, G030, G032, G054

G016 www.tungaloy.com




MINIFTURN

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

. Without offset
95
' —A o}
©
—e LF
95°
=
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9
JSWL2XR/L2020H04 20 20 100 13 20 0 0.2 WXGU0403**L/R... 0.9
*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS @ /8
Designation Clamping screw Wrench
JSWL2XRI/L... SR34-514 T-7F
MINIFTURN
JPWL2XR/L
Lever-lock toolholder with 95° approach angle, for WXGU inserts
Without offset
(i —
O & g
blH I
—e = LF | 3
k ©
95° =
I |P = =
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JPWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGUO0403**L/R... 0.9
JPWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGUO0403**L/R... 0.9

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

SPARE PARTS % 0 % y

Designation Lever Pin Clamping screw Wrench
JPWL2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

Il INSERT SELECTION
For Swiss lathes

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

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

For Small CNC lathes

Application - q q g Application 4 a . . .
reas Finish cutting  Medium cutting M D reas Finish cutting Medium cutting
Grade AH725 AH725 Grade AHB8015 AHB8015

SS TS SS TS
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

Reference pages : JSWL2XR/L, JPWL2XR/L: Inserts — B158 -, Standard cutting conditions — G054

Tungaloy Go17




TUNG TUET

JSWL2XR/L-CHP MINI URN

Screw-on toolholder with 95° approach angle, for WXGU inserts, with high pressure coolant capability

95° i LF - DIRECTTET
1 Without offset
P Gl
- o | YL
- A 5/16"-24UNF
_ o O Y I— 4 e i)
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2 WXGUO0403*L... 0.9
JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2 WXGUO0403*L... 0.9

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

SPARE PARTS @ /’43 @ ( & (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench
JSWL2XR**04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

95° - LF - Without offset
1 LH
+—= =g ol
95 wrfT ST T
Cutting edge style L2 e Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGUO0403**L/R... 0.9

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

SPARE PARTS & s @ (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSWL2XR/L1212F04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4

MINIFTURN

JSWLXR-F

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

HBKL
R I S—
Lhl2
o,g¢ m:
- LF
LH
L
, s P =
Cutting edge style L Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSWLXR1016X04-F15 10 16 120 12 27 11 10 iS5 26 0.2 WXGUO0403**L... 0.9
JSWLXR1216F04-F15 12 16 85 12 27 11 12 15 26 0.2 WXGUO0403**L... 0.9
JSWLXR1216X04-F15 12 16 120 12 27 11 12 15 26 0.2 WXGUO0403**L... 0.9
JSWLXR1620X04-F15 16 20 120 12 27 11 16 15 26 0.2 WXGUO0403*L... 0.9

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
JSWLXR**-F15 SR34-514 T-7F

Reference pages : JSWL2XR/L-CHP, JSWLXR-F: Inserts — B158 -, Standard cutting conditions — G054

G018 www.tungaloy.com




Il INSERT SELECTION

For Swiss lathes

Application . . Medium to finish Application . . Medium to finish
. A Finish cutting cutting e Finish cutting cutting
Grade SH725 SH725 Grade SH725 SH725
JSs Js Jss Js
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

For Small CNC lathes

Application - 4 q . Application . : : :
A Finish cutting Medium cutting M - Finish cutting Medium cutting
Grade AH725 AHT725 Grade AHB8015 AHB8015

SS TS SS TS
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

S-SERIES

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

Without offset
[T
=SlN o
LH ‘
\A LF ‘\
—
y E
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque* &
JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 1.2 g
JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC*0602... 1.2 5
JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC*0602... 1.2 .‘g
JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T83... 1.2 5
JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T3... 1.2

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

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
JSCL2CR/L**06 CSTB-2.5 T-8F
JSCL2CR/L**09 CSTB-4SD T-8F

I INSERT SELECTION

Application Precision - 5 Medium to finish Medium to finish Application Precision o 5 Medium to finish Medium to finish
areas finishing (Pt @ cutting cutting M areas finishing Ginishlcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725

ot Js Js J10 01 Js Js J10
Breaker " Breaker
Shape g Shape

Cutting conditions G053 Cutting conditions G053
Application medium to finish Application Precision - q 0 .
. e cutting . P finishing Finish cutting Medium cutting
Grade T515 Grade DX120 TH10 KS05F
cM T-DIA _ withrake W20 AL
Breaker Breaker ' \ . .
Shape Shape 0 O
Cutting conditions B022 Cutting conditions B024
Application . . Medium to finish Application Precision . .
. areas Qnishiciting cutting areas finishing hinishicutting
Grade SH725 AH725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Breaker Breaker - ~) - ~)
e o ° o vQ vQ
Cutting conditions G053 Cutting conditions B028

Reference pages : JSCL2CR/L: Inserts — B109 -, CBN — B180, PCD — B194 -

Tungaloy G019




J-SERIES

JTCL2CR/L

Back-clamp toolholder with 95° approach angle, for positive 80° rhombic inserts

N
95°

Cutting edge style L2

Designation
JTCL2CR/L1010X06
JTCL2CR/L1212F09
JTCL2CR/L1212X09
JTCL2CR/L1616X09

195
()

H
10
12
12
16

10
12
12
16

LF
120
85

120
120

LH
12
16
16
16

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

-

External ) & y
SPARE PARTS Bl
Designation Clamp Clamping screw Wrench
JTCL2CR/L*06 JCP-2 JDS-3525 P-2F
JTCL2CR/L**09 JCP-3 JDS-5040 P-2.5F

TUNG TUET

JSCL2CR-CHP

Without offset

=

oy

LH
= LF N

e

% O o
HF WF RE** Insert
10 10 0.2 CC**0602...
12 12 0.2 CC*09T3...
12 12 0.2 CC*09T3...
16 16 0.2 CC*09T3...

Right hand (R) shown.

Torque*
0.9
1.2
1.2
1.2

J-SERIES

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

LF s 3
95° TH - DIRECTTIET
1 s Without offset
Te Q ERICIE [
L E_ A _— 5/16"-24UNF
% Cey 5 @e x|
5 =y
Cutting edge style L2 o Right hand (R) shown.
Designation H B LF LH HF HBH WF OAW RE** Insert Torque*
JSCL2CR1212X09-CHP*** 12 12 120 18 12 4 0 20 0.2 CC*09T3 1.2
JSCL2CR1212X09B-CHP 12 12 120 18 12 1.5 0 20 0.2 CC*09T3 1.2
JSCL2CR1616X09-CHP 16 16 120 18 16 0 0 20 0.2 CC*09T3 1.2
*Torque: Recommended torque (N-m) for clamping **RE : Standard corner radius
***: This item will be replaced with a new product in the future.
SPARE PARTS & /<§
Designation Clamping screw Coolant unit Wrench
JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F

Reference pages : JTCL2CR/L, JSCL2CR-CHP: Inserts — B109 -, CBN — B180, PCD — B194 -

G020 www.tungaloy.com




J-SERIES

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

95°
'O §¢ © m#

° X |
‘\‘1 LH
95° i LF

Cutting edge style L

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSCLCR/L0808H06 8 8 100 12 8 10 0.4 CC*0602... 1.2
JSCLCR/L1010H06 10 10 100 12 10 12 0.4 CC*0602... 1.2
JSCLCR/L1212H09 12 12 100 16 12 16 0.8 CC*09T3... 1.2
JSCLCR/L1616H09 16 16 100 16 16 20 0.8 CC*09T3... 1.2

**RE: Standard corner radius

SPARE PARTS @ /é

Designation Clamping screw Wrench
JSCLCR/L*H06 CSTB-2.5 T-8F
JSCLCR/L**H09 CSTB-4SD T-8F
J=-SERIES
JSCLCR-F
Screw-on stepped-head toolholder with 95° approach angle, for positive 80° rhombic inserts
LF ~
HBKL
=t lo —
< | ﬁ m o
Oy=y | \L2 kel
L ()
e LH o
nr 2
_ il Ei 2
Cutting edge style L Right hand (R) shown. =
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSCLCR1216F09-F15 12 16 85 12 27 12.5 12 1% 28 0.2 CC*09T3... 1.2
JSCLCR1216X09-F15 12 16 120 12 27 12.5 12 15 28 0.2 CC*09T3... 1.2
JSCLCR1620X09-F15 16 20 120 12 27 12.5 16 15 28 0.2 CC*09T3... 1.2
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
SPARE PARTS & /é
Designation Clamping screw Wrench
JSCLCR**F15 CSTB-4SD T-8F
I INSERT SELECTION
Application Precision - 5 Medium to finish Medium to finish Application Precision o 5 Medium to finish Medium to finish
areas finishing [Pt @ cutting cutting M areas finishing Ginishlcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
ot Js Js J10 01 Js Js J1o
P S
Breaker Breaker >
Cutting conditions G053 Cutting conditions G053
. Apg:i;a;ion Medig:;t}g;inish . Apgfg:;ion Zﬁgﬁ'&;‘ Finish cutting Medium cutting
Grade T515 Grade DX120 TH10 KSO05F
cM T-DIA _ withrake W20 AL
Breaker Breaker \
Shape Shape @ @
Cutting conditions B022 Cutting conditions B024
Application - . Medium to finish Application Precision - A
. p’a}lreas Qnishiciting cutting pgreas finishing hinishiciting
Grade SH725 AHT725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Breaker Breaker - ~) - ~)
= & @ = & &
Cutting conditions G053 Cutting conditions B028

Reference pages : JSCLCR/L, JSCLCR-F: Inserts — B109 -, CBN — B180, PCD — B194 -

Tungaloy G021




J-SERIES

JSVL2PR/L

Screw-on toolholder with 95° approach angle, for positive 35° rhombic inserts

45°

—— _\
95°

Cutting edge style L2

Designation H B LF
JSVL2PR/L1010X08 10 10 120
JSVL2PR/L1010K08 10 10 125
JSVL2PR/L1212F08 12 12 85
JSVL2PR/L1212F11 12 12 85
JSVL2PR/L1212X08 12 12 120
JSVL2PR/L1212X11 12 12 120
JSVL2PR/L1212K08 12 12 125
JSVL2PR/L1616X08 16 16 120

— JSVL2PL1616K08 16 16 125
/,/4/:7_7 JSVL2PR/L1616X11 16 16 120
*Torque: Recommended torque (N-m) for clamping
' **RE: Standard corner radius
SPARE PARTS @ %’g
- Designation Clamping screw Wrench
JSVL2PR/L**08 CSTB-2L T-6F
JSVL2PR/L**11 CSTB-2.5 T-8F

s

L+

N
P
A
G I
I INSERT SELECTION
D Apglri:aastion Finish cutting  Finish cutting M Ap[a)lri:aa;ion
[ Grade SH725 SH725 Grade
JRP JSP
Breaker Breaker
F Shape - ‘ Shape
Cutting conditions G053 Cutting conditions
Special T
. Apzlrlgaaélon Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape o ‘
Cutting conditions G053

Reference pages : JSVL2PR/L: Inserts — B155 -

G022 www.tungaloy.com

LH
16
16
16
21

16
21

16
16
16
21

Finish cutting
SH725

LH
- LF
= NIl

HF WF
10 10
10 10
12 12
12 12
12 12
12 12
12 12
16 16
16 16
16 16

Finish cutting

SH725

- w2

G053

Without offset

Right hand (R) shown.

Insert Torque*
VP**0802... 0.6
VP**0802... 0.6
VP**0802... 0.6
VP**1103... 1.2
VP**0802... 0.6
VP**1103... 1.2
VP**0802... 0.6
VP*0802... 0.6
VP**0802... 0.6
VP**1103... 1.2




MINIFTURN

JSDJ2XR/L
Screw-on toolholder with 93° approach angle, for DXGU inserts

Without offset
] | %ﬁ o m¢
93° - \:@ :LH' LF
hul =

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGUO0703**L/R... 0.9
JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGU0703*L/R... 0.9
JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGU0703*L/R... 0.9
JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGU0703*L/R... 0.9
JSDJ2XR/L2020H07 20 20 100 18 20 0 0.2 DXGUO0703*L/R... 0.9

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

SPARE PARTS @ %g

Designation Clamping screw Wrench
JSDJ2XR/L... SR34-514 T-7F
MINIFTURN
JPDJ2XR/L
Lever-lock toolholder with 93° approach angle, for DXGU inserts
Without offset
= 35
: = o ] 8
Y LH ©
o LF
PR ) NN S = - .g
93° =
. %5 F ) ‘I¢ =
Cuttlng edge Style J2 Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JPDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGUO0703**L/R... 0.9
JPDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGUOQ0703**L/R... 0.9
JPDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGUO0703**L/R... 0.9
JPDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGUO0703*L/R... 0.9

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

=)
SPARE PARTS % @ 4 y

Designation Lever Pin Clamping screw Wrench
JPDJ2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

Il INSERT SELECTION

for Swiss lathes

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

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

for Small CNC lathes

Application Al q A 3 Application 4 A q n 3
. areas Finish cutting Medium cutting M e Finish cutting Medium cutting

Grade AHT725 AHT725 Grade AHB8015 AHB8015
Ss TS SSs TS
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

Reference pages : JSDJ2XR/L, JPDJ2XR/L: Inserts — B125 -, Standard cutting conditions — G054

Tungaloy G023




i

TUNG TUET

oORCE

JSDJ2XR/L-CHP MINI URN
Screw-on toolholder with 93° approach angle, for DXGU inserts, with high pressure coolant capability
LF DIRECT LET (A
|-t L
v e Without offset

Sy =
30° ;ia 11— LA
93° Iy V/;/16"-24UNF

%ﬁ@g =}

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF OAW RE** Insert Torque*
JSDJ2XR1212X07-CHP 12 12 120 19 12 0 18.5 0.2 DXGUO0703**L... 0.9
JSDJ2XR1616X07-CHP 16 16 120 19 16 0 18.5 0.2 DXGUO0703**L... 0.9

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L).
©)
SPARE PARTS & %’g @ ( & (

Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3

Designation

Clamping screw

JSDJ2XR**07-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
LF Without offset
\ LH
-
'g =
- \3 30° 6‘5 A= i::ij:iﬁzi” Th m#
93°
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSDJ2XR/L1212F07-CHP 12 12 85 19 12 0 18.5 0.2 DXGU0703**L/R... 0.9
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
Note: Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS @ A @ (
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSDJ2XR/L1212F07-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4

Reference pages : JSDJ2XR-CHP: Inserts — B125 -, Standard cutting conditions — G054

G024 www.tungaloy.com




MINIFTURN

JSDJXR-F
Screw-on stepped-head toolholder with 93° approach angle, for DXGU inserts

HBKL
2} v e 1
3y | 12| ]
Lgl_ - LF -
L LH
L
_ T [ E3
Cuttlng edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DXGUOQO703*L... 0.9
JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DXGUO703*L... 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DXGUO703**L... 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2  DXGUO703**L. 0.9

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

SPARE PARTS & /<§

Designation Clamping screw Wrench
JSDJXR**-F15 SR34-514 T-7F
MINIFTURN
JS-SDUXL
Screw-on round-shank toolholder with 93° approach angle, for DXGU inserts
LF
25
; 20 _
o
L Qo ||a i)
= A4 o
- 4 .Y }E
) =
Cutting edge style U Left hand (L) shown. =
Designation DCONMS WF LF H WB RE** Insert Torque*
JS14H-SDUXL07 14 6 100 13 6.75 0.2 DXGUO0703**L... 0.9
JS159F-SDUXLO7 15.875 6 85 15 7.687 0.2 DXGUO0703*"L... 0.9
JS16F-SDUXLO7 16 6 85 15 7.75 0.2 DXGUO0703**L... 0.9
JS19G-SDUXLO07 19.05 6 90 18 9.275 0.2 DXGUO0703*"L... 0.9
JS19X-SDUXLO7 19.05 6 120 18 9.275 0.2 DXGUO0703**L... 0.9
JS20G-SDUXLO07 20 6 90 19 9.75 0.2 DXGUO0703*"L... 0.9
JS20X-SDUXL07 20 6 120 19 9.75 0.2 DXGUO0703**L... 0.9
JS22X-SDUXL07 22 10 120 21 10.75 0.2 DXGUO0703**L... 0.9
JS25H-SDUXL07 25 10 100 24 12.25 0.2 DXGUO0703**L... 0.9
JS254X-SDUXLO7 25.4 10 120 24 12.45 0.2 DXGUO0703**L... 0.9
& ﬁ *Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
SPARE PARTS Note: Use left-hand toolholders (L) with left-hand inserts (L).
Designation Clamping screw Wrench
JS**-SDUXL07 SR34-514 T-7F

I INSERT SELECTION
for Swiss lathes

. Application i uop o tting  Medium to finish M Application . o tting  Medium to finish

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

for Small CNC lathes

Application ini i : : Application - . . .
. areas Finish cutting  Medium cutting M reas Finish cutting Medium cutting

Grade AH725 AH725 Grade AH8015 AH8015
SS TS SS TS
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053

Reference pages : JSDJXR-F, JS-SDUXL: Inserts — B125 -, Standard cutting conditions — G054

Tungaloy G025




J-SERIES

JSDJ2CR/L

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts, with high pressure coolant capability

]
T =l
- 30°
93°
Cutting edge style J2
Designation H
JSDJ2CR/L0808F07 8
JSDJ2CR/L1010X07 10
JSDJ2CR/L1010X11 10
JSDJ2CR/L1212F07 12
JSDJ2CR/L1212F11 12
JSDJ2CR/L1212X07 12
N
M JSDJ2CR/L1212X11 12
24505 USDJ2CR/L1616X11 16

B
8
10
10
12
12
12
12
16

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

**RE: Standard corner radius

SPARE PARTS @
Designation Clamping screw
JSDJ2CR/L*07 CSTB-2.5
JSDJ2CR/L*11 CSTB-4SD

J-SERIES

JTDJ2CR/L

LF
85
120
120
85
85
120
120
120

Wrench

a5

LH
14
14
20
14
20
14
20
20

g
1]

LF
=
HF WF HBKW
8 8 =
10 10 -
10 10 4
12 12 -
12 12 2
12 12 -
12 12 2
16 16 -

@ HBKW

Without offset
JSDJ2CR/L1010X11

JSDJ2CR/L1212F11
JSDJ2CR/L1212X11

Right hand (R) shown.

RE** Insert Torque*
0.2 DC**0702... 1.2
0.2 DC**0702... 1.2
0.2 DC*11T3... 1.2
0.2 DC**0702... 1.2
0.2 DC*11T3... 1.2
0.2 DC**0702... 1.2
0.2 DC*11T3... 1.2
0.2 DC*11T3... 1.2

Back-clamp toolholder with 93° approach angle, for positive 55° rhombic inserts

Cutting edge style J2

Designation H
JTDJ2CR/L1010X07 10
JTDJ2CR/L1212F07 12
JTDJ2CR/L1212X07 12
JTDJ2CR/L1212F11 12
JTDJ2CR/L1212X11 12
JTDJ2CR/L1616X11 16

B
10
12
12
12
12
16

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

**RE: Standard corner radius

SPARE PARTS ol
Designation Clamp
JTDJ2CR/L:*07 JCP-2
JTDJ2CR/L*11 JCP-3

LF
120
85
120
85
120
120

Clamping screw

JDS-3525
JDS-5040

LH
14
14
14
20
20
20

ol

Wrench
P-2F
P-2.5F

=W
LH

l< LF

(T

D E:)
HF WF HBKW
10 10 -
12 12 -
12 12 -
12 12 2
12 12 2
16 16 -

@A HBKW

Without offset

JTDJ2CR/L1212F11
JTDJ2CR/L1212X11

Right hand (R) shown.

RE** Insert Torque*
0.2 DC*0702... 0.9
0.2 DC*0702... 0.9
0.2 DC*0702... 0.9
0.2 DC*11T3... 1.2
0.2 DC*11T3... 1.2
0.2 DC*11T3... 1.2

Reference pages : JSDJ2CR/L, JTDJ2CR/L: Inserts — B119 -, CBN — B182-, PCD — B194 -

G026 www.tungaloy.com




I DLJ’ 2§Rﬁ-CTI-TI! =T J-SERIES

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts, with high pressure coolant capability

o LF - DIRECTTIET
Heap s Ny Without offset
%l Qi 7 S
93° 5/16”-24UNF

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF OAW RE Insert  Torque*
JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC*™11T3... 1.2
JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC*11T3... 1.2

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

SPARE PARTS @ - S @ ( & (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2

DirectJet plug Wrench 3
JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Please see Tungaloy report (TR432) for tool overhang length and coolant plug.
LF Wi >
- - ithout offset (2
\ v out offse 'Q
o UL,
: pREEY ===0
N YOVB A+ e
= I
93° T
T == SR T
Cutting edge style J2 5/16”"-24UNF

Right hand (R) shown.

©
o
- - +
Designation H B LF LH HF WF OAW RE** Insert Torque* o
JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2 DC*0702... 0.9 ..g
JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC*11T83... 0.9 c
=

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

**RE: Standard corner radius

SPARE PARTS @ %& @ (

Designation Clamping screw Coolant unit Wrench 1

Coolant plug Wrench 2
JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4
I INSERT SELECTION
Application Precision - 5 Medium to finish Medium to finish Application Precision - 5 Medium to finish Medium to finish
areas finishing (Pt @ cutting cutting M areas finishing Ginisblcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
o1 Js Js J10 01 Js Js J10
Breaker = . Breaker S 3
e B O €@ S e O O € S
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application Precision N A
. areas cutting . areas finishing zE N @A)
Grade T515 Grade DX120 KSO05F
cM

T-DIA  withrake AL

Breaker Breaker s
Shape ° Shape @' w
=

Cutting conditions B022

Cutting conditions B024
Application . . Medium to finish Application Precision . .
. areas (Tt Gy cutting H areas finishing GR=blcEting
Grade SH725 AH725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Breaker Breaker
Cutting conditions G053 Cutting conditions B028

Reference pages : JSDJ2CR/L-CHP: Inserts — B119 -, CBN — B182 -, PCD — B194 -
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J-SERIES

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

l Lgl_i ° m¢
=S S Aaoe = LF i

93°

Cutting edge style J

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSDJCR/L0808HO7 8 8 100 14 8 10 0.4 DC*0702... 1.2
JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC*11T8... 1.2
JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC**0702... 1.2
JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC*11T83... 1.2
JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC*11T3... 1.2

& é *Torque: Recommended torque (N-m) for clamping
ﬁ SPARE PARTS **RE: Standard corner radius
External Designation Clamping screw Wrench
JSDJC**HO07 CSTB-2.5 T-8F
JSDJC**H11 CSTB-4SD T-8F
SSERIES
JSDJCR-F
Screw-on stepped-head toolholder with 93° approach angle, for positive 55° rhombic inserts
HBKL
- g
Zu
035 e
wi o L2
-l LH
. E [ [T
Cutting edge style J A Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 iS5 26 0.2 DC*0702... 1.2
J ,_.@ JSDJCR1216F07-F15 12 16 85 125 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1216X11-F15 12 16 120 125 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1620X11-F15 16 20 120 12.5 27 20 16 15 28 0.2 DC*11T83... 1.2
SPARE PARTS @ /é Jorc?ue: Recommended tvf)rque (N-m) for clamping
RE: Standard corner radius
Designation Clamping screw Wrench
JSDJCR**07-F15 CSTB-2.5 T-8F
JSDJCR**11-F15 CSTB-4SD T-8F

Reference pages : JSDJCR/L, JSDJCR-F: Inserts — B119 -, CBN — B182 -, PCD — B194 -

G028 www.tungaloy.com




J-SERIES

JS-SDUCL
Screw-on round-shank toolholder with 93° approach angle, for positive 55° rhombic inserts
SDUCLO07 - LF o SDUCL11
25
[T
™ 2 o
Y v —
| o o
=
o
Cutting edge style U = Left hand (L) shown.
Designation DCONMS WF LF H B WB RE** Insert Torque*
JS19K-SDUCLO7 19.05 6 125 18 18 11.5 0.4 DC*0702... 1.2
JS20K-SDUCLO07 20 6 125 19 19 11.5 0.4 DC*0702... 1.2
JS22K-SDUCLO07 22 6 125 21 21 11.5 0.4 DC*0702... 1.2
JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC*11T3... 1.2
JS20K-SDUCL 11 20 10 125 19 19 11.5 0.8 DC*11T83... 1.2
JS22K-SDUCL11 22 11 125 21 21 11.5 0.8 DC*11T3... 1.2
JS25K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC*11T3... 1.2
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
SPARE PARTS & /@
Designation Clamping screw Wrench
JS**K-SDUCLO7 CSTB-2.5 T-8F
JS**K-SDUCL11 CSTB-4SD T-8F
°
o
=
o
=]
=
o
£
=
I INSERT SELECTION
Application Precision - 5 Medium to finish Medium to finish Application Precision - 5 Medium to finish Medium to finish
pgrea.s finishing (At @iy cutting cutting M pgreas Finishing Ginisblcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
o1 Js Js J10 01 Js Js J10
Breaker = Breaker =
e O S e O O € S
Cutting conditions G053 Cutting conditions G053
. Apglri::;ion Medigmt Itg gfinish . Apg'ri::;“’" Ff’lfnelg'hsl':; Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM T-DIA  vihrakeT_DJA AL
Breaker Breaker
Shape o Shape = “
Cutting conditions B022 Cutting conditions
Application . . Medium to finish Application Precision 4R .
. areas gnishiciting cutting areas finishing Finishicutting
Grade SH725 AHT725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Breaker o ‘ Breaker
Shape Shape

Cutting conditions G053

Cutting conditions

Reference pages : JS-SDUCL: Inserts — B119 -, CBN — B182 -, PCD — B194 -
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MINIFTURN

JSVJ2XR/L
Screw-on toolholder with 93° approach angle, for VXGU inserts
" Without offset
Ny
= =y
A
LH
- LF ~
£ [ 1] =}
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVJ2XR/L1010X09 10 10 120 17 10 0 0.2 VXGUO09T2*L/R... 0.9
JSVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO09T2**L/R... 0.9
JSVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2*L/R... 0.9
JSVJ2XR/L2020H09 20 20 100 19 20 0 0.2 VXGUO09T2**L/R... 0.9
*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
SPARE PARTS @ %‘g Note: Use right-hand toolholders (R) with left-hand inserts (L).
Use left-hand toolholders (L) with right-hand inserts (R).
JSVU2XRI/L... SR34-508 T-7F
MINIFTURN
JPVJ2XR/L
Lever-lock toolholder with 93° approach angle, for VXGU inserts
- u Without offset
5 & )
blin
LF
H [11° i
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO09T2*L/R... 0.9
JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2*L/R... 0.9
*Torque: Recommended torque (N-m) for clamping **RE:
SPARE PARTS Standard corner radius
Designation Lever Pin Clamping screw Wrench Note: Use right-hand toolholders (R) with left-hand inserts (L).
JPVJ2XR/L... SLLV-1 SL-PI-2 SR10400611 HW2.0/5RED Use left-hand toolholders (L) with right—hand inserts (R)

Reference pages : JSVJ2XR/L, JPVJ2XR/L: Inserts — B156, Standard cutting conditions — G054




TUNG TUET

JSVJ2XR/L-CHP MINI URN
Screw-on toolholder with 93° approach angle, for VXGU inserts, with high pressure coolant capability
LF . DIRECTTIET
LH Without offset
| ; L= ey
- \ 500 i ; <¢ 77" 77777777 %:?77777777:H Il m
\‘ B YO 1 [\ o
93° i |~ 5/16"-24UNF
T = T I¢
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGUO9T2"L... 0.9
JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGUO9T2"L... 0.9

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

SPARE PARTS @ =0 /é @ ( & (

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

JSVJ2XR**F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

Without offset
1
‘\-. YL
93°

L
2t 5
Cutting edge style J2 /" 5/16"-24UNF Right hand (R) shown. =
Designation H B LF LH HF WF  OAW  RE* Insert Torque* &
JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 13.5 0.2 VXGUO9T2**L/R... 0.9 é

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

SPARE PARTS @ s @ (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSVJ2XR**F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4

Il INSERT SELECTION

. Application i uop o tting  Medium to finish M Application i, o itting Medium to finish

areas cutting areas cutting
Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker Breaker
Shape & Shape &
Cutting conditions G053 Cutting conditions G053

Reference pages : JSVJ2XR/L-CHP: Inserts — B156, Standard cutting conditions — G054
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MINIFTURN

JSVJXR-F

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

Cutting edge style J

Designation H B LF L2 HBKL
JSVJXR1016X09-F15 10 16 120 12 27
JSVJUXR1216F09-F15 12 16 85 12 27
JSVJUXR1216X09-F15 12 16 120 12 27
JSVJXR1620X09-F15 16 20 120 12 27

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

-

External @ %’S
SPARE PARTS
Designation Clamping screw Wrench
JSVJUXR**-F15 SR34-508 T-7F

MINIFTURN

JS-SVUXL

HBKL

OAW

il

=

u_T B LF |

= LH

(T

o T E]
LH HF WF  OAW
19 10 15 26

19 12 15 26

19 12 15 26

19 16 15 26

Right hand (R) shown.

RE** Insert Torque*
0.2 VXGUO9T2**L... 0.9
0.2 VXGUO9T2*"L... 0.9
0.2 VXGUO9T2**L... 0.9
0.2 VXGUO9T2**L... 0.9

Screw-on round-shank toolholder with 93° approach angle, for VXGU inserts

-
i

Cutting edge style U

Designation DCONMS WF LF
JS159F-SVUXL09 15.875 10 85
J "@ JS16F-SVUXL09 16 10 85
JS19G-SVUXL09 19.05 10 90
JS19X-SVUXL09 19.05 10 120
JS20G-SVUXL09 20 10 90
JS20X-SVUXL09 20 10 120
JS22X-SVUXL09 22 10 120
JS25H-SVUXL09 25 10 100
JS254X-SVUXL09 25.4 10 120
SPARE PARTS @ /é
Designation Clamping screw Wrench
JS**-SVUXL09 SR34-508 T-7F

I INSERT SELECTION

Application -~ q Medium to finish Application - .
. areas Finish cutting cutting M e Finish cutting
Grade SH725 SH725 Grade SH725
JRP Js JRP
M @ Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions

15
15
18
18
19
19
21
24
24

25
20
9
N~
Y
S |
wB RE**
7.7 0.2
7.7 0.2
9.2 0.2
9.2 0.2
9.7 0.2
9.7 0.2
10.7 0.2
12.2 0.2
12.4 0.2

Medium to finish
cutting
SH725

Js

B

G053

Left hand (L) shown.

Insert Torque*
VXGUO9T2**L... 0.9
VXGUO9T2*L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9
VXGUO9T2**L... 0.9

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

Reference pages : JSVUXR-F, JS-SVUXL: Inserts — B156, Standard cutting conditions — G054
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J-SERIES

JSVJ2BR/L
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

Without offset

| s o7 o}
e N SERT;

ST EX

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSVJ2BR/L1010X11 10 10 120 21 10 10 0.2 VB**1103... 1.2
JSVJ2BR/L1212F11 12 12 85 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1212X11 12 12 120 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1616X11 16 16 120 21 16 16 0.2 VB**1103... 1.2

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

SPARE PARTS & /<§

Designation Clamping screw Wrench
JSVJ2BR/L... CSTB-2.5 T-8F

Miniature tool

I INSERT SELECTION

. Application iy, ¢\ itting  Medium to finish Medium to finish M Application Medium to finish Medium to finish

Finish cutting

areas cutting cutting areas cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AHT725 SH725
Js Js J10 Js Js J10
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application - A Medium to finish
areas cutting . areas (A1) @R cutting
Grade T515 Grade SH725 AHT725
cM Js Js
Breaker Breaker
Shape Shape
Cutting conditions B022 Cutting conditions G053
Application Precision . .
. areas finishing hinishicutting
Grade BXM10 BXM10
T-CBN T-CBN
Breaker
Shape
Cutting conditions B028

Reference pages : JSVJ2BR/L-CHP: Inserts — B150 -, CBN — B189 -

Tungaloy G033
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TUNG LET
JSVJ2BR/L-CHP J-SERIES
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts, with high pressure coolant capability

L DIRECTIJET
Vsor LH Without offset
L ; ST
— K= B = 0
~ D e,
93° L L~ 5/16”-24UNF_
£ o e T
. I: =T 1 B ° @ I:
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE Insert  Torque*
JSVJ2BR1212X11-CHP 12 12 120 23.6 12 0 14.7 0.2 VB~1103 1.2
JSVJ2BR1616X11-CHP 16 16 120 23.6 16 0 16 0.2 VB**1103 1.2

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

SPARE PARTS & /S © { & {

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

N Designation
i JSVJ2B**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Exiemal Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

== LF Without offset

1("\ 50° @§§$ P oy
93° L

Cutting edge style J2 5/16”-24UNF Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*
JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB**1103... 1.2

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

SPARE PARTS & Vs @ (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2
JSVJ2B**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4

i

Reference pages : JSVJ2BR/L-CHP: Inserts — B150 -, CBN — B189 -

G034 www.tungaloy.com




J-SERIES

JSVJBR/L

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

Cutting edge style J

Designation H B
JSVJBR/L1010H11 10 10
JSVJBR/L1212H11 12 12
JSVJBR/L1616H11 16 16

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

**RE: Standard corner radius

SPARE PARTS

5 s

LH

~ LF

HO

LF LH HF WF
100 20 10 12
100 22 12 16
100 22 16 20

P

RE**
0.4
0.4
0.4

Right hand (R) shown.

Insert Torque*
VB**1103... 1.2
VB**1103... 1.2
VB**1103... 1.2

©

o)

2

Q

=}

2

R

£

Right hand (R) shown. =

RE** Insert  Torque*

0.2 VB**1103... 1.2
0.2 VB**1103... 1.2
0.2 VB**1108... 1.2

Designation Clamping screw Wrench
JSVJBRI/L... CSTB-2.5 T-8F
SJ-SERIES
JSVJBR-F
Screw-on stepped-head toolholder with 93° approach angle, for positive 35° rhombic inserts
LF
- ]
= _HBKL
=4 v e
_f Sv | < my
- NN
939 500 W <2
I
i+v—1<¢
_ Imi [ T
Cutting edge style J
Designation H B LF L2 HBKL LH HF WF OAW
JSVJUBR1216F11-F15 12 16 85 12.6 27 21 12 15 26
JSVJUBR1216X11-F15 12 16 120 12.6 27 21 12 15 26
JSVJBR1620X11-F15 16 20 120 12.6 27 21 16 15 26
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
SPARE PARTS & /@
Designation Clamping screw Wrench
JSVJBR**-F15 CSTB-2.5 T-8F
Il INSERT SELECTION
. Apg:j:aa;ion Finish cutting MediléTn’(iz;inish Medig::t::rt‘);inish M Apgl:g:;ion Finish cutting Medig:‘:ﬁtﬁgﬁnish Medig:‘;ﬁtﬁgﬂnish
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
Break Break
e e iy T e s ©

Cutting conditions G053

Application  Medium to finish
areas cutting
Grade T515
CM
Breaker
Shape
Cutting conditions B022
Application Precision . .
H areas finishing hinishicutting
Grade BXM10 BXM10
T-CBN T-CBN
Breaker
Shape = @

Cutting conditions

Cutting conditions G053

Application - : Medium to finish
. areas Finish cutting cutting
Grade SH725 AHT725
Js Js
Breaker
Shape
Cutting conditions G053

Reference pages : JSVJBR/L, JSVJBR-F: Inserts — B150 -, CBN — B189 -
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J-SERIES

JSDNCN
Screw-on toolholder with 62.5° approach angle, for positive 55° rhombic inserts

=
#<§§ o}
T - ol LH
62.5° % LF .
] —
T E
Cutting edge style N !

Designation H B LF LH HF WF RE** Insert Torque*
JSDNCN1010X07 10 10 120 15 10 5 0.2 DC**0702... 1.2
JSDNCN1010X11 10 10 120 21 10 5 0.2 DC*11T3... 1.2
JSDNCN1212F07 12 12 85 15 12 6 0.2 DC**0702... 1.2
JSDNCN1212X07 12 12 120 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212F11 12 12 85 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1212X11 12 12 120 21 12 6 0.2 DC*11T3... 1.2

ﬁ JSDNCN1616X11 16 16 120 21 16 8 0.2 DC*11T3... 1.2
External )
SPARE PARTS & ﬁ Iorque. Recommended tc->rque (N-m) for clamping
RE: Standard corner radius
Designation Clamping screw Wrench
L= JSDNCN**07 CSTB-2.5 T-8F
JSDNCN**11 CSTB-4SD T-8F
J=-SERIES
JSDN3CR/L
Screw-on toolholder with 62.5° approach angle (N3-style), for positive 55° rhombic inserts
62.5°
=}
e
i LF ~
OAL o
=
Cutting edge style N3 Right hand (R) shown.

Designation H B OAL LF HF WF RE** Insert Torque*
JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC*0702... 1.2
JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC*11T3... 1.2

N
[ \  SPARE PARTS *“Torque: Recommended torque (N-m) for clamping
Designation Clamping screw Wrench “RE: Standard corner radius
JSDN3CR1212H07 CSTB-2.5 T-8F
JSDN3CR1616H11 CSTB-4SD T-8F

I INSERT SELECTION

Application Precision A 4 Medium to finish Medium to finish Application Precision - . Medium to finish Medium to finish
. areas finishing [Pt G cutting cutting M areas finishing fioishiciting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
o1 Js Js J10
Breaker =7 . Breaker
Shape . Shape
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application Precision ~n A 9 .
rie T P finishing Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F
CM T-DIA with rake T_DJA AL
Breaker Breaker P ‘
h h - > I 3]
Shape o Shape @ {!g,-?:&_ 2 O
Cutting conditions B022 Cutting conditions B024
Application . . Medium to finish Application Precision . .
. areas (TSR GLHhg) cutting H areas finishing (LD @i
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Breaker Breaker
Shape ° 0 Shape - 9// . .L\__'e,-lf
Cutting conditions G053 Cutting conditions B028

Reference pages : JSDNCN, JSDN3CR/L: Inserts — B119 -, CBN — B182 -, PCD — B194 -
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J-SERIES

JSVNBN

Screw-on toolholder with 72.5°

72.5° 1

— |—

Cutting edge style N

Designation H B
JSVNBN1010X11 10 10
JSVNBN1212F11 12 12
JSVNBN1212X11 12 12
JSVNBN1616X11 16 16

&

Clamping screw
CSTB-2.5

SPARE PARTS
Designation
JSVNBN...

I INSERT SELECTION

approach angle, for positive 35° rhombic inserts

I = o}

L

g

im Ed}

LF LH HF WF RE** Insert Torque*
120 22 10 5! 0.2 VB**1103... 1.2
85 22 12 6 0.2 VB**1103... 1.2
120 22 12 6 0.2 VB**1103... 1.2
120 22 16 8 0.2 VB*1103... 1.2

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

P

Wrench
T-8F

Miniature tool

Application - 4 Medium to finish Medium to finish Application - q Medium to finish Medium to finish
. areas (it G cutting cutting M areas Ginishicutiing cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AHT725 SH725
Js Js J10 Js Js J10
Breaker Breaker
Shape Shape
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application - A Medium to finish
areas cutting . areas (A1) @R cutting
Grade T515 Grade SH725 AHT725
cM Js Js
Breaker Breaker
Shape Shape
Cutting conditions B022 Cutting conditions G053
Application Precision . .
. areas finishing hinishicutting
Grade BXM10 BXM10
T-CBN T-CBN
Breaker
Shape

Cutting conditions

Reference pages : JSVNBN: Inserts — B150 -, CBN — B189 -

Tungaloy G037




J-SERIES

JSVP2PR/L

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

Without offset

-9

AL
117.5° LH

—-—
WE_HBKW

LF

HF
=5
i
4

Cutting edge style P2

Right hand (R) shown.

Designation H B LF LH HF WF HBKW RE** Insert Torque*
JSVP2PR/L1010K08 10 10 125 16 10 10 4 0.2 VP**0802... 0.6
JSVP2PR/L1010K11 10 10 125 20 10 10 8 0.2 VP**1108... 1.2
JSVP2PR/L1212K08 12 12 125 16 12 12 2 0.2 VP**0802... 0.6
JSVP2PR/L1212K11 12 12 125 20 12 12 6 0.2 VP**1108... 1.2
JSVP2PR/L1616K08 16 16 125 16 16 16 2 0.2 VP**0802... 0.6
JSVP2PR/L1616K11 16 16 125 20 16 16 6 0.2 VP**1108... 1.2

*Torque: Recommended torque (N-m) for clamping
SPARE PARTS / f *“RE: Standard corner radius
/ffﬁi Designation Clamping screw Wrench
— JSVP2PR/L**08 CSTB-2L T-6F
JSVP2PR/L*11 CSTB-2.5 T-8F
¥
L+
O I INSERT SELECTION
. Apglrié::;ion Finish cutting  Finish cutting M Apg:i::;ion Finish cutting  Finish cutting
F Grade SH725 SH725 Grade SH725 SH725
JRP JSP JRP JSP
Breaker Breaker
Specia\ Q Shape ‘ ‘ Shape ‘ ‘
Cutting conditions G053 Cutting conditions G053
Application A q - .
e Finish cutting  Finish cutting
Grade SH725 SH725
JRP JSP
Breaker
Shape ‘ ‘
Cutting conditions G053

Reference pages : JSSVP2PR/L: Inserts — B155 -

G038 www.tungaloy.com




J-SERIES

JSTACR/L
Screw-on toolholder with 91° approach angle, for positive 60° triangular inserts
g m) Without offset
(-)
Y
LH
\-: iy LF -
T
" b = |
. A A
Cuttlng edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSTACR/L0808K08 8 8 125 10 8 8 0.2 TC*0802... 0.6
JSTACR/L1010K08 10 10 125 10 10 10 0.2 TC*0802... 0.6
JSTACR/L1212K11 12 12 125 12 12 12 0.4 TC*1102... 1.2
JSTACR/L1616H11 16 16 100 12 16 16 0.4 TC*1102... 1.2

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

**RE: Standard corner radius

SPARE PARTS

Designation Clamping screw Wrench
JSTACR/L*K08 CSTB-2L T-6F
JSTACR/L™*11 CSTB-2.5 T-8F
JSERIES
JTTACR/L

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

=N o
’J‘u LF ‘

LT 5] =

<

91°

Cutting edge style A

Without offset

Miniature tool

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JTTACL0810K08 8 10 125 10 8 10 0.2 TC**0802... 0.9
JTTACR/L1212M11 12 12 150 12 12 12 0.4 TC*™1102... 0.9
JTTACR/L1616M11 16 16 150 12 16 16 0.4 TC*1102... 0.9
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius

v
SPARE PARTS i & S
Designation Clamp Clamping screw Wrench
JTTACL0810K08 JCP-1 JDS-3525 P-2F
JTTACR/L*M11 JCP-2 JDS-3525 P-2F
Il INSERT SELECTION
Application Precision Al q Medium to finish Medium to finish Application Precision . q Medium to finish Medium to finish
. areas finishing (ATt @i cutting cutting areas finishing Ginishictting cutting cutting
Grade SH725 SH725 AHT725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js Js J10
Breaker / - Breaker /
Shape P 5 Shape e
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application Precision q .

pgreas cutting areas finishing Medium cutting

Grade T515 Grade DX120 KSO05F
CcM T-DIA N with rake AL
Breaker Breaker -
Shape A Shape a D A
e
Cutting conditions B022 Cutting conditions B024

Reference pages : JSTACR/L, JTTACR/L: Inserts — B137 -, PCD — B194
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J-SERIES

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

Without offset
I
S \@
— 50° ‘
\»O ® = = F .
91° -
= A B
Cutting edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVABR/L1010K11 10 10 125 21 10 10 0.2 VB**1103... 1.2
JSVABL1212K11 12 12 125 21 12 12 0.2 VB**11083... 1.2

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

SPARE PARTS @ %’g

Designation Clamping screw Wrench
JSVABR/L... CSTB-2.5 T-8F

L+
L
J
N
P
I INSERT SELECTION
Application - 5 Medium to finish Medium to finish Application - 4 Medium to finish Medium to finish
areas [Ffiti Gy cutting cutting M areas Ginishicttting cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AHT725 SH725
Js Js J10 Js Js J10
Breaker Breaker
Shape Shape
D [ Cutting conditions G053 Cutting conditions G053
Application  Medium to finish Application o 0 Medium to finish
. areas cutting . areas (1) VR cutting
F Grade T515 Grade SH725 AHT725
cM Js Js
Breaker Breaker
Specia\ - Shape Shape
Cutting conditions B022 Cutting conditions G053
Application Precision - .
areas finishing Finishicutting
Grade BXM10 BXM10
T-CBN T-CBN
Breaker
Shape W kﬁ’.‘#
Cutting conditions B028

Reference pages : JSVABR/L: Inserts — B150 -, CBN — B189 -

G040 www.tungaloy.com




J-SERIES

JSCGCR/L

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

WF
‘4—»
o

=1

Y
Y

LH
- LF

£l Edi

t_'o
91°

Cutting edge style G

Right hand (R) shown.

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

*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
SPARE PARTS @ Vs
Designation Clamping screw Wrench
JSCGCR/L1212H06 CSTB-2.5 T-8F
JSCGCR/L1616H09 CSTB-4SD T-8F
°
o
=
o
M
=]
=
o
£
=
I INSERT SELECTION
Application Precision - 5 Medium to finish Medium to finish Application Precision o 5 Medium to finish Medium to finish
areas finishing (Pt @i cutting cutting M areas finishing Ginishlcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
ot Js Js J10 01 Js Js J10
Breaker . ~ Breaker :
Cutting conditions G053 Cutting conditions G053
Application Medium to finish Application Precision = A q n A
. e cutting . P finishing Finish cutting Medium cutting
Grade T515 Grade DX120 TH10 KS05F
cM T-DIA _ withrske W20 AL .
Breaker Breaker ; L . O
Shape Shape 0 .
Cutting conditions B022 Cutting conditions B024
Application . . Medium to finish Application Precision . .
. areas Qnishiciting cutting areas finishing hinishicutting
Grade SH725 AH725 Grade BXM10 BXM20
Js Js T-CBN T-CBN
Breaker Breaker - = - =
Shape Shape . .
Cutting conditions G053 Cutting conditions B028

Reference pages : JSCGCRY/L: Inserts — B109 -, CBN — B180, PCD — B194 -

Tungaloy G041




J-SERIES

SSDC/PN

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

45}\7 2L \/‘45°
S —

Cutting edge style D

Designation H B LF LH
SSDCN1010K07 10 10 125 12
SSDPN1010H 10 10 100 12
SSDCN1212K09 12 12 125 15
SSDPN1212H 12 12 100 12
SSDCN1616H09 16 16 100 15
SSDPN1616H 16 16 100 14

**RE: Standard corner radius
//_
~~ SPARE PARTS @ [
Designation Clamping screw Shim screw Slallg]
' SSDCN1010K07 CSTB-3 = =
SSDPN1010H CSTA-NO3 = =
SSDCN1212K09 CSTB-4 - -
- SSDPN1212H CSTA-NO3 - -
SSDCN1616H09 CSTB-3.5L DTS5-3.5 SSS32
SSDPN1616H CSTA-NO5 = =
L+
L
J
N
P
I INSERT SELECTION
A
Apg'r'g:;m“ Med'gl'];ﬁ‘r“’;'"'s" Medium cutting  [\f] Ap‘a"r'::;m" Medium cutting
Grade AHT725 AHT725 Grade AHT725
G | PS PM PM
Breaker = = Breaker =
Shape Shape

Cutting conditions

Breaker
Shape

Cutting conditions B022

B018

Application  Medium to finish
areas cutting
Grade T515

CcM

Cutting conditions

Reference pages : SSDC/PN: Inserts — B133 -

G042 www.tungaloy.com

B020

LF

{

Wrench 1

HF
10
10
12
12
16
16

/®

Wrench 2

T-9F
T-9F
T-15F
T-9F
T-15F
T-9F

WF

W o O O o O

RE**
0.4
0.4
0.8
0.4
0.8
0.8

Insert
SC*0702...
SP*P042...
SC*09T83...
SP*P042...
SC*09T3...
SP*M322...




J-SERIES

JSDFCR/L

Screw-on toolholder for facing with 91° approach angle, for positive 55° rhombic inserts

e g

d LH

LF
[
: th [ =
Cutting edge style F Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSDFCR/L1212H07 12 12 100 8 12 16 0.4 DC*0702... 1.2
JSDFCR/L1616H11 16 16 100 10.5 16 22 0.8 DC*11T3... 1.2
SPARE PARTS & /é j’;rEquSe Recommended t(.)rque (N-m) for clamping
: Standard corner radius
Designation Clamping screw Wrench
JSDFCR/L1212H07 CSTB-2.5 T-8F
JSDFCR/L1616H11 CSTB-4SD T-8F
I INSERT SELECTION
Application Precision - q Medium to finish Medium to finish Application Precision . q Medium to finish Medium to finish
areas finishing [Pt G cutting cutting M areas finishing fioishiciting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js Js J10
Breaker =7 . Breaker N Y
Shape @ o o @ Shape e o ‘ @
Cutting conditions G053 Cutting conditions G053
. Apglrié::;ion Medigg:t to gfinish . Apg'ri::;im Ff’lrr?l:ﬁ':; Finish cutting Medium cutting
Grade T515 Grade DX120 DX140 KSO05F Ke)
CM T-DIA with rake T_DIA AL _9
Breaker o Breaker ) o
Shape Shape =)
=
o
Cutting conditions B022 Cutting conditions B024 é
Application . . Medium to finish Application Precision . .
. e Finish cutting cutting H e, finishing Finish cutting
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Breaker Breaker o o
Shape o 0 Shape "5:?‘;9/_/-5' "5:?‘;9/_/-5'
Cutting conditions G053 Cutting conditions B028
J-SERIES
JSXGR/L
Screw-on toolholder for front/reverse turning and external grooving
< q
2 ., .CDX Without offset
| i éz& @
a4 R - g d‘
LH !l;y
Front ﬁ ? e © C-type
y urnin L B
turning < It ‘ It
APMX = 5.5 mm Right hand (R) shown.
Designation H B LF LH CDX HF WF Insert
JSXGR/L1010K8-C 10 10 125 29 6.7 10 10 JXFR/LS..., JXRR/LS...
JSXGR/L1212K8-C 12 12 125 29 6.7 12 12 JXFR/LS..., JXRR/LS...
JSXGR/L1616K8 16 16 125 29 6.5 16 16 JXFR/LS..., JXRR/LS...
JSXGR/L2020K8 20 20 125 29 6.5 20 20 JXFR/LS..., JXRR/LS...
JSXGR/L2525K8 25 25 125 29 6.5 25 25 JXFR/LS..., JXRR/LS...
@ y / Can be used with JXG insert for parting and grooving.
SPARE PARTS Can be wrenched also from the back with a double-head screw.
. . . Wrench 2
Designation Clamping screw *Optional
JSXGRI/L... CSTB-4SD (T-8L)

Reference pages : JSDFCR/L: Inserts — B119 -, CBN — B182 -, PCD — B194 -, JSXGR/L: Inserts — B160

Tungaloy G043




PCL2NR
Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts

N 95° Without offset
L
° EL@‘ m¢
NI CAT
95 @ » -
+f 7 =}
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PCL2NR2020H12 20 20 100 26 20 20 0.8 CN/GN**1204... 3

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

SPARE PARTS \9‘\@> & @ (

hﬁ Designation Shim Clamping screw Lever Spring pin Wrench
External PCL2NR2020H12 LSC42 LCS4 LCL4 LSP4 P-3
-~ PCLNR
Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts
95° i mi
| 2 ge
°
LH
— | LF
QSM
[ F =
Cutting edge style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PCLNR2020H12 20 20 100 26 20 25 0.8 CN/GN**1204... 3

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

SPARE PARTS @\\@ & @ (

Designation Shim Clamping screw Lever Spring pin Wrench
PCLNR2020H12 LSC42 LCS4 LCL4 LSP4 -8

I INSERT SELECTION

Application Precision - q A . Medium to heavy Application o q . . Medium to heavy
s finishing Finish cutting Medium cutting cutting M o Finish cutting Medium cutting cutting
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF . ™ TH SF 4 SH /\
Breaker =} |r T Breaker g5y % = =Y
Cutting conditions B006 Cutting conditions
Application - . 0 . Medium to heavy Application - q . .
. e Finish cutting Medium cutting cutting . P Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX140 TH10
All-roun All-roun All-round T-DIA P
Breaker Breaker
Shape ‘ Shape v @
Cutting conditions B010 Cutting conditions B012
. Apgl:g:;ion Zﬁg;ﬁfg Finish cutting Medium cutting
Grade BX950 AHB8005 AHB8005
T-CBN HRF HRM
Breaker
Cutting conditions B0O14

Reference pages : PCL2NR, PCLNR: Inserts — B054 -, CBN — B170 -, PCD — B192 -

G044 www.tungaloy.com




J-SERIES

JTTLNR/L

Back-clamp toolholder with 95° approach angle, for negative 60° triangular inserts

T115° i Without offset
. 5} Jo\ o}
G

LF

95° ‘ >
LL
| el =
Cuttlng edge style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTTLNR/L1216F16 12 16 85 17 12 16 0.4 TN**1604... 1
JTTLNR/L1216X16 12 16 120 17 12 16 0.4 TN*1604... 1
JTTLNR/L1616X16 16 16 120 17 16 16 0.4 TN*1604... 1

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

I,
SPARE PARTS s & )y

Designation Clamp Clamping screw Wrench
JTTLNR/L... JCP-3N JDS-5040 P-2.5F
PTL2NR/L

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

A45°
s ) mt
=
) LH 3
< LF | L
95° ‘ g
Ll- -
| 1 = g
Cuttlng edge style L2 Right hand (R) shown. =
Designation H B LF LH HF WF RE** Insert Torque*
PTL2NR/L2020H16 20 20 100 22 20 20 0.4 TN**1604... 2

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

SPARE PARTS Q@ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PTL2NR/L... LST317 D30 LCS3 P-2.5 LSP3 LCL3

I INSERT SELECTION

Application Precision - q A . Medium to heavy Application Precision - A q . .
s finishing Finish cutting Medium cutting Citirg M i finishing Finish cutting Medium cutting
Grade SH725 SH725 GT9530 T9215 T9215 Grade SH725 SH725 T6130

o1 JRP TSF ™ TH 01 JRP SM ;
Breaker ) Breaker f =
=
Cutting conditions G053 B006 Cutting conditions G053 B008
Application A q A . Medium to heavy Application Precision 1A q n .
. T Finish cutting Medium cutting cutting . P finishing Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA with rake T_DIA P
A - /
Breaker Breaker
Shape Shape L L] js
TS — [r—
Cutting conditions B010 Cutting conditions B012
Application Precision - . . . Application Precision . .
. A finishing Finish cutting Medium cutting e finishing Finish cutting
Grade BX950 AH8005 AHB8005 Grade BXM10 BXM10
T-CBN_ HRF HRM T-CBN _ T-CBN _
Breaker Breaker . .
Cutting conditions B0O14 Cutting conditions B016

Reference pages : JTTLNR/L, PTL2NR/L: Inserts — B084 -, CBN — B176 -, PCD — B192 -

Tungaloy G045




PDJNR
Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts

Vo % /o7
"N LHJ LF
0
93° =
Aol =
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PDJNR2020H15 20 20 100 32 20 25 0.8 DN**1504... 3

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

SPARE PARTS @@ & @ (

Designation Shim Clamping screw Lever Spring pin Wrench
PDJNR2020H15 LSD42 LCS4 LCL4 LSP4 P-3

A\
L
N
P
I INSERT SELECTION
Application Zﬁgﬁ"fg Finish cutting Medium cutting Med";ﬂ‘ﬁ‘iz;ea"y M /Poicalion  ginish cutting  Medium cutting Me““é[‘j‘“‘iz;ea"y
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
G TF TSF ™ TH SF
Breaker oy Breaker
o - S <S> e
D [ Cutting conditions B006 Cutting conditions B008
Application o . n . Medium to heavy Application Precision . . " .
. T Finish cutting Medium cutting cutting . e finishing Finish cutting Medium cutting
F Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA  withrake T-DIA P
Breaker Breaker - _-%"’ e ey
nal g
Specidl Shape . - - Shape \.L’" v
Cutting conditions B010 Cutting conditions B012
Applicati Precisi - q q q icati isi . .
. pg rlgaaslon flrrﬁ:;::'?gn Finish cutting Medium cutting . Apgl::aaélon ':Ir::'hslfg Finish cutting
Grade BX950 AH8005 AHB8005 Grade BXM10 BXM10
T-CBN HRF HRM T-CBN T-CBN
Breaker Breaker
Shape W e o Shape
Cutting conditions B0O14 Cutting conditions BO16

Reference pages : PDJNR: Inserts — B065 -, CBN — B172 -, PCD — B192 -

G046 www.tungaloy.com




J-SERIES

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

Without offset
51 ol o
LH
-2 LF
91° -
+f @] =
Cuttlng edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTTANR/L1216K16 12 16 125 19.8 12 16 0.4 TN**1604... 1.2
JTTANR/L1616K16 16 16 125 19.8 16 16 0.4 TN**1604... 1.2
*Torque: Recommended torque (N-m) for clamping
**RE: Standard corner radius
@) & 9
SPARE PARTS L
Designation Clamp Clamping screw Wrench
JTTANR/L... JCP-3N JDS-5040 P-2.5F
°
o
=
o
S
=]
=
o
£
=
I INSERT SELECTION
Ap[a):j:aa;ion :r;:;_ﬁ::’g" Finish cutting Medium cutting Medilé:‘nﬁz gheavy M Apgl:;;:;ion Zﬁgﬁﬁ’; Finish cutting  Medium cutting
Grade SH725 SH725 GT9530 T9215 T9215 Grade SH725 SH725 T6130
o1 JRP TSF ™ TH 01 JRP SM
Breaker Breaker ﬁ
Shape Shape ¥ g
Cutting conditions G053 Cutting conditions G053 B008
. Ang:;ion Finish cutting Medium cutting Meditér'}lniézgheavy . Apg:j:aa;ion ?ﬁ:ﬁ':; Finish cutting Medium cutting
Grade T515 T515 T515 Grade DX120 DX140 TH10
All-round All-round All-round T-DIA Aw'rth rake T-DIA P
Breaker Breaker : ﬁ
Shape Shape < @
T ] [r=— A
Cutting conditions B010 Cutting conditions B012
. Apgl:g:;ion ';ﬁg;ﬁ'r?g" Finish cutting Medium cutting Apgfg:;ion ';rrﬁglrﬁlr?gn Finish cutting
Grade BX950 AH8005 AH8005 Grade BXM10 BXM10
T-CBN_ HRF HRM T-CBN _ T-CBN _
Breaker Breaker . .
Cutting conditions B0O14 Cutting conditions B016

Reference pages : JTTLNR/L: Inserts — B084 -, CBN — B176 -, PCD — B192 -
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J~SERIES

JSTBR/L
Screw-on toolholder for back turning

o CDX
E v
% o}
L
= LF
» - >
L f«%
I~ L
fix 4R} 2]
— =
APMX =2.5mm ES Right hand (R) shown.
Designation H B LF LH CDX HF WF HBH Insert Torque*
JSTBR/L1010X3 10 10 120 15 5 10 5 JTBR/L3... 1.2
JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/LS... 1.2
JSTBR/L1212F3 12 12 85 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1212X3 12 12 120 15 5 12 3 JTBR/LS... 1.2
JSTBR/L1616X3 16 16 120 15 5 16 12 - JTBR/LS... 1.2
nil
*Torque: Recommended torque (N-m) for clamping
External
SPARE PARTS @ /é
Designation Clamping screw Wrench
JSTBR/L... CSTB-4SD T-8F
J-SERIES
JS-TBL3
Screw-on toolholder for back turning
LF (%)
I 5 - 2
i a %
<
i 8

H
[~

s

APMX = 2.5 mm

Right hand (R) shown.

Designation DCONMS H LF CDX WF WB Insert Torque*
JS19K-TBL3 19.05 18 125 4.5 6 1.5 JTBRS... 3
JS20K-TBL3 20 19 125 4.5 6 11.5 JTBRS... 3
JS22K-TBL3 22 21 125 4.5 6 11.5 JTBRS... 3
JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBRS... 3

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

SPARE PARTS @ /<;S

Designation Clamping screw Wrench
JS*™-TBL3 CSTB-4S T-15F

Reference pages : JSTBR/L, JS-TBL3: Inserts, Standard cutting conditions — G049

G048 www.tungaloy.com




I INSERT
JTB (Sharp edge)

Right hand (R) shown.

Bl steel * 5% *
M Stainless ¥* | %
Cast iron * DA DA
Non-ferrous *
S Superalloys S | Y *  : First choice
H Hard materials Y ¥¢ : Second choice
Coated Cermet | Uncoated
. . o Max.
Designation HAND| RE |Q ° o o IC S |depth
lf < % T of cut
w5 P2 =
JTBR3000F R 003 @ @ [ ] 9.438 | 3.18 25
JTBL3000F L 003 @ @ [ ] 9.438 | 3.18 2.5
JTBR3005F R | 005 @ @ [ J 9.438 | 3.18 2.5
JTBL3005F L 005 @ @ [ ] 9.438 | 3.18 25
JTBR3010F R 01 @ @ [ J [ ] 9.438 | 3.18 2.5
JTBL3010F L 01 | @ @ [ J [ 9.438 | 3.18 2.5
JTBR3015F R 015 | @ @ 9.438 | 38.18 25
JTBL3015F L 015 | @ 9.438 | 3.18 2.5
® : Line up
JTBR/L (Honed edge)
©
o
o
2
o
£
=
Right hand (R) shown.
* *
M Stainless ) ¢
Cast iron * DA
Non-ferrous
S Superalloys Pig v : First choice
H Hard materials ¥¢ : Second choice
Coated ggranﬁee(tj
Max.
Designation HAND| RE o IC S |depth
= °.,8 of cut
N~ ()]
o) =
JTBR3000F R 0.05 | @ [ ] 9.438 | 38.18 2.5
JTBL3000F L 005 | @ 9.438 | 3.18 2.5
JTBR3005F R 01 | @ [ ] 9.438 | 3.18 25
JTBL3005F L 01 | @ 9.438 | 38.18 2.5
@® : Line up
Il STANDARD CUTTING CONDITIONS (JTB type insert)
i . Cutting speed Feed
ISO Workpiece material Grade .
P Vc (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.1
Steel J740 10 - 100 0.01-0.1
. (S45C, etc. C45, etc.) NS9530 50 - 150 0.01-041
J9530 50 - 150 0.01-041
Free-cutting steel SH725 50 - 200 0.01-0.1
(SUM22, etc. 11SMn28, etc.) J740 10 - 100 0.01-01
SH725 50 - 200 0.01-041
M Stainless steel J740 10-100 0.01-041
(SUS304, etc. X5CrNi18-9, etc.) NS9530 50 - 150 0.01-01
J9530 50 - 150 0.01-041
Aluminium alloys, Brass
. (Si < 12%, C3604B, etc. CW614N, etc.) Uil [ERES el =0l
Difficult-to-machine material, Titanium alloys
s (Ti-6AI-4V, etc) TH10 10 - 30 0.01-0.1
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J-SERIES

JSEGR/L
Screw-on toolholder for back turning
o <CDX
oy 52 o
x
= =
< - LF -
L
O =
APMX =3 mm
Designation H B LF CDX HF WF Insert
JSEGR/L1010K10 10 10 125 3.3 10 7.5 J10ER/L...
JSEGR/L1212K10 12 12 125 3.3 12 9.5 J10ER/L...
JSEGR/L1616K10 16 16 125 818} 16 13.5 J10ER/L...
SPARE PARTS & %’S *Torque: Recommended torque (N-m) for clamping
Designation Clamping screw Wrench
hﬁ JSEGRI/L... CSTB-2.5 T-8F
External
I INSERT
J10E (Sharp edge)
05 RE
30 7]
!
60NN
an
\~
|
&— <S> Right hand (R) shown.
Bl steel * |55 *
M Stainless * | Y¢
Cast iron * PAe Pig
Non-ferrous *
S Superalloys DA *  : First choice
H  Hard materials * ¥¢ : Second choice
Coated Cermet | Uncoated
o Max.
Designation HAND| RE | B o IC | S |depth
':E = % = of cut
» 5 Z =
J10ER/LO05BF R |005 @ @ [ J 6.35 | 3.18 3
J10ER/LO05BF L [005 @ @ [ J 6.35 | 3.18 3
J10ER/LO10BF R 0.1 @ @ [ J 6.35 | 3.18 3
J10ER/LO10BF L 01 | @ @ [ J 6.35 | 3.18 3
J10ER/LO15BF R | 015 | @ [ ] 6.35 | 3.18 3
J10ER/LO15BF L |015| @ [ ] 6.35 | 3.18 3
® : Lineup
J10E (Honed edge)
0.5 Re
30, 7]
]
i [s2)
e Vs
) B o
s> = D
|
IC S

- Steel

) M Stainless
% ; l Cast iron

Non-ferrous

S Superalloys

H Hard materials

Right hand (R) shown.

*
w

R i . 5

Y : First choice
Y : Second choice

Coated ggr%%
Max.
Designation HAND| RE o IC S |depth
8 f?-; of cut
~ o
o) =
J10ER005B R 0.05 | @ [ ] 6.35 3.18 3
J10EL005B L (005 | @ 6.35 | 3.18 3
J10ER010B R 01 | @ [} 6.35 | 3.18 3
J10ELO10B L 01 | @ 6.35 3.18 3
® : Line up

G050 www.tungaloy.com
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Il STANDARD CUTTING CONDITIONS (J10E type insert)

Cutting speed Feed
ISO Workpiece material Grade Ve (rz /n:)in) f (mm/rev)
SH725 50 - 200 0.01-0.1
Steel J740 10 - 100 0.01-0.1
S45C, etc.
C45, etc. NS9530 50 - 150 0.01-0.1
. J9530 50 - 150 0.01-0.1
Free-cutting steel SH725 50 - 200 0.01-0.1
SUM22, etc.
11SMn28, etc. J740 10 - 100 0.01-0.1
SH725 50 - 200 0.01-0.1
M Stainless steel J740 10 - 100 0.01-0.1
SUS303, SUS304 etc.
X10CrNiS18-9, etc. NS9530 50 - 150 0.01-0.1
J9530 50 - 150 0.01-0.1
Aluminium alloys, Brass
. Si<12% TH10 10 - 200 0.01-01
C3604B, etc. CW614N, etc.
Difficult-to-machine material,
S Titanium alloys TH10 10- 30 0.01-01
Ti-6Al-4V, etc.
I INSERT —
8
10E (Insert blank) 10E (Insert blank) -
2
= O.‘ 8
O e Sy \ - =
g Jop B of y ] =
e =
= SOY 26° ! 13.3 18
- e - Right hand (R) shown. Right hand (R) shown.
m 13.0 3.18 (<)
Uncoated Uncoated
Designation HAND| o Designation HAND | o
- -
= =
10ER100B R | @ 10ER300 [ J
10EL100B L @ 10EL300 L |@
10ER150B R | @ ® : Line up
10EL150B L @
@ : Line up
Note: Right hand holder (JSEGR...) use right hand insert (10ER...) Note: Right hand holder (JSEGR...) use right hand insert (10ER...)
and left hand holder (JSEGL...) use left hand insert (10EL...) and left hand holder (JSEGL...) use left hand insert (10EL...)
ll Formed examples of insert blanks ll Standard cutting conditions
) o Workpiece materiall Carbon | Stainless
g £ g 2 Operations P steels | steels | Brass
E 3 kS 3 Cutting speed (m/min) ~ 100 ~50 ~ 200
- o e) f
8 _(é & 6 Lateral feed Roughlng ~0.06 ~0.03 ~0.1
= @ (external tuming) |  Feed (mm/rev) |Medium | ~0.08 | ~0.025 | ~0.06
= Notes: Finishing ~0.02 ~0.015 ~0.04
o ® Front relief angle, side relief angle, edge . .
- ~ 80 ~ 30 ~150
S width can be ground depending on the Parting—off CUttlng Speed (m/mln) -
T application. Grooving Roughing | ~0.02 | ~0.015 | ~0.05
o @ |nsert blanks can be formed to a profiling Formin Feed (mm/rev) Medium ~0.015 ~0.01 ~0.08
tool which has a width up to 3 mm 9 Finishing ~ 0.01 ~0.008 | ~0.015

Tungaloy G051




-

External

J-SERIES

JSXBR/L

Screw-on toolholder for back turning and threading

o V L‘D¢
< N 2 :
= LF ‘E]\l
LH -
_ pe
| WANT-Y =}
APMX = 5.5 mm Right hand (R) shown.
Designation H B LF LH CDX HF WF Insert
JSXBR/L1010K8-C 10 10 125 29 6.7 10 5.7 JXBR/LS..., JXT*R...
JSXBR/L1212K8-C 12 12 125 29 6.7 12 7.7 JXBR/LS..., JXT*R...
JSXBR/L1616K8 16 16 125 29 6.4 16 11.7 JXBR/LS..., JXT*R...
JSXBR/L2020K8 20 20 125 29 6.4 20 15.7 JXBR/LS..., JXT*R...
JSXBR/L2525K8 25 25 125 29 6.4 25 20.7 JXBR/LS..., JXT*R...

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

SPARE PARTS & %’g

Designation Clamping screw Wrench
JSXBRI/L... CSTB-4SD T-8F
Il INSERT
JXB (Sharp edge)
S

IC -
‘4—» RE

Right hand (R) shown.

- Steel *
M Stainless *
Cast iron * D¢
l Non-ferrous *
S Superalloys Pig * Y : First choice
H Hard materials * ¥¢ : Second choice
Coated | Uncoated
Max.
Designation HAND| RE ° o IC S |depth
E T of cut
= ~
JXBR800OF R | 003 | @ [ J 8 3.97 55
JXBL800OF L | 003 |@ [ J 8 3.97 5.5
JXBR8005F R 0.05 @ [ ] 8 3.97 5.5
JXBL8005F L 0.05 @ [ ] 8 3.97 5.5
JXBR8010F R 01 | @ [ J 8 3.97 5.5
JXBL8010F L 01 | @ [ J 8 3.97 55
JXBR8015F R | 015 | @ [ J 8 3.97 5.5
JXBL8015F L |015|@ [ J 8 3.97 5.5
® : Line up

G052 www.tungaloy.com




JXB (Honed edge)

IC -
‘4—» -

Right hand (R) shown.

- Steel *
M Stainless >
Cast iron *
Non-ferrous
S Superalloys DA % : First choice
H Hard materials ¢ : Second choice
Coated
Max.
Designation HAND| RE IC S |depth
8 of cut
N~
o)
JXBR/L8005 R 0.05 @ 8 3.97 55
JXBR/L8005 L 0.05 | @ 8 3.97 55
JXBR/L8010 R 01 | @ 8 3.97 55
JXBR/L8010 L 01 | @ 8 3.97 55
JXBR/L8015 R 015 | @ 8 3.97 55
JXBR/L8015 L 015 | @ 8 3.97 55
® : Line up
Il STANDARD CUTTING CONDITIONS (JXB type insert)
. . Cutting speed Feed: f (mm/rev, °
ISO Workpiece material Grade 9 P! . ( ) . L
Ve (m/min) Grooving Turning ©
General steel 5
. S45C, etc. C45, etc. J740 10 - 100 0.01-0.03 0.02 - 0.1 -5
Free-cutting steel £
SUM22, etc. 11SMn28, etc. J740 10-100 0.01-0.03 0.02 - 041 S
Stainless steel
M SUS303, etc. J740 10-100 0.01-0.02 0.02-0.08
X10CrNiS18-9, etc.
Aluminium alloys, Brass
. Si<12% TH10 50 - 200 0.01-0.05 0.02 - 01
C3604B, etc. CW614N, etc
Difficult-to-machine material,
s Titanium alloys TH10 10-30 0.01-0.02 0.02 - 0.05

Ti-6AI-4V, etc.

Tungaloy G053




Technical Guide

MINIFTURN

Il STANDARD CUTTING CONDITIONS
FOR EXTERNAL TURNING

Cutting  Depth of

Applications 1SO Workpiece material Priority Chip Grade speed cut f (n"n:s'ne/?ev)
breaker Vc (m/min) ap (mm)
53400, elo EBrone bt
, etc. , €1C. H fl - - -
Tt st First choice JS SH725 50 - 180 0.1-3 0.03-0.1
S45C, etc. C45, etc.
. Low alloy steel o

For swiss SCM415, etc. 18CrMod, ete. withihigh Jss SH725 50-180  04-15  0.03-0.1

Y sharpness

type SCM440, etc. 42CrMo4, etc.
automatic . "
Stainl teel (Austenit
lathes e S First choice Js SH725 50-180  0.1-125  0.03-0.1
M Stainless steel (Martensitic and ferritic)

SUS430,(etc. X6Cr17, etc. ) T T

Stainless steel (Precipitation hardened ith nig H72 -1 1-1. 03-01
SUS630, etc. X5CrNiCuNb16-4, etc. sharpness D < 2 <= v 2 k=0
SS AH725 50 - 180 0.15-1.5 0.05-0.2
Low carbon steel First choice
SS400, etc. E275A, etc. TS AH725 50 - 180 0.3-2 0.08 - 0.3
Carbon steel
. S450. eto. 045, etc. For improved ss NS9530  50-200  0.45-15  0.05-0.2
Low alloy steel surface finish - - -

. ’ SCMA415, etc. 18CrMod, etc. TS NS9530 50 - 200 03-2 0.08 - 0.3
or smaj Alloy steel SS GT9530 50 - 250 0.15-1.5  0.05-0.2

size CNC SCM440, etc. 42CrMod4, etc. For wear
lathes resistance TS GT9530 50 - 250 03-2 0.08-0.3

Stainl teel (Austeniti
e First choice ss AH8O15  50-150  0.15-15  0.05-0.2

M Stainless steel (Martensitic and ferritic)
SUS430,(etc. X6Cr17, etc. ) o "
Stainless steel (Precipitation hardened or impac _ N N
SUS630, etc. X5CrNiCuNb16-4, etc. resistance U2 AU SY= 10 Ue=2 T -k

J~SERIES

I STANDARD CUTTING CONDITIONS

ISO Workpiece material Chip Grade Cuttingspeed  Feed
breaker Ve (m/min) f(mm/rev)
S4B, che. 3T e
, etc. , etc. : f - -

Coitbran iz First choice SH725 50 - 200 0.01-0.2

. S45C, etc. C45, etc.
Low alloy steel
SCM415, etc. 18CrMo4, etc. For impact AH725 50 - 200 0.01-02

Alloy steel A
SCM440, etc. 42CrMod, etc. ESIHEEE

Stainl teel (Austeniti
SUS%'Sf,S:tz 6)35((),«;\]“51?3%!(:&0_ First choice SH725 50 - 200 0.01-0.2

M Stainless steel (Martensitic and ferritic)
SUS430, etc. X6Cr17, etc.

Stainless steel (Precipitation hardened) For impact AH725 50 - 200 0.01-0.2
SUS6B30, etc. X5CrNiCuNb16-4, etc. resistance . ’
Titanium alloys First choice SH725 20-80 0.01-0.2
Ti-6Al-4V, etc.
Superalloys .
Inconel718, etc. For impact AH725 20 - 80 0.01-0.2

resistance

G054 www.tungaloy.com




TINYIMTURN
JBT R/L

Solid boring bar for boring, profiling, and chamfering

. LF -t @
Ay O \ %}
g . H U g
[
Details of edge Right hand (R) shown.
Designation SH730 DCONMS WF a LF LH CDX RE+8-05

JBTR04020004-D006 [ ] 0.6 4 - 0.5 18.5 2 0.08 0.04
JBTR04030004-D006 [} 0.6 4 - 0.5 19.5 3 0.08 0.04
JBTR04045005-D010 [ ) 1 4 - 0.9 21 4.5 0.1 0.05
JBTR04065005-D010 [ ] 1 4 - 0.9 23 6.5 0.1 0.05
JBTR04040005-D020 [ ] 2 4 - 1.7 20.5 4 0.1 0.05
JBTR04090005-D020 [ } 2 4 - 1.7 25.5 9 0.1 0.05
JBTR04140005-D020 [ ) 2 4 - 1.7 30.5 14 0.1 0.05
JBTR/L04090010-D028 o 2.8 4 0.6 2.6 25.5 9 0.2 0.1
JBTR/L04150010-D028 [ ] 2.8 4 0.6 2.6 &5 15 0.2 0.1
JBTR/L04190010-D028 [ } 2.8 4 0.6 2.6 35.5 19 0.2 0.1
JBTR/L04090010-D040 [ ] 4 4 1.5 89 255 9 0.3 0.1
JBTR/L04150010-D040 [ ] 4 4 1.5 3.5 31.5 15 0.3 0.1
JBTR/L04190010-D040 [ ] 4 4 1.5 815 8585) 19 0.3 0.1
JBTR04230010-D040 [ } 4 4 1.5 3.5 39.5 23 0.3 0.1
JBTR04270010-D040 [ ) 4 4 1.5 85 43.5 27 0.3 0.1
JBTR/L07090015-D050 [ ] 5 7 0.9 4.4 25 9 0.5 0.15
JBTR/L07140015-D050 [ ] 5 7 0.9 4.4 30 14 0.5 0.15 °
JBTR/L07190015-D050 [ } 5 7 0.9 4.4 35 19 0.5 0.15 "3
JBTR/L07240015-D050 ( ] 5 7 0.9 4.4 40 24 0.5 0.15 é
JBTR/L07290015-D050 [ ] 5] 7 0.9 4.4 45 29 0.5 0.15 g
JBTR07340015-D050 [ ) 5 7 0.9 4.4 50 34 0.5 0.15 s
JBTR/L07140015-D060 [} 6 7 1.8 5.3 30 14 0.5 0.15
JBTR/L07210015-D060 ( ] 6 7 1.8 58 37 21 0.5 0.15
JBTR/L07240015-D060 [ ] 6 7 1.8 5.3 40 24 0.5 0.15
JBTR/L07290015-D060 [ ] 6 7 1.8 558 45 29 0.5 0.15
JBTR07340015-D060 [ ) 6 7 1.8 5.3 50 34 0.5 0.15
JBTR07410015-D060 ( ] 6 7 1.8 5.8 57 41 0.5 0.15
JBTR/L07190015-D068 [ ) 6.8 7 2.8 6.3 35 19 0.6 0.15
JBTR07240015-D068 [ ] 6.8 7 2.8 6.3 40 24 0.6 0.15
JBTR/L07290015-D068 [ ) 6.8 7 2.8 6.3 45 29 0.6 0.15
JBTR/L07340015-D070 [ } 7 7 2.8 6.3 50 34 0.6 0.15
JBTR07390015-D070 [ ] 7 7 2.8 6.3 55 39 0.6 0.15
JBTR07440015-D070 [ ) 7 7 2.8 6.3 60 44 0.6 0.15
JBTR07490015-D070 [} 7 7 2.8 6.3 65 49 0.6 0.15

® : Line up

Reference pages : JBT R/L: Standard cutting conditions — G062
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TINYMTURN
JBP R

Solid boring bar for boring and chamfering

DMIN LF © @
S
I 2o m$ () a Z
90 = @ ] N (@)
9 @) ! LH | (@]
: Q = o
RE420° 4 = E—
Details of edge )
Right hand (R) shown.
Designation SH730 DCONMS WF a LF LH CDX RE"8-05
JBPR04090010-D028 [ J 2.8 4 0.9 2.6 25.5 9 0.2 0.1
JBPR04150010-D028 [ ] 2.8 4 0.9 2.6 31.5 15 0.2 0.1
JBPR04090010-D040 [ ] 4 4 1.5 3.5 25.5 9 0.3 0.1
JBPR04150010-D040 o 4 4 1.5 3.5 31.5 15 0.3 0.1
JBPR07140015-D050 [ ] 5 7 0.9 4.4 30 14 0.5 0.15
‘*‘W JBPR07190015-D050 [ ] 5} 7 0.9 4.4 35 19 0.5 0.15
® : Line up

[; TINYIMTURN
JBU R

Solid boring bar for back boring and chamfering

DMIN LF ° @
e < /
%) 2
Algs: @) =} 1159 =
\ e W 3 e Re)
® 3 i | = LH > O
L= - E —°
——)
. G |
Details of edge
Right hand (R) shown.
Designation SH730 DCONMS WF a LF LH f2 CDX cw *8-05
JBUR07140010-D050 () 5 7 0.9 4.4 30 14 0.2 1 1
JBUR07190010-D050 [ ) 5 7 0.9 4.4 35 19 0.2 1 1
® : Line up
TINYMTUu2N
JBC R
Solid boring bar for boring and 45° chamfering
DMIN
LF ©
¢ (o) N (U‘ O n.o | ;
345° < NNE Y M ) o
Mo lnt=—:" =g 1 5
v \Uj_t_u/ Al (@] i L] a
Bi& Sz = | —
-~ g al |
RI .
Details of edge Right hand (R) shown.

Designation SH730 DCONMS WF a LF LH CDX RE=*0-05
JBCR07140020-D050 [} 5 7 0.9 4.4 30 14 0.7 0.2
JBCR07190020-D050 ([ 5 7 0.9 4.4 35 19 0.7 0.2
JBCR07190020-D068 [ J 6.8 7 2.8 6.3 35 19 0.7 0.2

® : Line up

Reference pages : JBP R, JBU R, JBC R: Standard cutting conditions — G062
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TINYMTURN
JBB R

Solid boring bar for back boring

B LF _ %) @
p— i [ E—
/) 28° Gl J
Details of edge Right hand (R) shown.
Designation sH730 IV DCONMS  WF a LF LH CDX RE*0-05
JBBR04140020-D030 ([ ] 3 4 0.6 2.6 30 14 0.5 0.2
JBBR04190020-D030 [ 3 4 0.6 2.6 35 19 0.5 0.2
JBBR04140015-D040 [ J 4 4 1.5 3.5 30 14 0.8 0.15
JBBR04240015-D040 [ ] 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 ([ ] 5 7 0.9 4.4 35 19 1 0.2
JBBR07290020-D050 [ ] 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 [ ] 6 7 1.8 5.3 35 19 1.8 0.2
JBBR07290020-D060 [ ] 6 7 1.8 5.3 45 29 1.8 0.2
JBBR07190020-D070 ([ ] 7 7 2.8 6.3 35 19 2.5 0.2
JBBR07290020-D070 [ ] 7 7 2.8 6.3 45 29 2.5 0.2
® : Line up
TINYMTURN
JBI R
Solid boring bar for threading (metric)
8
DMIN LF © E @ o
L D 2
’’’’ B i @ < = %i =
Mirees i AL ol =
= [a)]
——
4 J
Details of edge Right hand (R) shown.
Designation sH730  Pitch |GV CF_J,, DCONMS  WF a LF LH CDX  PDX
JBIR04140050-D040 [ 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
JBIR07140050-D050 [ 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 ([ ] 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 [ ] 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 [ J 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
JBIR07140125-D060 [ ] 1.25 6 0.15 7 1.8 5.3 30 14 0.7 0.65
JBIR07140150-D060 ([ ] 1.5 6 0.18 7 1.8 5.3 30 14 0.8 0.75
JBIR07140150-D070 [ J 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75

@ : Line up

Reference pages : JBB R, JBI R: Standard cutting conditions — G062 - G063
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TINYIMTURN
JBG R/L

Solid boring bar for internal grooving

LF %), # @
>
] [ %I
1L = 87
J
Details of edge Right hand (R) shown.
Designation SH730 CW 5% DMIN W sTeZe] ] VE WF a LF LH CDX
JBGR04050050-D020 [ ] 0.5 2 4 0.2 1.8 21 5 0.4
JBGR04100050-D020 [ ) 0.5 2 4 0.2 1.8 26 10 0.4
JBGR04050070-D030 [ ) 0.7 S 4 0.7 2.7 21 5 0.6
JBGR04100070-D030 [ ) 0.7 8 4 0.7 2.7 26 10 0.6
JBGR04090100-D040 [ ] 1 4 4 15 B15) 25.5 9 0.8
M JBGR04150100-D040 ° 1 4 4 15 35 315 15 0.8
JBGR07090100-D050 [ ] 1 5 7 0.9 4.4 25 9 1
JBGR07140100-D050 [ ) 1 5 7 0.9 4.4 30 14 1
JBGR07090150-D050 [ ] 15 5 7 0.9 4.4 25 9 1
JBGR07140150-D050 [ ] 1.5 5 7 0.9 4.4 30 14 1
JBGR07090200-D050 [ ) 2 5 7 0.9 4.4 25 9 1
JBGR07190200-D050 o 2 5 7 0.9 4.4 35 19 1
JBGR/L07090100-D060 [ ] 1 6 7 1.8 558} 25 9 1.8
JBGR07140100-D060 [ ) 1 6 7 1.8 53 30 14 1.8
JBGR07210100-D060 [ ) 1 6 7 1.8 553 37 21 1.8
JBGR07290100-D060 [ ) 1 6 7 1.8 5.3 45 29 1.8
JBGR/L07090150-D060 [ ] 1.5 6 7 1.8 518) 25 9 1.8
JBGR07140150-D060 (] 1.5 6 7 1.8 5.3 30 14 1.8
JBGR07210150-D060 [ ] 1.5 6 7 1.8 5.3 37 21 1.8
JBGR07240150-D060 [ ) 1.5 6 7 1.8 5.3 40 24 1.8
JBGR07290150-D060 [ ] 15 6 7 1.8 588 45 29 1.8
JBGR07090200-D060 [ ) 2 6 7 1.8 53 25 9 1.8
JBGR07140200-D060 [ ) 2 6 7 1.8 553 30 14 1.8
JBGR07210200-D060 [ ) 2 6 7 1.8 5.3 37 21 1.8
JBGR07240200-D060 [ ] 2 6 7 1.8 518} 40 24 1.8
JBGR07290200-D060 [ ) 2 6 7 1.8 5.3 45 29 1.8
JBGR07090100-D068 [ ) 1 6.8 7 2.7 6.2 25 9 2.5
JBGR07140100-D068 (] 1 6.8 7 2.7 6.2 30 14 2.5
JBGR07210100-D068 [ ] 1 6.8 7 2.7 6.2 87 21 2.5
JBGR07090150-D068 [ ] 1.5 6.8 7 2.7 6.2 25 9 2.5
JBGR07140150-D068 [ ] 1.5 6.8 7 2.7 6.2 30 14 2.5
JBGR07210150-D068 [ ) 1.5 6.8 7 2.7 6.2 37 21 2.5
JBGR07290150-D068 [ ] 1.5 6.8 7 2.7 6.2 45 29 2.5
JBGR07090200-D068 [ ) 2 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140200-D068 [ ) 2 6.8 7 2.7 6.2 30 14 2.5
JBGR07210200-D068 [ ) 2 6.8 7 2.7 6.2 37 21 2.5
JBGR07250200-D068 [ ] 2 6.8 7 2.7 6.2 40 25 2.5
JBGR07290200-D068 [ ) 2 6.8 7 2.7 6.2 45 29 2.5
* Corner radius: less than 0.1 mm @ :Line up

Reference pages : JBG R/L: Standard cutting conditions — G063
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TINYIMTURN
JBF R/L

Solid boring bar for face grooving

DMIN LF o 3: @
N ‘ J(:é) — /
,i \
- ‘ = —
/ — | LH ‘ &)
il o ] 5
— |— I
Details of edge .
Right hand (R) shown.
Designation SH730 cw+3-05  DMIN DCONMS a LF LH CcDX
JBFR07110100-D060 ® 1 6 7 5.2 26 10 1.5
JBFR07110150-D060 () 1.5 6 7 5.2 26 10 2
JBFR07110200-D060 ® 2 6 7 5.2 26 10 3
JBFR07110100-D080 ® 1 8 7 5.9 27 11 1.5
JBFR07110150-D080 () 1.5 8 7 5.9 27 11 25
JBFR07110200-D080 ) 2 8 7 5.9 27 11 3
JBFR07110250-D080 [ ) 25 8 7 5.9 27 11 3.5
JBFR07110300-D080 ® 3 8 7 5.9 27 11 3.5
JBFR/L07210150-D080 [ ) 1.5 8 7 5.9 36 21 25
JBFR07210200-D080 () 2 8 7 5.9 36 21 3
JBFR07210250-D080 ® 25 8 7 5.9 36 21 3.5
JBFR07210300-D080 ) 3 8 7 5.9 36 21 35
JBFR/L07300200-D080 [} 2 8 7 5.9 46 30 3
JBFR07300300-D080 ® 3 8 7 5.9 46 30 3.5
JBFR07200200-D080 [ ) 2 8 7 5.9 36 20 3
JBFR07200250-D150 ) 25 15 7 5.9 36 20 20
JBFR07200300-D150 ® 3 15 7 5.9 36 20 20
JBFR07300300-D150 () 3 15 7 5.9 46 30 30
* Corner radius: less than 0.1 mm @ : Line up 8
INI ;
TINYMTURN 5
JBS R c
Solid boring bar for face grooving (for shaft) =
¢ 13 =@
24
=== @ - B
— P LH 8
ﬁ 1 /DMIN [ )
) |
Details of edge Right hand (R) shown.
Designation SH730 [A DMIN DCONMS a LF LH CcDX
JBSR07200200-D060 ® 2 6 7 5.2 36 20 4
* Corner radius: less than 0.1 mm ® : Line up
TINYMTURN
JBR R
Solid boring bar for boring and profiling
DMIN LF ©
/\ ) ‘“i © ) >
) bty =3
o) L 87
S | LH -
—_— . 1:‘
Details of edge Right hand (R) shown.
Designation SH730 SHREEGIT Y DCONMS  WF a LF LH CDX RE
JBRR07190050-D050 () 1 5 7 0.9 4.4 35 19 1 0.5
JBRR07240050-D060 ® 1 6 7 1.8 5.3 40 24 1.8 0.5
JBRR07290050-D068 ® 1 6.8 7 2.8 6.3 45 29 2.5 0.5
@ :Line up

Reference pages : JBF R/L, JBS R: Standard cutting condition — G063, JBR R: Standard cutting conditions — G062
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TINYIMTURN
JBBS

Sleeve for external coolant supply

LF -
2! [ i—
Y =
% LH LSC N "%’
2 Sy
fIIIIIIIIi%$:
VA
Designation DCONMS DCONWS1 DCONWS2 LF LH LSC H
JBBS12-4-4 12 4 4 75 10 55 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
JBBS16-4-7 16 4 7 75 10 55 15
N} JBBS19-4-7 19.05 4 7 89 10 69 17.2
] JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
I - JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4
Internal
SPARE PARTS & (
Designation Clamping screw Wrench
JBBS12-4-4 SSHMS5-4PF-S P-2.5
JBBS127-4-4 SSHM5-6PF-S P-2.5
JBBS14-4-4 SSHM5-4PF-S P-2.5
JBBS**-4-7 SSHM5-6PF-S P-2.5
TINYIMTURN
JBBS-C
Sleeve for internal coolant supply
DCONMS DCONMS
- ®

4 Fig. 1
Designation DCONMS BD DCONWS LF LH H CNT Fig.
JBBS159-4-L100C 15.875 15.875 4 100 10 14.58 R1/8 1
JBBS159-7-L100C 15.875 15.875 7 100 10 14.58 R1/8 1
JBBS16-4-L100C 16 16 4 100 10 15 R1/8 1
JBBS16-7-L100C 16 16 7 100 10 15 R1/8 1
JBBS19-4-L100C 19.05 175 4 100 20 17.2 R1/8 2
JBBS19-7-L100C 19.05 17.5 7 100 20 17.2 R1/8 2
JBBS20-4-L100C 20 17.5 4 100 20 18 R1/8 2
JBBS20-7-L100C 20 17.5 7 100 20 18 R1/8 2
JBBS22-4-L100C 22 17.5 4 100 20 20 R1/8 2
JBBS22-7-L100C 22 17.5 7 100 20 20 R1/8 2
JBBS25-4-L100C 25 18 4 100 23 23 R1/8 2
JBBS25-7-L100C 25 18 7 100 23 23 R1/8 2
JBBS254-4-L.100C 25.4 18 4 100 23 23.4 R1/8 2
JBBS254-7-L100C 25.4 18 7 100 23 23.4 R1/8 2
SPARE PARTS & (
Designation Clamping screw Wrench
JBBS**-4-1100C SSHM5-6PF-S [P-2.5
JBBS**-7-L100C SSHM5-4PF-S P-2.5

G060 www.tungaloy.com




TINYIMTURN
JBBSA-C

Collet chuck sleeve for solid carbide bars

Designation DCONMS DCONWS
JBBSA16-4-L100C 16 4
JBBSA16-7-L100C 16 7
JBBSA20-4-L120C 20 4
JBBSA20-7-L120C 20 7

SPARE PARTS @ K
Designation Cap Wrench
JBBSA*™*-4-L100C CAP-A-4 WRENCH-A-4
JBBSA**-7-L100C CAP-A-7 WRENCH-A-7

__DCONWS

¥

LF
100
100
120
120

%))
2
CNT 8
VAR |
}

> Chl LF
LH H
23 14
23 18
23 18
23 18

CNT
Rc1/8

Rc1/8
Rc1/8
Rc1/8

Miniature tool

Tungaloy G061




Il STANDARD CUTTING CONDITIONS

Boring, profiling, chamfering, back boring

: - Cutting speed Feed
ISO Workpiece material Grade Ve (m/min) f (mm/rev)
Low carbon steels
S15C, S25C, etc. SH730 40 - 140 0.01-0.08*
C15, C20, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc. SH730 40 - 140 0.01-0.08*
C55, 42CrMoS4 etc.
Prehardened steels o
NAK80, PX5, etc. SH730 40 - 140 0.01 - 0.08

Stainless steels
M SUS304, SUS316, etc. SH730 40 - 140 0.01-0.08*
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast irons

FC250, FCD300, etc. SH730 30 - 100 0.01-0.08*
250, 300, etc.
Ductile cast irons
FC450, FCD600, etc. SH730 30 - 100 0.01-0.08*

400-15, 600-3, etc.

\\\
]
Aluminium alloys, Copper alloys SH730 90 - 200 0.01-0.08*
I - Si<12% : ’

Internal ?.*%T\TT&'L%S SH730 30 - 100 0.01-0.08*

s Superalloys

Inconel718, etc. SH730 30 - 100 0.01-0.08*

*JBTR/L04020004-D006,
JBTR/L04030004-D006

Max. f = 0.01 mm/rev

Threading (metric thread)

Cutting Number of passes
ISO Workpiece material Grade speed_ Pitch (mm)
Ve (m/min) 0.5 0.75 1 1.25 1.5
Low carbon steels
S15C, S25C, etc. SH730 40 - 140 6-8 8-10 10 - 12 12-15 15-18
C15, C20, etc.
Carbon steels, Alloy steels
. S55C, SCM440, etc. SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
C55, 42CrMoS4, etc.
Frehitdanze sl SH730 40 - 140 6-8 8-10 10-12 12-15 15-18

NAK80, PX5, etc.

Stainless steels
M SUS304, SUS316, etc. SH730 40 - 140 8 10 12 15 18
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons
FC250, FCD300, etc. SH730 30-100 7 9 12 14 17
250, 300, etc.

Ductile cast irons
FC450, FCD600, etc. SH730 30-100 7 9 12 14 17

400-15, 600-3, etc.

Aluminium alloys, Copper alloys

Si < 12% SH730 90 - 200 6 8 10 12 15

G062 www.tungaloy.com




Il STANDARD CUTTING CONDITIONS

()
Internal grooving
=)
ISO Workpiece material

Low carbon steels
S15C, S25C, etc.
C15, C20, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc.
C55, 42CrMoS4 etc.

Prehardened steels
NAK80, PX5, etc.

Stainless steels
SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons
FC250, FCD300, etc.
250, 300, etc.
Ductile cast irons
FC450, FCD600, etc.
400-15, 600-3, etc.

Aluminium alloys, Copper alloys
Si<12%

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

w 2 B =

Superalloys
Inconel718, etc.

Face grooving

Workpiece material

Low carbon steels
S15C, S25C, etc.
C15, C20, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc.
C55, 42CrMoS4 etc.

Prehardened steels
NAK80, PX5, etc.

Stainless steels
SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Grey cast irons
FC250, FCD300, etc.
250, 300, etc.
Ductile cast irons
FC450, FCD600, etc.
400-15, 600-3, etc.

Aluminium alloys, Copper alloys
Si<12%

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

r
B
M
K
N
S

Superalloys
Inconel718, etc.

Grade

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

Grade

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

SH730

Cutting speed
Vc (m/min)

40 - 140

40 - 140

40 - 140

40 - 140

30 - 100

30 - 100

90 - 200

30 - 100

30 - 100

Cutting speed
Ve (m/min)

40 - 140

40 - 140

40 - 140

40 - 140

30 - 100

30 - 100

90 - 200

30-100

30 - 100

Feed
f (mm/rev)

0.01 - 0.03

0.01-0.03

0.01 -0.03

0.01-0.03

0.01 - 0.03

0.01-0.03

0.01 - 0.03

0.01 -0.03

0.01-0.03

Miniature tool

Feed
f (mm/rev)

0.01 - 0.05
0.01 -0.05
0.01 - 0.05
0.01-0.05
0.01 -0.05
0.01 - 0.05
0.01 - 0.05
0.01 - 0.05

0.01-0.05

Tungaloy G063




TETRAMCUT

STCR/L-18

External grooving and threading toolholder

. -
@ T
LF

T

, 1
HBH Right-hand (R) shown.
Designation  [[&)/\[¢})4 H B LF LH HF WF HBH Insert Torque*
STCR/L1010X18 033 3 10 10 120 18.5 10 10 45 TCH8... 1.2
STCR/L1212F18 033 3 12 12 85 18.5 12 12 2.5 TC*18... 1.2
STCR/L1212X18 033 3 12 12 120 18.5 12 12 25 TC*8... 1.2
STCR/L1616X18 033 3 16 16 120 18.5 16 16 - TC*8... 1.2
.~ STCR/L2020H18 033 3 20 20 100 18.5 20 20 - TC*8... 1.2
N STCR/L2020X18 033 3 20 20 120 23.0 20 25 - TCH8... 1.2
STCR/L2525Z18 033 3 25 25 135 23.0 25 30 - TC*8... 1.2

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

Left-Hand Insert Right-Hand Insert

TCP18L... TCP18R...

SPARE PARTS & /{

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

Reference pages : STCR/L-18: Inserts — G067 - G072, Standard cutting conditions — G072 - G073

G064 www.tungaloy.com




TUNG LET .
STCR/L-18-CHP TETRAMCEUT

External grooving and threading toolholder, with high pressure coolant capability

. LF UNG&
Right Yf|= > I [
hand {S|(———— | e —— e P DIRECT IJET
e = T I -
LH o = hand
£z ay 1_—5/16"-24UNF J
OO
4 T = ~ =
%—{ 9@??\ ,,,,,,,,, i; ©——— 1 It
|
lrBL T
= STCR/L1212*18B-CHP
Designation EEE H B LF LH HF WF HBL  HBH Insert  Torque*
STCR/L1212X18-CHP***( 0.33 8 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 0.33 3 16 16 120 18.5 16 0/16 - - TC*18... 1.2
- LF
o 2 o}
an <
s2] Y, 3 5/16"-24UNF
(O]
[T ) N W— == -
i =—o-mm=
A |-
LL‘HBL T =
<—J e STCR/L1212*18B-CHP
Designation ~ [EVENETTE  H B LF LH HF  WF HBL HBH Insert  Torque*
STCR/L1212F18-CHP*** 0.33 3 12 12 85 18.5 12 0/12 17.5 4 TC*18... 1.2
STCR/L1212F18B-CHP 0.33 3 12 12 85 18.5 12 0/12 17.5 4 TC*18... 1.2
(1) Compatible to DirectTungJet system e}
SPARE PARTS @ /‘ - Use the right hand insert (TC*18R...) with the right hand toolholders (STCR...). Use the left hand insert §
Designation Clamping screw Wrench (TC*18...) with the left hand holder (STCL...). o
***: To be replaced with the new design 5
STCL*18-CHP CSTC-4L100DR T-1008/5 2
STCR**18-CHP CSTC-4L100DL T-1008/5 €
=

TETRAMCCUT

JS-STCL18

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

- CWN-CWX %L =
1 LF Wm

élr LH DCONMS
- ][ T ° o = f T
T —) &= zﬁ
94°
Left-hand (L) shown.

Designation ETETd pconms H LF LH wB WF Insert  Torque*
JS14H-STCL18 0.33 3 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 0.33 3 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 0.33 3 19.05 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 0.33 3 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
JS25H-STCL18 0.33 3 25) 24 100 20 12.25 10 TC*18R... 1.2
JS254X-STCL18 0.33 3 254 24 120 20 12.25 10 TC*18R... 1.2
SPARE PARTS @ X - The left hand toolholder (STCL...) is used with the right hand inserts (TC*18R...)

Designation Clamping screw Wrench *Torque: Recommended torque (N-m) for clamping

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

Reference pages : STCR/L-18-CHP: Inserts — G067 - G072, Standard cutting conditions — G072 - G073

Tungaloy G065




Bl sciection guide for TetraMini-Cut inserts

Groove width

CW (mm)

0.33
0.43
0.50
0.75
0.95

1.00

1.20

M 1.30

1.40

1.45

1.50

1.60
1.70

1.75

1.85
1.95

2.00

2.25
2.30

2.50

2.65
2.80

3.00

Corner rad.
RE (mm)
0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.05
0.1
0.05
0.1
0.2
0.2
0.1
0.2
0.05
0.1
0.2
0.05
0.1
0.2
0.2
0.2
0.05
0.1
0.2
0.2
0.2
0.05
0.1
0.2
0.2
0.2
0.1
0.2
0.3
0.3
0.3
0.1
0.2
0.3

G066 www.tungaloy.com

TCS18R (G067)

TCG18R/L (G068)

TCP18R/L (G070)

TCP18R/L-F (GO71)

AH7025 AH7025 AH725 SH725
Honed edge Honed edge Lightly honed edge Sharp edge
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Il INSERT
TCS18R (honed edge) (3D chipbreaker, honed edge)
CW=0.02

—

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials ¢ : Second choice
Coated
(o]
Designation HAND|CW:0.02| RE |& CDX| S
T
<
TCS18R100-010 R 1 01 | @ 2 4
TCS18R120-010 R 1.2 01 | @ 2 4
TCS18R125-010 R 1.25 01 | @ 2 4
TCS18R125-020 R 1.25 02 | @ 2 4
TCS18R130-020 R 1.3 02 | @ 3.5 4
TCS18R140-010 R 1.4 01 | @ 3.5 4
TCS18R140-020 R 1.4 02 |@ 3.5 4
TCS18R145-010 R 1.45 01 | @ 3.5 4
TCS18R150-010 R 1.5 01 | @ 3.5 4
TCS18R150-020 R 1.5 02 | @ 3.5 4
TCS18R160-020 R 1.6 02 |@ 3.5 4 Ko
TCS18R170-020 R | 17 | 02 |@ 35 | 4 2
TCS18R175-010 R 175 | 01 | @ 35 4 i
TCS18R175-020 R | 175 [ 02 |@ 35 | 4 2
TCS18R185-020 R 1.85 02 |@ 3.5 4 S
TCS18R195-020 R 1.95 02 | @ 3.5 4
TCS18R200-010 R 2 01 | @ 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 25 02 | @ 3.5 4
TCS18R250-020 R 25 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 01 | @ 3.5 4
TCS18R300-020 R 3 02 | @ 3.5 4
TCS18R300-030 R 3 03 | @ 3.5 4
Please see the page G073 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G064 - G065, Standard cutting conditions — G072

Tungaloy G067




Il INSERT
TCG18R/L (with edge preparation)

*
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated
Designation HAND|CW:0.02| RE § CcCDX| S
N T
i <
TCG18R100-010 R 1 01 | @ 2 4
TCG18L100-010 L 1 01 | @ 2 4
TCG18R120-010 R 1.2 0.1 | @ 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 0.1 | @ 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 145 | 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 1.5 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 1.95 02 | @ 3.5 4
TCG18L195-020 L 1.95 02 @ 3.5 4
Please see the page G073 for precautions of processing. 5 pieces per package
@ : Line up

Reference pages : Toolholders — G064 - G065, Standard cutting conditions — G072

G068 www.tungaloy.com




- Steel *
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials v : Second choice
Coated
(o]
Designation HAND|CW:0.02| RE |& CDX| S
i
<
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
TCG18R230-020 R 2.3 02 | @ 3.5 4
TCG18L230-020 L 23 02 | @ 3.5 4
TCG18R250-010 R 2.5 01 | @ 3.5 4
TCG18L250-010 L 2.5 01 | @ 3.5 4
TCG18R250-020 R 2.5 02 | @ 3.5 4
TCG18L250-020 L 25 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 | 0.3 | @ 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 |@ 35 | 4 9
TCG18L300-020 L 3 |02 |e@ 35 | 4 ©
TCG18R300-030 R 3 03 | @ 3.5 4 %
TCG18L300-030 L 3 03 | @ 3.5 4 c
Please see the page G073 for precautions of processing. =

5 pieces per package

Reference pages : Toolholders — G064 - G065, Standard cutting conditions — G072

@ : Line up

Tungaloy G069




I INSERT

TCP18R/L (lightly honed edge)
cw

CDX

—

- Steel

-
* *
M Stainless *
Cast iron * PAG
l Non-ferrous
S Superalloys * Y : First choice
Bl Hard materials Y% : Second choice
Coated Cermet
Designation HAND|CW:0.02| RE | § CDX| S
N} T &
] < 2
TCP18R033-005 R 033 | 0.05 | @ [} 0.8 4
TCP18L033-005 L 033 | 0.05 | @ [} 0.8 4
TCP18R043-005 R 0.43 0.05 @ [ ] 1.2 4
TCP18L043-005 L 043 | 0.05 @ [} 1.2 4
TCP18R050-005 R 050 | 0.05 @ [} 1.2 4
TCP18L050-005 L 050 | 0.05 | @ [} 1.2 4
TCP18R075-005 R 075 | 0.05 | @ [} 2 4
TCP18L075-005 L 075 | 0.05 @ [} 2 4
TCP18R095-005 R 095 | 0.05 @ [} 2 4
TCP18L095-005 L 095 | 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 1.5 01 | @ [} 2 4
TCP18R150-010-35 R 1.5 01 | @ 3.5 4
TCP18L150-010-35 L 1.5 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 2.5 01 | @ [} 2.5 4
TCP18L250-010 L 2.5 01 | @ [} 25 4
TCP18R250-010-35 R 25 01 | @ 3.5 4
TCP18L250-010-35 L 2.5 01 | @ 3.5 4
TCP18R300-010 R 3 01 | @ [} 2.5 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 G073 for precautions of processing. 5 pieces per package

® : Lineup

Reference pages: Toolholders — G064 - G065, Standard cutting conditions — G073
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TCP18R/L-F (sharp edge)

—

- Steel

*
M Stainless *
Cast iron *
Non-ferrous
S Superalloys * % : First choice
H Hard materials 5% : Second choice
Coated
Designation HAND|CW=:0.02| RE | CDX| S
T
[%2)
TCP18R033F-005 R 0.33 | 005 @ 0.8 4
TCP18L033F-005 L 033 | 0.05 | @ 0.8 4
TCP18R043F-005 R 043 | 0.05 | @ 1.2 4
TCP18L043F-005 L 043 | 0.05 | @ 1.2 4
TCP18R050F-005 R 0.5 0.05 @ 1.2 4
TCP18L050F-005 L 0.5 005 | @ 1.2 4
TCP18R075F-005 R 075 | 0.05 | @ 2 4
TCP18L075F-005 L 075 | 0.05 | @ 2 4
TCP18R095F-005 R 095 | 0.05 | @ 2 4
TCP18L095F-005 L 095 | 0.05 | @ 2 4
TCP18R100F-005 R 1 0.05 @ 2 4
TCP18R100F-010 R 1 01 | @ 2 4 g
TCP18L100F-010 L 1 01 | @ 2 4 ‘;)
TCP18R120F-005 R 12 | 005 @ 2 4 i
TCP18R120F-010 R 1.2 01 | @ 2 4 .g
TCP18L120F-010 L 1.2 01 |@ 2 4 s
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 1.5 005 | @ 3.5 4
TCP18R150F-010 R 1.5 01 | @ 2 4
TCP18L150F-010 L 1.5 01 | @ 2 4
TCP18R150F-010-35 R 1.5 01 | @ 3.5 4
TCP18L150F-010-35 L 1.5 01 | @ 3.5 4
TCP18R175F-005-35 R 175 | 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 01 | @ 3.5 4
TCP18L175F-010-35 L 1.75 01 | @ 3.5 4
TCP18R200F-005-35 R 2 005 | @ 3.5 4
TCP18R200F-010 R 01 | @ 25 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 25 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 | @ 25 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 G073 for precautions of processing.

5 pieces per package

Reference pages: Toolholders — G064 - G065, Standard cutting conditions — G073 @ : Line up
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I INSERT
TCT18R/L (for threading)

PNA
Bl steel *
M Stainless *
Cast iron D ¢
Non-ferrous
Superalloys *  : First choice
H Hard materials ¥« : Second choice
Coated
Pitch | Pitch
Designation HAND| RE | . PDX | CDX | PNA | S
‘; ) ~ min | max
I
<
TCT18R-60N-010 R 0.1 o 0.8 3 1.6 2.67 60° 4
TCT18L-60N-010 L 01 | @ 0.8 3 16 | 2.67 | 60° 4
~— TCT18R-60N-020 R 02 | @ 0.8 3 1.6 2.57 60° 4
TCT18L-60N-020 L 02 | @ 0.8 3 1.6 2.57 60° 4
TCT18FR (sharp edge for threading) ®:Lineup

PNA Right-hand (R) shown.
- Steel D ¢
M Stainless *
Cast iron *
Non-ferrous
Superalloys D ¢ % : First choice
H Hard materials Y Second choice
Coated
. . Pitch | Pitch
Designation HAND| RE |& . PDX | CDX | PNA | S
~ min | max
I
(]
TCT18FR-60A-005 R 0.1 [ ) 0.4 1 0.6 0.99 60° 4
TCT18FR-60A-010 L 0.1 |@ 1 2 1 1.63 | 60° 4
@ : Line up
I STANDARD CUTTING CONDITIONS
TCS18R (3D chipbreaker) , TCG18R/L (honed edge)
ISO Workpiece materials Grades Cutting speed Feed: f (mm/rev)
Vc (m/min) TCG TCS
Low carbon steel
S15C, S20C, etc. AH7025 80 - 180 0.03-0.12 0.03-0.15
C15, C20, etc.
Carbon steels, Alloy steel
. S55C, SCM440, etc. AH7025 80 - 180 0.03-0.12 0.03-0.15
C55, 42CrMoS4, etc.
Prehardened steel
NAKBO0, PX5, etc. AH7025 80 - 180 0.03 - 0.12 0.03 - 0.15
Stainless steel
M SUS304, SUS316, etc. AH7025 50 - 120 0.03-0.12 0.03-0.15
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Grey cast iron
FC250, FC300, etc. AH7025 50 - 180 0.03 - 0.12 0.03 - 0.15
. 250, 300, etc.
Ductile cast iron
FCD400, FCD600, etc. AH7025 50 - 180 0.03-0.12 0.03 - 0.15
400-15, 600-3, etc.
Titanium alloys
. Ti-6AI-4V. eté AH7025 30 - 80 0.03-0.12 0.03-0.15
Superalloys AH7025 20 - 60 0.03-0.12 0.03-0.15

Inconel718, etc.

G072 www.tungaloy.com




I STANDARD CUTTING CONDITIONS
TCP18R/L (lightly honed edge) / TCP18R/L-F (sharp edge)

ISO Workpiece materials

Low carbon steel
S15C, S20C, etc.
C15, C20, etc.

Carbon steels, Alloy steel
. S55C, SCMA440, etc.
C55, 42CrMoS4, etc.
Prehardened steel

NAK80, PX5, etc.

M Stainless steel

SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-3, etc.

Grey cast iron
FC250, FC300, etc.
250, 300, etc.

Ductile cast iron
FCD400, FCD600, etc.
400-15, 600-3, etc.

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

S

Superalloys
Inconpel71 8, yetc

Priority

First choice
Toughness
First choice
Toughness
First choice
Toughness
First choice
Toughness
First choice
Sharpness
First choice
Sharpness
First choice
Toughness
First choice
Toughness

Grades

SH725
AH725
SH725
AHT725
SH725
AH725
SH725
AH725
AH725
SH725
AHT725
SH725
SH725
AH725
SH725
AH725

Cutting speed Feed
Vc (m/min) f (mm/rev)
80 - 180 0.03 - 0.1
80 - 180 0.03-0.1
80 - 180 0.03 - 0.1
80 - 180 0.03 - 01
80 - 180 0.03 - 0.1
80 - 180 0.03-0.1
50 - 120 0.03-0.1
50 - 120 0.03 - 0.1
50 - 180 0.03 - 0.1
50 - 180 0.083 - 0.1
50 - 180 0.03 - 0.1
50 - 180 0.03 - 0.1
30-80 0.03 - 0.1
30-80 0.08 - 0.1
20-60 0.03 - 0.1
20-60 0.03 - 01

TCT18R/L (for threading / lightly honed edge) / TCT18FR (for threading / sharp edge)

ISO Workpiece material

Low carbon steel
S15C, S20C, etc.
C15, C20, etc.
Carbon steels, Alloy steel
S55C, SCM440, etc.
C55, 42CrMoS4, etc.

Prehardened steel
NAK80, PX5, etc.

Stalnless steel
4, SUS316,

Grey cast iron
FC250, FC300, etc.
250, 300, etc.
Ductile cast iron
FCD400, FCD600, etc.
400 15 600-3, etc.

Titanium alloys

s Ti-6Al-4V, etc.
Superalloys

Inconpel71 8, yetc

SUS30
X5CrNi18-9, X50rN|Mo17 12 3, etc.

Priority

First choice
Toughness
First choice
Toughness
First choice
Toughness
First choice
Toughness
First choice
Sharpness
First choice
Sharpness
First choice
Toughness
First choice
Toughness

Il PRECAUTIONS OF PROCESSING

650
600 (

550 \
500 \\
450

400 \

350 \

300

250 S
200 1NN
150 \u\
100

o
50

Max workpiece diameter
oD max (mm)

3.1 3.2 33 34 35

Groove depth
T (mm)

*Groove depth and
max workpiece diameter (sDmax)

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

Max workpiece diameter
CUTDIA (mm)

7

Grades

SH725
AH725
SH725
AH725
SH725
AH725
SH725
AH725
AH725
SH725
AH725
SH725
SH725
AH725
SH725
AH725

C‘S:'gglz:’if‘fd Pitch (mm) I
60 - 150 0.4-20 64 - 12
60 - 150 0.8-3.0 32-8
60 - 150 04-20 64 - 12
60 - 150 0.8-3.0 32-8
60 - 150 0.4-20 64 - 12
60 - 150 0.8-3.0 32-8 5
50 - 80 0.4-20 64 - 12 Ie]
50 - 80 0.8-3.0 32-8 o
50 - 100 0.8-3.0 32-8 =
50 - 100 0.4-2.0 64 - 12 =
50 - 100 0.8-3.0 32-8 s
50 - 100 0.4-20 64 - 12
30 - 100 0.4-20 64 - 12
30 - 100 0.8-3.0 32-8
30 - 100 04-20 64 - 12
30 - 100 0.8-3.0 32-8

Minimum diameter
for face grooving

CDX

Minimum face Maximum groove
diameter depth
DAXN (mm) CDX (mm)
65 3

Tungaloy G073




TETRAFCUT

STCR/L-27
External grooving toolholder

UU Shall _ ™)

E
o

LF
) 23~y
ﬂ@ =}
§> - Iy
HBL| THBH
Right-hand (R) shown.
Designation [SIETY  H B LF HF WF HBH HBL Insert Torque*
STCR/L1010-27 05 3.18 10 10 120 10 85 95 24 TC*27... 25
STCR/L1212-27 0.5 3.18 12 12 120 12 10.5 8 24 TC*27... 2.5
STCR/L1616-27 05 3.18 16 16 120 16 145 6 24 TC*27... 25
STCR/L2020-27 05 3.18 20 20 120 20 18.5 2 24 TC*27... 2.5
STCR/L2525-27 05 3.18 25 25 135 25 235 2 2 TC*27... 25

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

SPARE PARTS (& X

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

Reference pages : STCR/L-27: Inserts — G075 - G078, Standard cutting conditions — G079
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I INSERT (for grooving and parting)

TCS27
RE
Y

CUTDIA

- 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 HAND|CW:0.02| RE | CDX [CUTDIA| S1
% T<1 | T<2 | T<3 |T<3.5| T<4 |T<4.5| T<5 |T<5.5|T<5.7| T<6 |T<6.2|T<6.4
TCS27-050-000 0.5 | 0.02 0 |@ 1 4 o B - R R B R R B R R B
TCS27-050-004 05 | 0.02 |0.04 @ 25 4 o | oo - - - B B R B _ R B
TCS27-075-010 075 | 0.02 |01 | @ 2.5 5 4 o | o - - R B R R B R R B
TCS27-080-000 0.8 | 0.02 0 | @ 16 | 3.2 4 oo - - - R B - R N R R R
TCS27-100-006 1 0.02 |0.06 | @ 35 7 4 o | o | o |600]| - - - - - - - -
TCS27-100-010 1 0.02 |01 | @ 3.5 7 4 ) oo o | 600 | - - - - - - - -
TCS27-104-000 1.04 | 0.02 0 | @ 2 4 4 o | oo - R R - R R B R - B
TCS27-120-000 1.2 0.02 [ ] 2 4 4 oo 00 - - - - - - - _ _ _
TCS27-125-010 125| 002 |01 | @ 35 | 7 4 | w || w600 - | - |- -1 -[-1-1-1%8
TCS27-125-020 125| 002 |02 | @ 35 | 7 4 | o | o | w600 - | - - -1 -1-1-7- ‘9}
TCS27-140-000 1.4 | 0.02 0 | @ 2 4 4 o | oo - - - B R B B R _ B %
TCS27-147-000 1.47 | 0.02 ) 25 5 4 o | o - - - - - R B - R - |E
TCS27-150-010 15 | 002 |01 |@ 57 | 114 | 4 o | o | e |600|280|180|130| 50 | 35 | - - =
TCS27-150-020 1.5 0.02 02 | @ 57 | 114 4 ) ) « | 600|280 | 180 | 130 | 50 | 35 - - -
TCS27-157-015 157 | 0.02 |0.15| @ 3 6 4 o | oo | oo - - B R R B R R B
TCS27-170-010 1.7 | 002 |01 |@ 3 6 4 o | oo | oo - - B R - B R R B
TCS27-175-010 175 | 002 |01 | @ 3 6 4 o | oo | oo R R B R R B R R _
TCS27-175-020 175 | 0.02 |02 | @ 3 6 4 o 00 00 - - - B - _ _ _ _
TCS27-178-018 1.78 | 0.02 |0.18 | @ 3 6 4 o | oo | oo R R B R _ B R R _
TCS27-185-020 185 | 0.02 |02 | @ 3 6 4 o | oo | oo - - - R R R R R R
TCS27-196-015 196 | 0.02 [0.15| @ 3 6 4 o | oo | oo R R B R R B R R _
TCS27-200-010 2 002 |01 |@ 64 | 128 | 4 o | o | o |600|280|180 | 130|105 | 85 | 60 | 50 | 30
TCS27-200-020 2 002 |02 | @ 6.4 | 128 | 4 o | o | e | 600|280 | 180 | 130|105 | 85 | 60 | 50 | 30
TCS27-222-015 222 | 002 [015| @ 3.5 7 4 o | o | e |600]| - - - - - - - -
TCS27-230-020 23 | 002 |02 | @ 35 7 4 o | o | e |600]| - - - - - - - -
TCS27-239-015 239 | 0.02 [0.15| @ 57 | 114 | 4 © | o | o |600|280|180|130| 50 | 35 | - - -
TCS27-247-020 247 | 002 |02 | @ 57 [ 114 4 | o | o« | « |600|280|180|130| 50 | 35 | - - -
TCS27-250-010 25 | 002 |01 | @ 57 | 114 | 4 o | o | e |600|280|180|130| 50 | 35 | - - -
TCS27-250-030 25 | 002 |03 | @ 57 | 114 | 4 o | o | e |600|280|180|130| 50 | 35 | - - -
TCS27-270-010 27 | 002 |01 | @ 6.2 | 124 | 4 o | o | o |600|280| 180|135 |105| 95 | 85 | 78 | -
TCS27-287-020 287 | 002 |02 |@ 6.2 | 124 | 4 o | o | e | 600|280 | 180|135 |105| 95 | 85 | 78 | -
TCS27-300-000 3 0.02 0 |@ 6.4 | 128 | 4 o | o | e |600|280|180 | 135|105 | 95 | 85 | 78 | 55
TCS27-300-020 3 002 |02 |@ 6.4 | 128 | 4 o | o | e |600|280| 180|135 |105| 95 | 85 | 78 | 55
TCS27-300-030 3 002 |03 | @ 64 | 128 | 4 o | o | o |600|280| 180|135 |105| 95 | 85 | 78 | 55
TCS27-300-040 3 002 |04 | @ 6.4 | 128 | 4 o | o | e |600|280|180 | 135|105 | 95 | 85 | 78 | 55
TCS27-315-015 315 | 0.02 [0.15| @ 6.4 | 128 | 4 o | o | e |600|280|180 | 135|105 | 95 | 85 | 78 | 68
TCS27-318-020 318 | 002 |02 | @ 6.4 | 128 | 4 o | o | e |600|280| 180|135 |105| 95 | 85 | 78 | 68

5 pieces per package
@ : Line up

Reference pages : Toolholders — G074, Standard cutting conditions — G079
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Il INSERT- FOR PARTING OFF
TCS27-R/L

CUTDIA
CUTDIA CUTDIA

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials ¥ : Second choice
: Coated Max. parting off
‘Q} ) ] @ dia. CUTDIA
‘ Designation HAND|CW:0.02| RE | CDX |PSIRL|PSIRR
':I;Z Sl;)al‘i::l 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 15 0.06 | @ 5.7 6° 0° 11.4 35
TCS27-150-15R R 15 0.06 | @ 5.7 0° 15° 11.4 35
TCS27-150-15L L 1.5 |0.06 | @ 5.7 15° 0° 11.4 35
TCS27-200-6R R 2 01 | @ 6.4 0° 6° 12.8 30
TCS27-200-6L L 2 01 | @ 6.4 6° 0° 12.8 30
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

B INSERT- FOR GROOVING AND PROFILING
TCS27 (FullR)

- Steel *
M Stainless *
Cast iron D ¢
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 1.57 079 | @ 3 ) - - - - - - - - -
TCS27-200-100 2 1 @ 3 oo - - - - - - - - -
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 — G074, Standard cutting conditions — G079
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B INSERT - FOR GROOVING AND PROFILING
TCM27 (Full R)

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and
Designation CW:002| RE |Q CDX CUTDIA S1 Max. diameter (oD max)
':E E; T<3.5| T<4 |T<45 T<5 |T<55|T<57| T<6 | T<6.2| T<6.4
< T<3
TCM27-157-079 1.57 079 | @ 3 6 4 ) - - - - - - - - -
TCM27-200-100 2 1 @ 6 4 o | 600 | - - - - - - - -
TCM27-239-120 2.39 12 | @ 5.7 11.4 4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-300-150 3 0.02 @ 6.4 12.8 4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@ : Line up

Miniature tool

Reference pages : Toolholders — G074, Standard cutting conditions — G079

Tungaloy G077




Il INSERT- FOR GROOVING AND PARTING OFF
TCM27

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Hard materials Y : Second choice
‘ Coated Relation of groove depth (T) and
i Designation cwiorz RE | CDX CUTDIA §1 | Max. diameter (oD max)
T T<2 |T<3.5| T<4 |T<45| T<5|T<55 T<57| T<6 |T<6.2|T<6.4
< T<3
o TCM27-150-010 1.5 01 | @ 5.7 11.4 4 ) 600 | 280 | 180 | 130 | 50 35 - - -
-~ TCM27-150-020 1.5 02 | @ 5.7 11.4 4 oo | 600 | 280 | 180 | 130 | 50 | 35 - - -
TCM27-157-015 157 | 0.15 | @ 3 6 4 ) - - - - - - - - -
TCM27-170-010 1.7 01 | @ 3 6 4 ) - - - - - - - - -
TCM27-175-010 1.75 01 | @ 3 6 4 o - - - - - - - - -
TCM27-175-020 175 | 02 | @ 3 6 4 ) - - - - - - - - _
TCM27-178-018 1.78 | 0.18 | @ 3 6 4 oo - - - - - - - - -
TCM27-185-020 185 | 02 | @ 3 6 4 ) - - - - - - - - -
TCM27-196-015 196 | 015 | @ 3 6 4 o - - - - - - - - -
- TCM27-200-010 2 01 | @ 6.4 12.8 4 oo | 600 | 280 | 180 | 130 | 105 | 85 | 60 | 50 | 30
Fﬁ TCM27-200-020 2 02 @ 6.4 12.8 4 ) 600 | 280 | 180 | 130 | 105 | 85 60 50 30
L+ TCM27-222-015 222 | 015 | @ 3.5 7 4 oo 600 - - - - - - - -
TCM27-230-020 2.3 02 @ 3.5 7 4 = 600 - - - - - - - -
TCM27-239-015 239 | 015 | @ 5.7 11.4 4 oo | 600 | 280 | 180 | 130 | 50 | 35 - - -
TCM27-247-020 2.47 02 @ 5.7 1.4 4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-010 2.5 01 | @ 5.7 11.4 4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-030 2.5 03 | @ 5.7 11.4 4 ) 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-270-010 2.7 01 | @ 6.2 12.4 4 o | 600 | 280 | 180 | 135 | 105 | 95 | 85 | 78 -
TCM27-287-020 2.87 02 @ 6.2 12.4 4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-300-000 3 0 [ ] 6.4 12.8 4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-020 3 02 @ 6.4 12.8 4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-030 3 03 | @ 6.4 12.8 4 oo | 600 | 280 | 180 | 135 | 105 | 95 | 85 | 78 | 55
TCM27-300-040 3 04 | @ 6.4 12.8 4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-315-015 3.15 | 0.15 | @ 6.4 12.8 4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCM27-318-020 3.18 | 002 | @ 6.4 12.8 4 ) 600 | 280 | 180 | 135 | 105 | 95 85 78 68

G078 www.tungaloy.com

I HOW TO INDEX INSERTS

5 pieces per package
@ : Line up

1. Right-hand edge (R)
is used for the right-
hand toolholders.

2. Rotate the insert

3. Flip over the insert

Reference pages : Toolholders — G074, Standard cutting conditions — G079

4. Rotate the insert




I STANDARD CUTTING CONDITIONS

Cutting Feed: f(mm/rev) Depth of cut
ISO Workpiece material Grades speed Grooving, Parting-off Profiling for ptrr? ff“ilrll 9
Ve parting-off (with hand)  (with full radius insert) (‘."' | Tu
(m/min) radius insert)
TCS TCM TCS TCS TCM
Carbon steel
. S e i i AH725 100-200 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15 0.5
Alloy steel
e AH725  50-180 0.05-0.15 0.05-0.25 0.04-012 005-0.10 0.05-0.15 0.5
M Stainless steel AH725 100-150 0.05-0.15 0.05-0.20 0.04-0.12 0.05-0.10 0.05-0.15 05
SUS304, etc. X5CrNi18-9, etc.
Grey cast iron
. FG250, eto. 250, efc. AH725  50-180 0.05-0.15 0.05-0.25 0.04-0.12 0.05-0.10 0.05-0.15 0.5
Ductile cast iron
=SB e (i e AH725  50-120 0.05-0.15 0.05-0.20 0.04-012 005-0.10 0.05-0.15 0.5
G L9 AH725  30-60 0.05-0.15 0.05-0.15 0.04-0.12 0.05-0.10 0.05-0.10 0.5
s Ti-6Al-4V, etc.
Siperallays AH725  20-50  0.05-0.15 0.05-0.15 0.04-0.12 0.05-0.10 0.05-0.10 0.5

Inconel718, etc.

J-SERIES

JSTGR/L

Screw-on external grooving toolholder, for Swiss lathes

LF Without offset Jip

<A
= —
B Right-hand (R) shown. 8
Designation [N H B LF LH HF WF HBH Insert  Torque* £
JSTGR/L1010X3 033 3 10 10 120 18.5 10 10 2 JTGR/LS... 1.2 ©
JSTGR/L1212F3 033 3 12 12 85 18.5 12 12 - JTGR/L3... 1.2 é
JSTGR/L1212X3 033 3 12 12 120 18.5 12 12 - JTGR/LS... 1.2
JSTGR/L1616X3 033 3 16 16 120 18.5 16 16 - JTGR/LS... 1.2
JSTGL1616K3 033 3 16 16 125 18.5 16 16 - JTGR/LS... 1.2
*Torque: Recommended torque (N-m) for clamping
SPARE PARTS & Vs /
. . . Wrench 2
Designation Clamping screw Wrench 1 (optional)
JSTGRIL... CSTB-4SD T-8F (T-8L)
ST SERIES
JS-TGL3
Screw-on external grooving toolholder, for Swiss lathes
wn ¥
I LF % H
[}
L Y- o
E,SW LH ‘ =
—=H=— I
| A I¢
] 8l
A
m
=
Left-hand (L) shown.
Designation M7 DCONMS WF LF LH H WB Insert Torque*
JS19K-TGL3 0.33 3 19.05 6 125 20 18 115 JTGRS... 3.0
JS20K-TGL3 0.33 3 20 6 125 20 19 11.5 JTGRS... 3.0
JS22K-TGL3 0.33 3 22 6 125 20 21 11.5 JTGRS... 3.0
JS25K-TGL3 0.33 3 25.4 10 125 20 24 12.7 JTGRS... 3.0
Note: Use left-hand toolholders (L) with right-hand inserts (R). *Torque: Recommended torque (N-m) for clamping
SPARE PARTS & /<’s
Designation Clamping screw T Reference pages :JSTGR/L, JS-TGL3: Inserts — G080 - G081,
JS*-TGL3 CSTB-4S T-15F Standard cutting conditions — G081

Tungaloy G079




Bl INSERT
JTG (Sharp edge)

Bl steel * [ * ¢
M Stainless * | %
Cast iron DA *
l Non-ferrous *
S Superalloys pAe * % : First choice
H Hard materials Y¢ : Second choice
Coated Cermet | Uncoated
o Max.
‘ Designation HAND|CW+2%5| RE Lﬁ ° g o CDX| IC S |groove
< - depth
55 2 [k
JTGR3033F R 033 (003 | @ @ 0.7 9.53 | 3.18 0.7
JTGR3033F-005 R 0.33 | 0.05 | @ [ J 0.7 9.53 | 3.18 0.7
JTGL3033F L 0.33 | 0.03 [ ] 0.7 9.53 | 3.18 0.7
JTGR3043F R 0.43 | 0.08 [ ] [ J 1.1 9.53 | 3.18 0.7
JTGR3050F R 0.5 003 @ @ 1.1 9.53 | 3.18 1.1
JTGR3050F-005 R 0.5 0.05 | @ [ J [ J 1.1 9.53 | 3.18 1.1
JTGL3050F L 0.5 003 @ @® 1.1 9.53 | 3.18 1.1
JTGL3050F-005 L 05 |005|@ ([ 1.1 953 | 3.18 | 1.1
JTGR3065F R 065 (003 | @ @ 1.9 9.53 | 3.18 1.1
JTGR3065F-010 R 0.65 01 @ 1.9 9.53 | 3.18 1.1
JTGR3075F R 075 (003 | @ @ 1.9 9.53 | 3.18 1.9
JTGR3075F-010 R 075 | 0.1 | @ [ ([ 1.9 | 953 | 3.18 | 1.9
JTGL3075F L 075 (003 | @ @ 1.9 9.53 | 3.18 1.9
JTGL3075F-010 L 0.75 01 | @ [ J [ J 1.9 9.53 | 3.18 1.9
JTGR3080F R 0.8 003 @ @ 1.9 9.53 | 3.18 1.9
JTGR3080F-010 R 0.8 01 | @ 1.9 | 953 | 3.18 | 1.9
JTGR3085F R 085 (003 | @ @ 1.9 9.53 | 3.18 1.9
JTGR3095F R 095 (003 @ @ 1.9 9.53 | 3.18 1.9
JTGR3095F-010 R 0.95 01 @ [ J [ J 1.9 9.53 | 3.18 1.9
JTGL3095F L 095 (003 | @ @ 1.9 9.53 | 3.18 1.9
JTGL3095F-010 L 0.95 01 @ [ J 1.9 9.53 | 3.18 1.9
JTGR3100F R 1 005 @ @ 21 9.53 | 3.18 1.9
JTGR3100F-010 R 1 01 @ [ J [ J 21 9.53 | 3.18 1.9
JTGL3100F L 1 005 @ @ 2.1 953 | 3.18 | 1.9
JTGL3100F-010 L 1 01 @ [ J 2.1 9.53 | 3.18 1.9
JTGR3110F R 1.1 005 @ @ 2.1 9.53 | 3.18 1.9
JTGR3120F R 1.2 005 @ @ 2.1 9.53 | 3.18 1.9
JTGR3120F-010 R 1.2 01 | @ 2.1 9.53 | 318 | 1.9
JTGR3125F R 125 | 005 @ @ 2.1 9.53 | 3.18 2.1
JTGR3125F-010 R 1.25 01 | @ [ J [ J 2.1 9.53 | 3.18 2.1
JTGL3125F L 125 (005 | @ @ 2.1 9.53 | 3.18 2.1
JTGL3125F-010 L 125 | 01 | @ [ J 2.1 953 | 3.18 | 241
JTGR3130F R 1.3 005 @ @ 2.1 9.53 | 3.18 2.1
JTGR3140F R 1.4 005 @ @ 2.1 9.53 | 3.18 2.1
JTGR3140F-010 R 1.4 01 @ 2.1 9.53 | 3.18 2.1
JTGR3145F R 145 | 005 @ @ 2.1 9.53 | 3.18 2.1
JTGR3145F-010 R 1.45 01 @ [ J [ J 2.1 9.53 | 3.18 2.1
JTGL3145F L 1.45 | 0.05 { ] 2.1 9.53 | 3.18 2.1
JTGR3150F R 1.5 005 @ @ [ J 21 9.53 | 3.18 2.1
JTGR3150F-010 R 1.5 01 | @ [ J [ J 2.1 953 | 3.18 | 241
JTGL3150F L 1.5 005 @ @ 2.1 9.53 | 3.18 2.1
JTGL3150F-010 L 1.5 01 @ [ J 2.1 9.53 | 3.18 2.1
JTGR3175F R 175 | 005 | @ @ 21 9.53 | 3.18 2.1
JTGR3175F-010 R 175 | 01 | @ [ J [ J 2.1 953 | 3.18 | 241
JTGL3175F L 1.75 | 0.05 ([ J 2.1 953 | 3.18 | 241
@®: Line up

G080 www.tungaloy.com




Bl steel * | % * e
M Stainless * %
Cast iron *
l Non-ferrous *
S  Superalloys D¢ * ¥ : First choice
H Hard materials < : Second choice
Coated Cermet | Uncoated
Max.
Designation HAND|CW+¢0s5| RE |0 @ CDX | IC S |groove
A o o) =)
I:E E % E depth
[0 M} = =
JTGR3180F R 1.8 005 @ @ [ J [ ] 2.1 9.53 3.18 2.1
JTGR3200F R 2 005 @ @ 2.6 9.53 3.18 2.6
JTGR3200F-010 R 2 0.1 | @ [ J [ J 2.6 9.53 | 3.18 2.6
JTGL3200F L 2 005 @ @ 2.6 9.53 3.18 2.6
JTGL3200F-010 L 2 01 | @ [ ] 2.6 9.53 3.18 2.6
JTGR3225F R 225 (005 @ @ 2.6 9.53 3.18 2.6
JTGR3250F R 2.5 005 @ @ 2.6 9.53 3.18 2.6
JTGR3250F-010 R 2.5 01 | @ [ J [ ] 2.6 9.53 3.18 2.6
JTGL3250F-010 L 2.5 01 | @ 2.6 9.53 3.18 2.6
JTGL3250F L 2.5 005 @ @ 2.6 9.53 3.18 2.6
JTGR3275F R 2.75 | 0.05 [ ] [ ] 2.6 9.53 3.18 2.6
JTGR3300F R 3 005 @ @ 2.6 9.53 3.18 2.6
JTGR3300F-010 R 3 0.1 | @ 26 | 9.53 | 3.18 2.6
@®: Line up
JTG (honed edge)
RE
—a
& °
3
©
Right hand (R) shown. :é
- Steel * :E
M Stainless =
Cast iron Pig
l Non-ferrous
S Superalloys D¢ % : First choice
H Hard materials ¥¢ : Second choice
Coated
Max.
Designation HAND|CW+¢>s RE |o CDX| IC | S |groove
o) depth
3
JTGR3100 R 1 0.05 | @ 2.2 9.525 | 3.18 2.1
JTGL3100 L 1 0.05 | @ 2.2 9.525 | 3.18 2.1
JTGR3125 R 1.25 0.05 @ 2.2 9.525 | 3.18 2.1
JTGL3125 L 125 | 0.05 | @ 2.2 9.6525 | 3.18 2.1
JTGR3150 R 15 0.05 | @ 2.2 9.525 | 3.18 2.1
JTGL3150 L 15 0.05 | @ 2.2 9.525 | 3.18 2.1
JTGR3200 R 2 0.05 @ 2.7 9.525 | 3.18 2.6
JTGL3200 L 2 0.05 | @ 2.7 9.525 | 3.18 2.6
@®: Line up
I STANDARD CUTTING CONDITIONS (J-Series grooving tool)
ISO Workpiece material Grade CL"/t;'?rﬂ /iﬁ’ﬁsd f (:::r(:\?rev)
SH725 50 - 200 0.01 - 041
G‘;Tgé' Zttie's J740 10- 100 0.01-04
. c 45"etc.' NS9530 50 - 150 0.01-0.1
J9530 50 - 150 0.01-041
Free-cutting steels SH725 50 - 200 0.01-0.1
SUM22, etc. J740 10 - 100 0.01-041
SH725 50 - 200 0.01-041
M Stainless steels J740 10 - 100 0.01-0.1
SUS303, SUS304, etc. NS9530 50 - 150 0.01-041
J9530 50 - 150 0.01-041
Aluminium alloys, copper alloys
. Si<12%, (3./73,604po, etc. ’ TH10 10-200 0.01-01
s Difficult-to-cut materials, titanium alloys TH10 10-30 0.01 - 0.1

Ti-6Al-4V, etc.

Tungaloy Gos1




J-SERIES

JSXGR/L

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

CDX Wi ¥
e ithout offset %
L I
= hﬂ m#
| LF 0
ZX| = D
==~ 9> |
OO
— C-type
L
T} @ =}
Right hand (R) shown.
Designation [ CWN cwx elnd H B LF LH HF WF Insert
JSXGR/L1010K8-C 0.7 2 6.7 10 10 125 29 10 10 JX*R/LS...
JSXGR/L1212K8-C 0.7 2 6.7 12 12 125 29 12 12 JX*R/LS...
JSXGR/L1616K8 0.7 2 6.5 16 16 125 29 16 16 JX'RILS...
JSXGR/L2020K8 0.7 2 6.5 20 20 125 29 20 20 JX*R/LS...
2 6.5 25 25 125 29 25 25 JX*R/LS...

NE JSXGR/L2525K8 0.7

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

SPARE PARTS @ %’g /

Designation Clamping screw Wrench Xcgft?g:ah
JSXGR/L CSTB-4SD T-8F (T-8L)
I INSERT
JXG (handed insert with sharp edge)

Cw, . .

. RE
_ =|PSIRR =

|

‘LCL »Lé Right hand (R) shown.
Bl steel * g
M Stainless *
Cast iron *
Non-ferrous *
S Superalloys DA * % : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation HAND|CW:0.025 RE ° o CDX | IC |PSIRR| S
q- el
B
JXGR8070FA R 0.7 0 [ ) 4.5 8 15 3.97
JXGL8070FA L 0.7 0 @ [ J 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 | @ [ J 6 8 15 3.97
JXGR8100FA45 R 1 0 | @ 4.5 8 15 3.97
JXGR8100FA45-005 R 1 0.05 | @ [ J 4.5 8 15 3.97
JXGR8150FA R 15 0 [ ) 6 8 15 3.97
JXGL8150FA L 1.5 0 @ [ ] 6 8 15 3.97
JXGR8150FA-005 R 1.5 0.05 | @ [ J 6 8 15 3.97
JXGR8150FA50 R 15 0 [ ) 5 8 15 3.97
JXGR8150FA50-005 R 1.5 0.05 | @ [ ] 5 8 15 3.97
JXGR8180FA R 1.8 0 @ 6 8 15 3.97
JXGR8180FA-005 R 1.8 0.05 | @ [ J 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 | @ [ J 6 8 0 3.97
JXGR8200FN R 2 0 | @ 6 8 0 3.97
JXGL8200FN L 2 0 | @ [ J 6 8 0 3.97
JXGR8200FN-005 R 2 0.05 | @ [ J 6 8 0 3.97
@: Line up

Referent pages : JSXGR/L: Standard cutting conditions — G084

G082 www.tungaloy.com




J-SERIES

JSVGR/L

Screw-on external grooving toolholder, for Swiss lathes

Without offset %L

C-type

Right hand (R) shown.

] N LF |
ZX| | \ N
22~ NN
OO |———»|
N9 Ez]

Designation  [SITET7d cbx H B LF LH HF WF Insert
JSVGR/L1010K-C 0.33 2 6.2 10 10 125 23 10 10 JVGR/L...
JSVGR/L1212K-C 0.33 2 6.2 12 12 125 23 12 12 JVGR/L...
JSVGR/L1616K 0.33 2 6.2 16 16 125 23 16 16 JVGR/L...

e Torque: Recommended torque (N-m) for clamping
SPARE PARTS @ /@ /
Designation Clamping screw Wrench 1 Xg)r;?t?g:af)
JSVGR/L CSTB-3S T-9F (T-8L)
Il INSERT
JVG (with hand, sharp edge)
CW
-
B
a
2 YO
. &\
e 0 ©
‘ &
IC
L—’ *L Right hand (R) shown.
Bl steel * | 4 * ¥
M Stainless *
Cast iron DA *
Non-ferrous *
S  Superalloys DA * v : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
o
Designation HAND |CW+3os| RE | B o CDX| IC | S
N (o2} -
el 7] T
n o Z [
JVGRO33F R 0.33 0 [ BN ) 0.7 7.94 | 3.18
JVGLO33F L 0.33 0 |@® [} 07 | 7.94 | 3.18
JVGRO50F R 0.5 0 e o 1.1 794 | 3.18
JVGLO50F L 0.5 0 [ ) 1.1 794 | 3.18
JVGRO75F R 0.75 0 [ N} 1.9 794 | 3.18
JVGLO75F L 0.75 0 [ ] [ ] 1.9 794 | 3.18
JVGRO95F R 0.95 0 @ @ 19 | 7.94 | 3.18
JVGLO95F L 0.95 0 [ ) [ ] 1.9 794 | 3.18
JVGR100F R 1 0 [ N} [ J 5.5 794 | 3.18
JVGL100F L 1 0 [ ) o [ ] 5.5 7.94 | 3.18
JVGR125F R 1.25 0 @ @ (] 5 7.94 | 3.18
JVGL125F L 1.25 0 [ ) [ ] 5 794 | 3.18
JVGR150F R 1.5 0 [ N} [ J 5.5 794 | 3.18
JVGL150F L 15 0 [ ) o [ ] 5.5 794 | 3.18
JVGR200F R 2 0 @@ [ [ ] 55 | 7.94 | 3.18
JVGL200F L 2 0 [ ) [ ] 5.5 794 | 3.18
@: Line up

Torque*

23

2.3

2.3
©
e]
e
o
=]
2
R
£
=

Tungaloy G083




Il STANDARD CUTTING CONDITIONS (JXG and JVG inserts)

Cutting speed Feed
ISO Workpi material r:
orkpiece materia Grade Vc (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.1
Steel
S45C, etc. J740 10-100 0.01-041
C45, etc.
. NS9530 50 - 150 0.01-0.1
Free-cutting steel SH725 50 - 200 0.01-0.1
SUM22, etc.
11SMn28, etc. J740 10 - 100 0.01-0.41
SH725 50 - 200 0.01-041

Stainless steel
M SUS303, etc. J740 10 - 100 0.01-0.1
X5CrNi18-9, etc.

NS9530 50 - 150 0.01-041
Aluminium alloys, Brass
. Si< 12%, TH10 10 - 200 0.01-0.1
C3604B, etc. CW614N, etc.
Difficult-to-machine material, Titanium alloys B B
S Ti-6AI-4V, etc. TH10 10-30 0.01- 0.1

TUNGHEROOVE

FPGN

Lever-lock toolholder for external wide grooving and profiling

we
CW
®
¥
B,

. Ol
t LF

HTE [ E
f2
Designation [ CW e H B LF HF WF f2 Insert
FPGN1212X-10T20 10 25 12 12 125 12 11 5.5 PSGB10...
FPGN1616X-10T20 10 25 16 16 125 16 13 55 PSGB10...
FPGN2020K-10T20 10 25 20 20 130 20 15 515 PSGB10...
FPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15...
FPGN2020K-15T25 15 30 20 20 130 20 17.5 515 PSGB15...
FPGN2020K-20T32 20 37 20 20 130 20 20 55 PSGB20...
FPGN2525M-20T32 20 37 25 25 155 25 225 515 PSGB20...
FPGN2525M-25T36 25 41 25 25 155 25 25 5.5 PSGB25...

*PSGB insert blank is available for tailored inserts.

SPARE PARTS % & § (

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

Referent pages : FPGN: Inserts — G085, Standard cutting conditions — G086

G084 www.tungaloy.com




SPGN
Screw-on toolholder for external wide grooving and profiling

< CDX - ii
w : i
2|5 @] @,
LF -l
wh [ A
I I
Y Y
f2
Designation ST  cDx H B LF HF WF f2 Insert
SPGN1212X-10T20 10 25 12 12 125 12 11 515} PSGB10
SPGN1616X-10T20 10 25 16 16 125 16 13 5.5 PSGB10
SPGN2020K-10T20 10 25 20 20 130 20 15 515 PSGB10
SPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15
SPGN2020K-15T25 15 30 20 20 130 20 17.5 515 PSGB15
SPGN2020K-20T32 20 37 20 20 130 20 20 5.5 PSGB20
SPGN2525M-20T32 20 37 25 25 155 25 22.5 585 PSGB20
SPGN2525M-25T36 25 41 25 25 155 25 25 55 PSGB25
*PSGB insert blank is available for tailored inserts. Can be used with profile grooving inserts, only
SPARE PARTS @ /8
Designation Clamping screw Wrench
SPGN*****-10T20 CSTB-3L081 T-8F
SPGN*****-15T25 CSTB-4 T-15F
SPGN*****-20T..., 25T... CSTB-5 T-20F
©
B INSERT 8
0}
PSGB (Blank for wide profile grooving inserts®) 2
| =
=
cw Specially tailored profile insert
Bl steel ¥ 9%
M Stainless *
Cast iron *
Non-ferrous *
Superalloys DA % : First choice
Hard materials ¢ : Second choice
Uncoated
Designation CW=x0025 o o INSL| S
- M
T X
=2
PSGB10 102 | @ 18 4
PSGB15 152 | @ @ 20 5
PSGB20 202 (@ @ 27 | 6.5
PSGB25 252 (@ @ 27 | 65

Package quantity = 5pcs.

®:Lineup

*These are blanks (semi-finished products) for wide profile grooving inserts
that can be tailored.

Referent pages : SPGN: Standard cutting conditions — G086

Tungaloy G085




Il STANDARD CUTTING CONDITIONS

Hardness Cutting speed
Workpiece material Grade 9 p
(HB) Vc (m/min)
Steel

S45C, etc. < 200 UX30 50 - 150

C45, etc.

Alloy steel
SCM440, etc. <300 UX30 50 - 120

42CrMo4, etc.
Stainless steel
SUS3083, etc. <200 UX30 50 - 120
X5CrNi18-9, etc.
Grey cast iron

fw Wide profile grooving
1SO
M

FC250, etc. - TH10 50 - 150
250, etc.
Ductile cast iron
FCDA450, etc. - TH10 50 - 120
450-10S, etc.
Aluminium alloy
. Si < 12%, etc. - TH10 100 - 500

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

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

&
-

Referent pages : Toolholders — G084 - G085

G086 www.tungaloy.com




TUNGTHREAD

JSE2R16-CHP
External threading toolholder with DirectTungJdet connection, with high pressure coolant capability

TUNE TUET DIRECTTJET
| _ LF LF  Without offset W

C

]
0 o
LH _—5/16"-24UNF

P e e

Type B Right hand (R) shown.
Designation H B LF LH HF WF GAMF Type Insert
JSE2R1212F16-CHP 12 12 85 19 12 0 1° A 16ER...
JSE2R1212X16-CHP * 12 12 120 19 12 0 1° B 16ER...
JSE2R1616X16-CHP * 16 16 120 19 16 0 1° B 16ER...
¥ DirectTungdet specification
SPARE PARTS <§ / f
Designation Clamping screw Wrench
JSE2R**16-CHP CSTB-3.5 T-15F

DIRECT JET system

No need for coolant tube setup.

Eliminates chip entanglement on tubes and streamlines 8
tool replacement. 3
Coolant is supplied from the tool post directly to the tools =
Optional connection with Detailed view of the coolant
external coolant tube flow after connection

Tool
post

Tool

Referent pages : JSE2R16-CHP: Inserts — E010 -, Standard cutting conditions — E050

Tungaloy Gos7




TUNGTHREAD

JS-SEL16

External threading toolholder, for Swiss lathes

E

S \ ‘)
DCON
;ﬁ ﬁoﬁﬁf [_1
- e "
Ly
—
L LH LF N
Right hand (R) shown.
Designation DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 12.5 16ER...
JS19X-SEL16 19.05 18 120 30 12.5 16ER...
JS20G-SEL16 20 19 90 30 13 16ER...
N JS20X-SEL16 20 19 120 30 13 16ER...
[ \W JS25HSEL16 25 24 100 30 15.5 16ER...
JS254X-SEL16 25.4 24 120 30 15.7 16ER...
Note: Use left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS @ S
Designation Clamping screw Wrench
JS***-SEL16 CSTB-3.5 T-15F
B-S/CER/L
External threading toolholder, for Swiss lathes
A0 Al
o} 4 o} o]
LH 10%, | =
LF =™ S HF LF |<ths HE
] |
- -
- | )
B-SER B-CER/L Right hand (R) shown.
Designation H B LF LH HF WF Insert
B-SER10H16 20 10 100 15 10 16 16ER...
B-SER12K16 24 12 125 18 12 18 16ER...
B-CER/L16M16 32 16 150 24 16 22 16ER/L...
SPARE PARTS g t= @ /8
Designation Clamp set Shim set Clamping screw Wrench
B-SER**16 = = CSTB-3.5 T-15F
B-CER/L16M16 CSP16 A16-1 = T-15F

Referent pages : JS-SEL16, B-S/CER/L: Inserts — E010 -, Standard cutting conditions — E050

G088 www.tungaloy.com




TUNGTHREAD

BC-SER/L
External threading toolholder, for multi-functional Swiss lathes

HE d 20 =
L -5 8‘ °
L A = 95° o
[ee] () o
= (@2} s
17| 3 10°
HF
I B -
Right hand (R) shown.
Designation H B LF HF WF HBKW Insert
BC-SER12K16 24 16 125 12 23 7 16ER..., CC*T09T3...
SPARE PARTS @ /8
Designation Clamping screw Wrench
BC-SER12K16 CSTB-3.5 T-15F

Miniature tool

Referent pages : BC-SER/L: Inserts — B109 - (CC*T09T3...), EO10 - (16ER...), Standard cutting conditions — E050

Tungaloy G089




J-SERIES

JSXBR/L
Screw-on external threading toolholder, for Swiss lathes

T £]....0DK T
(LA e |}

- DEEE - ‘} Neb)
e °
S A0

= ( E=] C-type

Right hand (R) shown.

Designation H B LF LH CDX HF WF Insert
JSXBR1010K8-C 10 10 125 29 6.4 10 557 JXT*R...
JSXBR1212K8-C 12 12 125 29 6.4 12 7.7 JXT*R...
JSXBR1616K8 16 16 125 29 6.4 16 11.7 JXT*R...
JSXBR2020K8 20 20 125 29 6.4 20 15.7 JXT*R...

- JSXBR2525K8 25 25] 125 29 6.4 25 20.7 JXT*R...
‘ \W ¢ Can be wrenched from back side with both end torx screw.

e This toolholder is compatible with JXB-type inserts and JXT-type inserts.

SPARE PARTS & /é (

. . : Wrench 2
Designation Clamping screw Wrench 1 {optional)
JSXBR... CSTB-4SD T-8F (T-8L)
T
[ WM INSERT

Threading

JXT (sharp edge)

- e & s
1-Type 2-Type
JXT1IR JXT2R

- Steel *
*

M Stainless
Cast iron
Non-ferrous DA
Superalloys Pig DA  : First choice

DAq

H Hard materials ¢ : Second choice

Coated |Uncoated

Designation RE PNA IC | S

JXT1R6000F 0.03
JXT2R6000F 0.03

60° 8 |3.97
60° 8 |3.97
@®: Line up

e ®|J740
e ® TH10

G090 www.tungaloy.com




J-SERIES

JSTTR/L

Screw-on external threading toolholder, for Swiss lathes

LF -
il 7 — i
LH

’4—:1 A 5
L ‘G i T
L0 ¢ =
i
o
T Right hand (R) shown.
Designation H B LF LH HF WF HBH Insert
JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/LS...
JSTTR/L1212F3 12 12 85 18.5 12 1.5 - JTTR/LS...
JSTTR/L1212X3 12 12 120 18.5 12 11.5 - JTTR/LS...
JSTTR/L1616X3 16 16 120 18.5 16 15.5 - JTTR/LS...
*Recommended clamping torque: 1.2 N-m
SPARE PARTS & /® /
. . . Wrench 2
Designation Clamping screw Wrench 1 {optional)
JSTTR/L... CSTB-4SD T-8F (T-8L)
SJSERIES
JS-TTLS3
Screw-on external threading toolholder, for Swiss lathes _
8
2 + o
: i
LF b4 2
IR . -~ 5 8
o O c
i 3L |8 =
puass KWE . L
| 1|
Left hand (L) shown.
Designation DCONMS WF LF H WB Insert
JS19K-TTL3 19.05 10 125 18 11.5 JTTR30...
JS20K-TTL3 20 10 125 19 11.5 JTTR30...
JS22K-TTL3 22 10 125 21 11.5 JTTR30...
JS25K-TTL3 25.4 10 125 24 12.7 JTTR30...

*Recommended clamping torque: 3.5 N-m

SPARE PARTS @ %’g

Designation Clamping screw Wrench
JS*-TTL3 CSTB-4S T-15F

Referent pages : JSTTR/L, JS-TTL3: Inserts, Standard cutting conditions — G092

Tungaloy G091




I INSERT
JTT (sharp edge)

Right hand (R) shown.

Bl steel * | ¥ *
M Stainless ¥* | Y%
Cast iron * DA *
l Non-ferrous *
S  Superalloys S * ¥ : First choice
H Hard materials |y * ¢ : Second choice
Coated Cermet |Uncoated
;?:w Designation RE & o § o PNA| IC | S |PDX
X 5 T
(72 r) P =
JTTR3005F-55 005 @ @ 55° 19.525| 3.18 | 0.6
JTTL3005F-55 0.05 55° 19.525| 3.18 | 0.6
JTTR3005F 005 @ @ o [ ] 60° 19.525| 3.18 | 0.9
JTTL3005F 0.05 | @ 60° 19.525| 3.18 | 0.9
JTTR3010F 0.1 [ BN ) [ J [ ] 60° 19.525| 3.18 | 0.9
JTTL3010F 0.1 [ ] 60° 19.525| 3.18 | 0.9
Machinable pitch range: 0.5 to 1 mm ®: Line up

I
mil Il STANDARD CUTTING CONDITIONS

Parting-off
Cutting speed

ISO Workpiece material Grade 8 Pitch (mm) TPI
Vc (m/min)
Low carbon steel
S15C, S25C, etc. SH725 60 - 150 0.5-1 50 - 25
C15, C25, etc.
Carbon steel, Alloy steel
. S55C, SCM440 etc. SH725 60 - 150 0.5-1 50 - 25
C55, 42CrMoS4, etc.
Pre-hardened steel SH725 60 - 150 0.5-1 50 - 25

NAK80, PX5 etc.

Stainless steel
M SUS304, SUS316 etc. SH725 50 - 80 0.5-1 50-25
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Grey cast iron

FC250, FC300, etc. TH10 50 - 100 0.5-1 50 - 25
250, 300, etc.
Ductile cast iron
FCD400, etc. TH10 50 - 100 0.5-1 50 -25
400-158, etc.
Titanium alloy _ _ _
s Ti-6AI-4V, eto. SH725 30 - 100 0.5-1 50 - 25
Heat resistant alloy SH725 30- 100 0.5-1 50 - 25

Inconel 718, etc.

G092 www.tungaloy.com




DUOJCUT

JSXXR/L
Parting toolholder, for Swiss lathes

m -
L =} L
et F .
55 Lun S
w 781> =
Il
T Right hand (R) shown.
Designation  [TTTNEE H B LF* LH* HF  WF HBL* HBH Insert Torque*
JSXXR/L1010X09 1 2 10 10 120 19.65 10 0.2 19 3 JX*G06...,12..,16...,20... 12
JSXXR/L1212F09 1 2 12 12 85 19.65 12 0.2 19 1.5 JX*G06...,12...,16...,20... 1.2
JSXXR/L1212X09 1 2 12 12 120 19.65 12 0.2 19 1.5 JX*G06...,12...,16...,20... 1.2
JSXXR/L1616X09 1 2 16 16 120 19.65 16 0.2 - - JX*G06...,12...,16...,20... 1.2
JSXXR/L2020H09 1 2 20 20 100 22.5 20 0.2 = = JX*G06...,12..,16...,20... 12

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

**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than
the above values with JX*G12... and JXPG20...inserts, and 4 mm shorter for JXPGOG... insert.

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

SPARE PARTS & /

Designation Clamping screw Wrench
JSXXR... CSTC-4L100DL T-1008/5
JSXXL... CSTC-4L100DR T-1008/5

UsT 6
PDUOLSICUT e
o
JSXXR/L-S 3
Parting toolholder, for Swiss lathes (for sub spindle) -g
£
=
[T
I H T
. 2
zs| . LF -
== I
QO el j i ~
L [ = LH Wl
Right-hand Ty “L© I¢ Left-hand ~Vj=—— =/
= T THE
= y
=
Designation S\ H B LF* LH* HF WF HBH Insert Torque*
JSXXR/L1010X09-S 1 2 10 10 120 26 10 0.2/5.5 3 JXPGO6..,12..,16... 1.2
JSXXR/L1212F09-S 1 2 12 12 85 26 12 0.2/5.5 1.5 JXPGO6..,12..,16... 1.2
JSXXR/L1212X09-S 1 2 12 12 120 30 12 0.2/5.5 1.5 JXPGO6..,12..,16... 1.2
JSXXR/L1616X09-S 1 2 16 16 120 30 16 0.2/5.5 - JX*G06..,12..,16...,20... 1.2

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

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,
and 4 mm shorter for JXPGOS... insert. LF, LH, and HBL will all be 2 mm shorter with JXPG20... insert.
*IXPG20... insert will not fit.

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

SPARE PARTS & /(

Designation Clamping screw Wrench
JSXXR*****09-S CSTC-4L055DL T-1008/5
JSXXL****09-S CSTC-4L055DR T-1008/5

Referent pages : JSXXR/L, JSXXR/L-S: Inserts — G098 - G099, Standard cutting conditions — G100
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TUNG TUET
JSXXR/L-X-CHP DUOJIEUT

Parting-off tool for swiss lathes for DirectTungdJet system

Right-hand  _ LF _ = = -
M= - DIRECTIIET -1l &
_ f L m
I 2, — — 5 16-24UNF ik
s LH -.o‘ = w
00 - =
[ O T e I =}
HBL | &
Sl
Designation CWN CWwWX H B LF** LH** HF WF  HBL* HBH Insert Torque*
JSXXR/L1212X09-CHP 1 2 12 12 02/11.8 120 12 2 19.4 18.8 JX*G06..,12..,16.,20.. 1.2
JSXXR/L1616X09-CHP*** 1 2 16 16 02/158 120 16 25 19.4 18.7 JX*G06..,12..,16.,20.. 1.2
JSXXR/L1616X09B-CHP 1 2 16 16 0.2/15.8 120 16 - 19.4 18.7 JX*G06..12..,16.,20.. 1.2

*Torque: Recommended torque (N-m) for clamping
**LF (Functional Length) LH (Head Length), and HBL (Head-bottom Offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than
\NW the above values with JX*G12... and JXPG20... inserts, and 4 mm shorter for JXPGOB... insert.

***To be replaced with the new design

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

SPARE PARTS (& /‘ @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectTungJet plug Wrench 3
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Parting-off widths : 1.0 mm and 1.5 mm (for a max parting diameter of @6 mm)

: 1.5 mm and 2.0 mm (for max parting diameters of @12 mm, 16 mm and @20 mm)
Threading pitch range :02-1.5mm

DUOJCUT

JSXXR/L-F-CHP
Parting-off tool for swiss lathes

Right-hand [~ (‘ - = T [F: = UWWW

: ! - Left-hand

. 5/16”-24UNF §@E
I £} 18 @ @ -

|
CWN-
CWX
-
ac
)

HBL| =
T
Designation [cwN cwx i B LF* LH* HF WF HBL* HBH Insert Torque*
JSXXR/L1212F09-CHP 1 2 12 12 85 <194 12 0.2/11.8 = 2 JX*G06...,12...,16..., 20... 1.2

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

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

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

SPARE PARTS & / @ (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4
Parting-off widths : 1.0 mm and 1.5 mm (for a max parting diameter of 6 mm)
: 1.5 mm and 2.0 mm (for max parting diameters of @12 mm, 16 mm and @20 mm)
Threading pitch range :02-1.5mm

Referent pages : JSSXXR/L-CHP, JSXXR/L-F-CHP: Inserts — G098 - G099, Standard cutting conditions — G100

G094 www.tungaloy.com




TUNG TUET
JSXXR/L-X-S-CHP DUOJIEUT

Parting toolholder with DirectTungJet connection, for Swiss lathes (for sub spindle)

Lﬂj Right-hand S| | LH - 4 DIRECT IJET ”%7%

, A I e L}"é ﬁ /[IE CD¢
zxl i ~i " Left-hand
2 ol 2 5/16"-24UNF ' o
I 00 a =0 _LH —
wide ‘ Y V=
T @ hd El:i I# y ~A
e 5
e | "2
o
Es
Designation  [STNETTY H B LF* LH*™ HF WF HBH Insert Torque*
JSXXR/L1212X09-S-CHP*** 1 2 12 12 120 30 12 0.2/5.5 4 JX*G06...,12..,16..., 20... 1.2
JSXXR/L1212X09B-S-CHP 1 2 12 12 120 30 12 0.2/5.5 2 JX*G06...,12..,16..., 20... 1.2
JSXXR/L1616X09-S-CHP*** 1 2 16 16 120 30 16 0.2/5.5 1.5 JX*G06..,12..,16..., 20... U2
JSXXR/L1616X09B-S-CHP 1 2 16 16 120 30 16 0.2/5.5 - JX*G06...,12..,16..., 20... 1.2

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

**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 2 mm shorter than the above value with JX*G12... and
JXPG20... inserts; 4 mm shorter with JXPGO6... insert.

***To be replaced with the new design

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

SPARE PARTS & A @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectTungJet plug Wrench 3
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL**-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB pP-2

Parting-off widths  : 1.0 mm and 1.5 mm (for a max parting diameter of @6 mm)
: 1.5 mm and 2.0 mm (for max parting diameters of 12 mm, @16 mm and 220 mm)

TUNG LLET
JSXXR/L-F-S-CHP DUOJIEUT

Miniature tool

Parting toolholder, with high pressure coolant capability, for Swiss lathes (for sub spindle)

_ LF = 3
m Right-hand L;" LH ™ e # Left-hand ”Er Wﬂm

RS e RS W=
st o 5/16”-24UNF 2~ tH o ——
I > . T
BT N~
I8N, © &= >
e
i
o
Bl
Designation [cwN cwx L B LF* LH* HF  WF  HBH Insert Torque*
JSXXR/L1212F09-S-CHP*** 1 2 12 12 85 26 12 0.2/5.5 4 JX*G06...,12...,16..., 20... 1.2
JSXXR/L1212F09B-S-CHP 1 2 12 12 85 30 12 0.2/5.5 2 JX*Go6...,12...,16..,, 20... 1.2

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

**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 2 mm shorter than the above value with JX*G12... and
JXPG20... inserts; 4 mm shorter with JXPGOB... insert.

***To be replaced with the new design

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

SPARE PARTS (& / @ (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL***-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4

Parting-off widths  : 1.0 mm and 1.5 mm (for a max parting diameter of @6 mm)
: 1.5 mm and 2.0 mm (for max parting diameters of 12 mm, @16 mm and 220 mm)

Referent pages : JSXXR/L-X-S-CHP, JSXXR/L-F-S-CHP: Inserts — G098 - G099, Standard cutting conditions — G100
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I HOW TO SELECT TOOLS

Large-diameter machining of workpiece with rigidity Small-diameter machining of workpiece with short overhang

Sub-spindle tooling

Workpiece with long overhang
at the side of sub-spindle for
the process after parting-off

Main-spindle tooling Sub-spindle tooling Short workpiece

with low rigidity

Application

e

-
e

—

Sub-spindle Sub-spindle

Main spindle

Main spindle

Main spindle

Main spindle Sub-spindle

Position of parting-off is at the

Position of parting-off is at the

side of the main spindle

side of the sub-spindle

Position of parting-off is at the side
of the main spindle

Position of parting-off is at the side
of the sub-spindle

Toolholder| R-hand (JSXXR type)

L-hand (JSXXL type)

R-hand (JSXXR-S type)

L-hand (JSXXL-S type)

Right-hand insert with lead

Left-hand insert Right-hand insert Left-hand insert

R Insert Z’;?F',%E?F;?*Tﬁ"éet;sg)ter core | UXPG"L™ type) (UXPG"R™ type) (JXPG™L" type)
I HOW TO SELECT TOOLHOLDERS FOR SUB-SPINDLE
Sub-spindle dia. Parting-off dia. B LF Insert Toolholder
040 ~ 06 10 116 JXPGO06* JSXXR/L1010X09-S
240 ~ 06 12 81 JXPGO06* JSXXR/L1212F09-S
240 ~012 10 118 JXPG12* JSXXR/L1010X09-S
040 ~012 12 83 JXPG12* JSXXR/L1212F09-S
240 ~ 016 10 120 JXPG16* JSXXR/L1010X09-S
240 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
240 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
250 ~ 06 12 116 JXPG06* JSXXR/L1212X09-S
250 ~ 06 16 116 JXPGO06* JSXXR/L1616X09-S
050 ~012 12 118 JXPG12* JSXXR/L1212X09-S
250 ~012 16 118 JXPG12* JSXXR/L1616X09-S
250 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
050 ~ 016 12 120 JXPG16* JSXXR/L1212X09-S
250 ~ 016 16 120 JXPG16* JSXXR/L1616X09-S
250 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
050 ~ 020 12 122 JXPG20* JSXXR/L1212X09B-S-CHP
250 ~ 020 16 122 JXPG20* JSXXR/L1616X09-S

I MAX. PARTING-OFF DIA. & DEPTH

Main-spindle tooling Sub-spindle tooling

Sub-spindle

Main spindle Main spindle

There will be no tool-workpiece interference when parting off the workpiece with the cutting
edge position apart from the workpiece center by 8 mm or more.

G096 www.tungaloy.com




UsST
DUoJCUT
JS-SXXL09
Threading toolholder with round shank

Y

- * T

H_ DCONMS

WL

LN
—gg 'é§‘ J[* Hhiee—————————— |

glk
Designation DCONMS H B LF LH wB WF f2 Insert Torque*
JS19G-SXXL09 19.05 18 18 90 21 15.43 10 6 JX*G06,12*R 1.2
JS19X-SXXL09 19.05 18 18 120 21 15.43 10 6 JX*G06,12*R 1.2
JS20G-SXXL09 20 19 19 90 21 15.4 10 6 JX*G06,12*R 1.2
JS20X-SXXL09 20 19 19 120 21 15.4 10 6 JX*G06,12*R 1.2
JS22X-SXXL09 22 21 21 120 21 15.4 10 6 JX*G06,12*R 1.2
JS25H-SXXL09 25 24 24 100 21 15.4 10 6 JX*G06,12*R 1.2
JS254X-SXXL09 254 24 24 120 21 15.4 10 6 JX*G06,12*R 1.2

* Torque: Recommended torque (N-m) for clamping
Threading insert (JXTG12FR) and parting-off inserts (JXPGOBR ,12R) fit this holder.

SPARE PARTS & /‘

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

Miniature tool

Referent pages : JS-SXXL09: Inserts — G098 - G099, Standard cutting conditions — G100

Tungaloy G097




I INSERT

JXPG**R/L-F (sharp edge)

CW
uy)
m

PSIRR

INSL |

Right hand (R) shown.

Bl steel *
M Stainless D ¢
l Cast iron D ¢
Non-ferrous *
S Superalloys *  : First choice
H Hard materials |y v : Second choice
C‘j Coated
| Designation HAND|cw:0025) RE |& CUTDIA| INSL PSIRR/L
(%
JXPGO6R10F R 1 005 |@ 6 10.5 0°
JXPGO6L10F L 1 005 @ 6 10.5 0°
JXPGO6R15F R 15 005 @ 6 10.5 0°
JXPGO6L15F L 15 0.05 @ 6 10.5 0°
JXPGO6R10F-15 R 1 005 |@ 6 10.5 15°
JXPGO6L10F-15 L 1 005 |@ 6 10.5 15°
JXPGO6R15F-15 R 15 0.05 @ 6 10.5 15°
JXPGO6L15F-15 L 1.5 005 |@ 6 10.5 15°
JXPG12R15F R 1.5 005 |@ 12 12.5 0°
JXPG12L15F L 15 005 | @ 12 12.5 0°
JXPG12R20F R 2 005 @ 12 12.5 0°
JXPG12L20F L 2 0.05 @ 12 12.5 0°
JXPG12R15F-15 R 1.5 005 |@ 12 12.5 15°
JXPG12L15F-15 L 15 005 | @ 12 12.5 15°
JXPG12R20F-15 R 2 0.05 @ 12 12.5 15°
JXPG12L20F-15 L 2 005 |@ 12 12.5 15°
JXPG16R15F R 1.5 005 |@ 16 14.5 0°
JXPG16L15F L 15 005 | @ 16 14.5 0°
JXPG16R20F R 2 005 @ 16 14.5 0°
JXPG16L20F L 2 0.05 @ 16 14.5 0°
JXPG16R15F-15 R 1.5 005 |@ 16 14.5 15°
JXPG16L15F-15 L 1.5 005 |@ 16 14.5 15°
JXPG16R20F-15 R 2 005 @ 16 14.5 15°
JXPG16L20F-15 L 2 005 |@ 16 14.5 15°
JXPG20R15F R 15 005 | @ 20 16.5 0°
JXPG20L15F L 1.5 005 | @ 20 16.5 0°
JXPG20R20F R 2 005 @ 20 16.5 0°
JXPG20L20F L 2 0.05 @ 20 16.5 0°
JXPG20R15F-15 R 15 005 | @ 20 16.5 15°
JXPG20L15F-15 L 1.5 005 |@ 20 16.5 15°
JXPG20R20F-15 R 2 005 @ 20 16.5 15°
JXPG20L20F-15 L 2 0.05 @ 20 16.5 15°

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

Referent pages : Toolholders — G093 - G097, Standard cutting conditions — G100
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JXTG12FR/L-60 (For Threading / Sharp edge)

Right hand Left hand

]
T &Y

PDX 8
X

- Steel *

M Stainless *

Cast iron *

Non-ferrous *

Superalloys * % : First choice
H Hard materials |y Y¢ : Second choice
Coated
Designation HAND| RE |& Pitches| PDX | CDX | S | PNA

N~

=

n
-60A- Flat s
JXTG12FR-60A-000 R | od,, @ 02-04[ 025 | 04 | 25 | 60
Fi o
JXTG12FL-60A-000 L | oosmen| @ 02-04) 025 | 04 | 25 | 60
JXTG12FR-60B-000 R | odsmao| @ 02-04| 025 | 04 | 25 | 60°
Fi o
JXTG12FL-60B-000 L | ogsmen| @ 02-04| 025 | 04 | 25 | 60
JXTG12FR-60A-005 R 0.05 @ 0.4-1 0.6 0.99 25 60°
JXTG12FL-60A-005 L 005 (@ 04-1| 06 0.99 25 60°
JXTG12FR-60B-005 R 005 (@ 04-1| 19 0.99 25 60°
JXTG12FL-60B-005 L 005 | @ 04-1| 19 0.99 25 60°
JXTG12FR-60N-010 R 01 | @ 1-15| 125 | 2.07 25 60°
JXTG12FL-60N-010 L 01 | @ 1-15| 125 | 2.07 25 60°

@ : Line-up
Packing quantity = 5 pcs.

Miniature tool

I EDGE ORIENTATION AND DESCRIPTION OF THREADING INSERTS

Type A Type B Type N
Righ JXTG 12FR - 60 A - 005
hand | g b | a b| a b B —
a>b a<b a=b Insert shape \—‘ Thread angle Corner radius
Insert size Hand Edge orientation
Left F: sharp edge
hand | o b | a b | a b
a>b a<b a=b

Referent pages : Toolhoders — G093 - G097, Standard cutting conditions — G100
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DUOJCUT

I WHEN TO USE TYPE A AND TYPE B INSERT

Left hand tool holder ! Right hand tool holder

Threading close to the wall

Type A

Threading operation following back-turning

V Left hand tool holder@

Right hand tool holder

Type B
Type B
A
Undercutting needed in previous process
Il THREADING WORKPIECE IN MAIN SPINDLE
Left hand tool holder Right hand tool holder
Gap between workpiece Limited threading length L1
diameter and thread diameter L1<1.5D
(@D - @d1) /2 <6 mm
Q
Q A
J—LA Thread length
Threading operation following back-turning
Left hand tool holder Right hand tool holder
Gap between workpiece Limited threading length L1
diameter and thread diameter L1<1.5D
(@D - @d1) /2 <6 mm
Q
Q
pDUOJEUT H Tread engt
I STANDARD CUTTING CONDITIONS (Parting-off)
. . Cutting speed Feed
ISO Workpiece materials Grades Ve (m/min) f (mm/rev)
Low carbon steels
S15C, SS400, etc. SH725 50 - 200 0.01-0.05
C15, C20, etc.
Carbon steels, Alloy steels
. S55C, SCM440; etc. SH725 50 - 200 0.01 - 0.05
C55, 42CrMo4, etc.
Free cutting steels
SUH22, SUH23, etc SH725 50 - 200 0.01 - 0.05
Stainless steels
M SUS304, SUS316, etc. SH725 50 - 200 0.01-0.05
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Aluminium alloys
. A5056, ABOB1, etc. SH725 150 - 200 0.01 - 0.05
e SH725 100 - 200 0.01-0.05
Titanium alloys
. T-BALAY, RN SH725 30 - 80 0.01-0.05
Superalloys _ _
[ 8,yetc. SH725 30-80 0.01-0.05

G100 www.tungaloy.com




TUNGCUT

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

5510, J=} [“R N
| LH LE ! g‘::{t;ize 1=DGS1.4-016

CUTDIA < = Seat size 2, 3, = DGM, SGM,
g T DGS, SGS, DGE, DTE, DGG,
w AL i DGL
It = ' HE
~—

Right hand (R) shown.

Designation  [MEAN Seatsize CUTDIA  H B LF LH HF  WF®  HBH Torque*
JCTER/L1010X1.4T10 1.4 1 20 10 10 120 18 10 10.2 = 3
JCTER/L1212F1.4T12 1.4 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
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16 1.4 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 2 24 12 12 85 19 12 121 2 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 121 2 3
JCTER/L1414-2T12 2 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 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 3 32 16 16 120 24 16 16.3 = 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 - 3

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

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

Miniature tool

TUNGCUT

CGER/L

External deep grooving and parting toolholder, for Swiss lathes

~ 1 .CDX .
Ll = Hqﬁ
§¢ ([SASNN. *J H m# ' H
AL LF 71 Insert:

> Seat size 1 =DGS1.4-016

R [ T~.LH T Seat size 2, 3, 4, = DGM,
S m SGM, DGS, SGS, SGN,

/ (o] T DGG, DTM, DGL
[TH .
. o ) U I§
N N
— A Right hand (R) shown.

Designation G Seat size CUTDIA®  CDX H B LF LH HF WF®  HBH
CGER/L2020-1.4T14 1.4 1 29/29 9.7 20 20 125 31 20 20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 121 6
CGER/L1616-2T17 2 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 3 3 38/40 12 12 12 150 31 12 12.3 6
CGER/L1616-3T19 8 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/L2020-3T19 3 3 38/45 13.2 20 20 125 31 20 20.3 -
CGER/L2020-4T19 4 4 38/55 203 20 20 125 33 20 20.4 -

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

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

Referent pages : JCTER/L, CGER/L: Inserts — G104 - G109, Standard cutting conditions — G110
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T URN
ITLE’ F\‘/NLfHPJET TUNGCUT

External grooving and parting toolholder with DirectTungdJet connection

|~ LF - DIRECT LJET 1@

’’’’’ L9 e g Ao !

Lnj Sy W 5 & Let hand Insert:
. Seat size 2 = DGM, SGM,
CUTD'A/’""“\LH 1 - 5/187-24UNE é ® Dgas,sggs, DGE, DGG, SGN
] [ Nl
\‘g y :L,,_ 7777777777 @,,,,,Q,,,m I¢

<HBL HBH Right hand (R) shown.
Designation &M Seatsize CUTDIA  H B LF LH HF  WF® HBH HBL Torque*

JCTER/L1212X2T12-CHP 2 2 25 12 12 120 24.7 12 0/12 5 24.7 3

JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 245 3

JCTER/L1616X2T16-CHP 2 2 32 16 16 120 24.7 16 0/16 4 247 3

JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

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

¢ Please see the page G015 for DirectTungJet system.

SPARE PARTS & /é @ ( & (
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

Parting-off width : 2.0 mm

Referent pages : JCTER/L-CHP: Inserts — G104 - G109, Standard cutting conditions — G110

zucy WM EXTERNAL GROOVING AND PARTING
DGS type (2 corners) | For Swiss lathes W Standard feed % UHF j
SGStype (1 corner) 05 ' /
Unique-designed edge = o4
and chipbreaker g 03
Handed insert available < 02
e
_ _ [0} o —.
CW = 1.4 -3 mm PR | l
0424 2 3 4
Page G104, G107 Groove width: CW (mm)
DGM type (2 corners) High fracture resistance W Standard feed + UHF P
SGM type (1 corner) 05 } /
Smooth chip evacuation S 04
3 O
Well-designed edge with g ]
high strength - oozl M I
. . e
Handed insert available § 0.1 I rrrrrrr = =
CW=2-3mm 0533
Page G105, G106 Groove width: CW (mm)
. . ¥ H
DGLtype (2 corners) 1st choice for mild steel W Standard feed U*r )
0.5
Chipbreaker with excellent % o4
chip control at low feed E o3
Suitable for mild steel that b 0.2 4 I
epr L . 0.1 N
often has difficulties in chip 8 0 I
3 4
control Groove width: CW (mm)
Page G109

G102 www.tungaloy.com




TUNGCLUT FEATURES OF INSERTS

Il EXTERNAL GROOVING

}
DGE type (2 corners) | For shallow grooves with high M Standard feed %

accuracy 0.5
>

Excellent chip control % 0

0.3

CW=1-215mm E s
5

fonniil
0

13 16 185215

Page G108 Groove width: CW (mm)
For non-ferrous materials ¢
DGGtype (2 corners) | ang titanium alloys W Standard feed *Lj/
Chipbreaker with low cutting E 2'2
force E 0:3
Sharp cutting edge that 502
prevents vibration and i
0
delivers fine surface finish 2 3 4

Groove width: CW (mm)
Page G108 | CW =2 -3 mm

I EXTERNAL GROOVING OF HARDENED STEELS

[}

o

(0]

- Standard feed v |5
SGN-CBN type For hardened steel cutting W Standard fee %
(1 corner) 0.1 H =
b

Optimum cutting edge shape for Y —
grooving of hardened steels E 0.06/- % M -
Close tolerance width for finishing ~ oos B M
°
(W = +0.025 mm) § oo
- 0 , i
CW=2-3mm PR

Page G109 Groove width: CW (mm)

Tungaloy G103




I INSERT
DGS

External grooving and parting off, 2 cornered

f\ Neutral Left hand ,ﬂ E‘ Right hand
S8 ., == -
|-
7 INSL . H INSL . Zoiia INSL -
' W A
Il steel * || k| Y| ¥e| ||k
M Stainless * * | Y5 | %
Cast iron Y * DA DA
Non-ferrous
Superalloys * | Y¢  : First choice
Hard materials Y% : Second choice
Coated Cermet
“ﬁ Designation HAND|CW:005| RE |10 10 & 12 § 3 INSL| h |PSIRL|PSIRR
\ - QLo ® ©
S5 ICIT 5
FFI<O P4
//‘/: DGS1.4-016 N 1.4 0.16 e 00 16 4.3 0° 0°
- DGS2-020 N 2 02 © © © @ 00 [ 20 5 0° 0°
DGS2-020-6R R 2 0.2 o 0 o 19.95 5 0° 6°
t DGS2-020-6L L 2 0.2 o0 0 19.95| 5 6 | 0°
DGS2-002-6R R 2 0.02 o o 19.5 5 0° 6°
DGS2-002-6L L 2 0.02 o O 19.5 5 6° 0°
- DGS2-020-15R R 2 0.2 e 0o 19.95 5 0° 15°
DGS2-020-15L L 2 0.2 e 00 19.95 5 15° 0°
DGS2-002-15R R 2 0.02 o o 19.5 5 0° 15°
DGS2-002-15L L 2 0.02 o O 19.5 5 15° 0°
DGS3-020 N 3 02 ©® © © 6 0 O [ ] 20 5 0° 0°
DGS3-020-6R R 3 0.2 ® 0o 19.9 5 0° 6°
DGS3-020-6L L 3 0.2 ® 00 19.9 5 6° 0°
DGS3-002-6R R 3 0.02 o 0 19.45 5 0° 6°
DGS3-002-6L L 3 0.02 [ N} 19.45 5 6° 0°
DGS3-020-15R R 3 0.2 [ BN BN} 19.9 5 0° 15°
DGS3-020-15L L 3 0.2 ® 00 19.9 5 15° 0°
DGS3-002-15R R 3 0.02 o o 19.45 5 0° 15°
DGS3-002-15L L 3 0.02 o 0 19.45 5 15° 0°
DGS4-030 N 4 03 © © © @ 00 [ 20 5 0° 0°
DGS4-030-4R R 4 0.3 o 00 19.8 5 0° 40
DGS4-030-4L L 4 0.3 ® 0o 19.85 5 4° 0°
DGS5-030 N 5 03 ©® © © © 0 O [ ] 25 5.5 0° 0°
DGS6-030 N 6 03 © ®© ®© 6 O 25 5.5 0° 0°
@: Line up
Caution

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

Designation Cutting dia. Designation Cutting dia.
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

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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DGM

External grooving and parting off, 2 cornered

e

RE Neutral Left hand Right hand

HiE——"32

INSL

-Steel * || K|k pie
M Stainless * * | *
Cast iron b * pigdbie
Non-ferrous
Superalloys * Y [k % : First choice
Hard materials ¢ : Second choice
Coated Cermet
Te) o
Designation HAND |CWs005 RE |0 © & & & bt & INSL| h |PSIRL[PSIRR
‘H B E @
FFFLI<CO P
DGM2-020 N 2 02 © @ @ @ [} () 20 5 0° 0°
DGM2-020-6R R 2 0.2 [ BN ) [ J 19.8 5 0° 6°
DGM2-020-6L L 2 0.2 [ N ) o 19.8 5 6° 0°
DGM2-020-8R R 2 0.2 [ N ) [} 19.8 5 0° 8°
DGM2-020-8L L 2 0.2 [ BN ) [ J 19.8 5 8 0°
DGM2-020-15R R 2 0.2 [ BN ) [ J 19.8 5 0° 15°
DGM2-020-15L L 2 0.2 [ BN ) o 19.8 5 15° 0°
DGM2-002-15R R 2 0.02 ® [ 19.35 5 0° 15°
DGM2-002-15L L 2 0.02 o [ J 19.35 5 15° 0° g
DGM3-020 N 3 0.2 © © © @ 0O () 20 5 0° 0° e
DGM3-020-6R R 3 0.2 N ) (] 19.9 5 0° 6° i
DGM3-020-6L L 3 | 02 oo o 199 | 5 | & | 0° 3
DGM3-002-6R R 3 0.02 e o 1945 | 5 0° 6° s
DGM3-002-6L L 3 0.02 [ ] [ ] 19.45 5 6° 0°
DGMS3-020-15R R 3 0.2 [ N J [ ] 19.9 5 0° 15°
DGM3-020-15L L 3 0.2 [ N ) o 19.9 5 15° 0°
DGM4-030 N 4 03 © © © @ 00O () 20 5 0° 0°
DGM4-030-4R R 4 0.3 [ BN ) [ J 19.8 5 0° 40
DGM4-030-4L L 4 0.3 [ BN ) [ J 19.8 5 40 0°
DGM4-030-15R R 4 0.3 [ N ) o 19.8 5 0° 15°
DGM4-030-15L L 4 0.3 [ BN ) [ J 19.8 5 15° 0°
DGM5-030 N 5 03 © © © @ 00 () 25 5.5 0° 0°
DGM5-030-4R R 5 0.3 [ N} [ ] 24.9 55 0° 4°
DGM6-030 N 6 03 © © © @ 00O 25 5.5 0° 0°
DGM8-040 N 8 04  © @ @ O [ J 30 6.7 0° 0°
@®: Line up

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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Il INSERT
SGM

External deep grooving and parting off, single-cornered

RE Neutral Left hand RE Right hand
= RE ) "
ofh PSIRL \F
P.
INSL INSL \ SIRR

T INSL -

o8-

‘H SEEH -

-Steel * [ Y¢ | YY
M Stainless * | Y5 | %
Cast iron * DA
Non-ferrous
Superalloys ¥* | v ¥ : First choice
Hard materials % : Second choice
: Coated
| i _
Designation HAND|CW:005) RE (N £ 8 INSL| h |PSIRL|PSIRR
— I
<O
- 'SGM2-020 N 2 02 @ @ 20 | 5 0 | o0°
SGM2-020-6R R 2 02 ©® @ @ 20 5 0° 6°
v SGM2-020-6L L 2 02 ©® & @ 20 5 6° 0°
SGMS3-020 N 3 02 ©® ®@ @ 20 5 0° 0°
SGMB3-020-6R R 3 02 ©® ® @ 20 5 0° 6°
~T] SGMS3-020-6L L 3 02 ©® @ @ 20 5 6° 0°
V) SGM3-020-15R R 3 02 @® & @ 20 5 0° 15°
SGM3-020-15L L 3 02 ©® @ @ 20 5 15° 0°
SGM4-030 N 4 03 ©® ®© @ 20 5 0° 0°
SGM4-030-4R R 4 03 © ® @ 20 5 0° 4°
SGM4-030-4L L 4 03 ©® @& @ 20 5 4° 0°
SGM5-030 N 5 03 ©® @ @ 25 5.5 0° 0°
SGM6-030 N 6 03 © ® @ 25 5.5 0° 0°
@: Line up

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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SGS

External deep grooving and parting off, single-cornered

RE

o -

~

|

Neutral

¢

o INSL

|

B w

RE
PSIRL
-
-

Left hand RE Right hand

INSL

- Steel D dRAdRAG
M Stainless b dbidh ¢
Cast iron * DA
Non-ferrous
Superalloys * |y  : First choice
Hard materials < : Second choice
Coated
Yo}
Designation HAND|CW:005| RE & Q & INSL| h |PSIRLPSIRR
EEE
<< O
SGS2-020 N 2 02 @ @ 20 5 0° 0°
SGS2-020-6R R 2 02 ©® @ e 20 5 0° 6°
SGS2-020-6L L 2 02 ©® @ @ 20 5 6° 0°
SGS2-020-15R R 2 02 @ @ @ 20 5 0° 15°
SGS2-020-15L L 2 02 @ @ @ 20 5 15° 0°
SGS3-020 N 3 02 ©® @ @ 20 5 0° 0°
SGS3-020-6R R 3 02 ©® @ e 20 5 0° 6°
SGS3-020-6L L 3 02 @ @ @ 20 5 6° 0°
SGS3-002-6R R 3 0.02 o o 19.8 5 0° 6°
SGS3-002-6L L 3 0.02 [ N} 19.8 5 6° 0°
SGS3-020-15R R 3 02 ©® @ @ 20 5 0° 15°
SGS3-020-15L L 3 02 @ @ @ 20 5 15° 0°
SGS3-002-15R R 3 0.02 o o 19.8 5 0° 15°
SGS3-002-15L L 3 0.02 o 0o 19.8 5 15° 0°
SGS4-030 N 4 03 ® @ @ 20 5 0° 0°
SGS5-030 N 5 03 ©® @@ @ 25 5.5 0° 0°
SGS6-030 N 6 03 ©® @0 25 5.5 0° 0°
@: Line up

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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Il INSERT
DGE

External grooving (for high-precision machining)

RE CDX¢
QEE—

A
INSL

i W

Bl steel * || ¥ *
M Stainless * | ¢ %
Cast iron D ¢ DA S
Non-ferrous
Superalloys ¥* | Y% Y : First choice
H Hard materials ¥ : Second choice
‘QW Coated Cermet
i e} o
Designation cw:005| RE | Q Q CDX|INSL| h
NN o
225 2
DGE100-000 1 0 o o [ ] 25 | 20 5
DGE130-000 1.3 0 [ N} [ ] 25 | 20 5
DGE160-010 1.6 01 @ @ @ [ J 25 | 20 5
DGE185-010 1.85 01 | @ @ @ [ ] 3.5 | 20 5
DGE215-015 215 |015|@ @ @ ® 35|20 | 5
@®: Line up
DGE Caution Cutting di
CDX is limited as shown in the picture to the.right according to the ﬂ\'a' G.D.
groove depth, G.D. Please refer to the following table. % 4\
G.D = Groove depth j",f,L,
. . Max. Cutting dia. |
Designation N
s depthmm)| G.D.=1 |GD.=15| G.D.=2 | GD.=25] G.D.=3 S
DGE100-000
DGE130-000 | 2 - - Relevant area
DGE160-010 oo 18.6 11.5 (Interference)
DGE185-010 3 8.8 7
DGE215-015 ’
DGG

External and face grooving (for high-precision machining)
RE

h
(@]
.j

- Steel

M Stainless
Cast iron

Non-ferrous
Superalloys
H Hard materials

% : First choice
¢ : Second choice

Coated Cermet | Uncoated
. . 0 o
Designation CWz002| RE |& 3 5 INSL| h
~ o o
I n (%)
< P4 X
DGG200-020 2 02 | @ [ ] 20 5
DGG300-020 3 02 | @ [ [ ) 20
DGG400-040 4 04 | @ [ [ J 20
@: Line up

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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DGL

External, Parting-off

cw (3

I}
ey
A

Bl stee! *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Hard materials 3¢ : Second choice
Coated
Yo}
Designation Cw:005| RE | INSL| h
P
<
DGL3-025 3 025 | @ 20
DGL4-030 4 03 | @ 20 | 5
@: Line up

SGN

External grooving of hardened steels

CW
X
[
Miniature tool

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
Hard materials | ¥ Y% : Second choice
CBN
Designation CW:0.025| RE | Q INSL| h
3
m
SGN200-020 2 02 | @ 20 5
SGN300-020 3 02 | @ 20
SGN400-020 4 02 @ 20
@: Line up

Referent pages : Toolhoders — G101 - G102, Standard cutting conditions — G110
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Il STANDARD CUTTING CONDITIONS

ISO

Workpiece material

Steels

S45C, SCM435, etc.

C45, 34CrMod4, etc.

Stainless steels
SUS303, etc.
X10CrNiS18-9, etc.

Grey cast irons
FC250, etc.
250, etc.

Ductile cast irons
FC250, etc.
450-108S, etc.

Aluminium alloys
Si<12%

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

Hardened steels
SCM435, etc.
34CrMod4, etc.

Hardness

< 300 HB

<300 HB

<300 HB

<300 HB

< 300 HB

<200 HB

<200 HB

< HRC 40

<HRC 40

> HRC 50

Referent pages : Toolhoders — G101 - G102

G110 www.tungaloy.com

Chipbreaker

DGS

DGM

DGS

DGS

DGL

DGS

DGM

DGM

DGM

DGG

DGM

DGS

DGN

Priority
First choice
Priority for wear resistance
Priority for fracture resistance
Priority for surface finish
For mild steel Chip control
First choice

Priority for impact resistance

First choice

First choice

First choice

First choice

Priority for fracture resistance

First choice

Recomended
grade

AH7025, AH725
T9125
GH130
NS9530

AH7025
GH130

AH7025, AH725

GH130

GH130

TH10

AH905

AH7025, AH725

BX360

Cutting speed
Vc (m/min)

50 - 180
80 - 200
50 - 120
80 - 220
50 - 180
50-120

50-120

50 - 180

50 -120

100 - 500

20 - 80

20 -80

80 - 150
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