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TURNLINE New grooving and parting off tools

MY=T SERIES

Extended version
with new items

Wide variety of tools drastically reduce set up time!
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I Features

(My-T G series)
GE-AL Width: 2.0 ~ 4.0 mm |

Reduce cutting force and chip welding due to the combination
of sharp chipbreaker and fine grain cemented carbide.

For internal grooving .............................

GN Width: 3.0 ~ 5.0 mm L

Lower cutting resistance and better cutting action than GE type.
Used for internal grooving when problems with chip control
and chattering occur.

Forfacegrooving e0e00ece0000000000

GF Width: 3.0 ~ 5.0 mm

Larger width of chipbreaker than GE type
and with good chip control. Used for

face grooving when problems with
chip control and chattering occur.

” N

1st choice

WGE (Two corners ty

Width: 2.0 ~ 5.0 mm
#External grooving
#Parting off

GE

Width: 2.0 ~ 5.0 mm
#External grooving
#Internal grooving
#Face grooving

& Parting off

For traversing oo

WGT ¢ GT Width: 3.0 ~ 5.0 mm

Lower cutting resistance and
better cutting action for traversing.
Suitable for external, internal grooving
and extending face slots etc.

For profiling cecccccne

WGT*GR
Width: 3.0 (1.5R) ~ 5.0 (2.5R) mm

Lower cutting resistance and
better chip control for profiling.

Forpartingoff ecccccccscscccccc®’

WGE R/L+GE R/L Width: 3.0 ~5.0 mm

A chipbreaker with good chip control for parting off.
These inserts are effective to minimize burr generation
when workpiece is cut off.

GE R/L



BWGE, GE type inserts almighty chipbreaker

e Excellent chip control for external grooving, internal grooving
and face grooving.

ESpecialist of grooving

o GN type for internal grooving, GF type for face grooving,
WGT, GT type for traversing and WGR, GR type for profiling.

e Min. bore dia: 225 mm for internal grooving, @30 mm for face
grooving.

e Possible to reduce cost by tool concentration

e Interchangeable blades fit into all toolholder systems of My-T
G series.

® Two corner type inserts.
e G-class inserts which excels in accuracy of cutting edge
width. Can perform precision grooving.

e Two corner type inserts. Multi type toolholders allowing
traversing.

For parting off
Max. parting dia. 120

For internal grooving
Min. bore dia. 25

e Excellent chatter resistance and good chip control
characteristics allow the use of these tools in a wide range of

machining operations.
Deep grooving

Mono block

Blades for
external grooving

Blades for
face grooving

My-T CGD series

My-T FLEX series

Width: 2.0 ~ 8.0 mm

*Toolholders for 7 mm and 8 mm groove widths
are mono block type.

Width: 3.0 ~ 5.0 mm
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I Chipbreaker recommendation for applications

©---Basic recommendation (-:-Complementary recommendation

External Internal Face Parting off | Traversing| Profiling
° Grooving - (D
g | Cat. No. Shape width - -
1 -
(mm)
WGE20
GE20 ﬁ 2 O
[ WGE30 O O
% GE30 3 GE type only GE type only O
% WGE40 4 O O o
IE GE40 @ GE type only GE type only
WGE50
GES50 S GE type only GE type only O
WGE20R/L 2 @)
3| WGE30R/L
5]
=] GE30R/L 3 ©
=% WGE40R/L
" GE40R/L % 4 ©)
WGE50R/L
GE50R/L 5 ©
WGT30 O O
g GT30 % 3 O GT type only GT type only O © O
2N WGT40 O O
% GT40 % 4 O GT type only GT type only O @ O
| WGT50 O O
GT50 5 O GT type only GT type only O © O
WGR30
| GR30 @ 3 O O O O ©
c
— WGR40
= GRao @ 4 O O O O ©
o
WGR50
s 5 O O O O ©
o
E GN30 3 O O O O
o
o
=) GN4o @ 4 O O O O
©
c
"8 GN50 5 O @) O O
{28 GF30 3 O O O O
>
o
) GFa0 @ 4 | O O o ®
)
3]
T GF50 5 O O O O
§§ GE20-AL 2 @ O
©
€5
= é GE30-AL 3 O O O O
Es
3%
| GE40-AL 4 © O O O
L




I Grades

Grad Substrate Coating layer
rades
Specific gravity | Hardness (HY) | "aronam(abg) Main composition Thickness (um)
S CVD coated grade, Continuously
13.7 90.0 25 formed columnar crystal TICN 14
+ AL203
ey Coating layer demonstrates the incredible adhesion strength due to the Double-Bridge effect.
’ Exclusive substrate delivers an outstanding balance of wear and chipping resistance.
L R A e j P
PVD coated grade,
14.4 91.5 3.0 THENO) 3
e I “Premium — Coat” PVD coated grade combined with tough and fine carbide substrate.
= Provides high reliability and stable long tool life in small parts machining at the lower cutting
Lol 2. [ speed condition.
9 U
- EY a2 15.0 93.0 29 - -
€S,
Wy L
3
" i Versatile cermet grade with incredible fracture and wear resistance for steel machining.
0
T 15.0 93.0 29 - -

Fine cemented carbide grade for non-ferrous metal cutting.
Demonstrates improved wear and fracture resistance due to the high hardness and strength.

I Standard cutting conditions

Cutting speed: V¢ (m/min)

0
L

1 90 290

490

Steel

Low carbon steels, Alloy steels
(~ 150HB)
S10C, SCM415, SS400, SCr420H /
C10E, E275A, 20Cr4H etc.

80 1125 . 200
150 @unnNS9530 . 250
50 G GHZ30 s 180

Medium carbon steels, Alloy steels
(150 ~ 250HB)
S45C, SCM440 / C45, 42CrMo4 etc.

80 w9120 180
80 NS O530 s 220
50 o GHZ30 . 150

High carbon steels, Alloy steels
(250HB ~)
S55C, SNCM439 / C55, C60 etc.

80 w9128 150
80 unuNS9530 . 180
50 wuGHZ30uu 120

Stainless steels
SUS304, SUS316 / X5CrNi18-9,

80 wnTa125. 150

Stainless X5CrNiMo17-12-3 etc. 50 uuGHZ30uw 1120
Grey cast irons, Ductile cast irons 80 L T9125. . 200
FC250, FCD400 / GG25, GGG4O0 etc.
Cast Iron 50 o GH730 180

Non-ferrous

Aluminium alloys, Non-ferrous
A2000, AC4C /
AlCu4SiMg, AISi7Mg etc.

200 (e KS0sR L 300
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I Inserts

2 corner 1 corner

For external grooving

For grooving and

L
r'e
and parting off ;?—% parting off
gl
Grades o . Grades 5 .
Cat. No. Coated Cermet imensions (mm) Cat. No. Coated Cermet e =
T9125 |GH730| NS9530 | w L h re T9125 |GH730| NS9530 | w L h re
WGE20 [ ) [ ) (] 2 20 4.7 GE20 [ ) o 2 35
WGE30 [ ) [ ) [ ) 3 5.5 GE30 [ [ ) [ ] 3 | 10 ’
WGE40 [ ] [ J [ J 4 | 55 |57 0.2 GE40 ™Y o o 4 4.0 0.2
WGE50 [ ] [ ] [ ] 5 5.9 GE50 o [ ] ( ] 5 | 12 | 45

For parting off
(handed insert)

Right hand (R) shown.

For parting off
(handed insert)

Right hand (R) shown.

uacey Dimensions (mm) iades Dimensions (mm)
Cat. No. Coated Cat. No. Coated
GH730 w L h . GH730 w L h -
R L R L
WGE20R/L | @ [ J 2 20 4.7 GE30R/L [ J [ ] 3 10 3.5
WGE3OR/L | @ [ J 3 5.5 GE40R/L [ ) [ ] 4 4.0 0.2
WGE40R/L | @ @ 4 o5 57 | 0.2 GES50R/L e o 5 12 4.5
WGE5S0R/L | @ [ ] 5 5.9

L

For grooving and

For grooving and fe j——L =
traversing Qﬁ%ﬁ traversing
& re /
i
-:]
Gradss Dimensions (mm) Graces i i
Cat. No. Coated |Cermet Cat. No. Coated Cermet Dl e
T9125 |GH730| NS9530 | w L h re T9125 |GH730| NS9530 | w L h re
WGT30 ] { ] [ ) 3 |20 |55 GT30 ] [ J 3 10 3.5
WGT40 e o [ ) 4 | 55 | 5.7 /04 GT40 [ ] [ ] 4 4.0 | o5
WGT50 ® O [ ) 5 5.9 GT50 e O [ ) 5 |12 45|
For profiling e - For profiling
o
49
Grades . . Grades . .
Dimensions (mm) Dimensions (mm)
Cat. No. Coated |Cermet Cat. No. Coated |Cermet
T9125 |GH730| NS9530 | w L h re T9125 |GH730| NS9530 | w L h re
WGR30 [ ] [ ] [ ) 3 |20 |55]|15 GR30 [ ] [ J 3 10 3.5 (|15
WGR40 e o [ ] 4 | 5 | 5.7]20 GR40 e o [ ) 4 4.0 | 2.0
WGR50 [ ) [ ) 5 5.9 | 2.5 GR50 e O [ ] 5 | 12 | 45|25

@ :Stocked items.




1 corner

For face grooving o For internal b
(Improved chip control) ;ﬁ@ grooving S [E
re L > re /i L >
Grades o . (mm) Grades b . (mm)
imensions (mm imensions (mm
Cat. No. Coated | Cermet Cat. No. Coated | Cermet
GH730 | NS9530 w L h re GH730 | NS9530 w L h re
GF30 [ ) o 3 10 3.5 GN30 o [ ] 3 10 3.5
GF40 [ [ 4 4.0 | 0.2 GN40 [ ] [ ] 4 4.0 | 0.2
GF50 [ ] [ ] 5 12 | 4.5 GN50 [ ] [ ] 5 12 | 45
For aluminium §
and non-ferrous K
metals A L
Grades Dimensions (mm)
Cat. No. Uncoated
KSO05F w L h re
GE20-AL o 2 35
GE30-AL ([ ] 3 10 ' 0.2
GE40-AL [ 4 4.0
IParts
(Mono block type) (Blade type)
Clamping screw| Wrench Clamping screw| Blade fixing screw| Wrench
Cat. No. g m Cat. No. g g m
CGWSR/LOOOO-O0O-W CGWSR/LOOOO-00WGR/L
CHHM5-18 P-4 CHHM5-18| CSHB-6 | P-4
CGWSR/LOOOO-00-W-L CGWSR/LOOOO-00WGR/L-L
o Standard cutting conditions
Cutting speed Feed: f (mm/rev)
Work materials R°°°£;‘:$‘;"ded Ve Operation Groove width: W (mm)
(m/min) 2 3 4 5
Low carbon steels | T9125 | 80 ~ 200 G .
Alloy steels NS9530 |100 ~ 200 ({;C’E"SE',“:’ 0.06~020 | 006-~025 | 007-~027 | 0.07~0.30
(~150HB) GH730 | 50 ~ 180
Medium carbon steels | T9125 | 80 ~ 180 Parting off
Aoy A NS9530 | 80 ~ 180 ( GEDDQR 0 0.04 ~ 0.10 0.04 ~ 0.14 0.04 ~ 0.14 0.04 ~ 0.14
D = 2B GH730 | 50 ~ 150
High carbon steels | T9125 | 80 ~ 150 Traversing ) ap=05~15|ap=05~20 | ap=0.5~25
Alloy steels NS9530 | 80 ~ 150 (GTODO) f=0.06~02 | f=0.06~0.25 | f=0.06 ~0.27
(250HB ~) GH730 | 50 ~ 120 »
i T9125 80 ~ 150 Profiling ap=05~14 | ap=05~15 | ap=0.5~16
Stainless steels -
Grey and T9125 | 80 ~ 200 Grooving for
ductile castirons | GH730 | 50 ~ 180 | | Aluminium alloys| 0.03 ~ 0.1 0.03 ~ 0.1 0.03 ~ 0.1 -
Aluminium alloys, Non-ferrous metals)  KSO5F 200 ~ 300 (GECO-AL)
@ : Stocked items.
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I Toolholders

@ External grooving

("L Y/ External grooving

L4

¥ Right hand (R) shown.

O Stock Max. Dimensions (mm) Parts

giy  Shankininedeset  TgTL (Mo St [ To [hle | f|alee| shan Stock] e [Stock
CGWSR/L2020-W30GR/L | @ | @] ,weeso 20| 20 | 20 26.9 CGWSR/L2020 (@ |®| w30G

3 I CaWSR/L2525-W30GR/L | @ |@| USiS | 12 (25125 25 [ Tate 2| cawsriizszs @@ RL |®/®

, | CGWSR/L2020-W40GR/L | @| @ Wi | s 20| 20| 20 26.9 CGWSR/L2020 |@|®| w40G |
CGWSR/L2525-W40GR/L | @ | @ | Warao 25]25|25| at9| | = _|CGWSR/L2525|@|@ R/L

5 | CGWSR/L2020-W50GR/L | @| @ Wg%g%L 45 120]2020 26.9 CGWSR/L2020 (@ |®| w50G
CGWSR/L2525-W50GR/L | @ |@| Wareo 25| 25|25 31.9 CGWSR/L2525 @ |@| R/L

T
g —

:

[ L1 N

Qv Right hand (R) shown.

o S Stock Max. Dimensions (mm) Parts

9BE] ank and blade set Applicable| groove

S Cat. No. RIL| inserts | (o | M | b | h |Li| f| 8 |L: Shank SF:OT_k Bls%ctie SRtOT-k
CGWSR/L2020-W20GR/L-L | @ | @ | .00 20|20 |20 26.7 CGWSR/L2020 (@ |®| w20G

2 wobsaL | 15 153.5 16.5[46.5 [
CGWSR/L2525-W20GR/L-L (@ | @ 25|25 25 31.7 CGWSR/L2525 |@|@| R/L-L
CGWSR/L2020-W30GR/L-L | @ | @ | ,weEso | 1685 |20 | 20 | 20 26.9 CGWSR/L2020 |®|®| W30G

3 oray" | 182 157.5 20.5(50.5 L[ )
CGWSR/L2525-W30GR/L-L (@ |@| wGcrso | {73 | 25|25 |25 31.9 CGWSR/L2525 |@|@| R/L-L

, |COWSR/L2020-WA0GR/L-L | @ | @ | (25, 51 |20|20]20 26.9 CGWSR/L2020 | @|®| W40G | o
CGWSR/L2525-W40GR/L-L | @ |@| Werio | 53'5 | 25| 25|25 62631 2bs 55 o| COWSR/L2525 | @[ @] R/L-L

5 CGWSR/L2020-W50GR/L-L | @ | @ | ,WGEs0 ,q |:20]2020 Tlesol T CGWSR/L2020 |@|@| w50G °
CGWSR/L2525-W50GR/L-L | @ | @ | Waneo 25| 25 | 25 31.9 CGWSR/L2525 @ |@| R/L-L

Notes: ¢ Max. groove depth may differ by using inserts.
e When ordering, shank and blade set Cat. No. or shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used with right
hand shank and the left hand blade set is used with left hand shank.

@ : Stocked items.



21
>

-] o
Al
E L L1
1
i B9 Y
J:V AJ Right hand (R) shown.
Groove Stock | Applicable ',‘-"O%’f,'e Dimensions (mm)
W {emm) cat.No. RIL| inserts | %88 | h [ b [ h [ L | f | & [ L
CGWSR/L1616-W30 ° WeES0 16 | 16 | 16 | 125 | 16.4
3 | CGWSR/L2020-W30 o|@ VEENRL | 42 | 20 | 20 | 20 s | 204|135 | 34
CGWSR/L2525-W30 ° WaRso 25 | 25 | 25 25.4
CGWSR/L2020-W40 () WGE40 20 20 20 20.4
4 WOESWL | 13 150 145 | 39
CGWSR/L2525-W40 { ] WGR40 25 25 25 25.4
CGWSR/L2020-W50 ® e  WGE 20 20 20 20.4
5 WOESIRL | 13 150 145 | 39
CGWSR/L2525-W50 o WGR50 25 25 25 25.4
e\ ER TR BB External deep grooving
N
J o ]
gl = L L1 -
M |
- |
Right hand (R) shown.
Groove Stock | Applicable My Dimensions (mm)
wisn) Cat. No. RIL| inserts | 9o [ p T p [ h | L, [ & | L
CGWSR/L1616-W20-L ° 16 | 16 | 16 | 125 | 16.2
2 | CGWSR/L2020-W20-L  |® (@] ,,WEE20 | 15 | 20 | 20 | 20 o | 202|165 | 37
CGWSR/L2525-W20-L [ X J 25 25 25 25.2
CGWSR/L1616-W30-L (@ weeso | 165 | 16 | 16 | 16 | 125 | 164
3 | CGWSR/L2020-W30-L (@ |@| WEESOML | 185 1 50 | 20 | 20 204 | 205 | 37
WGR30 17.5 150
CGWSR/L2525-W30-L ° 25 | 25 | 25 25.4
. CGWSR/L2020-W40-L ° wWogEs 131 | 20 | 20 | 20 B U O
CGWSR/L2525-W40-L  |@ worad | Al | 25 | 25 | 25 254 |
CGWSR/L2020-W50-L  |® @ , (S50 20 | 20 | 20 20.4
5 WGTSD 21 150 255 | 42
CGWSR/L2525-W50-L  |®|®| \are 25 | 25 | 25 25.4
Note: Max. groove depth may differ by using inserts.

@ : Stocked items.
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(ol c\'/£N 17/ K<l External grooving

£4
A
v ©
<« L2, L4
i 4 Right hand (R) shown.
< ) <y The dashed line shows 20 mm-square
46.65 _| shank tools .
LcE s Stock Max. Dimensions (mm) Parts
S5 E] hank and blade set Applicable |97V
S Cat. No. RIL| inserts |(om|hi|b|h| Li | F| £ | Lo Shank SF:och Bg;(le sF:oc:(
CGWSR/L2020-20GR/L (@ | @ GE20 20|20|20 26.8 CGWSR/L2020|® @

2 GE20-AL 12 150.2 13.15(43.15 20GR/L @ | @®

CGWSR/L2525-20GR/L (@ (@ 25|25|25 31.8 CGWSR/L2525|/@ @
GE30
CGWSR/L2020-30GR/L |® |@® | GE30R/L 20|20|20 27 CGWSR/L2020|® | @

3 GT30 |12 150.2 13.15|43.15 30GR/L @ |@®

CGWSR/L2525-30GR/L (@ @ Ggng’:OAL 25|25(25 32 CGWSR/L2525/@ | @
E40
CGWSR/L2020-40GR/L (@ (@ Gg4on/|_ 20(20|20 27.1 CGWSR/L2020|® @

4 GT40 |12 150.2 13.15(43.15 40GR/L @@
CGWSR/L2525-40GR/L | ® | @ | CR0 25(25(25 32.1 CGWSR/L2525/® @
CGWSR/L2020-50GR/L | @ | | CGES0 20|20|20 27.2 CGWSR/L2020|@|®

5 GT50 12 150.2 13.15/43.15 50GR/L | @@
CGWSR/L2525-50GR/L | @ GR50 25|25|25 32.2 CGWSR/L2525|@ | @

Notes: ® When ordering, shank and blade set Cat. No. or shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used with right
hand shank and the left hand blade set is used with left hand shank.
(ST S8 External grooving
A r» 3
Q
o - Y
{9 /3
L L L1 o
Y Right hand (R) shown.
< The dashed line shows 20 mm-square
shank tools .

°§'§§ Shank and blade set Stock Applicable %?’cl,iie ey st Psatr::k Blade |Stock

=3 (=]

BN Cat. No. R|L| inserts | depth| p | p | [ | f | £ | Lo Shank RTL| set [RIL
CGWTR/L2020-30GL/R oo 20 | 20 CGWTR/L2020 |@|@®

3 GT30 12 150 [49.943.15/12.9 30GL/R @ @
CGWTR/L2525-30GL/R consoL 25 | 25 CGWTR/L2525 | @@
CGWTR/L2020-40GL/R CoroRL 20 | 20 CGWTR/L2020 |@|@®

4 GT40 12 150.1|149.9143.15(12.9 40GL/R | @@
CGWTR/L2525-40GL/R Gl 25 | 25 CGWTR/L2525 |@|®
CGWTR/L2020-50GL/R GE50 20 | 20 CGWTR/L2020 @ | @

5 GESORL | 12 150.2(49.9(43.15/12.9 50GL/R (@@
CGWTR/L2525-50GL/R GR50 25 | 25 CGWTR/L2525 | @ |@®

Notes: ® When ordering, shank and blade set Cat. No. or shank and blade set are required.
* When using a right or left hand blade set, the right hand blade set is used with left
hand shank and the left hand blade set is used with right hand shank.

@ : Stocked items.




ot LT/ B External grooving

L4

Right hand (R) shown.

Groove Stock | Applicable '}ﬂoaofl- X Dimensions (mm)
Wi Cat. No. R[L| inserts [foeth(mm)| p, b h L, f 7
CGSSR/L1616-20 o0 16 16 16 | 125 | 162
2 | CGSSR/L2020-20 ® @ oA | ® | 20 | 20 | 20 | ] 202 | 1
CGSSR/L2525-20 o0 25 25 25 25.2
CGSSR/L1616-30 o0 GE30 16 16 16 125 16.5
GE30R/L
3 | CGSSR/L2020-30 o0 g;gg 12 20 20 20 | ] 205|135
CGSSR/L2525-30 ®|®| GE30-AL 25 25 25 255
CGSSR/L1616-40 GE40 16 16 16 | 125 | 166
GE40R/L
4 | CGSSR/L2020-40 o0 gT4o 12 20 20 20 | | 208|135
R40
CGSSR/L2525-40 GE40-AL 25 25 25 25.6
CGSSR/L1616-50 GE50 16 16 16 125 16.7
5 | CGSSR/L2020-50 oo OG5 | ™ | 20 | 20 | 20 | | 207|135
CGSSR/L2525-50 e/ @ GRS 25 | 25 | 25 25.7
o cLF B0 B External deep grooving
= N
|
Lx:r— QY
2 - L2 L1
“I B
® Without offset Right hand (R) shown.
g Cat. No Stock | Applicable | bt Dimensions (mm)
W (mm) T R|L inserts depth (mm)  h, b h L, f 2, L,
CGSSR/L1616-30D o0 . 16 | 16 | 16 | 125 | 165
3 | CGSSR/L2020-30D ®|®| GEORL | 22 | 20 | 20 | 20 | _ [205 | 23 | 362
CGSSR/L2525-30D oo CESO-AL 25 25 25 25.5
CGSSR/L1616-40D GE40 16 | 16 | 16 | 125 | 166
4 | CGSSR/L2020-40D ®|®| GEdWRL | 25 | 20 | 20 [ 20 | _ [206| 26 | 395
CGSSR/L2525-40D o @] CE4O-AL 25 | 25 | 25 25.6
CGSSR/L1616-50D 16 | 16 | 16 | 125 | 16.7
5 | CGSSR/L2020-50D oo SE0 | 25 [ 20 | 20 | 20 5o | 207 | 26 | 305
CGSSR/L2525-50D o0 25 25 25 25.7

Note: Max. groove depth may differ by using inserts.

@ : Stocked items.

11
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[}/ 3 7/ S8 External grooving

Max. groove depth (mm)

-
Y
PN Q
A L, L1
Right hand (R) shown.
; The dashed line shows 20 mm
@@ < square shank tools.
$sE|  Shank and blade set Stock applicable, M2 | Max piinens cnsini! Farts
535 Cat. No. R| L | inserts [depthloffcia by | | L, f B Shank ~ foiocki Blade |Stock
CGWSR/L2020-CGDR/L2 (@ | ® 20(20 26.45 CGWSR/L2020|® @

2 CGD200| 16 | 35 152 45 CGDR/L2|@
CGWSR/L2525-CGDR/L2 o 25|25 31.45 CGWSR/L2525|/@ @
CGWSR/L2020-CGDR/L3 o 20|20 26.45 CGWSR/L2020|® @

3 CGD300|21.6| 46 157.6 50.6 CGDR/L3|@ | @
CGWSR/L2525-CGDR/L3 | @ 25|25 31.45 CGWSR/L2525|/@ @
CGWSR/L2020-CGDR/L4 @ | @ 20|20 26.65 CGWSR/L2020|® @

4 CGD400|21.6| 46 157.6 50.6 CGDR/L4|@
CGWSR/L2525-CGDR/L4 @ | @ 25|25 31.65 CGWSR/L2525|/@ | @
CGWSR/L2020-CGDR/L5 @ | @ 20|20 26.95 CGWSR/L2020|® @

5 CGD500|21.6| 46 157.6 50.6 CGDR/L5|@
CGWSR/L2525-CGDR/L5 o 25|25 31.95 CGWSR/L2525|/@ | @
CGWSR/L2020-CGDR/L6 @ | @ 20|20 27.1 CGWSR/L2020/@® | @®

6 CGD600|21.6| 46 157.6 50.6 CGDR/L6| |@
CGWSR/L2525-CGDR/L6 (@ | @ 05|05 32.1 CGWSR/L2525/@ | @

-8 CGWSR/L2525-8 o CGD700 216! 50 150 | 26.35
CGWSR/L3232-8 o CGD800| 32(32| 170 | 33.35

Notes: ¢ When ordering, shank and blade set Cat. No. or shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used with right
hand shank and the left hand blade set is used with left hand shank.

()" 'a 7/ B8 External grooving

Max. groove
depth (mm)

-

Max. parting off dia. is different
than CGWSRY/L type.

Right hand (R) shown.

The dashed line shows

20 mm square shank tools.

0. Fl Stock i i Part

Egg_ Shank and blade set % Al_)PlicameL'.\fi)fi s Dimensions (mm) :to:k Blade |Stock

EEN Cat. No. R| L | inserts |depthloffdial pp | | [, f L. Shank T set faTL
CGWTR/L2020-CGDL/R2 20|20 CGWTR/L2020 @ | @ D

2 CGD200(13.5| 27 149.4 | 51.75 | 45 cabL {
CGWTR/L2525-CGDL/R2 25|25 CGWTR/L2525|@|@®| R2
CGWTR/L2020-CGDL/R3 2020 CGWTR/L2020|@®|@®| CGDL/

3 CGD300(19.5| 39 149.4 | 57.35 | 50.6 o0
CGWTR/L2525-CGDL/R3 25|25 CGWTR/L2525|@|@®| RS3
CGWTR/L2020-CGDL/R4 20|20 CGWTR/L2020

4 CGD400(19.5| 39 149.6 | 57.35 | 50.6 ®|®cepL/ o
CGWTR/L2525-CGDL/R4 25|25 CGWTR/L2525|@|®| R4
CGWTR/L2020-CGDL/R5 20|20 CGWTR/L2020|® |@®| CGDL/

5 CGD500(19.5| 39 149.9 | 57.35 | 50.6 o
CGWTR/L2525-CGDL/R5 25|25 CGWTR/L2525|@|®| RS
CGWTR/L2020-CGDL/R6 20|20 CGWTR/L2020

6 CGD600(19.5| 39 150.1 | 57.35 | 50.6 ®|®/cepL/ o
CGWTR/L2525-CGDL/R6 25|25 CGWTR/L2525|@|®| R6

Notes: ¢ When ordering, shank and blade set Cat. No. or shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used with left
hand shank and the left hand blade set is used with right hand shank.

@ : Stocked items.




I Applicable inserts

. . Grades
Dimensions (mm) Cat. No. Coated Cermet Uncoated
r w=0.025 L T re GH330 NS9530 UX30
_ 2 | 20 |325 CGD200 ° * °
N = = 3 CGD300 ) * )
S L 4 6.3 CGD400 ° * °
s ] 5 28.6 0.2 CGD500 [ * ®
6 ’ CGD600 ) * )
7 8.5 CGD700 ° * ®
8 CGD800 [ * )
Note: Please contact us when ordering special sizes (2.0 - 8.5 mm).
IParts
Cat. No. P_arts . Ap.p'icftb'e
Wrench Wrench Blade | Clamp Clggggwg S%?r?g Spring |Wrench| '€
- Screw CGDR/L2 TCR/L2 |CCR/L2 CGD200
Screw (RT-1) (GHHM6-20)
Shank CGDR/L3 TCR/L3 |CCR/L3 |CSHB-6 CGD300
lamp (2 pieces)
g . CGDR/L4 TCR/L4 |CCR/L4 - BP-9 | P-4 |CGD400
Insert [ RT-1
% 2 & InLert\ Spring pin CGDR/L5 TCR/L5 |CCR/L5 (1 piece) CGD500
sorew (CSHB-) © CGDR/L6 | TCR/L6 |CCRIL6 CGD600
o CaWSR/L2525-8 CCR/L8 |[CHHM6-20|5x14AW | BP-9 | P-5 capTo0
CGWSR/LOOOO -CGDR/L] CGWSR/LOOOO -8 - - X - -
CGWSR/L3232-8 CGD800
o Standard cutting conditions
Cutting Groove width: W (mm)
Operation speed Feed: f (mm/rev)
vc (m/min) 2 3 4 5 6 7 8
Groovin,
0.08 ~0.25 | 0.08 ~0.25 | 0.08 ~0.25 | 0.08 ~0.25 | 0.08 ~ 0.25
Low n steels
. . 100 ~ 200 | 0.08 ~ 0.20 | 0.08 ~ 0.25
Grooving Medium 0.08 ~0.30 | 0.08 ~0.30 | 0.08 ~0.30 | 0.08 ~0.30 | 0.08 ~0.30
Parting off 100 ~ 150 | 0.08 ~ 0.15 | 0.08 ~ 0.15 | 0.08 ~0.15 | 0.08 ~ 0.15 | 0.08 ~0.15 | 0.08 ~0.15 | 0.08 ~ 0.15
(= c|'/A8 -7/ B8 External grooving
15 2020 shank type shown
-~ e — - fo i
1 1
= @ = & 0 0 )<
¥ i o %20 I i d
<
E i « 45, L1 48.5
¥ H o
§ g@ Fi © 9 cI For external
Right hand (R) shown. grooving
Stock Max. Di i Part
E snankanabiadeset | 9% ppicapi |y imensions () Stock| ~fiade[Sok
&ss at. No. R(L| inserts |mm)| hi | b | h | L | f Szl RTL set RTL
3 | CGWSR/L2020-FLR/L3GP | @ | @ |[FLEX30R/L| 10 FLR/L3GP|@
4 | CGWSR/L2020-FLR/L4GP @ [FLEX40R/L| 12 | 20 | 20 | 20 | 152 | 27 CI(_32V(\)IZS:/ @ |® FLR/LAGP @ |@®
5 | CGWSR/L2020-FLR/L5GP | @ | @ |FLEX50R/L| 14 FLR/L5GP @ | @
3 | CGWSR/L2525-FLR/L3GP | @ | @ |[FLEX30R/L| 10 FLR/L3GP|@
4 | CGWSR/L2525-FLR/L4GP FLEX40R/L| 12 | 25 | 25 | 25 | 152 | 32 032\1;/2$5R/ ®|® FLR/LAGP @ @®
5 | CGWSR/L2525-FLR/L5GP | @ | @ |FLEX50R/L| 14 FLR/L5GP @ | @

Notes: ® When ordering, shank and blade set Cat. No. or shank and blade set are required.
* When using a right or left hand blade set, the right hand blade set is used
with right hand shank and the left hand blade set is used with left hand shank.

@ : Stocked items.
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(= e\"al 7/ 88 External grooving

Max. groove
depth (mm)

[y

Right hand (R) shown.

gég Shank and blade set Stock Applicable %'n\'no%)t\(/: Dimensions (i) |::tﬂ::::sk Blade |Stock
=S i =
533 Cat. No. R|L inserts T | b h L, f L, Shank =TT s%te 2o
3 | CGWTR/L2020-FLL/R3GP FLEX30L/R| 10 FLL/R3GP|@
4 | CGWTR/L2020-FLL/R4GP FLEX40L/R | 12 CGWTR/L2020| @ |@®|FLL/R4GP|@
5 | CGWTR/L2020-FLL/R5GP FLEX50L/R| 14 FLL/R5GP|@
20 | 20 | 150 | 52 | 45
3 | CGWTR/L2525-FLL/R3GP FLEX30L/R| 10 FLL/R3GP|@
4 | CGWTR/L2525-FLL/R4GP FLEX40L/R| 12 CGWTR/L2525 @ |@|FLL/R4AGP|@
5 | CGWTR/L2525-FLL/R5GP FLEX50L/R| 14 FLL/R5GP|@
Notes: ® When ordering, shank and blade set Cat. No. or shank and blade-set are required.
* When using a right or left hand blade set, the right hand blade set is used with left
hand shank and the left hand blade set is used with right hand shank.
I Applicable inserts
8 o . Grades
8 25— <f Dimensions (mm) Recess
+\§¢ % Hand|  Cat. No. Coated | Cermet |Uncoated
ﬁg" 20 w re | Wi T9125 |NS9530| UX30 §Z>
Wi o <Z§
A, 3 215 R FLEX30R *
i r \ ‘7 L FLEX30L *
; | R FLEX40R *
A -(ASection A 4 10431 L FLEX40L * Left hand inserts are identified
with a recessed dot.
Right hand (R) shown. 5 4 R FLEX50R ° * [J
L FLEX50L (] * [J

Note: When using a right or left insert,the right hand insert is used with right
hand blade set and the left hand insert is used with left hand blade set.

I Parts

Clamping screw | Blade fixing screw Wrench
Cat. No. e e 2 N
CGWSR/LOOOO-FLR/LOGP
CHHM5-18 CSHB-6 P-4
CGWTR/LOOOO-FLL/ROGP

@ : Stocked items.




O Standard cutting conditions

Grooving Lateral feed machining
Insert grades Insert Cat. No. | Cutting speed Feed Cutting speed Feed Depth of cut | Coolant
V¢ (m/min) f (mm/rev) V¢ (m/min) f (mm/rev) ap (mm)
T9125 Coated FLEX50R/L 80~150 | 0.05~03| 80~250 | 0.1~03 | 1.0~25
FLEX30R/L 0.05 ~ 0.2 0.8~15
0.1 ~0.2 Necessary

NS9530 Cermet FLEX40R/L 80 ~200 |0.05~0.25| 80 ~ 200 0.8~2.0
FLEX50R/L 0.05~0.3 0.1 ~0.3 1.0~2.5

UX30 Uncoated FLEX50R/L 60 ~150 | 0.05~03| 60~150 | 0.1~03 | 1.0~2.5

Notes: e The cutting conditions given above are based on cutting medium carbon steel (S48C, 200HB).
e When the 20 mm square shank tools are used, machining should be perfomed at approximately 80%

of the values shown above.

o Cautionary Notes

e When performing OD machining, the tool point must be set at a right angle to

the axial direction of the work.

e When replacing an insert, the replacement should be made only after completely
removing any chips or other foreign matter from the tool clamping area on the
holder by using compressed air, etc.

* Never tighten the insert mounting screws when an insert has not been installed

since doing so can deform the screws and prevent the future installation of an

insert.

¢ Flex-Tool has a mechanism in which the end cutting edge angle is formed by
accepting a cutting force. In external grooving, there is a possibility that if the
cutting conditions (feed and depth of cut) are set too high, the programmed diameter
will not be achieved. To prevent this problem, it is necessary to perform a
compensation in the program by an amount that is equal to the amount A'-A that

Outer diameter
compensation (mm)

is shown in the drawing on the right. The values of compensation corresponding
to the feeds are also shown in the graph.

0.03

0.02

0.01

o

Feed direction

End cutting edge angle

\

0.1

0.2 0.3

Feed (mm/rev)

Guidelines for compensating outer diameter
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@ Parting off

JCGSS R/L BilleRe

. L
S
Yy
_'_-}- B Max parting off dia L
B ‘ L g
1 © ﬁ
g1 <
Right hand (R) shown.
Groove Stock | Applicable Max. Dimensions (mm)
W) Cat. No. R|L| inserts |%an9of—p h h; L, f ™
JCGSSR/L1010-20 [ X ) 20 10 10 10 10.2 15
2 | JCGSSR/L1212-20 oo EEX [ 25 [ 12 [ 12 [ 12 | 125 | 122 | 19
JCGSSR/L1616-20 [ X ) 32 16 16 16 16.2 225
NEY conw T
Wh 150
E - >
= i NA 030 .
e
S
G . - -
WI\;E%I’:; Cat. No. Stock | Applicable inserts Ma’é'iia('rtr::g off Wi Dmensnzr;s (mm ha
2 | CCH32-W20 o | o= 33 16 246 (32)
3 | CCH32-w30 o | oX, 33 2.2 24.6 (32)
4 | CCH32-W40 o | &R, 42 3.2 24.5 (32)
5 | CCH32-W50 o | o850 42 42 243 (32)
BT Parting off
B 150 _
Groove Stock . . Max. parting off Dimensions (mm
ﬁvzg'm) Cat. No. Applicable inserts dia. (mm) W ho hs
GE30
3 CCH32-30 (] GE30R/L 100 2.2 24.6 (32)
GE30-AL
GE40
4 | CCH32-40 ° GE40R/L 100 3.2 24.5 32)
GE40-AL
5 | CCH32-50 Y coeso, 120 42 243 (32)

16
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BTool blocks

CCH32-00

A i / A i- U
< il (= < i N
¥ ! ' y L il
(
=1 ; ad | 110 R
2 - - >
Dimensions (mm)
Cat. No. Stock | Suitable blade Overhang
ad (mm) hs 2 h ho
CCBS20-32 ° Groove width 20 38 20 13
CCBS25-32 o | CCHS2ZWOO | w=3-4:50 25 25 8
CCH32-000 W =5:60 42
CCBS32-32 ° 32 32 5
BParts
Clamping Wrench for| Wrench for
S Wrench Wedge Screw e blade Wrench
Cat. No. Cat. No.
- % 1T - ﬁ = m / U?
JCGSSR/LOOOO-0O0 | CSTB-3 T-9F CCHOO-wOOd - - - - CRW33*
CCHOO-OO - - - CTL-2 -
cecBsOO-OO | CC-32 CM6x2 P-5 - -
* Wrench (CRW33) should be ordered separately.
O Standard cutting conditions
Work materials Rewn::;?ded Cuvtﬁ(:f /:::; . Feed: f (mm/rev)
< ; Operation Groove width: W (mm)
Low carbon steels | 19125 | 80 ~ 200 2 3 4 5
Alloy steels NS9530 |100 ~ 200
(~ 150HB) GH730 |50~ 180 .
Parting off
Medium carbon steels | T9125 | 80 ~ 180 (GEDI:IgR/L) - 0.04 ~0.14 0.04 ~ 0.14 0.04 ~ 0.14
Alloy steels NS9530 | 80 ~ 180
(150 ~ 250HB) GH730 |50~ 150
High carbon steels | 19125 | 80 ~ 150 Grooving,
Alloy steels NS9530 | 80 ~ 150 Parting off 0.05 ~0.14 0.05 ~0.15 0.05~0.16 | 0.05~0.17
(250HB ~) GH730 |50~ 120 (GEODO)
Stainl teel T9125 |80 ~ 150
ainless steels GH730 |50 - 120 Grooving,
Grey and 19125 |80~200| | Parting offfor | s o4 | g03_01 | 003-0.1
ductile cast irons | GH730 |50 ~ 180 | |Aluminium alloys
Aluminium alloys, Non-ferrous metals KSOSF 200 ~ 300 (GEDD_AL)

17
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@ Face grooving

(o c)''A8 1 ¥/ B Face grooving

e & EN G CGWSRROCOD-COOR

[R5 ENGE CGWSLOOOO-000L0

el
| ) ]
I- |I_'j'_J L1 Reverse rotation I £ N E‘g
=0 .
- Aﬂé _l Regular rotation_|
—— 4 L4 - - e
Right hand (R) shown. Shank: Right hand Shank: Left hand
The dashed line shows 20 mm square shank tools. | Blade: Right hand Blade: Left hand
% E Mc::-; t::ge Shank and blade set Stock g ;E, Dimensions (mm StocI;arts -
g 2 (mm) Cat. No. R| L | insers i5 hi| b | h| Li f Shank RIL Blade set RIL
30 ~ 40 | CGWSR/L2020-30S3040R/L 30S3040R/L [ 2N J
40 ~ 50 | CGWSR/L2020-30S4050R/L 30S4050R/L [ 2N J
50 ~ 65 | CGWSR/L2020-30S5065R/L 30S5065R/L [ K J
20|20 | 20| 152.5 | 27 | CGWSR/L2020 | @ | @
65 ~ 90 | CGWSR/L2020-30S6590R/L GE30 30S6590R/L [ K J
90 ~ 150 | CGWSR/L2020-30S90150R/L GF30 30S90150R/L (@ | @
150 ~ 500 | CGWSR/L2020-30S150500R/L GT30 30S150500R/L (@ | @
10
30 ~ 40 | CGWSR/L2525-30S3040R/L GR30 30S3040R/L [ K J
40 ~ 50 | CGWSR/L2525-30S4050R/L GE30- 30S4050R/L [ K J
50 ~ 65 | CGWSR/L2525-30S5065R/L AL 30S5065R/L [ K J
25|25 |25 | 152.5 | 32 | CGWSR/L2525 @ @
65 ~ 90 | CGWSR/L2525-30S6590R/L 30S6590R/L [ K J
90 ~ 150 | CGWSR/L2525-30S90150R/L 30S90150R/L (@ | @
150 ~ 500 | CGWSR/L2525-30S150500R/L 30S150500R/L (@ | @
3
30 ~ 40 | CGWSR/L2020-30D3040R/L 30D3040R/L
40 ~ 50 | CGWSR/L2020-30D4050R/L 30D4050R/L
50 ~ 65 | CGWSR/L2020-30D5065R/L 30D5065R/L
20|20 |20 | 160.5 | 27 | CGWSR/L2020 @ @
65 ~ 90 | CGWSR/L2020-30D6590R/L GE30 30D6590R/L
90 ~ 150 | CGWSR/L2020-30D90150R/L GF30 30D90150R/L
150 ~ 500 | CGWSR/L2020-30D150500R/L GT30 30D150500R/L
14
30 ~ 40 | CGWSR/L2525-30D3040R/L GR30 30D3040R/L
40 ~ 50 | CGWSR/L2525-30D4050R/L GE30- 30D4050R/L
50 ~ 65| CGWSR/L2525-30D5065R/L AL 30D5065R/L
25|25 (25| 160.5 | 32 | CGWSR/L2525 @ @
65 ~ 90 | CGWSR/L2525-30D6590R/L 30D6590R/L
90 ~ 150 | CGWSR/L2525-30D90150R/L 30D90150R/L
150 ~ 500 | CGWSR/L2525-30D150500R/L 30D150500R/L
35~ 45 | CGWSR/L2020-40S3545R/L GE40 40S3545R/L °
45 ~ 55 | CGWSR/L2020-40S4555R/L GFa0 40S4555R/L [ J
GT40
4 | 55~ 80 | CGWSR/L2020-40S5580R/L GRAO 14(20| 20 |20 | 152.5 | 27 | CGWSR/L2020 | @ |® |40S5580R/L [ J
80 ~ 140 | CGWSR/L2020-40S80140R/L GE40- 40S80140R/L [ J
140 ~ 500 | CGWSR/L2020-40S140500R/L AL 40S140500R/L [ J

Notes: ® When ordering, shank and blade set are required.
¢ When using a right or left hand blade set, the right hand blade set is used
with right hand shank and the left hand blade set is used with left hand shank.

@ : Stocked items.




%E hﬂg_l:ge Shank andblade set Stock ég Dimensions (mm) Stcx;arts ——

gg (mm) Cat. No. R| L | inserts ég hi| b | h L4 f Shank AL Blade set RIL
35~ 45 | CGWSR/L2525-40S3545R/L GE40 40S3545R/L °
45 ~ 55 | CGWSR/L2525-40S4555R/L GF40 40S4555R/L °
55~ 80 | CGWSR/L2525-40S5580R/L GT40 |14|25 | 25 | 25 | 1525 | 32 | CGWSR/L2525 |@ |@ |40S5580R/L °
80 ~ 140 | CGWSR/L2525-40S80140R/L GR40 40S80140R/L °
140 ~ 500| CGWSR/L2525-40S140500R/L GE40-AL 40S140500R/L| |®
35~ 45 | CGWSR/L2020-40D3545R/L 40D3545R/L °
45~ 55 | CGWSR/L2020-40D4555R/L 40D4555R/L

4|55~ 80 | CGWSR/L2020-40D5580R/L 20|20 | 20 | 160.5 | 27 | CGWSR/L2020 (@ |@ |40D5580R/L °
80 ~ 140 | CGWSR/L2020-40D80140R/L GE40 40D80140R/L |@|®
140 ~ 500| CGWSR/L2020-40D140500R/L Grao 40D140500R/L| |®
35~ 45 | CGWSR/L2525-40D3545R/L 640122 40D3545R/L °
45 ~ 55 | CGWSR/L2525-40D4555R/L AGR4O 40D4555R/L
55~ 80 | CGWSR/L2525-40D5580R/L CRACAL 25|25 | 25| 160.5 | 32 | CGWSR/L2525 |@ |@ |40D5580R/L °
80 ~ 140 | CGWSR/L2525-40D80140R/L 40D80140R/L |@|®
140 ~ 500| CGWSR/L2525-40D140500R/L 40D140500R/L| |®
35~ 45| CGWSR/L2020-50S3545R/L 50S3545R/L |@|®
45 ~ 55 | CGWSR/L2020-50S4555R/L 50S4555R/L  |@|®
55~ 75| CGWSR/L2020-5085575R/L 20| 20 | 20 | 152.5 | 27 | CGWSR/L2020 |@ |@ |50S5575R/L
75 ~ 130 | CGWSR/L2020-50S75130R/L GES50 50S75130R/L |@|®
130 ~ 500| CGWSR/L2020-50S130500R/L GF50 50S130500R/L
35~ 45 | CGWSR/L2525-50S3545R/L GT50 I 50S3545R/L |@|®
45 ~ 55 | CGWSR/L2525-50S4555R/L GR50 50S4555R/L  |@|®
55~ 75| CGWSR/L2525-5085575R/L 25| 25 | 25 | 152.5 | 32 | CGWSR/L2525 |@ |@ |50S5575R/L
75 ~ 130 | CGWSR/L2525-50S75130R/L 50S75130R/L |@|®
130 ~ 500| CGWSR/L2525-50S130500R/L 50S130500R/L

® 35 45 | CGWSR/L2020-50D3545R/L 50D3545R/L
45~ 55 | CGWSR/L2020-50D4555R/L 50D4555R/L | @
55~ 75 | CGWSR/L2020-50D5575R/L 20|20 | 20 | 160.5 | 27 | CGWSR/L2020 |@ |@|50D5575R/L (@ | @
75 ~ 130 | CGWSR/L2020-50D75130R/L GE50 50D75130R/L
130 ~ 500| CGWSR/L2020-50D130500R/L GF50 50D130500R/L| |®
35~ 45 | CGWSR/L2525-50D3545R/L G50 |- 50D3545R/L
45~ 55 | CGWSR/L2525-50D4555R/L GR50 50D4555R/L | @
55~ 75| CGWSR/L2525-50D5575R/L 25|25 | 25| 160.5 | 32 | CGWSR/L2525 |@ |@|50D5575R/L (@ | @
75 ~ 130 | CGWSR/L2525-50D75130R/L 50D75130R/L
130 ~ 500| CGWSR/L2525-50D130500R/L 50D130500R/L| |®

Notes: ¢ When ordering, shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used
with right hand shank and the left hand blade set is used with left hand shank.

@ : Stocked items.
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EEED cewrrDoO0-000Y CGWTLOOOO-OO0OR
—1 | . E
— O
iy
. L1 Reverse rotation
|[5 Regular rotation |
S : = :
Right hand (R) shown. Shank: Right hand Shank: Left hand
The dashed line shows 20 mm square shank tools. | Blade: Left hand Blade: Right hand
%E Mc::-; [:;ge Shank and blade set Stock % ‘E’ Dimensions (mm) Stc)clli(’arts —
g 2 (mm) Cat. No. R|L | inserts i3 hi| b | h |L4 f Shank RIL Blade set RTL

30 ~ 40 | CGWTR/L2020-30S3040L/R 30S3040L/R |@|@®

40 ~ 50 | CGWTR/L2020-30S4050L/R 30S4050L/R |@|®

50 ~ 65 | CGWTR/L2020-30S5065L/R 30S5065L/R |@|@®

20| 20 | 20 |150(52.25| CGWSR/L2020 @ (@

65 ~ 90 | CGWTR/L2020-30S6590L/R 30S6590L/R |@|®

GE30
90 ~ 150 | CGWTR/L2020-30S90150L/R 30S90150L/R @ | @
GF30
150 ~ 500 | CGWTR/L2020-30S150500L/R 30S150500L/R| @ | @
GT30 |10
30 ~ 40 | CGWTR/L2525-30S3040L/R 30S3040L/R (@@
GR30
40 ~ 50 | CGWTR/L2525-30S4050L/R 30S4050L/R (@@
GE30-AL

50 ~ 65 | CGWTR/L2525-30S5065L/R 30S5065L/R |@| @

25|25 | 25|150|52.25| CGWSR/L2525 @ | @

65 ~90 | CGWTR/L2525-30S6590L/R 30S6590L/R |@|®
90 ~ 150 | CGWTR/L2525-30S90150L/R 30S90150L/R @ |®
150 ~ 500 | CGWTR/L2525-30S150500L/R 30S150500L/R| @ | @

3

30 ~40 | CGWTR/L2020-30D3040L/R 30D3040L/R

40 ~ 50 | CGWTR/L2020-30D4050L/R 30D4050L/R

50 ~ 65 | CGWTR/L2020-30D5065L/R 30D5065L/R

20| 20 | 20 {150|60.25| CGWSR/L2020 @ @
65 ~90 | CGWTR/L2020-30D6590L/R 30D6590L/R
GE30
90 ~ 150 | CGWTR/L2020-30D90150L/R 30D90150L/R
GF30
150 ~ 500 | CGWTR/L2020-30D150500L/R 30D150500L/R
GT30 |14
30 ~40 | CGWTR/L2525-30D4050L/R 30D3040L/R
GR30
40 ~ 50 | CGWTR/L2525-30D4050L/R 30D4050L/R
GE30-AL

50 ~ 65 | CGWTR/L2525-30D5065L/R 30D5065L/R

25| 25 | 25|150(60.25| CGWSR/L2525 @ @

65 ~90 | CGWTR/L2525-30D6590L/R 30D6590L/R
90 ~ 150 | CGWTR/L2525-30D90150L/R 30D90150L/R
150 ~ 500 | CGWTR/L2525-30D150500L/R 30D150500L/R

35 ~ 45 | CGWTR/L2020-40S3545L/R GE40 40S3545L/R [ ]

45 ~ 55 | CGWTR/L2020-40S4555L/R GF40 40S4555L/R °

4 | 55~80 | CGWTR/L2020-40S5580L/R GT40 |14 |20 | 20 | 20 |150|52.25 | CGWSR/L2020 | @ |®@| 40S5580L/R [ J

80 ~ 140 | CGWTR/L2020-40S80140L/R GR40 40S80140L/R °

140 ~ 500 | CGWTR/L2020-40S140500L/R GEA0-AL 40S140500L/R| |®@

Notes: ® When ordering, shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used
with left hand shank and the left hand blade set is used with right hand shank.
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EE Mdi:;l;opre Shank and blade set Stock - ég Dimensions (mm) Stoczarts —

gg (mm) Cat. No. R|L | inserts EE hi| b | h|L4 f Shank RIL Blade set RTL
35~ 45 | CGWTR/L2525-40S3545L/R GE40 40S3545L/R °
45 ~ 55 | CGWTR/L2525-40S4555L/R GF40 40S4555L/R °
55~ 80 | CGWTR/L2525-40S5580L/R GT40 |14 |25 | 25|25|150|52.25 | CGWTR/L2525 |@ |@ | 40S5580L/R °
80 ~ 140 | CGWTR/L2525-40S80140L/R GR40 40S80140L/R )
140 ~ 500 | CGWTR/L2525-405140500L/R GE40-AL 40S140500L/R| |®
35~ 45 | CGWTR/L2020-40D3545L/R 40D3545L/R °
45 ~ 55 | CGWTR/L2020-40D4555L/R 40D4555L/R

4| 55~80 |CGWTR/L2020-40D5580L/R 20| 20 | 20 [150 60.25 | CGWTR/L2020 |@ |@ | 40D5580L/R °
80 ~ 140 | CGWTR/L2020-40D80140L/R G40 40D80140L/R |@|®
140 ~ 500 | CGWTR/L2020-40D140500L/R GFa0 40D140500L/R| |®
35~ 45 | CGWTR/L2525-40D3545L/R GTa0 |22 40D3545L/R °
45 ~ 55 | CGWTR/L2525-40D4555L/R GRa0 40D4555L/R
55~ 80 |CGWTR/L2525-40D5580L/R CRACAL 25 | 25 | 25 [150| 60.25 | CGWTR/L2525 |@ |@ | 40D5580L/R °
80 ~ 140 | CGWTR/L2525-40D80140L/R 40D80140L/R |@|®
140 ~ 500 | CGWTR/L2525-40D140500L/R 40D140500L/R| |®
35~ 45 | CGWTR/L2020-50S3545L/R 50S3545L/R |®|®
45 ~ 55 | CGWTR/L2020-50S4555L/R 50S4555L/R |®|®
55 ~ 75 | CGWTR/L2020-5085575L/R 20 | 20 | 20 150 52.25 | CGWTR/L2020 |@ |@® | 50S5575L/R
75~ 130 | CGWTR/L2020-50S75130L/R GE50 50S75130L/R |®|®
130 ~ 500 | CGWTR/L2020-50S130500L/R GF50 50S130500L/R
35~ 45 | CGWTR/L2525-50S3545L/R GT50 " 50S3545L/R |®|®
45 ~ 55 | CGWTR/L2525-50S4555L/R GR50 50S4555L/R |®|®
55~ 75 | CGWTR/L2525-50S5575L/R 25| 25 | 25 [150| 52.25 | CGWTR/L2525 |@ |@ | 50S5575L/R
75~ 130 | CGWTR/L2525-50S75130L/R 50S75130L/R |®|®
130 ~ 500 | CGWTR/L2525-50S130500L/R 50S130500L/R

° 35~ 45 | CGWTR/L2020-50D3545L/R 50D3545L/R
45 ~ 55 | CGWTR/L2020-50D4555L/R 50D4555L/R |®@|®
55~ 75 | CGWTR/L2020-50D5575L/R 20 | 20 | 20 [150| 60.25 | CGWTR/L2020 |@ (@ |50D5575L/R |@| @
75 ~ 130 | CGWTR/L2020-50D75130L/R GE50 50D75130L/R
130 ~ 500 | CGWTR/L2020-50D130500L/R GF50 50D130500L/R| |®
35~ 45 | CGWTR/L2525-50D3545L/R GT50 2 50D3545L/R
45 ~ 55 | CGWTR/L2525-50D4555L/R GR50 50D4555L/R |®|®
55~ 75 | CGWTR/L2525-50D5575L/R 25 | 25 | 25 150| 60.25 | CGWTR/L2525 |@ |@ | 50D5575L/R |@|®@
75~ 130 | CGWTR/L2525-50D75130L/R 50D75130L/R
130 ~ 500 | CGWTR/L2525-50D130500L/R 50D130500L/R|® | ®

Notes: e When ordering, shank and blade set are required.
e When using a right or left hand blade set, the right hand blade set is used
with left hand shank and the left hand blade set is used with right hand shank.

@ : Stocked items.
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I Parts
Clamping screw | Blade fixing | ywranch
Cat. No. @ m
= Example: CGWTR2020-30 i 3040L
CGWTR/LOOOO- S:CHHMS5-18 : )
OOS/DOCCOL/R | D:oMsxo.8x16| CSHB-6 | P-4 oS8
o Standard cutting conditions
. Recommended Cutting speed Feed: f (mm/rev)
Work materials grade Ve (m/min) Operation Groove width: W (mm)
Low carbon steels | T9125 |80 ~ 200 3 4 3
Alloy steels NS9530 [100 ~200|| Face grooving
(~ 150HB) GH730 |50 ~ 180 (GELID) 0.06 ~ 0.22 0.06 ~ 0.24 0.07 ~ 0.26
Medium carbon steels T9125 | 80 - 180 || Face grooving | g, _ g o5 0.05 ~ 0.26 0.05 ~ 0.30
Alloy steels NS9530 |80 ~ 180 (GFOO)
(150 ~ 250HB) GH730 |50 ~ 150 | | Face traversing| ap=0.5~1.5 ap=0.5~2.0 ap=05~25
High carbon steels | 19125 |80 ~ 150 (GTOO) f=0.06 ~0.2 f=0.06 ~0.25 f=0.06 ~0.27
Alloy steels NS9530 | 80 ~ 150
250HB GH730 |50~ 120 || Face traversing ap=05~1.4 ap=05~1.5 ap=05~1.6
) T9125 |80~ 150 (GROO) f=0.05~0.25 f=0.05~0.26 f=0.05~0.3
Stainless steels GH730 |50 ~ 120
Grey and T9125 | 80 ~ 200 | |Face grooving for
ductile castirons | GH730 | 50 ~ 180 | | @luminium alloys 0.03 ~ 0.1 0.03 ~ 0.1 -
Aluminium alloys, Non-ferrous metals KSOSF 200 - 300 (GEDD-AL)

Notes: e For diameter compensation values in traversing, see page 28.
® For occurrence of vibrations in face traversing, set the feed to the lower side of
the values show in the above table.

@ : Stocked items.




(e)'EN VIS8 Face grooving

2020 shank type shown
22 oy O
Max. 6 mm NN S ] Qi gI\‘ | @@I) gti
o) 45 a: . g 485 Min. borz?isad

2150 <
—
L

(o)
-8’4‘ o
= oc \
2% 4’ oo | “i
3 Right hand (R) shown. For face grooving
| E| 8% tock i i Parts
%g £ §§ gi Shank and blade set Stoc Applicable Dimensions (mm)
&33| £9 3% Sizhs il R(L| insert | b |h| L1 |[m|f shank® 5% Blage set |Stock
5| =29 R|L R|L
CGWSR/L2020-FLR/L5TP @ |® |FLEX50R/L | 20 | 20 20|27 |CGWSR/L2020| ® |®
5 [>150| 6 152 FLR/L5TP [ ]
CGWSR/L2525-FLR/L5TP @ |® |FLEX50R/L| 25 | 25 25|32 |CGWSR/L2525| @ |@
Notes: ® When ordering, shank and blade set Cat. No. or shank and blade set are required.
* When using a right or left hand blade set, the right hand blade set is used with
right hand shank and the left hand blade set is used with left hand shank.
I Applicable inserts
o 2% % 5 ) Grades Recess
EV } Dimensions (mm)
= : Cat. No. Coated| Cermet |Uncoated
rfl2° 20 | w - | w -__
” - re | Wi | Hand T9125|NS9530| UX30 | | J1)— @
i r 1 R | FLEX50R o * o
; — 5 |04 4 Left hand inserts are identified
A-A Secfion A L | FLExsoL | @ * PY with a recessed dot.
Right hand (R) shown.

Note: When using a right or left hand blade set, the right hand blade set is used
with right hand shank and the left hand blade set is used with left hand shank.

BParts
Cat. No. @ @ /\ °
[ ]
CGWSR/LOOOO-FLR/LOTP CHHM5-18| CSHB-6 P-4

o Cautionary notes

When facing, the operation should proceed from
the OD toward the center in order to prevent tool
breakage.

When facing, depth of cut and feed should be
performed at approximately 70% of the values
shown above.

23



MY=T SERIES

[TUNGALOY

@ Internal grooving

CGT R/L Internal grooving

Min. bore dia. oDm
S | ot
,_) Sy
wlle W
- L -
"
0
|\—ﬂ Right hand (R) shown.
Groove |Min. bore Stock Max. Dimensions (mm)
width | dia. 6Dm Cat. No. Applicable inserts | 9/°%ve
3 25 S$20Q-CGTR/L30 ® | ® | GE30,GN30,GT30 3.5 20 14.5 180 18
- GR30,GE30-AL
32 S25R-CGTR/L30 [ N 5 o5 185 200 23
4 32 S25R-CGTR/L40 ® | ® | GE40,GN40,GT40 5
40 S32S-CGTR/L40 [ N GR40,GE40-AL 6 32 23 250 30
5 32 S25R-CGTR/L50 [ ) GE50,GN50 5 25 18.5 200 23
40 S32S-CGTR/L50 | @ | @ GT50,GR50 6 32 23 250 30
IParts
Clamping screw| Wrench
Cat. No. m
SOOO-CGTR/LOO | BHM5-14 P-3
o Standard cutting conditions
. Recommended | Cutting speed Feed: f (mm/rev)
Work materials grade Ve (m/min) Operation Groove width: W (mm)
L bon stel T9125 |80 ~ 200 3 4 5
ow carbon steels
Alloy steels ( ~ 150HB) %?75;(;) 15000:128000 Internal Grooving (GEOC) ~ 0.04 ~ 0.14 0.05 ~ 0.15 0.05 ~ 0.16
- roels 1125 | 80 ~ 180 | fintermal Grooving (GNOTT) — 0.04 ~ 0.16 0.05~0.18 0.05 ~ 0.20
AI:‘:;‘;‘;";:Z";Z“ oo | NS9530 | 80 - 180 ap=05~15 ap=05~2.0 ap=05-25
~ ) f=0.06 ~0.2 f=0.06 ~ 0.25 f=0.06 ~ 0.27
GH730 |50~ 150 Internal Traversing
. T9125 |80~ 150 (GTOO) ap=05~1.4 ap=05~15 ap=05~1.6
High carbon steels f=0.05~0.25 f=0.05~0.26 f=0.05~0.3
NS9530 | 80 ~ 150
Alloy steels (250HB ~ )
GH730 |50~ 120 || Internal Traversing
~ GR
Stainless steels 19125 |80 ~ 150 (GROD)
GH730 |50~ 120
) ) T9125 |80 ~ 200 .
Grey and ductile cast irons GH730 |50 ~ 180 In}ﬁmﬁiln?Jg‘IO;m)%;m 0.03 ~ 0.1 0.03 ~ 0.1 _
(GEDIO-AL)
Aluminium alloys, Non-ferrous metals KSOSF 200 ~ 300

Notes: e For diameter compensation values in traversing, see page 28.
e For occurrence of vibrations in traversing, set the feed to the lower side of
the values show in the above table.

@ : Stocked items.



() "a /88 Internal grooving

17.25
NA5° )
Y /( I'
e — \——1}2| <
Min. bore \ \| ol |o 7] Sy
dia. 280 & ~ T
\ h
3° 20 || 45°
M 2|
— «3% L .
Right hand (R) shown.
D=
ox [SE_ Stoc : 3E Dimensions (mm) Parts
555‘3_'22 Shank and blade set Applicable g p— -
S8E & Cat. No. R|L| inse 5Bl f | h | b |L|2 Shank Blade set® |~ —°
G375 58 1 ank(® =TL ade set@ AL
3 | 80 |CGWTR/L0040-FLL/R3NP| 12 FLEX30L/R| 10 | - |37.5 37 |180| - | CGWTR/L0040 | @ |@|FLL/R3NP @ |@
Notes: e Special shank and blade for FLEX type.
¢ When using a right or left hand blade set, the right hand blade
set is used with left hand shank and the left hand blade set is
used with right hand shank.
I Applicable inserts
g T
;I : M} Recess
A2 20 |
Wi i
= T
I wEay,
A Right hand (R) shown.
. . Grades
Dimensions (mm) Cat. No. |Coated! Cermet Left hand inserts are identified
w re Wi Hand T9125 [NS9530 with a recessed dot.
R FLEX30R *
3 |04 (215
L FLEX30L *

Note: When using a right or left insert, the right hand insert is used with right hand blade set and the
left hand insert is used with left hand blade set.

IParts
Clamping screw [Blade fixing screwl Wrench
Cat. No. @ @ N
CGWTR/L0040-FLL/R3NP CHHM5-18| CSHB-6 P-4
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I Recommended tool path

: : Comparison of surface roughness in My-T and
Example of tool integration o tonal Toal 9 y

WGT/GT type or WGR/GR type inserts can replace the WGR/GT type inserts can work like a wiper edge when
several numbers of handed tools for both side cutting. traversing, and may improve the surface roughness.
Feed: f Feed: f

Surface
roughness
Surface
roughness

Machining deep groove Machining wide groove

When machining a deep groove, the following process When machining a wide groove, the following two
is recommended. types of processes can be selected depending on the

groove depth.

@ @ ® @ F T
0.1

,,,,, _ I .

%_H_mﬂ —WL J%—;L
"I T | i

y For deep groove For shallow groove
Machining radius shape or chamfering Machining the wall of groove
When making a radius shape or chamfer at the When finishing the wall with WGT/GT type, pull cutting
bottom, the following process is recommended. is not recommended. Plunge cutting for both sides is
recommended.
@ @
A y

26



Machining the bottom Preventing the ring burr

When traversing, ring burr may be left at the end.
To prevent this, stop cutting before the end and
remove remaining portion by plunging.

When machining the bottom, chip re-cutting may occur
at the corner. To prevent this, stop cutting before the
end and remove remaining portion by plunging.

V. o

Machining with full radius insert Expanding the face groove

When expanding the face groove, the blade should
be selected depend on the outer diameter. And the
machining direction should be from outside to inside.

For roughing operation, groove wall should be cut
by plunging. When finishing, if ap is less than 5% of
insert radius, pull machining can be applied.

For roughing For finishing Expansion with plunging  Expansion with turning

y

Face profiling Expanding the internal groove

When expanding the internal groove, the tool path

When profiling on the face, the tool path should be
should be referred to paths in external grooving.

from outside to inside. And the inside wall should be
cut by plunging.

O— @—y
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I Precautions for use
a2\

r (1) N

Clamping torque for screw

Recommended torque for clamping screw is 4 — 5 N-m.

When installing the insert

Install the insert until it touches the end of seat.

When installing insert into the blade

(@) Insert the wrench (CTL-2) into the blade and twist in
CW.

(2 Install the insert until it touches the end of seat.

When twisting the wrench in CCW, the insert is
(3@ clamped.

O,

Definition of Max and Min diameter of
face grooving

In face grooving, a specific blade should be selected
depending on the diameter. Please check the catalog for
details. D2 shows the max diameter and gD1 shows
the min diameter in the range. In diameters of this range,
the tool doesn’t interfere with groove. If expanding
the groove to larger diameter than gD2, there is no
interference. If expanding groove to smaller diameter
than gD1, the tool may interfere with groove wall.

ks

oD2
oD1
|

\. J \\ J
( )
Reference: the value for correction of
. R depth of cut
Precautions for turning
S 003

When traversing, the tool is bent by cutting force and ,§g A

the end cutting edge angle is formed. 8 ‘g

If traversing with large depth of cut or high feed rate, g8 002 ’ /

the flexure of tool becomes larger and the machined 5% -

diameter may be different from programmed value. Eg 0.01 < < k J

To prevent this, trial machining and correcting EP=

the condition based on the difference between 2B

programmed and machined values are required. For F° 07,7 o2 o3

your reference, the correpted value when machining Feed: f (mmrev)

carbon steel are shown in the graph.
§ y,




I Troubleshooting

Trouble

Countermeasure

Increase the feed

value

Long and uncon-
trolled chips
(When grooving)
Long and uncon-
trolled chips
(When traversing)
Chattering
Rough surface
Behind or beyond
the programmed
Unstable wear on
Fractures on the

Decrease the feed

Increase the depth of cut

Decrease the depth of cut

Increase the cutting speed

Decrease the cutting speed

Change to Cermet grade

Change to coated grade

Feed with the pecking

Apply coolant

Check the corrected value by bent tool

Check the damages on edge

Change to optimum chipbreaker

Shorten the tool overhang

(For traversing operation)

Use both sides of edge as equal as
possible
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I Practical examples

Workpiece type Machine parts Machine parts
Toolholder CGWSR2525-W30GR CGWSR2525-W30GR-L
Insert WGE30 WGE30
Grade GH730 GH730
SUS316 / X5CrNiMo17-12-3 $43C / C43
Workpiece material I
Grooving width: W (mm) 3 3
gg Cutting speed: Vc (m/min) 75 75
:lg% Feed: f (mm/rev) 0.1 0.08
=
© 8| Machining External grooving Parting off
Coolant Water soluble Water soluble
My-T tool offers lower cutting forces My-T tool provides excellent chip
providing higher accuracy and better control, achieving doubled the tool
Results surface finish rather than competitor’s | life.
tool.
Workpiece type Hydraulic component Automotive parts
Toolholder CGWSR2020-30GR CGWSR2525-W50GR
Insert GE30L WGT50
Grade GH730 T9125
STKM15A / R50 S45C / C45
P — B
Workpiece material —— —
I
—
| Grooving width: W (mm) 3 5
E’é Cutting speed: Vc (m/min) 100 180
§'§ Feed: f (mm/rev) 0.05 0.1
©g Machining Parting off Traversing
Coolant Water soluble Water soluble
Due to the higher impact resistance Large chattering with competitor’s
of gra<.1e GH730, the number of tool. When machining with My-T
Results workpiece processed can be tool, there is no chattering and tool
increased by 40%. life is 7 times longer.




Gear

Workpiece type Automotive parts
Toolholder CGWSR2525-50GR CGWSL2525-50S5575L
Insert GT50 GT50
Grade T9125 T9125
$45C / C45 SUS304 / X5CrNi18-9

Workpiece material

L@J.

T

o5 .

Grooving width: W (mm) 5
g‘lg Cutting speed: Vc (m/min) 150 115
1; g Feed: f (mm/rev) 0.25 0.13
o § Machining Profiling Face grooving
Coolant Water soluble Water soluble
Previously, both right and left hand | My-T tool can drastically improve the
tools were needed. Instead of handed | chip control and increase the number
Results tools, only one My-T tool with GR | of workpiece processed by 40%.
type insert can machine, reducing the
number of tools.
Workpiece type Machine parts Machine parts
Toolholder S25R-CGTR40 CGWSR2525-30GR
Insert GE40 GE30-AL
Grade NS9530 KSO05F
$45C / C45 A2017 / AlICu4SiMg
Workpiece material :%
Grooving width: W (mm) 4 3
g’% Cutting speed: Vc (m/min) 120 300
= % Feed: f (mm/rev) 0.1 0.1
=)
) § Machining Internal grooving Aluminium wheel machining
Coolant Water soluble Water soluble
By using My-T tool, the number My-T tool with AL type insert
of workpiece is increased by can drastically improve the
Results 25%. surface finish.
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Tungaloy

Member IMC Group

Tungaloy Corporation

(Head office)

11-1 Yoshima- Ko%yoda

Iwaki-city, Fukus |ma 970 1144 Japan
Phone: +81-246-36-

Fax: +81-246-36- 8542
www.tungaloy.co.jp

Tungaloy America, Inc.

3726 N Ventura Drive

Arlington Heights,IL 60004, U.S.A.
Phone: +1-888-554-8394

Fax: +1-888-554-8392
www.tungaloyamerica.com

Tungaloy Canada

432 Elgin St. Unit 3

Brantford, Ontario N3S 7P7, Canada
Phone: +1-519-758-5779

Fax: +1-519-758-5791
www.tungaloy.co.jp/ca

Tungaloy de Mexico S.A.

C Los Arellano 113,

Parque Industrial Siglo XXI
Aguascalientes, AGS, Mexico 20290
Phone: +52-449-929-5410

Fax: +52-449-929-5411
www.tungaloy.co.jp/mx

Tungaloy do Brasil Comércio de

Ferramentas de Corte Ltda.

Rua dos Sabias N.104

13280-000 Vinhedo, Sao Paulo, Brazil
Phone: +55-19-38262757

Fax: +55-19-38262757
www.tungaloy.co.jp/br

Tungaloy Germany GmbH

An der Alten Ziegelei 1
D-40789 Monheim, Germany
Phone: +49-2173-90420-0
Fax: +49-2173-90420-19
www.tungaloy.de

Tungaloy France S.A.S.

ZA Courtaboeuf - Le Rio

1 rue de la Terre de feu

F-91952 Courtaboeuf Cedex, France
Phone: +33-1-6486-4300

Fax: +33-1-6907-7817
www.tungaloy.fr

Tungaloy Italia S.r.l.

Via E. Andolfato 10
[-20126 Milano, Italy
Phone: +39-02- 252012 1
Fax: +39-02-252012-65
www.tungaloy.it

Tungaloy Czech s.r.o.

Turanka 115

CZ-627 00 Brno, Czech Republic
Phone: +420-532 123 391

Fax: +420-532 123 392
www.tungaloy.cz

Tungaloy Ibérica S.L.

C/Miquel Servet, 43B, Nau 7
Pol. Ind. Bufalvent

ES-08243 l\/Ianresa (BCN) Spain
Phone: +34 93 113 1360

Fax: +34 93 876 2798
www.tungaloy.es

Tungaloy Scandinavia AB

S:tLars Vag 42A
SE-22270 Lund, Sweden
Phone: +46-462119200
Fax: +46-462119207
www.tungaloy.se

Tungaloy Rus, LLC

36-D Harkovsky Lane
308009 Belgorod, Russia
Phone: +7 4722 24 00 07
Fax: +7 4722 24 00 08
www.tungaloy.co.jp/ru

Tungaloy Polska Sp. z 0.0.

ul. Genewska 24

03-963 Warszawa, Poland
Phone: +48-22-617-0890
Fax: +48-22-617-0890
www.tungaloy.co.jp/pl

Tungaloy U.K. Ltd

The Technology Centre,
Wolverhampton Science Park
Glaisher Drive, Wolverhampton
West Midlands WV10 9RU, UK
Phone: +44 121 309 0163

Fax: +44 121 270 9694

WWW, tunéaloy.co.jp/uk
salesinfo@tungaloyuk.co.uk

Tungaloy Hungary Kft
Erzsébet kirdlyné utja 125
H-1142 Budapest, Hungary
Phone: +36 1 781-684
Fax: +36 1 781-6866
www.tungaloy.co.jp/hu
info@tungaloytools.hu

Tungaloy Turkey

Dudullu Organize Sanayi Bolgesi DES
Sanayi Sitesi 1 Cadde Ticaret
Merkezi No.3/7

34779 Umraniye Istanbul, TURKEY
Phone: +90 216 540 04 67

Fax: +90 216 540 04 87
www.tungaloy.co.jp/tr
info@tungaloy.com.tr

Tungaloy Benelux b.v.

Halk 70

-2411 NZ Bodegraven, Netherlands
Phone: +31 172 630 420

Fax: +31 172 630 429
www.tungaloy-benelux.com

Tungaloy Croatia

Malinska 8

10430 Samobor, Croatia
Phone: +385 1 3326 604
Fax: +385 1 3327 683
www.tungaloy.hr

Tungaloy Cutting Tool

(Shanghai) Co.,Ltd.

Rm No 401 No.88 Zhabei
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880
Fax: +86-21-3621-1918
www.tungaloy.co.jp/tcts

Tungaloy Cutting Tool

(Thailand) Co.,Ltd.

TCIF Tower 4th FI.

1858/5-7 Bangna-Trad Road

km.5 Bangna, Bangna, Bangkok 10260
Thailand

Phone: +66-2-751-5711

Fax: +66-2-751-56715
www.tungaloy.co.th

Tungaloy Singapore (Pte.), Ltd.
31 Kaki Bukit Road 3, #05-19 TechLink
Singapore 417818

Phone: +65-6391-1833

Fax: +65-6299-4557
www.tungaloy.co.jp/tspl

Tungaloy India Pvt. Ltd.

Unit#13, B wing, 8th floor
Kamala Mills Compound

Trade World, Lower Parel (West)
Mumbai - 4000 13. India

Phone: +91-22-6124-8804

Fax: +91-22-6124-8899
www.tungaloy.co.jp/in

Tungaloy Korea Co., Ltd

#1312, Byucksan Digital Valley 5-cha
Beotkkot-ro 244, Geumcheon- gu
153-788 Seoul, Korea

Phone: +82-2-2621-6161

Fax: +82-2-6393-8952
www.tungaloy.co.jp/kr

Tungaloy Malaysia Sdn Bhd

50 K-2, Kelana Mall, Jalan SS6/14
Kelana Jaya, 47301

Petaling Jaya, Selangor Darul Ehsan
Malaysia

Phone: +603-7805-3222

Fax: +603-7804-8563
www.tungaloy.co.jp/my

Tungaloy Australia Pty Ltd

PO Box 2232, Rowville,
Victoria 3178, Australia
Phone: +61-3-9755-8147
Fax: +61-3-9755-6070
www.tungaloy.co.jp/au

PT. Tungaloy Indonesia

Kompleks Grand Wisata Block AA-10
No.3-5 Cibitun?

Bekasi 17510, Indonesia

Phone: +62-21-8261-5808

Fax: +62-21-8261-5809
www.tungaloy.co.jp/id
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