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Economical double sided inserts with positive
cutting edge

Innovative multi-cornered insert clamped into a unique pocket
ensures insert stability resulting in superior machining performance.

I High rake angle

I Inserts
WXGUO0403-- Inserts with 6 positive cutting _ ,
External turning Internal turning
DXGUO703-- Inserts with 4 positive cutting External turni Internal turni
edgeS Xternal turning nternal turning
BT - F%
(2} . : LN (3
EO 05 | l«
VXGUO9T2-- Inserts with 4 positive cutting External turning

edges —
‘I

WA
(2] - \ (3 v .
Q. |

I Toolholders

External turning Internal turning

Dovetail structure ensures ) ] )
secure insert clamping. JP-type screw Unique design for optimal
accessible from chip evacuation

both sides

= Coolant outlet directing
the cutting edge
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ACCELERATED MACHINING

I Uniquely designed chipbreakers
TS / JTS / TSW chipbreaker

PvE
Excellent chip control,

recommended for steel and
stainless steel machining.

WXGU0403-- DXGUO0703--

SS / JSS chipbreaker

Generates low cutting forces,
S recommended for steel and
stainless steel machining.
WXGU0403:- DXGU0703:-

TSW chipbreaker (Wiper
BEvis

Off set: L = -0.05 mm

0.1

Y

10°

Excellent surface finishing and high
WXGU0403-- efficiency for high feed machining.

JRP chipbreaker

Sharp cutting edge and ground

& chipbreaker with excellent chip
VXGUO9T2:-  DXGU0703-- N control.
: B Application area
- Chlpbreakers fOI’ general Corner radius re= 0.2, 0.4, 0.8

purposes
WXGU0403:- -TS / SS / TSW

DXGUO0703:- -TS / SS

o
o

o
o

TSi O\

SS TSW |

I

~
¢ &)l

Reinforced cutting edge used at medium
to low feeds in semi-finishing and finishing

o
&)

Depth of cut: ap (mm)
5

0 0.1 0.2 03 04 05

tions.
operations Feed: f (mm/rev)
N
] Chlpbreakers for small parts AP e s e 01,02

mach mmg
WXGUO0403:- -JITS /[JISS

DXGUO0703-- -JITS /[JISS
VXGUO09T2-- -JRP
Extra sharp cutting edge used at low feeds

for finishing operations.
An excellent solution to reduce vibration.

o
o

o
o

—JTS

|
JSS

JRP
0 01 02 03 04 05
Feed: f (mm/rev)

.
5

o
o

o
)

Depth of cut: ap (mm)
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MINIFFTU2N

Bl External toolholders
4 "'/ %-) (; 7/ Wl External turning and facing

- - L Without offset
o
o I ——C
95°
&y / P
Cutting edge style Lz Right-hand (R) shown
Stock Dimensions (mm) i Parts Torque

Cat. No. radius Insert

h b Li L h1 f re Clamping screw Wrench (N-m)
JSWL2XR/L1010X04

R L

® & 10 10 120 11 10 10 0.2 WXGU0403*L/R SR34-514 T-7F 0.9
JSWL2XR/L1212F04 ®@ @ 12 12 8 11 12 12 0.2 WXGU0403*L/R SR34-514 T-7F 0.9
JSWL2XR/L1212X04 ®@ & 12 12 120 11 12 12 0.2 WXGU0403**L/R  SR34-514 T-7F 0.9

o O

16 16 120 13 16 16 0.2 WXGUO0403**L/R  SR34-514 T-7F 0.9

JSWL2XR/L1616X04
JSWL2XR/L2020H04 ® ® 20 20 100 13 20 20 0.2 WXGU0403**L/R  SR34-514 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ | eft-hand toolholders (L) are used with right-hand inserts (R)

M) -1''[ %) {;7/ W External turning and facing

- L1 Without offset
- < L2
A
ﬁ = // =y
a495°
5 [P 2 ﬂ
Cutting edge style L2 Right-hand (R) shown
Cat. N Stock  Dimensions (mm) S Insert Parts Torque
at. No. di nse :
R L hODb Lt Lah f o Lever Pin  Clamping  wrench (N.m)

T2 GIUL[E0.0 @ @ 10 10 120 11 10 10 0.2 WXGUO0403*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
UGl bE S @ @ 12 12 85 11 12 12 0.2 WXGUO0403*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
TS GHEPES O @ @ 12 12 120 11 12 12 0.2 WXGUO0403*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
® @ 16 16 120 13 16 16 0.2 WXGUO0403“L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5RED 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

@ : Line up
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ACCELERATED MACHINING

m External turning and facing

S L3
9 I
+ it =
A
L1
L4
Cutting edge style L ':i i | | | E Right-hand (R) shown
Stock Dimensions (mm) Std. Parts
Cat. No. i Insert Clamping W h Torque
R L h b Li L2 L3 Lgs i f fi re screw rench (N-m)

FEIEGIUO S5 @ 10 16 120 12 27 11 10 15 26 02 WXGU0403”L SR34-514 T-7F 0.9
DGl o @ 12 16 85 12 27 11 12 15 26 0.2 WXGUO0403“L SR34-514 T-7F 0.9
NGRS @ 12 16 120 12 27 11 12 15 26 02 WXGUO403*L SR34-514 T-7F 0.9
CEBGEDGETSE @ 16 20 120 12 27 11 16 15 26 02  WXGUO403”L  SR34-514 T-7F 0.9
@ Right-hand toolholders (R) are used with left-hand inserts (L)

Works with high-pressure coolant

10| ¥3.(;J/ =, ] External turning and facing

URN
- L T
- TUNG IJET
Q% Without offset
g T e )
y AR ==
A A5
0 -:*
R
S eom
Cutting edge style: L2 A L~"5/167-24UNF A Right-hand (R) shown
) . Std.
Stock Dimensions (mm) comer Parts Torque
Cat. No RL W b L1 Lo m f fo ogu nsert Clgépgwg Wrench  (N-m)
CRWED GUIEPAPIG e D @ @ 12 12 85 18 12 12 16.5 0.2 WXGUO403*L/R SR34-514 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

® : Line up
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8 L3 » M) {; 7/ Bl External turning and profiling

Without offset
B LA
L2
i 1 & A -1
 [ado3°
= / =y
. /
Cutting edge style J 2 Right-hand (R) shown
Stock Dimensions (mm) o Parts Toraue
r Insert ; a
Cat. No. R L h b Li Lo h f s nse Clamping  \wrench ~ (N-m)

JSDJ2XR/L1010X07 K J
JSDJ2XR/L1212F07 K J

10 10 120 14 10 10 0.2 DXGUO703"L/R SR34-514  T-7F 0.9
12 12 85 14 12 12 0.2 DXGUO703"L/R SR34-514  T-7F 0.9
JSDJ2XR/L1212X07 K J 12 12 120 14 12 12 0.2 DXGUO703*L/R SR34-514  T-7F 0.9
JSDJ2XR/L1616X07 K J 16 16 120 18 16 16 0.2 DXGUO703*L/R SR34-514  T-7F 0.9
SEDER YR @ @ 20 20 100 18 20 20 0.2 DXGUO703*L/R SR34-514  T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

N]-(»H}>) {(;7/ "W External turning and profiling

L1 Without offset
:Lz }
M *¢ // =
- a493°
5] ° B
Cutting edge style J 2 Right-hand (R) shown
Cat. N Stock Dimensions (mm)  Std. nsert Parts o
5 o i nse .
at. o RL h b Lt Lz b f "ogus Lever Pin_ CBMmping  Wrench  (N-m)

MR GG DR0Ord@® @ 10 10 120 14 10 10 0.2 DXGU0703*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
S r I PAP T @ @ 12 12 85 14 12 12 0.2 DXGUO703*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
MR GIISPAPOrd@ @ 12 12 120 14 12 12 0.2 DXGUO0703*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
S IR O @ @ 16 16 120 18 16 16 0.2 DXGUO0703**L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

@ : Line up
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ACCELERATED MACHINING
- Y). Gl External turning and profiling

o L3
I+ | @%
« N e
93° vy L2 <
L1
L4
Cutting edge style J ‘:” ] Right-hand (R) shown
Cat. N Stock Dimensions (mm) e nsert Parts Torque
at. NO. i nse B
RL h b L1 Lo Lz La 1 f f; "5 Clamping — Wrench (N-m)

JSDJXR1016X07-F15 K J 10 16 120 12 27 14 10 15 26 0.2 DXGUO703*L  SR34-514 T-7F 0.9
JSDJXR1216F07-F15

12 16 85 12 27 14 12 15 26 0.2 DXGU0703**L  SR34-514  T-7F 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DXGU0703**L  SR34-514  T-7F 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2 DXGU0703**L  SR34-514  T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)

L AP (7| B, [ External turning and profiling

Works with high-pressure coolant

L1 Tuan
- - TUNG IJET
. = Q‘ Without offset
] AY ‘
][ ﬂ' | /ET:; % ]
=i AR
L4 f93°
S I
ol <=
Cutting edge style: J2 %/1 67-24UNF | Right-hand (R) shown
Stock Dimensions (mm) cg}gér Parts Torque
Cat. No RL h b Li Lo i f f e s Cstw®  Wrench  (N-m)
AR GIIEPAPIde ) @ @ 12 12 85 19 12 12 18.5 0.2 DXGUO703*L/R SR34-514 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

4 L3TA ') {;7/ Bl External turning and profiling

Without offset
- B
Y fe}
o
93° A <2 g
S L B
Cutting edge style J 2 Right-hand (R) shown
Stock Dimensions (mm) oL Parts Torque

Cat. No. radius Insert T
h b Li L2 mh f re Clsagpgwg Wrench  (N-m)

L

® 10 10 120 17 10 10 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
® 12 12 85 19 12 12 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
{
{

R
isvazL 01000 [0
isviorzizros |8
vz izizios [0S
o

o

12 12 120 19 12 12 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
JSVJ2XR/L1616X09 16 16 120 19 16 16 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9

JSVJ2XR/L2020H09 ®@ 20 20 100 19 20 20 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R) @ : Line up
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8| -A"A 1) ¢;7/ Bl External turning and profiling

Without offset
M *¢
b g
Cutting edge style Jz
Stock Dimensions (mm) o9 Parts Torque
i Insert :
Cat. No. RL h b L1 Lo hy f "5 Lever Pin  Camping  wrench  (N.m)

FEZAGUE[TV ()@ ® 10 10 120 19 10 10 0.2 VXGUO9T2"L/R SLLV-1 SL-PI-2 SR 10400611 HW2.0/5RED 0.9
A Gkl @ @ 12 12 85 19 12 12 0.2 VXGUOIT2*L/R SLLV-1 SL-PI-2 SR 10400611 HW 2.0/5 RED 0.9
o @ 12 12 120 19 12 12 0.2 VXGUO9T2*L/R SLLV-1 SL-PI-2 SR 10400611 HW 2.0/5RED 0.9
LA GIEE (@ @ 16 16 120 19 16 16 0.2 VXGUO9T2*L/R SLLV-1 SL-PI-2 SR 10400611 HW 2.0/5 RED 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

_ o L3
& ]
N = kf L2 Q
& \/ -
93 L1
L4
Cutting edge sterJ Eg | ‘ jg Right-hand (R) shown
Cat. N Stock Dimensions (mm) o nsert Parts Torque
at. No. i nse :
RL h b L1 Lo Ls La i f £ "5 Clamping ~Wrench  (N-m)

JSVJUXR1016X09-F15 [ J 10 16 120 12 27 19 10 15 26 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JSVJXR1216F09-F15 QI J 12 16 85 12 27 19 12 15 26 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JSVJUXR1216X09-F15 | J 12 16 120 12 27 19 12 15 26 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JSVJUXR1620X09-F15 J 16 20 120 12 27 19 16 15 26 0.2 VXGUO9T2**L SR34-508 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)

@ : Line up
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ACCELERATED MACHINING

Works with high-pressure coolant

1 (\'Ar) ;7| = e, [ External turning and profiling

L1

— > uanN
. & L2 2| TUNG TJET
N i
N ﬁ Q¢ JF*ﬁ Sl | Without offset
93°A «f95°
4SS =
o o@ |
Cutting edge style J2 A Z 5/16”-24UNF A
Cat. N Stock Dimensions (mm) cgﬁgé, nsert Parts Torque
at. No RLh b Li Lo m f fo B° nse R CDie Wrench  (N-m)
AR ERY GUIEPEPISCEe @ @ 12 12 85 20.0 12 12 13.5 0.2 VXGUO9T2**L/R SR34-508 T-7F 0.9

@ Right-hand toolholders (R) are used with left-hand inserts (L)
@ Left-hand toolholders (L) are used with right-hand inserts (R)

m External turning and profiling

L1

25
20

T _
Tl @ = 2

A A
/

3.8
=

&,
<

L

3°

Cutting edge styl
utting edge style U Left-hand (L) shown

Std.

Dimensions (mm corner Parts
Cat. No. Stock oDs P P ( h/li E ,acﬁ:s Insert C':g‘:gjs‘g rr— T(;r.or:lu)e
JS14H-SDUXLO07 [ 14 6 100 13 6.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS159F-SDUXLO07 ® 15875 6 85 15 7.687 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS16F-SDUXLO07 () 16 6 85 15 7.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS19G-SDUXLO07 ® 19.05 6 90 18 9.275 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS19X-SDUXLO07 ® 19.05 6 120 18 9.275 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS20G-SDUXLO07 [ 20 6 90 19 9.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS20X-SDUXLO07 () 20 6 120 19 9.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
JS22X-SDUXLO07 () 22.0 10 120 21 10.75 0.2 DXGUO703*L SR34-514 T-7F 0.9
JS25H-SDUXL07 () 25.0 10 100 24 1225 0.2 DXGUO703*L SR34-514 T-7F 0.9
JS254X-SDUXLO7 [ ) 25.4 10 120 24 1245 0.2 DXGUO703*L SR34-514 T-7F 0.9

@ Left-hand toolholders (L) are used with left-hand inserts (L)

@ : Line up

www.tungaloy.com 11
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IFEXS'[T) (Ml External turning and profiling

-
=

L1

A
y

Y

— Z
- ,% h &
@ A ” | ) Sy
L& 7
Cutting edge style u Left-hand (L) shown
. . Std.
Cat.No.  Stock Dimenslons {mm) comér insert Pt Vel
oDs f L1 h/b B re e Wrench  (N-m)

JS159F-SVUXL09 ® 15875 10 85 15 7.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS16F-SVUXL09 16 10 85 15 7.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS19G-SVUXL09 19.05 10 90 18 9.2 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS19X-SVUXL09 19.05 10 120 18 9.2 0.2 VXGU0O9T2*"L SR34-508 T-7F 0.9
JS20G-SVUXL09 20 10 90 19 9.7 0.2 VXGU0O9T2**L SR34-508 T-7F 0.9
JS20X-SVUXLO09 20 10 120 19 9.7 0.2 VXGU0O9T2**L SR34-508 T-7F 0.9
JS22X-SVUXLO09 22 10 120 21 10.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS25H-SVUXL09 25 10 100 24 12.2 0.2 VXGU09T2**L SR34-508 T-7F 0.9
JS254X-SVUXL09 25.4 10 120 24 12.4 0.2 VXGU09T2**L SR34-508 T-7F 0.9
@ Left-hand toolholders (L) are used with left-hand inserts (L)

@ : Line up
Parts for CHP-type toolholders
Screw Wrench Coolant unit
Toolholder Cat. No Applicable inserts o
= LT
JSDJ2XR/L1212F07-CHP DXGU0703000L/R SR34-514 T-7F S-CU-CHP
JSWL2XR/L1212F04-CHP WXGUO04030CL/R SR34-514 T-7F S-CU-CHP
JSVJ2XR/L1212F09-CHP VXGUO09T20I0L/R SR34-514 T-7F S-CU-CHP

12 MINIFORCE-TURN



ACCELERATED MACHINING

Bl Cutting performance

Workpiece :S45C / C45
. . . Insert : WXGUO040304L-TS AH725
@ Unique design which prevents Toolholder - A12M-SWLXR04-D140
vibration Cutting speed : Ve =150 m/min
Overhang length :36 mm (L/D = 3)
Coolant : Wet (internal supply)
DOM‘.I'URN ISO positive insert
. |20/ OK | OK | OK | OK . |20] OK | OK | OK | OK
Sg[15] OK | OK | OK | OK Sgl15| OK | OK | OK | OK
£g/10| OK | OK | OK | OK |=[gs[10]| OK | OK | OK | OK
“ los5| OK | OK | OK | OK “ o5 OK | OK | OK | OK
it 0.05 0.10 0.15 0.20 i 0.05 0.10 0.15 0.20
ap Feed: f (mm/rev) ap Feed: f (mm/rev)

Bl Chip control

B - M =28 X750 S|
" . LR 2 e
82| f &S| =\ N e |5
= g ¥ | iy y YO L5
3 3ol —
Sl 28 S\EX
| - = S -
a Ve '_\/ 3 - X “J.‘:'-.F‘ ":”- ORI ) -, ;i_- / u-\“
o - Pl <X “pgmn 0|3 X o \\Q"
0.05 0.10 0.15 0.20 0.05 | 0.075 | 0.10 0.15
ap/f ap/f
Feed: f (mm/rev) Feed: f (mm/rev)
Workpiece : S45C / C45 Workpiece : SUS304 / X5CrNi18-9
Insert : WXGU040304L-TS AH725 Insert : WXGU040304L-SS AH725
Toolholder : A12M-SWLXR04-D140 Toolholder : E12Q-SWLXR04-D140
Cutting speed : Vc = 150 m/min Cutting speed  : Vc =150 m/min
Boring depth :H=36 mm (L/D = 3) Boring depth :H =60 mm (L/D = 5)
Coolant : Wet (internal supply) Coolant : Wet (internal supply)
Vi 10
Wiper performance e—
@ 7-3]|-A-Without wi A
Workpiece : S45C / C45 2 = per
Insert : WXGU040304L-TSW £ 3 A
CCMTQ9T304-**(Without wiper) = o S
Toolholder : E16R-SWLXR04-D180 2 o A
Cutting speed : Vc =150 m/min 25 A
Depth of cut rap =0.5mm A
Hole depth :H=48 mm (L/D = 3) 0
Coolant Wet (internal supply) 0 0.1 0.2 0.3 0.4 0.5

Feed: f (mm/rev)

www.tungaloy.com 13
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Bl Internal toolholders
SWLXR/L Boring & internal facing

©Dm h
95 / -
s — g
i > £ L
Q{\M | |
Cutting edge style |L ke — EPUVNP S
Steel shank
Stock . Min_ Dimensions (mm) Std. Parts
Cat. No HEDGEE Vadus  Insert Clamoin Torque
RL gbmeDs f L1 L2 h f2 6 i corbwd  Wrench (N-m)
INIVESBGURYEIP e @ 12 10 6 125 20 9 - -10°-16° 0.4 WXGH/%“O?’" SR34-514 T7F 0.9
INPIVESUDGCY IRl @ @ 14 12 7 150 24 11 - -10° -14° 0.4 WXGB%4°3” SR34-514 T7F 0.9
IR RGNS N e @ 18 16 9 180 32 15 - -10°-11° 04 WXGB%“O?’** SR34-514 T-7F 0.9
VL RGIEE @ @ 22 20 11 200 36 18 - -10°-10° 0.4 WXGURO0ST gmassi4 T7F 009
Carbide shank
Stock  Min. Dimensions (mm) Std: Parts
Cat. No bore dia. ?gé?lje; Insert Clampin Torque
RL gbmeDs f L1 L2 h f2 6 a re scrgwg Wrench (N-m)
SLVENGYUIIESPI N ® @ 12 10 6 150 25 9 - -10°-16° 0.4 WXGB%”'OC’“ SR34-514 T-7F 0.9
SPESRGTEIET @ @ 14 12 7 180 27 11 - -10°-14° 0.4 WXGUDMO3T gpassis 17E 09
SLLEIUBGUIIESIL M e @ 18 16 9 200 32 15 - -10° -11° 04 WXGB%”'OC’" SR34-514 T7F 0.9
LSRG E Y @ @ 22 20 11 250 36 18 - -10°-10° 0.4 WXGUDS03T gpasgi4 T7F 09

@ Right hand toolholders (R) are used with left hand inserts (L)
@ Left hand toolholders (L) are used with right hand inserts (R)

WXGUO0403--L SWLXR:- SWLXL.- WXGU0403--R

©Right hand toolholder with left hand insert shown @ Left hand toolholder with right hand insert shown

® : Line up

14 MINIFORCE-TURN




ACCELERATED MACHINING

SDXXR/L Boring & internal profiling

=)
&
I
©
oDs

re/ L L
ot | |

. [}
Cutting edge style ){ w Right hand (R) shown

Steel shank

Stock Min_ Dimensions (mm) Std. Parts
Cat. No e CIEY vadus  Insert Clampin Torque
RL gbmoDs f L1 L2 h f2 6 a re amPwd  wrench  (N-m)

IRV EICGURTARE® ® 13 10 7.6 125 20 9 26 -14°-16° 0.4 DXGB(I’{W* SR34-514 T-7F 0.9

ISPIVESDCGUIIASIE® @ 16 12 86 150 24 11 2.6 -14° -14° 0.4 DXGLLJ/%ZOC’”* SR34-514 T-7F 0.9

SERSDVGIEIZP e @ 20 16 106 180 32 15 26 -13°-18° 0.4 DXGUN0S™ srass14 T7F 09
VIR e Gk @ @ 24 20 12.6 200 36 18 2.6 -13° -12° 0.4 DXG‘I_J/%ZOC”" SR34-514 T-7F 0.9

Carbide shank
Stock Min_ Dimensions (mm) Std. Parts
Cat. No R L bore dia. vadus  Insert Clamoin Torque
oDm oDs f L1 L2 h f2 6 a re orbwg Wrench  (N-m)

SUEEDSGTEZGE N @ @ 13 10 7.6 150 25 9 26 -14°-16° 04 DX gpagsis T7F 09

SPLRICGUIIASIM® @ 16 12 86 180 27 11 26 -14° -14° 04 DXGE}EO?’** SR34-514 T-7F 0.9

SEEEDVGTNIZ P @ @ 20 16 106200 32 15 26 -13°-13° 04 DXGUUI08™ gpagsis T7F 00
LRGN @ @ 24 20 126 250 36 18 26 -13°-120 04 DXGUU08T gpassis m7E 00

@ Right hand toolholders (R) are used with left hand inserts (L)
@ Left hand toolholders (L) are used with right hand inserts (R)

DXGUO0703--L SDXXR:- SWLXL.- DXGUQ703:-R
@ Right hand toolholder with left hand insert shown @ Left hand toolholder with right hand insert shown
® : Line up
www.tungaloy.com 15
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SDZXR/L Back boring

oDm
Lo h
5 | —
_ — [ | Q
Q
. ° -
d L3 ‘N'E Ly |
of = | |
Sl Gl z Right hand (R) shown
Steel shank
! : f Std.
Cat. No ST, Dimensions (mm) ogue Insert & Parts Torque
RLobmoDs f L1 L2 Ls h f2 8 I amping  wrench  (N-m)

screw

PAPINESIZAGYEERE N @ @ 14 12 11 150 30

LGRS rAGUEal N ® @ 16 16 13 180 35

LYOLESDFA GV 20BN @ @ 20 20 15 200 40

13 11 45 -10° -14° 0.4 DXGUO703” gpag514 T7F 09
13 15 45 -10°-12.5° 0.4 DXGUO703™ sR3g 514 T7F 0.9

13 18 4.5 -10°-10.5° 0.4 DXGUOT03™ gpag514 T7F 09

Carbide shank
; i i Std.
Cat. No Stock bomu& o Dimensions (mm) comer ot Parts Torque
RL gbmoeDs f L1 L2 L3 h f2 6 a Te Clamping  wrench  (N-m)
SPES GRS @ @ 18 12 11180 - 13 11 45 -11° -11° 0.4 DXGU703™ spas514 T7F 09
SR kel @ @ 22 16 13200 - 13 15 45 -11° -9° 04 DXGHOT03™ gpass14 T7F 09

@ Right hand toolholders (R) are used with right hand inserts (R)
® Left hand toolholders (L) are used with left hand inserts (L)

DXGUO0703--R

SDZXR:-

@Right hand toolholder with right hand insert shown

Bl Marking

16

(&)

® : Line up

SDZXL.-

DXGUO0703--L

@ Left hand toolholder with left hand insert shown

Insert hand is marked
by IIRII or IILII

MINIFORCE-TURN




ACCELERATED MACHINING

Bl Inserts

80° Trigon
Chipbreaker Grades . .
- Dimensions (mm)
Coated | S9ated |Cermet(Carbide
Application| Appearance f-a ;
(Cross section) P Cat. No. a & uga §> i [-C-dia Tr:‘églé Fc;?alf ?S’J{Les’
T = 28 &
<  »w | O | 2 | X | od s | edt | re
Finishing LI - WXGUO40301MFR-JTS ° 6.35 3.18 2.7 <0.1*
tocfng?n';m . WXGU040301MFL-JTS ° 6.35 3.18 2.7 <0.1*
(For swiss Ee WXGU040302MFR-JTS ° 6.35 3.18 2.7 <0.2*
< g e
alljt(t)E’natic o g, WXGUO040302MFL-JTS ° 6.35 3.18 2.7 <0.2*
athes, |21
sharp ,‘gj 0.2 0.4 0.6 0.8 1.0
edge) f (mm/rev)
Finishing RN - WXGU040301MR-JTS [0 6.35 3.18 2.7 <0.1*
to medium 8 WXGU040301ML-JTS I J 6.35 3.18 2.7 <0.1*
(F‘;‘:t;'vf\‘,%s £ WXGU040302MR-JTS I ) 6.35 3.18 2.7 <0.2*
type o g, WXGU040302ML-JTS K] 6.35 3.18 2.7 <0.2*
automatic ] S
= 0.2 0.4 0.6 0.8 1.0
lathes) f (mm/rev)
I Uss [N \xGU040301MFR-JSS ° 6.35 3.18 2.7 <0.1*
; L
(Lo]yg rt(zzuet)tlng 8 ::gDP WXGU040301MFL-JSS ) 6.35 3.18 2.7 <0.1*
(For swiss 3 NNl WXGU040302MFR-JSS ° 6.35 3.18 2.7 <0.2*
automatic g, WXGUO040302MFL-JSS ° 6.35 3.18 2.7 <0.2*
lathes,
:hael’g A3 0.2 0.4 0.6 0.8 1.0
edge) o5 f (mm/rev)
N Uss [N \/xGU040301MR-usS 3 6.35 3.18 2.7 <0.1*
(Lowcuﬁi?,g of— {18 {:, WXGU040301ML-JSS K ] 6.35 3.18 2.7 <0.1*
Fforce) ‘ Bl M mt WXGU040302MR-JSS [l 6.35 3.18 2.7 <0.2*
E. | VYA GU040302MR-JSS
( "t:/‘:‘)‘”e”ss g, WXGU040302ML-JSS K] 6.35 3.18 2.7 <0.2*
aUtomatlc o DO.Z 0.4 0.6 0.8 1.0
lathes) ] f (mm/rev)
WXGU040302R-TS I ®| ® | @ 635318 2.7 0.2
WXGU040302L-TS ° ® | ® | @ 635318 2.7 0.2
Finishing WXGU040304R-TS [ ® | ® | @ 635318 2.7 04
t°cr3tiidn';m WXGU040304L-TS ° ® | ® @ 635318 2.7 0.4
- NN VX GU040308R-TS [ ® | ® | @ 635318 2.7 08
f (mm/rev) WXGU040308L-TS K] ® @ | @ 635318 2.7 08
o0 WXGU040304R-TSW I3 o | o 6.35 3.18 2.7 0.4
s WXGU040304L-TSW [} o | o 6.35 3.18 2.7 0.4
Finishing E° WXGUO040308R-TSW ] o | o 6.35 3.18 2.7 0.8
(Wiper) | 58 g’ WXGUO040308L-TSW [0 o0 6.35 3.18 2.7 0.8
‘09 0.2 0.4 0'6 0.8 1.0 -
f (mm/rev)
BN ss 2P WXGU040302R-ss I ® | o | @ |635318 27 02
8 WXGU040302L-SS ° ®| ® | @ 635318 27 0.2
I_Finishing ‘ Ee WXGUO040304R-SS I ) ® | ® | @ 635318 2.7 04
e g WXGU040304L-SS [ ® o @ 635318 27 04
S 0.2 0.4 06 08 1.0
® f (mm/rev)
* JTS and TSS have minus tolerance of corner radius. ® :Lineup
www.tungaloy.com 17
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55° Rhombic

Chipbreaker Grades Di .
Coated  |$93ted |Cermet|Carbide imensions (mm)
Application| Appearance f-a i
(Cross section) - Cat. No. g g 8| 8 § 1.C. dia| Thick-| Hole Corner
T | | 2 83 9
< w5 | 6 2| ¥ od s odi | re
BN rr I DXGUO70301MFRE-JRP o 6.35 318 2.7 <0.1"
Finishing A DXGUO70301MFLE-JRP ° 6.35 3.18 2.7 <0.1*
(For swiss E o[ os DXGUO070302MFRE-JRP 6.35 318 27 <02
type a4 0 005 010 70 = . _ : . ol S
a‘f;%qggt'c S, DXGU070302MFLE-JRP ° 6.35 3.18 2.7 <0.2*
Sharp, o On 02 04 06 08 1.0
edge) ‘\45 f (mm/rev)
Finishing M - DXGUO070301MFR-JTS ° 6.35 318 2.7 <0.1"
toanﬁgri;m - DXGUO070301MFL-JTS [ 6.35 3.18 2.7 <0.1*
(For swiss £° DXGU070302MFR-JTS (] 6.35 3.18 2.7 <0.2*
4
autale . s DXGU070302MFL-JTS ° 6.35 3.18 2.7 <0.2*
lathes,
sharp 0.2 0.4 0.6 0.8 1.0
edge) f (mm/rev)
riching T DXGU070301MR-JTS [ 6.35 3.18 2.7 <0.1*
nisni X |
oo R DXGU070301ML-JTS K3 6.35 3.18 2.7 <0.1*
cutting E® : DXGU070302MR-JTS ) 6.35 3.18 2.7 <0.2*
OICNES g DXG 2ML-JTS 6.35 3.18 2.7 <0.2*
typo » , U070302ML-J ° 35 3. 7 <0.
aUtomatIC ‘09 0.2 0.4 0.6 0.8 1.0
lathes) f (mm/rev)
RN Uss [N ) GU070301MFR-JSS o 6.35 3.18 2.7 <0.1"
(Low r%lg)ﬁng = :;gf)P DXGU070301MFL-JSS ° 6.35 3.18 2.7 <0.1*
(For swiss ‘ - — ) DX GU070302MFR-JSS ) 6.35 3.18 2.7 <0.2*
o 4 - -
autdpe o Ll DXGU070302MFL-JSS ° 6.35 3.18 2.7 <0.2*
lathes, D
sharp A 0.2 0.4 0.6 0.8 1.0
edge) 3 f (mm/rev)
EEE Jss [ ;X GU070301MR-JsS I 6.35 3.18 2.7 <0.1*
(Low cutting =° ::ﬁihP DXGU070301ML-JSS i) 6.35 3.18 2.7 <0.1*
0.5
(F;?':v?/)iss ‘ £ ==l DXGU070302MR-JSS [ J 6.35 3.18 2.7 <0.2*
type T, DXGU070302ML-JSS ) 6.35 3.18 2.7 <0.2*
automatic
3 0.2 0.4 0.6 0.8 1.0
lathes) S f (mm/rev)
- B - DXGU070302R-TS [0 ® o | @ 635318 27 02
- DXGUO070302L-TS ° ® | ® | @ [635318 2.7 02
Finishing ‘ E® DXGUO070304R-TS ° ® | ® | @ 635318 2.7 04
to medium g
cutting o , DXGUO070304L-TS ° ® | ® | @ 635318 2.7 04
g B NN DXGU070308R-TS () ® | ® | @ 635318 27 08
f(mm/rev) DXGUO070308L-TS ° ® o o 635318 2.7 08
T EEl - DXGU070302R-sS I ® | o | @ [635318 27 02
- . DXGU070302L-SS ° @ | ® | @ [635318 2.7 02
] ‘ E° DXGUO70304R-SS i3 oo | @ 635318 27 04
o 4
force) S DXGUO070304L-SS ° ® | ® | @ 635318 2.7 04
5 DO.Z 04 0.6 0.8 1.0
] f (mm/rev)
* JTS and TSS have minus tolerance of corner radius. ® : Line up

18 MINIFORCE-TURN



ACCELERATED MACHINING

Chipbreaker Grades bi .
Coated ggfr}%t‘ Cermet|Carbide TEEEs ()
Application| Appearance f-a
- - . No. ;
(Cross section) P Cat. No 8 8 8 2 § 1.C. dia) Thick-| Hole (Corner
Iz 2 8 @
< v | 0| 2 | X | g s | edt | re
—m 10 VXGUO09T201MFRE-JRP () 5,56 2.78 2.5 <0.1*
(Fotry%"ev'ss W E°T VXGU09T202MFRE-JRP ° 556 2.78 25 <0.2*
. 0 005 0.10
automatic &, ° 556 278 2.5 <0.2*
lathes, o
sharp % 0 02 04 06 08 1.0
edge) &Y f (mm/rev)
*JTS and TSS have minus tolerance of corner radius. ® : Line up
I Standard cutting conditions
For external turning
- . . . Chip- Cutting pepth of cut  Feed
Applications 1SO Workpiece materials Priority Grades speed
breaker o i ap (mm) f(mm/rev)
Low carbon steels With high  jgs  SH725 50-180 0.1-1.5 0.03-0.10
sharpness
(SS400 / E275A etc.)
. Carbon steels (S45C / C45 etc.)
) Low alloy steels (SCM415 etc.)
For swiss Alloy steels (SCM440 / 42CrMo4 etc.) Firstchoice JTS AH725 50-180 0.1-2.0 0.03-0.10
type
automatic
Stainless steels (Austenitic) . .
lathes (SUS304 / X5CrNi18-9 etc.) First choice JSS SH725 50-180 0.1-1.5 0.03-0.10
Stainless steels (Martensitic and ferritic)
M (SUS430/ X6Cr17 etc.)
Stainless steels (Precipitation hardened)  Fqr impact _ ) _
(SUS630 / X5CrNICuNb16-4 etc.) resista%ce JTS AH725 50-180 0.1-2.0 0.03-0.10
SS AH725 50-180 0.15-1.5 0.05-0.2
First choice
Low carbon steels TS AH725 50-180 0.3-2.0 0.08-0.3
(SS400 / E275A etc.)
. Carbon steels (S45C / C45 etc.) For improved T aERedl G0-ZI Das-dls Dbeonz
Low alloy steels (SCM415 etc.) surface finish
Alloy steels (SCM440 / 42CrMo4 etc.) TS NS9530 80-200 0.3-20 0.08-03
F_or an:\lacll For wear SS GT9530 80-250 0.15-1.5 0.05-0.2
size ist
reSIStaNce  1s  GT9530 80-250 0.3-2.0 0.08-0.3
lathes
Stainless steels (Austenitic) First choi B _ _
(SUS304 / X5CrNi18-9 etc.) Irst choice SS AH725 50-150 0.15-1.5 0.05-0.2
M Stainless steels (Martensitic and ferritic)
(SUS430 / X6Cr17 etc.)
Stainless steels (Precipitation hardened) For impact _ _ _
(SUS630 / X5CrNiCuNb16-4 etc.) resistance ~ 1°  AH725 50-150 0.3-2.0 0.08-03

www.tungaloy.com 19
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For internal turning

Grades
. . Cutting Depth of cut Feed
ISO Workpiece materials First O rg:ilfsg?l%; speed o (mm) f(mm/rev)
Choice ini ; Vc (m/min)
finish (High speed)
AH725 - - 50 - 180 0.3-2.0 [0.08-0.3
Loy G2 e 8 G - NS9530 - 80-250 | 0.3-2.0 |0.08-0.3

SS400, SM490, S25C etc.
= = GT9530 80-300 | 0.3-2.0 [0.08-0.3

AH725 - - 50-180 | 0.3-2.0 |0.08-0.3
Carbon steels
S5, e B G - NS9530 - 80-250 | 0.3-2.0 |0.08-0.3
. - - GT9530 80-300 | 0.3-2.0 |0.08-0.3
AH725 - - 50-180 | 0.3-2.0 |0.08-0.3
Low alloy steels - NS9530 - 80-250 | 0.3-2.0 |0.08-0.3
SCM415 etc.
- - GT9530 80-300 | 0.3-2.0 |0.08-0.3
AH725 - - 50-180 | 0.3-2.0 |0.08-0.3
Alloy steels
SCM440, SCr420 / - NS9530 - 80-250 | 0.3-2.0 |0.08-0.3

42CrMo4, 20Cr4 etc. - - GT9530 80-300 | 0.3-2.0 |0.08-0.3

Stainless steels (Austenitic)
SUS304, SUS316 / AH725 - - 50 - 150 0.3-2.0 |0.08-0.3

X5CrNi18-9, X5CrNiMo17-12-2 etc.
Stainless steels
M Nl AH725 - - 50-150 | 0.3-2.0 |0.08-03
X6Cr17, X20Cr13 etc.
Stainless steels

(Precipitation hardening) AH725 - - 50-150 | 0.3-2.0 (0.08-0.3
SUS630 / X5CrNiCuNb16-4 etc.

AH725 - - 50-180 | 0.3-2.0 |0.08-0.3
Grey cast irons

FC250 / GG25 etc. - NS9530 - 80-250 | 0.3-2.0 |0.08-0.3
. - - GT9530 80-300 | 0.3-2.0 (0.08-0.3
AH725 - - 50-120 | 0.3-2.0 [0.08-0.3

Ductile cast irons _ _ _ _ _
FCD700 / GGGT0 otc. NS9530 80-150 | 0.3-2.0 |0.08-0.3
- - GT9530 80-180 | 0.3-2.0 (0.08-0.3
Non ferrous Metals KSO5F - - 100-300| 0.3-2.0 |0.08-0.3

Aluminum alloy etc.

Non ferrous Metals KSO05F

Cu Alloy etc. - o 100-300| 0.3-2.0 [0.08-0.3

20 MINIFORCE-TURN



ACCELERATED MACHINING

I Grades

B M@ PREMIUMTEC

- Versatile PVD coated grade suitable for a wide range of work materials.
- Demonstrates excellent balance of wear and fracture resistance.

EZE Bve

- Ideal PVD coated grade for sharp cutting edge.
- Suitable for machining of small and precise parts.

BE SREMIUMTEC

- Coated cermet grade with premium coating demonstrates exceptional wear
resistance.

- Provides remarkable performance in finishing of steels during high speed
machining.

[T B ~REMIUMTEC

- Versatile cermet grade with incredible fracture and wear resistance.
- Provides long tool life and excellent surface finish in steel finishing applications.

- Micro-grain cemented carbide in which wear resistance and impact resistance are
balanced.

- The homogeneous fine-grained structure contribute to the excellent resistance of wear,
fracture, and chip welding!

www.tungaloy.com 21



Practical examples

External turning

Workpiece type Shaft Shaft
Toolholder JSDJ2XR1212X07 JSWL2XR1212X04
Insert DXGUO070301ML-JSS WXGU040302ML-TS
Grade AH725 AH725
SUS304 / X5CrNi18-9 S45C /C45

Workpiece material

£ |Cutting speed: Vc (m/min) 110 - 150 (External), 10 - 100 (Facing) 66 - 80
§ Feed : f (mm/rev) 0.04 (External), 0.05 (Facing) 0.15
8 |Depth of cut :ap (mm) 0.4 (External, facing) 0.6
£ [Machining External + Facing External
3 Coolant Wet Wet

5] k=
< 3
g 7000 2 7000
> 6000 > 6000| . - ‘
4 8 efficiency]!
£ 5000 % 5000|...... WA
=

Results & 4000 DoMiniTurn § 4000 |-.... One double sided
'g el e demonstrates Q. g000 /0 | DOMiniTL;]r_n inssetz_rt
o= I . excellent chip 5 can machine 3 times
g 2000 control. The tool 5 2000 Lﬁiﬂgrﬂgiruﬁgﬁi?s
€ o000 .|life of AH725 grade '8 1000 tool life and twice the
£ is 1.3 times longer, 5 B amount of cutting
= Q due to it's high z 0 edges per insert. Cost
MINIFT =N Competitor Wear resistance. MINIFT =N Competitor glzrn %ﬁ;%?] ;?yreduced

Workpiece type Shaft Shaft
Toolholder JSDJ2XR1212X07 JSVJ2XR1212X09
Insert DXGU070301ML-JSS VXGUO090202MFLE-JRP
Grade AH725 SH725
Alloy steels Low carbon steel (cold drawn)

Workpiece material

e 25.0 mm > 40.0 mm
€ |Cutting speed: Vc (m/min) 66 - 80 170
5 |Feed : f (mm/rev) 0.15 0.03
8 |Depth of cut :ap (mm) 0.6 0.2
2 [Machining External External
25,' Coolant Wet Wet

2500

1400
1200} -_—
1000} o~

2000

Results 1500 800/

DoMiniTurn can | The combination

Number of pieces (pcs / insert)
Number of pieces (pcs / insert)

1000 I8 machine twice 600/ [N o OF JRP type and
the number of SH725 with high
workpieces with 400 — wear resistance,

SO0 .| one double sided . . improved surface
4 cornered insert. roughness and
0 0 achieved 2.4
MINIFT 02N competitor MINIFFUaN Competitorlt_ifmes longer tool
ife.

22 MINIFORCE-TURN



ACCELERATED MACHINING

Internal turning

Workpiece type Machine Parts Machine Parts
Toolholder A16Q-SWLXR04-D180 E12Q-SWLXR04-D140
Insert WXGUO040304L-TSW WXGU040304L-TSW
Grade AH725 GT9530
S$45C / C45 SCM435 / 34CrMo4
45 mm - 48 mm
Workpiece material
€ |Cutting speed: V¢ (m/min) 160 200
§ Feed : f (mm/rev) 0.10 > 0.15 0.10 > 0.15
8 |Depth of cut : ap (mm) 0.5 0.2
2 [Machining Internal Turning (continuous cutting) Internal Turning (continuous cutting)
3 |Coolant Wet Wet
Machining time Machining time
? reduced 30%! 0 reduced 30%)!
] (8]
-an_ 9 DoMiniTurn -qé_ . .
< demonstrated < 6 -4 DoMiniTurn wiper
Results = surface finish equal 2 insert offered
@ 6 to conventional L surface finish as
Q type even with © fine as conventional
£ 1.5 times more E 8- - type without
o 3= efficient machining. o chattering even
o Also, DoMiniTurn o with 1.5 higher feed
(O contributed to cycle | O 0 rate.
Competitor MINIFTURN tllvrni?:r:eiggf;;)s%d Competitor MINIFTURN
productivity by 30%.
Workpiece type Machine Parts Machine Parts
Toolholder A10K-SWLXR04-D120 A12M-SDXXR04-D140
Insert WXGU040302L-SS DXGUO070304L-TS
Grade KSO05F KSO05F
CAC406 / Bronze casting A5056 (Al - Mg)
30 mm
Workpiece material
€ |Cutting speed: V¢ (m/min) 200
5 |Feed : f (mm/rev) 0.1 0.1
8 |Depth of cut : ap (mm) 1.0 1.0
2 [Machining Internal Turning (continuous cutting) Internal Turning (continuous cutting)
3 _|Coolant Wet Wet
z Tool life improved Y& Tool life improved
g o0 200%! 1600 200%!
P 450 DoMiniTurn ;1350 . .| DoMiniTurn achieved
< machined 720 pcs < the same tool life as
Results § per insert with 6 § gg?ﬂ‘é?§1§°£§s‘{‘i'\',tg.g,pe.
S 300 corners available , 8 900 16 corners, which
& which is double the | & Icsoﬂ?/gm?ogg:i allowed
§ 150 (= . ] BB § 450 - DoMiniTurn to increase
o @ twice the number of
{E’ %E’ workpieces processed
5 o 5 o per insert.
Z  Competitor pAINIFTURN Z  Competitor paINIFT 2N

www.tungaloy.com

23




Tungaloy Corporation (Head office) Tungaloy Scandinavia AB Tungaloy Cutting Tool
(Thailand) Co.,Ltd.

T loy Rus, LLC
Tungaloy America, Inc. Angetoy s

Tungaloy Singapore (Pte.), Ltd.

Tungaloy East LLC
Tungaloy Canada

Tungaloy Vietnam

Tungaloy Polska Sp. z 0.0.
Tungaloy de Mexico S.A.

Tungaloy U.K. Ltd Tungaloy India Pvt. Ltd.

Tungaloy do Brasil Ltda.

Tungaloy Germany GmbH Tungaloy Hungary Kit JungaloyKoreaiCa,lLtd

Tungaloy France S.A.S. Tungaloy Malaysia Sdn Bhd

Tungaloy Turkey

Tungaloy Italia S.r.l.
gatoy Tungaloy Benelux b.v. Tungaloy Australia Pty Ltd

Tungaloy Czech s.r.o. Tungaloy Croatia PT. Tungaloy Indonesia

Tungaloy Ibérica S.L. Tungaloy Cutting Tool

(Shanghai) Co.,Ltd.

www.tungaloy.com To see this product in action visit:

u o follow us at: Tung-Tv

facebook.com/tungaloyjapan
twitter.com/tungaloyjapan www.youtube.com/tungaloycorporation
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