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Notes to Users of this Catalog

B This catalog is an introduction to Tungaloy Cutting Tools of miniature parts.

B Specifications and stock status described in this catalog are subject to change without prior notice.
B All unit sizes are metric - in millimeter (mm).

B Units used in the catalog conform to ISO standards in principle.

mStock status symbols mOrdering information

® When ordering, specify the Cat. No., grade and quantity.
(Example for TAC inserts)

) . CCGTO09T304FN-JS SH730 10 pcs.

o St.ocked in Japan. ) ) ) ® TAC toolholders and TAC mills are shipped without inserts.

A Will be replaced by new products / discontinued items Inserts must be ordered separately.

® For the special grades or special products, please contact
your nearest Tungaloy sales office.

No symbol: Not stocked

Note: The products described in this catalog are as of Feb. 2016.

EConstitution of Catalog: Tool for miniature parts

In this catalog, products are described by machining types such as TAC turning inserts, TAC turning toolholders, threading
tools and drilling tools. Users can select optimum tools by using the following searching methods.

@Searching from the classification of tools @Searching from the tool list in each chapter
When searching the product from the tool type, open  Search from the tool list.

the title page of the chapter of the tool type.

For example, when searching the TAC boring tool:

Overview of J series Internal Turing

Can search from
machining type, tool
diameter etc.

Select the chapter of TAC
boring tools.

TAC Internal Toolholder

Select the page of the
product being searched.

52

Series name, features, [
tool diameters and
applications are
indicated.
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SH725

Exclusive PVD coated grade for precise parts machining
“High adhesion strength” & “Sharp cutting edge”
= Amazing tool life with Excellent sharpness!

& Newly developed coating layer
No peeling-off even on sharp edges

SH725

Competitor -
Peeling-offs

/\.

01mm 1pm
— —

& Improved adhesion & Hard layer is coated on the
strength sharp cutting edge
Latest coating technology is Optimized condition provides the high
effectively applied. hardness and sharpness

B Comparison in scratch-test
(Picture show the peeling-off
at the highest load)
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& Cutting performance

B External continuous cutting

High adhesion strength provides

Carbon steel
(S45C / C45)

excellent wear resistance

Flank wear width

VB (mm)

Competitor A }

0.1
0.09

Workpiece material: S45C / C45
(180HB)

Cutting speed: Vc = 150 m/min

Depth of Cut: ap = 0.5 mm

Feed: f = 0.05 mm/rev

Coolant: Oll

Machine: Automatic lathe

0.08

0.07
0.06

0.05

0.04

0.03

0.02
0.01 %

0

30

Machining time (min)

& Application range

Cutting speed: Vc (m/min)

300

200

100

' 1
High
vect | SHZ2S
>
Medium
speed SH730
AH725 -
Low
speed J74O
N
Application Continuou :;:tg;tr-upted Interrupted

Cutting speed: Vc (m/min)

300

200

100

: )
High
weed || SHZES5
Medium
speed SH730
Low AH725
Speed J740
N
IApplication ontinuous :;:tg:rtr-upted Interrupted
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MINIFTORN"

Economlcal double sided inserts with
positive cutting edge

Innovative multi-cornered insert clamped into a unique

pocket ensures insert stability resulting in superior
machining performance.

& Inserts

WXGUO0403-- Inserts with 6 positive cutting

edges

External turning

& High rake angle

Internal turning

R

DXGUO0703-- Inserts with 4 positive cutting

edges External turnin

g Internal turning

VXGUO9T2.- Inserts with 4 positive cutting

edges
A

h

& Toolholders

— ~~

rd

External turning

Dovetail structure ensures

secure insert clamping. JP-type screw

accessible from
both sides

R

External turning

Internal turning

|
!

Unique design for optimal
chip evacuation

oolant outlet directing
the cutting edge

0-4




& Uniquely designed chipbreakers

TS / JTS / TSW chipbreaker

WXGU0403-- DXGU0703--

Pve
Excellent chip control,

recommended for steel and
stainless steel machining.

SS / JSS chipbreaker

305

WXGU0403-- DXGUO0703--

Generates low cutting forces,
recommended for steel and
stainless steel machining.

TSW chipbreaker (Wiper

WXGU0403-

Off set: L =-0.05 mm

Y

Excellent surface finishing and high
efficiency for high feed machining.

JRP chipbreaker

23°

VXGUO09T2--

DXGUO0703--

Sharp cutting edge and ground
chipbreaker with excellent chip
control.

& Chipbreakers for general
purposes
WXGUO0403:- -TS / SS / TSW

DXGUO0703-- -TS / SS

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

B Application area
Corner radius re=0.2, 0.4, 0.8

2.5

m)

2.0

1.5 ‘

TSH O\

TS

1.0

SS

0.5

Depth of cut: ap (m

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

05

& Chlpbreakers for small parts

mach mmg

WXGU04 -JITS /[JISS
DXGUO0703-- -JITS /[J|SS
VXGUO09T2:- -[JRP

Extra sharp cutting edge used at low feeds
for finishing operations.
An excellent solution to reduce vibration.

B Application area
Corner radius re = 0.1, 0.2

— 25
IS

E 20

o | -

B 1.51 J'I‘S

..g 1.0] JSS
e |

° 0.5H ;

8 I JBP

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

05
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TUNG TJET L 4e8

& High pressure coolant provides

excellent chip control for _' 5 ,
difficult-to-cut materials o« BN 0
Short chips formed in machining of Inconel, ¢ 4
titanium and other heat-resistant alloys

Normal pressure coolant

T@N@EET 7 MPa (External supply)

& Coolant from two directions Coolant unit
maximizes productivity and |
drastically reduces tooling cost

- Up to 200% increase in cutting speed
when machining titanium and heat-
resistant alloys
- Up to 100% increased in tool life when
machining alloy steel or stainless steel Frontal
- Nozzle tube delivers coolant directly to SREET I E
the cutting edge

High pressure coolant disperses the cutting heat during
machining, which prevents damage on cutting edges



& Stable machining with nozzle tubes designed for

various insert geometries

B Coolant flow rates

. Flow rate I/min.
Insert type Coolant hole Coolant unit

7 MPa 10 MPa 14 MPa

r CU-CW-CHP 17 20 24

r CU-D-CHP 16 19 22

@ S-CU-CHP 4 4.8 5.7

Tools for small lathes
|

Frontal coolant hole — - 18-26 | 21-34 | 25-3.6

& Easy connection with coolant hose for various machine

Easy set-up for high pressure internal coolant

For general lathes

For small lathes

Coolant set

— Mounting screw

— Coolant unit

O-ring )g
=

-

Clamping —— @

Sscrew ot e

o

"

i
®me——— Coolant on/off screw

_‘0— Seal washer

11| @&—— Connector l
P s
4

&—— Hose

T

Coolant
'/ l input plug

LY
W 5

&

. A\ &—— Hose
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ORCE

TET2AFCUT

Multi-purpose grooving line
with economical insert containing
4 cutting edges

Jlll High-precision ground insert in unique shape

- Same insert applicable for right- and left-hand toolholders (TC*27 type)
- Handed insert for small-part machining (TCP18 type)

TC*27 type TCP18 type

TETRAFECUT TETRAMCUT

Il Unique 3-point clamping system
provides high rigidity and
repeatability

Withstands the
cutting force

{

Highly rigid cutting edge allows: Workpiece

- High accuracy in groove width
- Excellent surface finish
- Stable tool life without sudden chipping

Positioning

Protects
unused
corners

llll The insert pocket protects all
unused cutting edges

0-8



I Innovative inserts

TETRAFECUT

- Suitable for precise grooving and parting-off in general or small lathes
- 2 types of chipbreakers available for TC*27 inserts

Cutting edge with
high strength

3 dimensional ———— Sharp cutting
protrusion

edge

/.

Optimized
dimple

TCS type
for general machining

TCM type
for high feed machining

TETRAMCUT

- Suitable for grooving application for small parts on swiss lathe

Low cutting force
with sharp cutting

Low cutting force with

- Sharp cutting edge in SH725 grade provides large rake angle

stable machining in small-part machining.

- AH725 grade insert has honed edge with
high toughness

- TCT type insert is suitable for various threading

TCP18 type ‘m* TCT18 type
with 60° thread angle.

(Grooving) (Threading)

- Toolholder with optimum design for machining next to the
shoulder without interference

CHP type toolholders for
high-pressure coolant
The coolant directly supplied to the

cutting edge provides good chip control
and long tool life.

0-9



DUOJICUT

TUNGALOY

Great cutting performance in
various parting-off operations

Il 3 types of inserts that are available for different parting-off diameters
can be mounted on the same pocket of the toolholder.

- Optimized overhang length for stable machining

Regular-type toolholder Toolholder for sub-spindle

JXPGO06 JXPG12 JXPG16
Max. parting-off dia. Max. parting-off dia. Max. parting-off dia.
26 mm 212 mm 216 mm

Il Toolholder for sub-spindle

- Works between main and sub-spindles

Right hand Left hand

0-10



Il Unique clamping system for highly rigid clamping

Hold the insert at 3 points

- Unique clamping pocket protects unused cutting edge.

- BEven if the first cutting edge is chipped, the other unused cutting edge can be used
because the insert is clamped in the center.

Il SH725, new PVD grade for small lathes

- PVD grade designed for precision part machining
- Good balance between hardness and sharpness
- High adhesion strength

Application Range

HIGH HIGH 300
r . =
£ 200
— S~
0 S
S A 13 S
E 4 ¢ | sH7Z2S
3 -
i | sH725 |5 ]
© ] @
g 2 L
B 1 =
(G
LOwW LOwW
LOW s HIGH Continuos cut —  Light-interrupted cut — interrupted cut
Compressive residual stress on layer (Image)

Deliver stable machining on small lathes
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TINYIMTURN JB e

Stable machining and excellent surface finish
for small-diameter internal turning!

@® Well-designed edge provides highly accurate machining

1 Super fine cutting edges

Comparison of tool surface and cutting edge

TINYIMTUu=N Cutting edge is
extremely

fine compared to
competitors!!

Fine edge and
smooth coating

- Generates fine surface
finishes and prevents
edge chipping.

- Smooth cutting edge
leads to high precision
products.

>

Improvement

Competitor A Competitor B

Foreign particles

on surface, small
chippings

| P> Rough surface finish
= Decreased tool life due
to welding

Coolant hole

2 Coolant hole

- Supplies coolant directly to the cutting edge.
- Offers remarkable chip evacuation.

Chipbreaker

0-12



TINYMTUuU=22N

@ Ideal sleeve with easy operation

1 Excellent repeatability of solid bars Pl 1or, 24 mm
Exact positioning provides exceptional stability Slanted clamping ;J
and reliability in tool changeovers. serew - ..

Port for 7 mm &

2 Double ported shank bar &
@4 mm and g7 mm shank can be set on ONE <

sleeve.

@ |

Solid bar positioner
| provides exact

. j“ positioning for solid
. bar.

3 Easy tool changeovers

Solid bar can be changed to suit any type of tool head on the
machine credit to the clamping screw tilted with 45°.

Tl NYM%@@N Clamping Bl Conventional sleeve

Clamping screw

Easy operation

Tool post .
on the machine

Tool post : Not
L exchangeable
on the machine

Solid bar Sleeve Solid bar Sleeve

Highly functional sleeve creates extremely stable machining!

I Grade
SH730 PVD coated grade

Delivers a stable performance with the combination
_ _ of exclusive (Ti,Al)N coating and extremely tough
WIFRDRSZIERES  substrate.

TN

Excellent chipping & welding resistance

- e ’ Thin (T,iAl)N coated layers are tightly adhered to create a
Micro grain carbide

substrate sharp cutting edge.
Improved plastic deformation resistance and
toughness
Aoolicati Substrate Coating layer
Application ppicarion Grade Specific | Hardness| T.R.S. Main Thickness Features
code gravity (HRA) (GPa) |Composition (4m)
B Steel P20 - P30 Versatile PVD
M Stainless M20 - M30 coated grade
8 Cast iron K20-K30 SH730 14.4 91.5 3.0 (Ti,ANN 1.0  forwiderange
(N Non-ferrous N20 - N30 of rr;.ater.|als and
S Superalloys S20 - S30 applications.

0-13



IS /IR2/IP2 /IS Chiporeaker

I JS type New 3 dimensional chipbreaker

Steels Stainless  Superalloys

Excellent cutting performance for Superalloys

Work material : Stainless steels SUS316L /
M X2CrNiMo17-12-2

Dynamic inclination

Insert : DCGT11T301-** Excellent
@ Excellent chip control stainiess  Cutting speed : Vc = 50 m/mim cgmlgol
@ Lowers cutting force Feed +=0.02 mm/rev
JS type Competitor

Depth of cut Good

Uncontrolled
ap=05mm 1

Depthofcut |Good -
ap=15mm =T

Steep protrusion

@ Breakes chips in small depth of cut
@ Makes chips coiling in large depth of cut

Depth of cut
ap=2.0mm £

{ JS type

| Fine edge,

no chipping
Long tool life and excellent stability
M Work Material: Stainless Steels SUS316L/ L e
Inserts : DCGT11T301-** neerts : DCGT11T301-

Cutting Speed : V¢ = 50 m/min

Stainless  Cutting Speed : V/c = 50 m/min Superalloys
Depthofcut  :gap=0.5~2.0 mm E:g;h of cut ap=0.5~2.0mm
Feed - f=0.015 ~ 0.03 mm/rev :f=0.015 ~ 0.03 mm/rev

0.10 » + Conventional Js type After 60 min 0.10 D ———— Js type ftrOin
= BT = JS type SH725 iy s I

EO 08 T 0.08
E / E
%0.06 « 0.06
IS ©

/ I— 5
L0.04 " © 0.04 :
I /7/ Conventional: After 30 min = Conventional: After 60 min
£0.02 £ 0.02
X X
5 5
iy | | | | | iy ‘ ‘ ‘ ‘

0 10 20 30 40 50 0 10 20 30 40 50
Cutting time (min) Cutting time (min)
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IS /IRP2/ PP /ISP

I JRP / JPP / JSP type High Tolerance Inserts . M .

Steels Stainless  Superalloys

3 types of ground chipbreakers

JRP type JPP type JSP type

Lead (Ramp) type Parallel type Neutral (symmetric) type
chipbreaker chipbreaker chipbreaker

For excellent chip control Best for profiling

Tolerance of inserts

: : . Tolerance of e.g:
H(e)lggt50f cutting edge: corner radius: Parts of electric equipment
+U. mm : Effective performance for the
Minus tolerance specified corner radius (see below)
( N\ [ 0 )
r£-0.02

_i -~ L:0.025 mm L 'ﬁ

New PVD coated grade SH725

Exclusive PVD coated grade for precise parts machining
“High adhesion strength” & “Sharp cutting edge”
= Amazing tool life with Excellent sharpness!

@®Newly developed coating layer
No peeling-off even on sharp edges

SH725

0-15



STREAMIETBARMINI TAC Internal Toolholders

Extensive simulation analysis has enabled Tungaloy to develop a highly-rigid
Stream Jet Bar with the ideal tool geometry for excellent chip evacuation.

Low miniZ
Stream Jet Bar MINI

for small diameter machining applications!

@ Excellent performance for small diameter machining operations

Minimum bore diameter from @4.5 mm

Steel (L/D < 3) and carbide (L/D < 5) shank available Power
(Note) L: Overhang length D: Shank diameter P

Straight shank type available

Can be used with internal coolant supply

hi
Well designed chip pocket for excellent chip evacuation goclfl)(et
Easy to adjust overhang due to marked scale on shank

Improved rigidity for minimizing bar deflection & chatter by FEM (Finite
Element Method)

Internal coolant supply

Added Z cutting edge style for back boring

® Applicable for a wide variety of machines

Applicable sleeve for a variety of small lathes

Seal Cap* (Optional)
Supplied with Seal cap* (optional)

Suitably designed sleeve for directed external
coolant flow (see picture below)

Attention: Please use the installation
tools (e.g. a plastic hammer etc.), if
difficult to ensure proper alignment

@® Stable tool life & excellent chip control

DS type 3-dimension chipbreaker and W08 type chipbreaker.

Superior cutting edge due to fine grain carbide grade

Two grades of inserts: SH730 (for general purpose),
TH10 (for non-ferrous)

Expansion of corner R0.1 spec on “EPGT04” & “WBGT03”
insert types

0-16



STREAMIJETBARMINI

® Finite Analysis of the load transition

Most Rigid Region
of the toolholder

Improved chip
evacuation

Region of great influ-
ence on the rigidity
of the toolholder
v

Pursuing high rigidity

Increased rigidity for minimizing Large head design provides
bar deflection and chatter both high rigidity and good

chip evacuation.
© Rigidity comparison with a conventional f
boring bar (lllustrations) ' i
The rigidity of the bar in the direction of the principal
force is maximized because the thickest portion of the
head is located as close as possible to the cutting edge.

Note: Load 1000N (Vc = 150 m/min, ap = 1.5 mm,
f=0.2 mm/rev are assumed) A16Q-STUPR13-D180

Stream Jet Bar Conventional boring bar

Section Small Section Large

— 1

About 20%
reduction in
deflection_

New pocket design for
excellent chip evacuation

Stream Jet Bar

Direction of chip
evacuation

©® Cutting performance

The excellent chip evacuation
minimizes tool failure caused by re-

; ; ; Direction of
cutting chips and poor chip control. Combination of the well designed chip chip evacuation
Damage to the work surface from pockgt and coolant flow helps chips to Chip packing is likely to occur.
chips is also eliminated. effactively evacuate.

The oil hole is positioned as close as possible to the cutting
edge to ensure fluid is fed directly to the cutting point.

® Oil hole design
Distance between the cutting edge and the oil hole is minimized.
(Distance is reduced by 50% compared to existing boring bars.)
® Screw for oil hole*
In the case of not using the oil hole, a special screw can be

inserted to prevent chip coiling (optional).
* Negative type only

0-17



MINI T-CB3N

The World's smallest diameter tool
for boring on hardened steels with
its *04.5 mm + with indexable tool

® The smallest indexable CBN inserts in the world

When comparing to conventional

brazed tool

e Higher cutting edge repeatability

® Reduced tool change time S

e | onger tool life even at low cutting & (Actual size)
speeds

Applications

® Fuel injector components
® Boring of rocker arms

® High wear resistance ® Excellent surface finish
Offers long tool life even when boring small | Sharp cutting edge reduces the cutting forces
diameters — Prevents chattering and provides the finest
machined surface.
0.10
<
B 008 FR R C ----------------
2 = ompetiti
Z T0.06 petitior
S £
o =
el T T = oo A
-é >
g 002 g MDNU“T*C?N
0 o o2 30 Outstanding surface Chattering
Cutting time (min) quality
Insert - Ll elionnes Sl Insert : 1QP-CCGWO04T104 BX310

Toolholder  : EO6H-SCLCR04-D070
Work material : Alloy steel

SCM415H (60 HRC)
Cutting speed : Vc = 100 m/min
Depth of cut :ap=0.1 mm

Toolholder : EOBH-SCLCR04-D070
Work material : Alloy steel

SCM415H (60 HRC)
Cutting speed : Vc = 100 m/min
Depth of cut :ap =01 mm

Feed :f=0.05 mm/rev B s oy
Machining mode: Internal turning ] : P
Machine : Swiss type lathe Boring dia. 08 mm
I Standard cutting conditions
Application Grades Machining mode C;‘t:tl(r:r?/:qri);e‘)e d D:r;tt(mr::nc):ut f (rE;e/(:ev)
H BX310 | Continuous cutting 30-150 0.03-0.20 0.03-0.10
Hard Materials

0-18



TotallLine

Grades

Products

Coated grades /CVD -~ 1-2
Coated grades/PVD -~ i 1-4
Cermet 1-6
PCBN (T-CBN) oo 1-8
PCD (T-DIA) o 1-10

Uncoated Cemented Carbides ------------ooveeeeeeees 1-11



Coated grades / CVD

IChemicaI Vapour Deposition
 For Turning

CVD coated carbide grades consist of a cemented carbide substrate

§ L M 5 such as TiCN, TiN, A2203 or additional alternatives. These are deposited
o 05 o to 3 to 16 pm thick by means of a chemical vapour deposition method.
© 10 i i 3 g © The coating layer is hard and improves heat and oxidation resistance

15 % é to make it chemically stable. With these advantages the coated grades

20 " 8_ 9 prolong tool life and increase machining efficiency.

2% = E The newly developed Tungaloy technology - “PremiumTec” is a

30 specialized surface smoothing technology that reduces the friction

35 coefficient and prevents the concentration of micro stresses. This

40 improves adhesion performance and increases chip and wear

PREMIUMTEC resistance.

BT9100 series for steels cvp coated grades for turning steels

The T9115 & T9125 are CVD coated grades for general
purpose steel turning. The grades guarantee high
reliability and quality by applying the new Tungaloy triple
technologies. With the effect of “Adhesion reinforcement
technology” and “Columnar stabilization technology”,
the grades ensure excellent chipping resistance and
stable tool life. The special “PremiumTec” surface
smoothing technology further stabilizes tool life.

PREMIUMTEC

1T6100 series for stainless steels
CVD coated grades for turning stainless steels

Ideal combination of exclusive substrate and newly
developed coating layer provides stable and long tool life
when machining stainless steels due to the high adhesion
strength, wear and plastic deformation resistance. New
SF and SH chipbreakers expands the application area for
stainless steel machining.

PREMIUMTEC e

PREMIUMTEC

Reduces adhesion &
Improves chip flow

Continuously formed
columnar crystal
TiCN

Long & stable tool
life even in rough
cutting

Newly developed
carbide substrate by

special sintering process

Improvement in
toughness and
wear resistance

PREMIUMTEC

Reduces adhesion &
Improves chip flow

Columnar Stabilization
Technology

Improves chu()flng
resistance and provides
long and stable tool life

Improves chipping
resistance and provides
long and stable tool life

Improves chipping
resistance due to the high
adhesion strength between
coating and substrate.

| T51 OO series for cast irons CVD coated grades for turning grey and ductile cast irons

This series features high carbon and fine grained
coating structure that has improved wear and impact
resistance. Three grades together with three
chipbreaker types ensure excellent cutting performance
when turning grey and ductile cast irons.

PREMIUMTEC

Reduces adhesion &
Improves chip flow

mproved adhesion
ween coating
Iayers

Fine grained and high
density intermediate
layer

High carbon continu-
ously formed colum-

nar crystal TiCN

Improved wear &
chipping resistance

PREMIUMTEC
1 T3130 for steels cvb coated grades for milling steels
Q For M“I'ng The T3130 provides dramatic improvements in chipping and impact resistance due to
M . its “Adhesion reinforcement technology” and “Columnar stabilization technology”. The
Steel Subiess Cesteon “PremiumTec” surface smoothing technology also contributes to the insert stabilization
05 when conducting milling operations.
10 PREMIUMTEC Reduces adhesion
15
3 Continuously formed Long tool life and
20 - columnar crystal even in hardness
= TiCN work materials
25
Improved adhesion
[=] Improvement for
(2] between coatin
30 E layers 9 peeling-off resistance
35 Extremely tough & Improvement for
impact resistance
40 dedicated substrate drapman ically




Q For Turning

Grades

Application
Application code

PREMIUMTI

T9105

Substrate

Specific Hardness Transverse

Coating layer

Main Thickness
composition im)

Features

For steels

14.2 91.5 2.4 16 The “PremiumTec” surface smoothing technology enhances
P01 - P10 the performance of tools. The new coating layer consists of
SREMIUMTEC continuously formed columnar crystals that are integrated into
T91 1 5 Continuously crystal size and direction. This new coating layer creates the
formed adhesion for each coating layer and dramatically prevents the
P10 - P20 13.9 91.0 2.5 columnar 16 micro cracking and chipping effect.
- crystal
IUMTEC TiCN T9105: T9105 shows excellent performance during high speed
cutting.
Steel T91 25 13.7 90.0 2.6 A EZOS 16 |T9115: Well-balanced grade enhances chipping and wear
resistance.
P20 - P30 T9125: The versatile grade that dramatically improves chipping
PREMIUMTEC resistance.T9115: Well-balanced grade enhances chipping
T9135 and wear resistance.
13.5 89.0 2.6 16 |T9135: T9135 shows excellent impact resistance during heavy
P30 - P40 interrupted cutting.
EMIUMTEC
T6120 For stainless steels
13.9 91.0 2.5 Continuously 6 The combination of exclusive substrate and new coating layer with
M M10 - M20 fcirmed high chipping resistance significantly improves wear and fracture
columnar y
REMIUMTEC resistance.
T61 30 cr}/stal T6120: Offers excellent wear resistance for high speed cutting.
Stainless 14.6 89.0 2.6 TiCN 6 T6130: Provides exceptional wear resistance at medium to high
M15 - M30 cutting speed.
EM'“M 105 For grey and ductile cast irons
The “PremiumTec” surface smoothing technology delivers high performance
15.0 92.5 24 16 with stability. The coating layer of the T5100 series features fine grained and
K05 - K15 High carbon hard columnar crystals of TICN and this drastically improves wear resistance.
ERORTES and fine When combined with the dedicated cemented carbide substrate that has a
T 51 1 5 columnar fine structure and high-strength, the three grades of the T5100 series promotes
crystal excellent cutting performance in a wide range of cast iron turning applications.
K10 - K20 14.8 91.5 2.7 TriVCN 16 T5105: Excels in wear and deformation resistance in high-speed, continuous
- turning.
Cast Iron SREMIUMTEC + T5115: General purpose grade that achieves stable machining in a wide range
T51 2 5 AL203 of machining conditions from continuous to interrupted cutting.
14.0 90.5 2.8 16 T5125: This grade excels when conducting heavy interrupted cutting. The
K15 - K30 : ) ' very tough grade has a high resistance to unpredicted tool
breakages.
T313V Special Titanium For threading
: compound Features specially engineered substrate with excellent resistance
Threadmg _ 14.5 90.5 2.3 (colu+mnar) 3 to impact and plastic deformation. This is credit to a well controlled
AL203 coating composition and layer thickness.

O For Milling

Grades
Application
e Specific

Application code gravity

Substrate

Hardness Transverse
‘upture stren
(HRA) B ( 9

Coating layer

M
compositio

Thickness
(um)

Features

[PREMIUMTEC| ; i
SREMIUMTEC Continuously For steels, stanlnless steels )
orme
T31 30 The “PremiumTec” surface smoothing technology improves
14.0 89.5 2.8 columnar crystal 6 performance with stability. “Adhesion reinforcement technology” and
) . ) TiCN “Columnar stabilization technology” create stable long tool life. This
Steel P20 - P40 + enhances performance with increased wear and chipping resistance
Ag203 when conducting milling operations.
Continuously For steels, stainless steels
M T31 30 | formed - The “PremiumTec” surface smoothing technology improves
columnar crysta performance with stability. “Adhesion reinforcement technology” and
14.0 89.5 2.8 TiCN 6 “Columnar stabilization technology” create stable long tool life. This
Stainless M20 - M40 + enhances performance with increased wear and chipping resistance
AL203 when conducting milling operations.
PREMIUMTEC 5 . -
Continuously For grey and ductile cast irons
T1115 o olurﬁrgamreg - The “PremiumTec” surface smoothing technology improves
14.9 91.5 2.7 X 11 |performance with stability. “Adhesion reinforcement technology” and
) ) ) TiCN “Columnar stabilization technology” create stable and long tool life.
Cast Iron K10 - K25 + This improves the performance for impact and chipping resistance. It
AL203 combines with a thick aluminium layer that improves wear resistance.
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Coated grades / PVD

I Physical Vapour Deposition

. “Premium-
w “Flash-Coating” Coating” | DLC
o (Ti, AZ) N base / (A2, Ti) N base Ti (G, N,’O) | coating
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PVD coated carbides consist of a cemented carbide substrate that  has a higher resistance to oxidation. The excellent toughness of both
contains a Titanium compound such as (Ti, A2)N that is coated to  the coating and substrate make these grades suitable for interrupted
about 1 to 3 um thick by means of the physical deposition (PVD)  cutting. Their sharp cutting edge allows the grades to be used for
method. The lower coating temperature ensures the substrate does  cutting difficult-to-cut materials that tend to be work hardened.
not form any brittle harmful layer and can maintain the original shape  “PremiumTec” is treated with a CVD coating and also a PVD coated
and dimensions. The Ti(C, N, O) base coating is superior to TiN layer that reduces adhesion and enhances chip flow.

coatings in regard to wear resistance. Whereas a (Ti, A£ )N base coat

PREMIUMTEC A

“Flash-Coating”
Higher resistance
to oxidation

Excel for wear
resistance

Microstructure of “Flash-Coating” Microstructure of “Premium-Coating”

i DS1 100, DS1200 bLC coating grades for milling aluminium alloys

DLC = Diamond Like Carbon Smooth surface and low affinity with
‘ aluminium alloys
Amorphous carbon having —Low tendency to adherence

. . s —Good surface finish
diamond like characteristics —Good chip control

Improved adhesion between coating and Excellent

substrate surface
—Ensures stable machining quality

Fine grained substrate ensures cutting edge
sharpness

—Low cutting forces




Application " "
Application code
EIIEE A L1100

A H130
vew  AH3135
AH710
=EEEAHT25
e “AH7025
AH730
e —“AH9030
vew  GH725
SH730
=EEEEAHA20
A AH130
e “AH6030
A H630
'AH645
=EEEAHT25
vew  SH725
SH730
AH110
EEEEEAH120
GH110
DS1100
DS1200
AH110
EEESEAHA20
F==EEEAHO05
v “AH8005
e ““AH8015
EEEIEAHT725
SH730

For swiss J740
lathes -

Stainless

Cast Iron

Non-ferrous

Superalloys

Transtverse
rupture
ren. EP

2.8

3.0

14.0

89.5

3.2

15.0

93.0

2.9

14.4

91.5

3.0

14.4

91.3

3.0

14.4

91.5

3.0

14.5

90.8

2.8

14.4

91.5

3.0

14.4

91.5

3.0

Coating layer

Main_.
composition

“Flash
-Coating”
(Ti, A2 )N

base

Thickness
m,

Features

General grade
Both wear resistance and impact resistance are well-balanced
in all general grades.

For steels & stainless steels / very tough grade

Excellent performance and reliability for tough machining
applications.

For steels

Excellent fracture resistance.
Assures long tool life in milling steel.

For grooving
Excellent wear resistance and toughness.

General grade
PVD coated “Flash-Coating” fine grain cemented carbides.

General purpose grade for grooving
First choice for grooving various materials.
Excellent wear resistance and high rigidity.

For steels

Combined with fine grained carbide substrate, this grade
provides both wear resistance and toughness.

For steels
With excellent wear and chipping resistance.

For steel and stainless steel
PVD Coated grade with thin layer.

For steels, stainless steels and superalloys (thin PVD)

The extremely wear resistant cutting edge maintains
exceptional sharpness.

14.5

90.8

2.8

14.1

90.5

3.0

14.4

91.5

3.0

14.4

91.5

3.0

14.0

89.5

3.2

14.4

91.5

3.0

14.4

91.5

3.0

14.4

91.5

3.0

“Flash
-Coating”
(Ti, A2 )N
base

General grade

Ftor tl:ontinuous to medium interrupted cutting of stainless
steels.

For steels & stainless steels
Excellent performance and reliability when applied to tough
machining applications.

For stainless steel drilling

New PVD coating with high adhesion strength prevents fracture
caused by chip welding and provides long tool life.

For stainless steels (AH600 series)

Versatile grade for stainless steels. With excellent wear and chippin?
resistance, AH630 grade is suitable for stainless steel machining at Tow
to medium cutting speed.

For stainless steels (AH600 series)

AH6|45 demonstrates incredible toughness in cutting of stainless
steels.

General grade

General grade that is “Flash-Coating” with a fine grain
cemented carbide.

For steel and stainless steel
PVD Coated grade with thin layer.

For steels, stainless steels and superalloys (thin PVD)
Cutting edge with sharpness is maintained with excellent wear

resistance characteristics that are ideal for stainless steel machining.

14.7

92.0

2.4

14.5

90.8

2.8

“Flash
-Coating”
(Ti, A2)N
base

For cast irons and heat resisting alloys
For continuous to medium interrupted cutting of cast irons at
high speeds.

General grade
General grade for cast irons. For various cutting conditions.

14.7

92.0

2.4

“Premium
-Coating”
Ti(C, N, O) base

For cast irons and non-ferrous metals
Excels in wear resistance.

15.0

93.0

2.9

DLC coating

Thin
layer

For aluminium alloys
Can suppress chips welding to cutting edges, producing
consistently high quality surface and realizing long tool life.

14.7

92.0

2.4

DLC coating

Thin
layer

For aluminium alloys
Can prevent chips welding to cutting edges, producing a
consistently high quality surface finish and extending tool life.

14.7

92.0

2.4

14.5

90.8

2.8

“Flash
-Coating”
(Ti, A2)N
base

For cast irons and heat resisting alloys
Excellent plastic deformation resistance.

General grade
Excels in both plastic deformation and chipping resistance.

15.0

93.0

2.9

15.0

93.0

2.2

14.9

91.8

3.1

(A2, TN
base

1.5

For superalloys
Excels in both cutting edge sharpness and wear resistance.

3.5

For heat resistance alloys
Excellent wear resistance in high speed,
continuous machining.

3.5

First choice for heat resistant superalloys
Suitable for various applications from semi-finishing to
finishing. Excellent wear and fracture resistances

14.4

91.5

3.0

14.4

91.5

3.0

“Flash
-Coating”
(Ti, A2 )N
base

For grooving
Tough grade that is ideal for super alloys.

For steels, stainless steels and superalloys (thin PVD)
Excels in both cutting edge sharpness and wear resistance.

13.9

91.5

3.5

“J-Coating”
TiN base

For swiss type lathes
Ultra fine grain cemented carbides coated with TiN based
compounds.

Grades
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Cermet

I Cermet
Q Coated Cermet

“Premium
-Coating”|“J-Coating”
Ti(C,N, Q) | TiN base
base
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Q Uncoated

J wear resistance (hardness)

Increasing impact resistance (toughi

Cermet consists of a hard phase and a binding phase, which is the case with
cemented carbides. The hard phase consists mainly of Titanium carbide TiC
and Titanium nitride TiN. These carbides and nitrides have superior strength
and oxidation resistance when working at high temperatures when compared
with Tungsten carbide WC.

Furthermore, there is little tendency to react with the work material and this
ensures high crater resistance. Finally, Cermet grades are applicable to high
and low speed cutting ranges whilst delivering excellent surface roughness.

Q For Turning “Super fine Cermet” NS9530, GT9530

® Tough and smooth top layer
Creates the ideal balance of hardness and toughness due to the controlled
crystal composition.
= Consists of incredible fracture and wear resistance.
Allows exceptionally stable machining!
® Drastically improved microscopic roughness
Effectively reduces chip welding on edges, improving surface finish.
Enhances wear resistance.

1 NS9530

- Versatile cermet grade with incredible fracture and wear resistance.

- Provides long tool life and excellent surface appearance in finishing to
medium cutting of steels.

1 GT9530

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

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

s

Micros;crﬁcture Vofl NS95307-

Q For Milling “Skeleton Reinforced Cermet” NS740

® “Skeleton reinforced technology”
“Skeleton reinforced technology” enhances toughness whilst keeping
hardness by means of improvement of bonding strength among ceramic
compound grain.

Improved bonding S Improved

between grains toughness

Ceramics
grains

Microstructure of NS740



 Coated Cermet

Substrate Coating layer

Application
LT Grades Specific Hardness rugtfr';s;'g';‘zth Main Thickness Features
gravity (HRA) (GPa) composition (um)
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NEW “Premium F h
-Coating” irst choice
GT9530 &z &l 28 Ti(% N, O) 8 General turning of steels at high cutting speed.
ase
For small “J-Coating” For small lathes
lathes J9530 6.8 91.7 2.3 TiN base 1 Cermet coated PVD-TiN based compounds.

Q Uncoated

| Substrate |
Features

Application Grades

Specific gravity | Hardness (HRA) Tre;rt\':l:grf: (g'g:)"e

For steels
NS9530 6.8 91.7 2.3 General machining of steels and stainless steels with
good surface finish.

For steels

Very tough grade for milling.

Excellent thermal crack resistance. This grade also
provides good wear and impact resistance.

6.8 91.7 2.2
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PCBN (T-CBN

I Polycrystalline Cubic Boron Nitride Compacts (PCBN), T-CBN

Cast Iron Superalloys Matarsals
T-CBN T-CBN Coated T-CBN T-CBN
A o
: S
Q
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The PCBN material is sintered under ultra high-pressure and Multi-corner Multi-corner
temperature with cubic boron nitride particles and a special binder. Negative insert Positive insert
The hardness is more than twice that of cemented carbide, with the
hardness at high temperature exceeding that of cemented carbide.
CBN has no tendency to react with ferrous materials (different to
diamonds). This makes it suitable for high speed cutting of cast . m
iron, the finishing of hardened steel, ferrous sintered metals (valve —— '
seats) etc. This material is also suited to finish machining of super B 1
heat resistant alloys. The use of CBN sintered materials improve the -
surface finish and accuracy, making finishes comparable to grinding.
Transverse
Application ~ Grades Microstructure Harﬂness rupture strength Features
(Hv) (GPa)
PCBN grade for machining grey and ductile
cast irons
3000 ~ 3200 0.95 ~ 1.20 Features closely calculated CBN content and
medium sized CBN particles bound with special
. binder. Excels in impact resistance.
Cast Iron High CBN content grade for high speed
3900 ~ 4100 180~1.90  machining
: ’ PCBN grade featuring a high CBN content
with cobalt alloy binder.
High CBN content grade for high speed
3900 ~ 4100 1.80~1.90  Mmachining e
PCBN grade featuring high CBN content and
use of cobalt alloy binder.
s PCBN grade for machining ferrous sintered
metals and hard rolls
S— 4100 ~ 4300 1.90~2.10 The highest hardness level of all the T-CBN
grades.
Super fine grain PCBN grade for machining
4100 ~ 4300 1.90 ~2.10 ferrous sintered metals

The highest content of CBN.




Application Grades

NEW

BXM10

Coated T-CBN

NEW

BXA20

Coated T-CBN |+

Hard
Materials

Microstructure

Hardness
(Hv)

Transverse
rupture strength
(GPa)

Features

2700 ~ 2900

3300 ~ 3500

3200 ~ 3400

2700 ~ 2900

2800 ~ 3000

3200 ~ 3400

3500 ~ 3700

0.80 ~ 0.90

1.35 ~ 1.50

1.35 ~ 1.50

0.80 ~ 0.90

0.85 ~ 0.95

1.00 ~ 1.10

1.15 ~ 1.30

Coated grade for high-speed continuous
and light interrupted machining

High crater resistance CBN substrate. The
surface is coated with a dedicated coating
material.

Grades

First choice hard-turning: coated grade for
continuous and interrupted machining and
scale removal

High chipping resistance CBN substrate. The
surface is coated with a dedicated coating
material.

Medium cutting speed, turning hardened steel

Multi-layer coated CBN grade with dedicated
carbide substrate. Improved wear and fracture
resistances.

Applicable from continuous to heavy interruped
cuttings at low to medium speeds.

High speed, continuous machining grade

The binding force between particles is
improved by using relatively coarse CBN
grains. Excellent wear resistance.

Super fine grained grade for superior
surface finish

Super fine grain CBN particles are bound
with a special binder. Maintains its very sharp
cutting edges.

General purpose grade for continuous to
ordinarily interrupted machining

Composed with fine grained and coarse
grained CBN particles. General purpose grade
featuring excellent impact resistance.

Tough grade for heavily interrupted
machining

Composed of relatively high content of coarse
CBN particles. It contributes to the excellent
impact resistance.

1-9



PCD (T-DIA

IPoncrystaIIine Diamond Compacts (PCD), T-DIA

0 . Diamond is the hardest known material on the earth. This is an advanced diamond
(O] . . . . .
g Nl based tool material where tiny diamond crystals are tightly sintered on the
5 ) cemented carbide alloy base by means of a super high pressure and temperature
g process. When compared to the single crystal diamond, the hardness is slightly
o
s o reduced but PCD is uniform in its structure. Additionally the heat resistant
8 gg performance of a single crystal diamond can differ according to the crystal quality
§ £ X o and orientation. PCD is therefore the optimum choice for cutting non-ferrous and
‘3 Q © o non-metal materials.
s 2 x X
2 § (=) ; Polycrystalline diamond layer
2z 0 o
8 < N
o B - - O
g X
£ o ;
£ (a)
?
g Cemented carbide substrate
Structure of T-DIA
Applica- . Grain size Hardness Strength
tion Grades Microstructure (um) (Hv) (GPa) Features
Super fine grain T-DIA grade for superior surface
finish.
<1 8500 1.8 Excels in cutting edge sharpness and produces
consistently high quality surface finish, resulting
from gradual wear resistance.
For precision machining of non-ferrous metals and
nonmetals where high quality surface finish is required.
45 9000 1.8 Features the finest grain structure in T-DIA
series and excels in grindability and cutting edge
sharpness.
Used for machining of non-ferrous metals and
nonmetals.
12.5 10000 1.7 Composed of medium and fine grain diamond,
Non-ferrous provides moderate wear resistance and
grindability.

Can be used for machining half sintered ceramics
and cemented carbides, stones and non-ferrous

metals.
28 11000 1.6 Mixed sintered compact composed of large and

fine grain diamond.
Grindability is superior to that of DX180.

Suitable for turning half sintered ceramics and
cemented carbides.

45 12000 1.5 Features the highest purity levels with large grain
PCD for excellent wear resistance.

 Regrinding method

Wheel Diamond wheel
Bond Vitrified bond
L Roughing: #400 ~ 600
Grain size
Finishing: Finer than #1000
Concentration 100 ~ 125
Grinding speed 900 ~ 1200 m/min

1-10



Uncoated Cemented Carbides

I Uncoated Cemented Carbides (Tungaloy Cutting Tool Grades)

Tungaloy’s cemented carbides are sintered with Tungsten carbide WC,
Titanium carbide TiC and Co binder phase. Tungaloy matches the original
unique grades with the application to ensure stable performance and
complete quality control. Tungaloy offers superior mechanical and thermal
wear resistance when compared with high speed tool steel.

[}
)
ge)
®
G}

Microstructure of KSO5F
ISO . Transverse ’ Thermal Thermal
_— e Specific Hardness 4 Compression ~ Modulusof  expansion ductivi
e Grades gravity  (HRA)  strongth (apa) Strength (GPa) elasticity (GPa)  cgefiient C‘ZCV,‘(‘:TQSW
. P30 12.6 91.1 23 4.9 490 5.8 38
Steel
M M30 12.6 9141 2.3 4.9 490 5.8 38
Stainless
K10 14.7 92.0 2.4 6.1 620 5.4 97
K20 14.5 90.8 2.8 6.1 620 5.4 96
NO5 15.0 93.0 2.9 5.9 640 5.4 90
. N10 14.7 92.0 2.4 6.1 620 5.4 97
eteress N15 14.4 91.5 3.0 4.4 580 5.6 79
- S10 14.7 92.0 2.4 6.1 620 5.4 97
- S20 14.5 90.8 2.8 6.1 620 5.4 96
H H10 14.7 92.0 2.4 6.1 620 5.4 97
Hard

al by
Materials
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Chapter Composition of TAC Inserts

@ Each page of this chapter is composed so that you can select an appropriate insert for your machining operation.
@ TAC inserts for turning are arranged by shape as follows:

C (80°), D (65°), E (75°), T (60°), W (80°), V (35°) and other shapes
@ In the same shape, inserts are arranged in order of positive to negative.

@ Chipbreaker types are arranged in order of precision finishing, medium finishing, medium cutting, and heavy cutting or according

to the degree of the feed or depth of cut to be applied.

Insert shape
Indicates insert and

Egecﬂgggrc’f Indicates r|1egative or positive. mounting hole sizes.

— TAC Inserts, positive
CCGT 060202 -] |=
4, symbol

—L [cerimw 08x4 ] 04T100| 0602017 [ 097311 |
[odiom [ 19 | 23 | 28 | 44 |

Insert grades
| Coloured columns indicate

o (oo applicable material group according
2l I to ISO.
e
CCGTO3X104F-JS 04 d . M .. s H
Main application [ccemomiorIsy B o Stet Staness Gasthon o fros Spror 15,
Internal
| Toolholder|
CCGT03X101-JS' ¥ o (5-16)
(ccaToaxiozds | .
EESTOAToTIE K 3 Cat. No. of TAC insert
CCGT04T102-JS . nd
i & :
1 CCG -Js (X
Chipbreaker symbol [Coomsosainicis] [ 22
L TAC
[ External
b
%e (4-15)
oo <t Applicable TAC
: o toolholders
Internal
o
: (5-16)
L
e hiptrker ros-setiondare o mared et (s===-)<—— Symbols of stock status
2-18

Guideline for applicable range
of feed and depth of cut

B Ordering information

@ When ordering, please specify Cat. No., grade, and quantity.
Example: CCMT060204-PSF T9115 10 pieces.
e Standard packing quantity is 10 pieces.



TurnlLine

TAC Inserts

Guidance

B Designation system for TAC Inserts - -~ -~ -- oo 2-2
W Chipbreaker overview / Positive ~ ----- - oo 2-4
B Chipbreaker overview / Negative -~ - oo 2-12

Products

B TAC inserts, Positive
Coated, cermet and uncoated inserts

B TAC inserts, Other shapes
Coated, cermet and uncoated inserts

CCO 80° Rhombic with hole -------- 2-15 JXBO for back turning -+ -+ 2-51
CPLI 80° Rhombic with hole -------- 2-22 JTBO for back turning ------------ 2-52
DCLIJ 55° Rhombic with hole -------- 2-25 J10E[] for back turning -+ -+ -+ 2-53
EPLIC] 75° Rhombic with hole -------- 2-31 JXFOI for front turning ------------ 2-54
TCLI 60° Triangular with hole - - - - - - - - 2-33 JXRO forreverseturning ---------- 2-54
TPLIC] 60° Triangular with hole - - - - - - - - 2-38

WBLI180° Trigon with hole -+ - -~ 2-39 B TAC inserts, Negative

VB[] 35° Rhombic with hole -------- 2-40 Coated, cermet and uncoated inserts

VCO 35° Rhombic with hole -« ---- - 2-42 CNOO) 80° Rhombic with hole - - - - - 2-55
VPO 35° Rhombic with hole ------ - 2-43 DNOO 55° Rhombic with hole - - - - - 2-59
YWMT 25° Rhombic with hole -« - - - - - - 2-45  ©TNOO 60° Triangular with hole - - - - - 2-63

B TAC inserts, Positive, Double-sided
Coated, cermet and uncoated inserts

DXGU 55° Rhombic withhole -------- 2-46
WXGU 80° Trigon with hole ~ -------- 2-48
VXGU 35° Rhombic with hole -------- 2-50



Designation System for TAC Inserts

® Conforms to “Indexable Inserts for Cutting Tools - Designation” (JIS B4120-1998, and ISO 1832 / AM1-1998)

Symbol Shape N(ods:g?geg)le Figure Symbol Tolerance (mm)
H Hexagonal 120° <:> (class) Corner height (m)| Thickness (s) I. C. dia. (ed)
O OCtagOnal 135° O A +0.005 +0.025 i0025
2 P Pentagonal 108° O Symbol |Relief angle F +0.005 +0.025 +0.013
s Square 90° D A 30 (o] +0.013 +0.025 +0.025
" T Triangular 60° A B 50 H +0.013 18.825 18.2;3
E +0.025 +0.025 +0.025
% c 80° c 7° * * *
2 G +0.025 +0.13 +0.025
£ D 55° D 15°
Q o o J | +0.005 +0.025 +0.005 ~
< E Rhombic 75 [ E 20 = =0 +0.13
F 50° F 25° +0.05 ~
M 86° G 30° K +0.013 +0.025 +0.13
\") 35° N 0° L +0.025 £0.025 +0.05 ~
Y Y-shape (ungaloys symbo) 25° s P 11° +0.13
w Trigon 80° O o Others m | 008~ +0.13 +0.05 ~
+0.18 +0.13
L Rectangular 90° [ ] X Others
. N +0.08 ~ +0.025 +0.05 ~
A 85 +0.18 - +0.13
B Parallelogram 82° LT \ﬁ 013 ~ +0.08 ~
o - U +0.13 e
K 55 +0.38 +0.25
R Round - O @ Relief angle ® Accuracy
- 0

Notes : With respect to the nose

angles of rhombic and
parallelogram shaped
inserts, use the smaller
angle respectively.
[Example]

[Example]

10 Zj
Tokd
I-®

@ Groove and hole @ Cutting edge lengt
" *
Symbol| Hole | Shape of hole b(r:galﬁér Shape @ Q @ é Q “g g |(2]r?1|)a
N Without "] \____/ |Symbol | Length |Symbol | Length [Symbol | Length [Symbol | Length |Symbol | Length |Symbol | Length | Symbol| Length [Symbol | Length

R |without| - Single- |[e——=] v—9 03[3.97/ 03 [4.0 06 6.9/04 4.8 3.97
- 04 476 04 4.8 08 |8.2]05[5.8[08 8.3 4.76

F P | TS 3 P S s S s s s R s S s iy sy
A o Without [[ TT | \ITJ/ 05 [5.56| 05 |5.6]/ 03 [3.8]09]9.6] 06 |6.8 5.56

M Cyinaneal | 'see o) WI| [06] 6 [= |- [=[-|=[-[=-|-[=-T-[=[-[-1-T &
G %€ Double- — 06 (6.35/ 06 |6.5|04 |4.3[11 | 11|07 |7.8] 11 [11.2 6.35
: sided 07 |7.94/ 08 [8.1]05 [5.4] 13 [13.8/ 09 [9.7 7.94

w oty | wivou (X1 TX7 | [sog| 8 | — |- |~ |- ||~ |- |- |- [-[=|-|-|-| &8
T Coumtersmk | SNgle |FYTS] WYY 09 9.525| 09 9.525{ 09 [9.7 | 06 |6.5| 16 |16.5/ 11 |11.6| 16 |16.6| 16 [19.7] 9.525

sided =
Q | With |fetyomnonce | winan | X N i e e e B e B B e e I
40° ~ 60° Double- - |-/ -/l =/-|l=-|/=-/=|= /=== |~

U Counter sink | “sideq, £ 12 12712 [127| 12 [12.9| 08 | 8.7 | 22 | 22 | 15 [155| 22 [22.1 127
B partyoyinarical | winout |1 TII7 15 [15875 15 |15675 16 |16.1] 10 |10.9] 27 |27.5/ 19 [19.4 15.875
H comoram | Sngle- |FYT™] TYTY 1616 = |- |- |~-|=-|-|=-|-|=|-|=|~-|= |- 16
— = e 19 [19.05/ 19 [19.05 19 [19.3[ 13 | 13 |33 | 33 [ 23 [23.3 19.05

c hole}éotbglggside Without 2020 = | = | = | = | === === =1=1=71= 20
J Counter sk | Double- F@X0N 22 (2225 22 [22.6 38 [38.5] 27 [27.1 22225
X | - _ _ 2525 = |- | = |- | = | = =] =[=]=[=1=T=1=1 25
25 |25.4] 25 [25.4] 25 [25.8 44| 44|31 31 254

31 [31.75 31 [31.75 32 [32.2 55 | 55 | 38 [38.8 31.75

32(32 | = |- |=|<|= |- || -[=|-[=|-[=]<] 32

*When MO is included in the Cat. No., the inscribed-circle diameter is metric size.



@ Detailed accuracy for J,K,L,M,N and U classes Note on insert thickness Negative insert
. o With regard to the insert
For inserts those corner angles are larger than 55 Unit:mm  thickness for chipbreaker
| ibed Tolerance on in(;zéribed circledia. | 1oierance on corner height (m) inserts, the thickness (s) U’I::]
ns?”l © Insert shapes applied drawn in the outlined insert
circle 1 yKLM,N (class)| U (class) |J,KLMN (class)| U (class) shapes on pages XX o XX is Pojitive insert
6.35 defined as “s” (height from ﬁ
+0.05 +0.08 +0.08 +0.13 H O WO the bottom face to the cutting @
9.525 edge) shown in the figure at
127 | 008 | 2013 | 2013 | =z02 | © 8 RO | o symbol [Tckness (rm| [P
=]
15875 | o1 +0.18 £015 | %027 | g [] Inscribed circle (od) X1 1.39
19.05 Corner height (m) (03] 1.59
%)
25.4 +0.13 +0.25 +0.18 +0.38 T A T1 1.79 %
31.75 cem A 02 2.38 @
+0.15 +0.25 +0.2 +0.38 T2 278 =
32 : (<.()
For M-type inserts those corner angles are 55°(Shape:D), S 03 3.18 =
35° (Shape:V), 25°(Shape:Y) Unit: mm T3 3.97
I"zﬁgﬁed Tolerance on i”(;‘é;ibed circle dia. | Tolerance on corner height (m) | Insert shapes applied ) 04 4.76
6.35
+0.05 +0.11 DL/ L 5.56
9.525 06 6.35
12.7 +0.08 +0.15 07 7.94
15.875 09 9.52
19.05 +0.1 +0.18
S —
+0.05 +0.16
9.525 \ @ Thickness

[Example] I

04 08
T3 04

™
F N-JS

Optional symbol) Supplementary symbol)

@ Corner radius ] © Symbols of major cutting edge | @ Hand of insert i ©
f E Symbol gﬁgﬁgiggé)é Shape Symbol | Hand Symbel Applications
re Sharp R Right 01(TF)| Precision finishing (Basic selection)
Symbol Corne(rn:amc)lius re F edge E L Left CM | Medium cutting of cast irons
00 0.03 Honed N Neutral PS | Finishing to light cutting (Positive type basic selection)
02 0.2 E | rounded < ) PSS | Finishing to medium cutting (Positive insert)
04 0.4 edge N AL | Finishing to medium cutting of aluminium alloys
08 08 W.T | chamfered < W Finishing (Angular type)
edge Jo8,410| For small lathes
s Combination G R W | Finishing (Angular type)
honed edge PSF | Finishing (Positive type)
JS | For small lathes
L JRP| For small lathes
JPP| For small lathes
JSP| For small lathes
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TAC Inserts
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Chipbreaker Overview

Chipbreaker

Positive
70

TAC Positive Inserts
for General Turning

80° Positive 7°

55° Positive 7°

90° Positive 7°

35° Positive 11°

spé  Of
252 ©
OF & -
a - '5 Y<}:
s 01
2 (@)
s
a v Y<}?
PSF
(M)
» | W]
= (@)
.2 0.1
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Finishing to medium cutting
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»
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Chipbreaker

]

R

Finishing to medium cutting

Positive
70
80° Positive 7° | 55° Positive 7° | 60° Positive 7°

I

@)

-

23

(M)

1

All-round

(@G)

.

>
-

G

2

@)

{

Medium cutting

o
)

O 0o
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TAC Inserts
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TAC Inserts
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Chipbreaker Overview

Chipbreaker

Positive
70

TAC Positive Inserts
for General Turning

80° Positive 7°

55° Positive 7°

60° Positive 7°

For external turning on small lathes (Sharp edges)

JRP

(E)

l

.

JPP

(E)

1

JSP

(E)

¥

J$S

@G)

i

JUIL]

@)

:

¢
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Chipbreaker

Positive
70

80° Positive 7°

55° Positive 7°

60° Positive 7°

For internal turning
on small lathes

wos

Chipbreaker

&

Finishing to medium cutting

Positive | .0 —
70
25° Positive 7°
ZF
.Z(M)

ZM

@)

—F

R
| 2-45
-ty
| 245 |

N

TAC Inserts
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Chipbreaker Overview @RS

Chipbreaker
Positive
11°

PSF

(M)

2

TAC Inserts

)
s
20°

v
“

(M)

0.:

Finishing

i

=
s
L3

? o
14°

- 0
20U
T O

Finishing to
light cutting

o2
¢ ps
3 ™) 0
E :
: 22
:  CM
§ (M) @
" &
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-E 015
£
=
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" e
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Chipbreaker Overview

2

:£  Chipbreaker

Positive
50

X

80° Positive 5°

35° Positive 5°

E‘Lﬁ Chipbreaker

Positive
50

\'/

35° Positive 5°

TAC Inserts

Finishing

:

PF

(M)

o
o

E‘

Finishing to medium cutting

v
»

(M)

3

For external turning
on small lathes (Sharp edges)

7

i

[

@G)

For internal turning on small lathes

wos8

@G)

4

(@G)

é

2-10

J10

Turning on small lathes
(Honed edges)
—_
(9)
=

TAC Positive Inserts
for General Turning

: g Chipbreaker

JXBLI

§ Chipbreaker

:é‘g Chipbreaker JXFLJ _E Chipbreaker JXRL]
. O . O
Positive Positive

Positive Positive
@ 2
'gm — .éu, [
E . - P 5 - - P
N7} Dy
cE o
o (T
i H

j | 2-54

3 g Chipbreaker

Positive

J10EL]

Positive

NERER- NN RN

]

Back-turnin
Inserts

253

Positive v Positive
Positive Positive
o o
5 -« - V
§ &




with hole

TAC Positive Inserts,
Double-sided
35° Positive

(]

2

=

D 0 (<) () (o) o
W Q o < < < < <

o 1 1 1 1 1

. q o o N o

o

<]

(]

2

el

‘® © N~ © © N~

0 < < < < <

P 1 1 1 1 1

. q N (Y] (Y] o

n

0

Chipbreaker
Positive
JSS
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W

1

0.

JTS
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= c_
= G
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0.1
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Chipbreaker Overview
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Chipbreaker Overview

2

Chipbreaker

Negative

R

TAC Negative Inserts
for General Turning

80° Negative

55° Negative

60° Negative

TAC Inserts

/A = O
E e lg_n

o

:

HRF

1
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TSF
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Chipbreaker Overview @i

Negative

80° Negative 55° Negative 60° Negative

All-round /”\\
L

2-57

2

TAC Inserts

=

(@G) -

Medium cutting

I
&
159

Parallel

@) -

°
@
14°)
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uuuuuuuu Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

TAC Inserts, positive

Rhombic, with hole s CCGT 060202 -1
(O | Positive ' 51 . - - :
800 70 g )r,o\ Cutting edge length (£) Thickness (s) Corner radius (re) g;]r%)bbéfeaker
/l

CC[OT(W)| 03X1J | 04T1[J | 06027 | 09T31
T
[0}
ocked grade g
o 5O =1[=) [=] o
= Appearance ap < 0 < 23388&" oag o oQ olde |<_(
2 e 55 /0o ST T ER %
- O O [l | e ] (7] (L] =2
N 06020 0 0.2 [ J C
g‘:ﬁ - 3 060204F-0 0.4 @
=% 8 2
.g_g, ’ =6 = 09T30 0 0.2 (]
=1 = £ 0010203
ge 8
gg 2
w@, S =
E — 0 02 04 06 08 1.0
f(mm/rev)
o 10
£ 3 09T302-C 0.2 [
- o2
E €6 1 = TAC
= £ 0010203 External
c Q4
o © Toolholder
@ 2
153 S =Y
o = 0 02 04 06 08 1.0 (4-15)
o f(mm/rev)
1 060204-F 04| @@ 0] o000 | O TAC
8
= | Te 09T302-F 0.2 @ o Internal
£ Toolholder
84 09T304-F 04| 0@ (] 000 [
2 D9T308-F 08| @@ ) (J o (5-16)
. =
0 02 04 06 038 1.0
()] f (mm/rev)
£
5
2 060200R 0.03 ®
i 10 060200 0.03 ® |.
’gz 060202R 0.2 (] |.
s
84 06020 0.2 @ ® |.
2 060204R 0.4 @ @ |.
0.2 0.4 0.6 08 1.0 060204 0.4 o0 (J @ ()
f(mm/rev)
060208 0.8
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole

Q Positive

CCGT 060202 - | |

Cutting edge length (£) Thickness (s)

Corner radius (re) Chipbreaker

B TAC Inserts N

(Sharp edges)

02 04 06 08 1.0

For internal turning on small lathes

5

02 04 06 08 1.0

For internal turning on small lathes
(Sharp edges)

Note: Chipbreaker cross-sections are of * marked inserts.

2-16

f (mm/rev) 04

f (mm/rev) 04

Coated
cermet

800 7 ° )f o symbol
~
/ CCOT(W)| 03X10J0J | 04T1J0 | 06027 | 09T3J
O ed J dae

Un-
Cermet -
- coated 00

s& BERERE 2 (@ | o [
= v v =y B (o s
PRRRRR 28 [
150 0.03
15 0.03
i 0.1
08 Mok .‘
08 o .‘
08 ol .‘
i 0.4 .‘
08 Mot .‘
/1 0.03 o
1 0.03 o
xY 0.1 o
*Y 01 0
08 N} ‘.‘
08 [P 0
i 0.4 ‘.‘
TAC
SF 04 hd Internal
11:1 0.03 @ @® [Toolholder
13 0.03 ® 0
(5-16)
D8R (] |.
D8 NN (] |.
11 0.2 @ |.
o8 0.2 Ld |0
110 0.4 (] |.
) 0.4 ° 0
30.03 0 0
11:410.03 ® |.
D8 R @ |.
D8 A @ |0
3 0.2 ® |.
Il 0.2 (] |.
il 0.4 [ |0
08 X! (] |0

@ : Stocked items




nnnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Rhombic, with hole s CCGT 060202 -[ [
O Positive \ i N

70 Cutting edge length (£) Thickness (s) Corner radius (re) Chipbrfeaker

)( 2 symbol
/

CCOT(W)| 03X1J1 | 04T1[J1 | 060217 | 09T31]

ﬂ TAC Inserts N

O ed grade
O popreakKe a oa
= SEMste S - o8 00
e oS EIEEIEES Q
= Appearance 4p - O 23883838"0“85” ] Blo olde
: . SoooTIIITEEISS | 3 | BE
< 0 O Bl R <<<ocoZ =z 2 | I=F
0 09T302R-W20 [ o | ®
- 09T30 Jl 0.2 ® |. o
o= .. 09T304R-W20 [ 8
: & D9T304 i 04 oo [ |. @
»H& 2 09T308R i1 0.8 |.
h%’g 0.2 ;.4 0.6 08 1.0 N9T308 i 0.8 ® o
(mm/rev)
PS m 060202-P 0.2 00000000 (J (] (J
060204-F 04 oeo0e0ee | ecee |0
i 060208-F 0 00000 0ee | eeee o
@ t 09T302-P 0.2 eoe0ccee o [0 |0 ac
a 0 A_D
= g 09T30 04 0000oeee | eoce | o Extornal
b= _ 21 ‘] 09T308-P 08 00000000 0000 (J Toolholder
8 a 0.2 04 0.6 08 1.0
£ f (mm/rev) (4'1 5)
2
©
@
£
=} PSS m 060204-P 04 0000000 00 (J TAC
(o)) 10
£ . 060208 0.8 0000000 ..|. |. Internal
2| N < 09T304-F 04 ooeeeee ooe o Toolholder
v - g4 09T308-F 0.8 0000000 o000 | @ (5-16)
2
015 Y D
& 0 02 04 06 08 1.0
f(mrn/rev)
AL © 060202-A 0.2 e
10 060204-A 0.4 o
8 09T302-A 0.2 @
@ Ee 09T304-A 0.4 o
Q4
© | 09T308-2 0.8 (]
2
0.2
0.2 04 06 08 1.0
f (mm/rev)
B>
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole . CCGT 060202 - | ]
O | Positive . o

800 70 Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

)Y o symbol
/l

CCOT(W)| 03X10 | 04T1JJ | 06027 | 09T3[]

B TAC Inserts N

O ed grade
> e > O w/o[olo Q Q r
R— ap > 88 EREREERERENEEE N - BEEE ol
2 55> oobIELINEIES | 8 |8
== === << O|O|O|» 0| N|OC|S = X =
i 01 0
58 0 0 0.2 ’.
= '
= 0 04 0.4 ‘.
=L
= D4T10
22 0.1 °
c Z
38 04T10 0.2 °
=t 4 4
.gg <3 n0.2 0.4 06 08 1.0 s U 0.4 ® TAC
L' = f (mm/rev) Internal
- Toolholder
HJsS B 03X1C o1 D (5-16)
2 s 03X10 0.2 0
cn
S 6 03X104 0.4 |.
=F £
= S 04T10 0.1 °
sg 2 04T10 0.2 °
=0
E “q 5204 06 05 1.0 041104 0.4 d
f(mm/rev)
06020 0.1 0|0|
o_|
gg 06020 0.2 .|.| TAC
58 060204 0.4 .|.| External
[]
uE)g 0O 00 0.03 .|.| Toolholder|
<
2 D9T30
o s 02 04 06 08 1.0 o .|.| (4-15)
f (mm/rev) 012 0 0.2 .|.|
DI9T304 0.4 (0
10 <
) 06020
_q:') 8 Rol1 Dz hd Internal
ko g9l . ; 060204 0.4 ® Toolholder
E §‘ Qi D9T30 0.1 [
= 2 005 0.1 0.15 02 025 0o . 02 . (5_16)
(=
(@] S 02 04 06 08 1.0 09 04 0.4 @
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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Hard

Steel  Stainless Castlron Nomferrous Superalloys  Hard

Rhombic, with hole

CCGT 060202 - ||

e S
- 4
Positive @ ] Cutting edge length (£) Thickness (s) C dius (r9) Chipbreak
(o] \ Q utting eage leng ICKNess (S, orner radius (/g Iporeaxker
80 70 & Y )T o symbol 2
\<—>£ | / CCOT(W)| 03X1[J01 | 04T111 | 060211 | 09T 3]
%)
+
o)
O d grade g
5T o o
= ADDE o ap '2“«’882383 Qa B 3 olde |§
2 5 5 ©|o|ib| T/ T L T\ T b
< |(Cro 0 EeR R RZg<<5n E
0 060200 1110.03 ‘.‘. ‘. C
060200 1110.03 ‘.‘. ‘. TAC
0 06020 1} 0.1 \.\0 (J \0 External
g 10 06020 '\l 0.1 00 @ |Toolholder
o 8 06020 i)l 0.2 o0 @ o
: . o i
& £ 06020 i 0.2 ‘.‘Q (] ‘.
2 ©* \ 09T300 110.03 00 0
g 2 09T300 1) 0.03 ‘.‘Q ‘. TAC
= \ < /g 02 04 06 08 1.0 a
g f (mmrev) U 0 o5 041 ‘.‘. ‘. Internal
@ 09T30 i 041 ‘.‘0 ‘. Toolholder
o 09T30 il 0.2 \0\0 \0
09T30 i 0.2 .‘. ® (5-16)
09T 304 1) 0.4 ‘0

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, positive

Rhombic, with hole e CCGT 060202 -1
O | Positive

o I Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
7 , )Y % symbol
/ CCOT(W)| 03X10J1 | 04T1J01 | 06027 | 09T3J

O ed g
Coated
Ci t |U ted
Goated s
=) o o o
o

od4

-

Q|0
« 2®ol8
N~ OGN~
I I YT
< 650

AH120

e E=J=3["]
N O = T o
&| || 2T "

~
== == <O =

TH1

0.2
060204 0.4
09T30 0.2
0.4
2N 09T308 0.8 @

B TAC Inserts N

©

)

ap (mm
»

02 04 06 08 1.0
f(mm/rev)

Angular () 060200R [i)i%! °
060202R [ ‘.
06020 0.2 ‘.
0.4 0
09T302R ¥ ‘.

=)

o
-
O

-
-

TAC
, External
[ 09T30 0.2 ‘Q Toolholder

0.2 04 06 0.8 1.0
09T304R RoX: ‘Q

f (mm/rev)
09T304 0.4 (]

ap (mm
-

(4-15)

060208 NeX:] Toolholder
0.4
0.8

®

Finishing to medium cutting

)
-
O
-

(5-16)

ap (mm
N

0 02 04 06 08 1.0

f (mm/rev)

060202 KF ®
060204 Ho¥! o
09T304 oKk @ ()

®

)

ap (mm)

0.2 04 06 08 1.0
f(mm/rev)

2
—
_Angular ¢
@
I~
T 060204 ¥ iternal
—
- e
o
—

Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Rhombic, with hole

Q Positive
70

CCGT 060202 -[ | |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

A

02 04 06 08 1.0
f (mm/rev)

Finishing to medium cutting
ap (mm)
& o o C

i L‘i\_
’H
ap (mm)

N

0.2 04 06 08 1.0
f (mm/rev)

Medium cutting

ﬁ— e 8°
60
ap (mm)

2 N\,

02 04 06 08 1.0 N0
f (mm/rev)

CCOTW)] 03X | 04T10001 | 06020101 | 097301
odt mm | 1.9 2.3 28 44 "
£
(0]
¢ 2
X 00 o
O °
33381"3583«,;32 ID‘"J ‘.?, Iﬂ olde ﬁ
5 oo obI TN 28 & 35
PRR PR s<s<<Sna 63 2 | |®F
0.2 ° C
04| @ ™
08| @
04| @ ™
08| @ ™
TAC
External
04 oooe ecce | 0 0 | @ Toolholder
0.8 e0ee oeee [ o o |o @-15)
04 e00e ecee [0 o |0
08 o000 0000 o O (]
1.2
9000 000 TAC
Internal
Toolholder
02| l@ ™ (5-18)
04 @@ ° °
08 0@ |® ®
02| @ ®
0.4 @@ ®
08 0@ @ ™

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, positive

Rhombic, with hole n CPGT 050202 -]
O | Positive

-

2 o) o Cutting edge length (£2) Thickness (s) Corner radius (re) Chipbreaker
80 1 1 ‘/)Yi’- symbol
& CPOT(W)| 050217 | 060217 | 080211 | 09031
o ad1 (mm) 2.5 2.8 3.4 4.4
©
17}
C O ed grade
- @ poDreake
Q _ : 00
ert Ca = o
= o Appearance 4P . ‘--"33339&83"’ B B =4 olde
: . B> o obT T | 2 | 18 | E
C = 0 0 | =10 ] e ) © = =
» P 060202-P 0.2 @
10 P 060204-P 04 @O (]
8 PMT080202-F 0.2 )
E 6
g“ : 080204-P 04 0@ [ J
2 PMT090302-P 0.2 [ [ (J
0 02 04 06 08 1.0 F 090504-F 04 @@ (] (J (]
f(mm/rev) » NG 0 » 02 .
P 09T304-P 04 @@ [
P 090302-P 0.2 [ (J
- B 090304-F 0.4 (J @
e
Es
S
2
0.2
o)) o 02 04 06 08 1.0
E = f(mm/rev)
{=
]
{=
e P 05020 0.2 (] TAC
8 Internal
= P 050204 0.4
Ee Toolholder
&4 PGT050204 0.4 @
2 PGT080202R 0.2 o (5-17)
0.1
02 0.4 0.6 08 1.0 B 08020 0.2 (] []
o f (mm/rev)
g P 080204R 0.4 ()
PGT080204 0.4 @ [ ]
il 8 PGT09030 i 0.2 |“ o
< €
\.} ge PGT090304R i1 0.4 |.‘ o
s o PGT090304 i\ 0.4 o o
02 04 0.6 08 1.0
f (mm/rev)
o 0 PMT060204-FP 04 |00® (] L
=
£ s PMT080204-F 0.4 @0oe oee || o [ o
- Ee PMTO080208-F 0.8 |.... 000 |. |.
(=) Q4
2 & PMT090304-F 0.4 eoee] eee || o | |o
| PMT090308-F 0.3 @oee eee o o
c - 0 0.2 04 06 038 1.0
g = f (mm/rev) v 09 04-F 0.4 |.. ()
w PMTO09T308-P 0.8 @@ °
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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jon-terrous Hard
Steel  Stainless Castlron Non-e Suporalioys  Hard

Rhombic, with hole CPMT 060204 - ||

I
s ‘ﬁ.‘
Positive )
800 @ 1 1 o éi ‘ )Y° Cutting edge length (£) Thickness (s) Corner radius (re) g};ri#ggleaker 2
’ / :
A CPIT(W)| 0502171 | 060211 | 080211 | 090311
m odt 25 28 34 44 2]
€
()
17
O ed grade <
O pbre e : Uncoated 00 O
o Appeara e ap € . Q@ a g g olde |S
Q - ~ N~
b 0 ectio o = =
= o C
» P 060202-P 0.2 @O (] @ |.‘
PMT060204-F 04 @@ o0 oo o
; PMT080202-P 0.2 |.... 00 |. |.‘
£, PMT080204-F 0.4 00oe | | 0ce o o
Q
g, PMT080208-P 080000 | | oee o o
TN | BRS04 elelee] | | @00 (0 | @
2| | e [l o eses. || ses s | o
':g . 09T302-P 0.2 |QQ [
o
£ P 09T304-P 0.4 |.. (]
=]
E P D9T308-P 0.8 @@ e
= D 4
= 8 P 060208 0.8 (]
< . - TAC
= ; E6 = .
2 ,/ﬁ c. 080204 0.4 ® Internal
i v °, PMT080208 0.8 ® Toolholder
025 0 02 04 06 0810 i 090304 U5 ® (5-17)
S f (mmrev) P 090308 0.8 .
P D9T304 0.4 o0
P D9T308 0.8 o0
P D9 1.2 (]
. ) P 060204-P 0.4 o0 000
o . . 060208-P 08| 000 000
£ o e PMT090304-F 04| 000 00 ®
2 E
= S P 090308-P 08| o0e 00 @
=2 0.15 24[’}
= .
5}
= % 0.2 0.4 06 08 1.0
‘-P‘% f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole . CPMW 08 02 02 -[ |[]
O | Positive

S
ﬁ\:ﬂ

ol Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
72 | 80° 11° gl g Cinsodso kit () © 9 Shiner
| — —
g CPOT(W)| 050211 | 060211 | 08021 | 090311
od1 (mm) 2.5 2.8 3.4 4.4
(%]
T
[0}
7]
C O ed grade
o O pbreake : Coated ggrant‘lee% Cermet |Uncoated 00
|§ o Appearance “P : . '131"2&88!‘283838 olae
: : 555 © b/ T T T
C = 0 O FlE S <<
P 08020 0.4 @
s 0.8 [ J
2 e TAC
5 B 090304 04 @ hd Internal
o Q4 0.8 o Toolholder
£ ©
= 2
©
g 02 04 06 08 1.0 (5-17)
f(rnm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Rhombic, with hole . . DCGTO070202-[1]

Positive a v N !
o O o) o @ g 3B i Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
7 ji'.; symbol
—f DCCT(W)| 070200071 | 1173000
od1 (mm) 2.8 4.4

N
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T
[0}
17}
O ed grade [
O pbreake s Coated gglﬂfe‘i Cermet 00 O
> ert Ca 5 vwvo(o |19V w9 =3 <
O Appearance 4P 0 °'393388N°m“0‘“8588 ] = Olae =
g 5 olooo ot E22Re B | |T
2 £ 0 FlEF IS 0|0 5 0nIo|n |2 =
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S s 3 » 0 0 0.2 o
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=i 3 0010203
=0 R4
Se ©
A
B G 2]
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= 5 0.2 04 0.6 0.8 1.0
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T f (mm/rev)
o s 3 » 02-0 0.2 ®
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® £ 6 ==l |
£ £ 0010203
E <, TAC
® External
(S} =
) 02 0.4 06 08 1.0 Tool-
o f (mm/rev) holder
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8 » 070204-F 04| @@ ‘. |. |.
€
£° » 02-P 0.2 ‘. |. |.
Q,
= » JEEH 04| 00 | | (@@ eoe |o TAC
012 =2 » 08-F 0.8 oe® o0 Y ) Internal
N 0 02 04 06 0810 Tool-
5 f (mm/rev) holder
. D 070202-P 0.2 ® (I ) (5-18)
8 » 070204-P 04 (] |. |.
= e » 070208-P 0.8 |. |.
£ £
= ge » 02-PF [P ° o |
= 2
£ > 04-PF [ ° o | |®
0.2 04 06 08 1.0
» 08-P 0.8 (]
f(mm/rev)
N » 070200R 1110.03 [ J
10
) » 070200 0 0.03 |.
Te » 070202R i1 0.2 ® @
£
- S » 07020 i 0.2 (J |.
0. 2 D 070204R i) 0.4 ™ |. ®
M 02 04 06 08 1.0 | 070204 i 0.4 [] ] (] (]
= f (mm/rev)
» 070208 I 0.8
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive
Rhombic, with hole - DCGT 070202 - ||

g w [~
Positive " v N !
o o % © ; B i : Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
55 7 /ﬁ)[,'; symbol
2
2 DCOIT(W)| 070201071 | 1173010
od1 (mm) 2.8 4.4
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t
8 @) pore e
[ 00
6 Appeara e 4P : . elieks
|§ : O e O
D D2
N » U
i %4 » 0
%{ 0.2 04 06 08 1.0 » N8
f(mm/rev)
5 _ . » 070208-F 08 o000 ©00 |. |. TAC
t &Ny | D LEEH 04 0000 eeee oo | |o External
2 E
3 s D L 08 eeee eeee o0 © Tool-
2 ®, holder
2 01 o > i 12 o000 eoee o0
< & 0 02 04 06 08 1.0
g . f (mm/rev) (4-1 8)
=
» » 070202-F 0.2 0000 000 o o (] ®
. 2oL 0.4 @eee 0o o o o | e TAC
=] Eeo » 070208-P 0.8 | @® (] ] |. |. In_l'ferrllal
= oo-
CR : L 02 |eeee eee o o [ e e holder
2 D
= » VIS 04 00ee eoeee ecee o
: ﬁ? SRS O L 03 |/eeee eeeee eeee o (6-18)
% » B 12 0000 0000 (0
Q
S
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2 - _
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. & D . 0.4 |O
e 02 2 » 08-A 0.8 d
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> f (mm/rev)
b
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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on-terrous Hard
Steel  Stanless Castiron Nonferous Superalloys  Hard

Rhombic, with hol -
ombic, with hole ... DCGT 070202 -]

g w [~
Positive " v N !
o} O fo) \ © ) B i i Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
55 7 | [ symbol
—t DCLIT(W)| 07020101 | 1173000
m Qd1 (mm) 28 44

N

%)
O ed grade t
@) poreakKe m
_ ' - i
Abpe = Ci e a O S oo oo [T —
2 ppeara P 5 ‘Q_l ‘12 i E E é § g olde (&)
5 oss sectio Rk 2 ¥l =
» 070204 0.4 (]
- » D4 0.4 ®
o » D8 0.8 LJ
g u
02 04 06 08 1.0
f(mm/rev)
':; ; » 070204 0.4 [ ]
o -
£ . - o » 0 0.2 (]
5 £
5 S » D4 0.4 o
g 2N » 08 0.8 o
; 0.2 04 06 08 1.0
E f(mm/rev)
5
2 TAC
o Anaula » 070202R 0.2 ® External
- » 07020 0.2 ® Tool-
- ° holder
' = » 070204R 0.4 (]
‘.‘ | £°
g4 » 070204 0.4 ® (4-18)
2 0 » 02R 0.2 [
02 04 06 08 10| p 0 0.2 [ ]
& f(mm/rev)
& » 04R 0.4 @ TAC
5 04 0.4 ® Internal
Tool-
= \ » 0702008 2z <0.08 .‘.‘
o
ol ERER N < o [ [lee 519
o §.4 ! » 07020 RPOEGR .“‘
a o
g 2 DCET0702018MFR-JRP PRl o0
2 _ o7 04 06 08 10| o 0702018 iz <0.18 .‘.‘
S f(mm/rev)
§ » 07020 SN < 0.2 .‘.‘
E » 07020 i < 0.2 .‘.‘
B » 008 R-JRP BN} .‘.‘
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o » 008 i <0.08 ..‘
£ > 01 MFR-JRP P30N o0
2 5 0 Tl < 01 0
c
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o » 018 2 <018 ..‘
(5]
T » 0 ol < 0.2 (0 J
» 0 Tl < 0.2 o0
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hol
ombic, with hole . .. DCGT 07 0202 - [

- - [
Positive s v N !
o} O fo) \ © ) B i i Cutting edge length (£) Thickness (s) Corner radius (rg) Chipbreaker
55 7 | R~ symbol
2 l—2 DCOOT(W)| 07020001 [ 1173000
@d1 (mm) 2.8 4.4
0
B
2 = peitb q Cermet
= > e voo wvol |2 D0
Q 5 Appearance Aap . % HEHEIER SRR olde
< 2 o S5 o0 T ETNTE (@
= = > ° -l - <66 S nv] =2
»]» » 0702008 R-JPP EqXoL] ‘..
D 0702008 2 <0.08 ‘.‘.
. » 07020 R-JPP " E0R| ‘.‘.
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» 0702018 ;0122 <018 ‘.‘.
= D 0702018 J <018 ‘.‘.
™ f(mm/rev)
» 07020 I < 0.2 ‘.‘.
» 07020 PP < 0.2 ‘.‘.
» D08 22 < 0.08 o0
’g‘ » 008 1 <0.08 ‘.‘.
(=)
3 » 0 R-JPP < 0.1 o0
g > 0 L < 0.1 o0
=
) D SEIVT N < 0.18 (g
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o » 018 “= <01
5 018 oo TAC
= D 0 ARV < 0.2 ‘.. External
g ) . LI < 0.2 oo Tool-
5 » » 0702008 # <0.08 ‘.. holder
o g
£ D 07020 7 <041 o0 (4-18)
2 Fﬁ = DCET0702018 # <018 oo
g : D 07020 D <o02 )
@
2 > 008 J|<0.08 0 TAC
9 0 02 04 06 08 1.0
o ES f (mm/rev) » 0 P < 0.1 ‘.“ Internal
- a Tool-
: 018 1 <018 oo
’ holder
) . M < 0.2 o
o ) N B DCGT070200 0.03 oo (5-18)
8 » 07020 0.1 ‘.‘.
RoO1
Ee B D 07020 0.2 ‘.‘.
Q'4 ! RD.0:
o @ i roras) | [ 0C 0.03 o0
. :
— D 0 0.1 oe
& 0.2 04 06 08 1.0
f(mm/rev) ) 0 0.2 \!\2
» 04 0.4 (2 J
0 < D 07020 01 C )
(] 8 Rol1 » 07020 0.2 ‘.
£ ot » 0 0.1 °
: e -
3 Y G| O 0 0.2 °
: 5 04 0.4 °
< r< Z& 0.2 04 06 08 1.0
o f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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on-terrous Hard
Steel  Stanless Castiron Nonferous Superalloys  Hard

Rhombic, with hol
ombic, with hole . .. DCGT 07 0202 - [

g w [~
Positive " v N !
o} O fo) \ © ) B i i Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
55 7 | R~ symbol
—t DCOTW)] 07020001 [ 1173010
m ﬂd1 (mm) 28 44

N

£
S Sbre _ O ed gradae 8
z c o o 00 £
2| Appearance Ap : st ER 21308 o [ o
- : 55 SENE 2 <
) 0 0 22 <050 = =
& 0 » 070200FR 1110.03 (] |.
_qg’a i » 070200 1) 0.03 L) |.
g_ Ee » 070201FF 0 0.1 () (] |.
= £
2':7, 24 \ » 07020 DR () (] |. u
8 2 » 070202FR-J10 J¥ o0 ® |O
% 0.2 04 0.6 08 1.0 » N7020 0 0.2 . . . .
= f (mm/rev)
g » 070204FR i 04 (]
£ » 070204 i 04 ®
o
) » DOFR 1)1 0.03 o0 @
g » DO i) 0.03 o0 |O
% » 01FR-J10 JOK] (0 ® |O
5 » 0 ' o o0 oo
x
g » D2FR-J10 ¥ o0 ® |.
L= » 0 i 0.2
() o [ TAC
(] ) U/70201H U 0.1 External
e » 07020 0 0.1 Tool-
()] 8
2 4‘9\ 2. » 070202R 02 ® holder
kel - : E7
g H"“-\‘ : -9 \ » 07020 0 0.2 (4-18)
T 2 » D1R 0 0.1
§ A 02 04 06 08 10 | D 0 0 0.1
w® 6 f rev)
= (e » T 0.2 ™ TAC
g » 0 0 0.2 Internal
2 Tool-
o holder
= D 070204-P 0.4 0eeeeeeee OB (5-18)
° DCMT070208-P 0.5 o0 00eeece o [ |o
s » 04-P 0.4 ejoeoeceee | o |0
8. < » 08-F 0.3 e0eeoe0e0e o (@
2 N » P 1.2 o900 000
o 0.15
= _ 02 04 06 0.8 1.0
£ M f (mm/rev)
o
§ 4 » 07020 4 0.2 [
B 10
2 X » 070204 -24 0.4 0@ |.
é . » 070208-24 08| @ |.
£
g4 » (0 4 0.2 | @ |.
0.2 2 | \] D 04-24 04 @@ (]
s 0.2 04 06 08 1.0 » N8 /] 08 .. . .
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole

DCGW 07 02 02 -[ | ]

exs =
O Positive F
2 [0} fo) \ @ B i i Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
55 7 | =~ symbol
2 DCOIT(W)| 0702011 | 1173010
od1 (mm) 2.8 4.4
%]
<
[0}
7]
E = Sbre _ 0 ed grade
Q . i : 55
O [=] o
|§ o Appea e 4P .’_3885_’39—8 3 % =} OIGE
2 : ToemEEE | 2 || @ || E
= 0 0 =] (] = [=
» 04 04 @ [ J
. » D8 0.8 @ TAC
e » 04 04 @ [ External
8. » D8 0.8 ® Tool-
. holder
g’ 02 04 06 08 1.0 (4 18)
.:E ~ f(mm/rev)
o
=
= = (Q) 0 D U 0.2 [ ]
o)
2 8 D D4 0.4 ® ® TAC
-~ E‘“‘ » 04 0.4 ° Internal
- g, . Tool-
R L L 02 hd holder
0.2 fo(.r:m?,::v) 0.8 1.0 (5_18)

Note: Chipbreaker cross-sections are of * marked inserts.
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on-terrous Hard
Steel  Stanless Castiron Nonferous Superalloys  Hard

Rhombic, with hole - EPGT 040100-[

o @ Posrtlve I N Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker 2
75 1 1 o [ )j: symbol
EPGT |03X1J | 0401
E PGT od1 (mm) 1.9 2.3
%)
T
[0)
ade g
5| Chipbres ~ o [
= 50 o
S [ Appearance ap Bl 1898823288 @ | 2 | o9 WAL =S
: o S oomooINEE & (8 | [EX
S 0 o |0 50 |o =2 =)
- NA p 0 00FR 11:10.03 (]
o PGTO 00 11:10.03 (]
e o
e 0 0 e 0.1 (]
% PGTO 0 o3 0.1 (]
%,.; PGTO 02FR-WO08 ¥ (] a
£ ) PGTO 0 115 0.2 (]
= % PGTO 04FR-W08 Jol! ®
g PGTO 04 1150 0.4 ®
)
= D PGT040100FR-WO08 [1)ok] ‘.
o o 02 04 06 08 1.0
o N.@ P 040100 110 0.03 ‘.
E f(mm/rev)
;E; PGT040101FR-WO08 oK ‘Q
= PGT0401C 08 Nk ‘.
©
g PGT040102FR-W08 Jo¥ ‘.
£ PGT04010 i1 0.2 ‘0
5 . . . TAC
° 040104 it:) 0.4 ‘. Internal
P 040104 i1 0.4 o Toolholder
PGTO DOR-WO08 [0)o&] (] [
M Wo8e (5-25)
o PGTO 00 i1:4 1 0.03 (] (J
3 PGT03X101R-W08 [k ® ®
(-3
= PGTO 0 D8 [N @ (J
é PGTO 02R-W08 Ni¥ @ (]
§ ) Tey o 0 o3 0.2 @ [
= W
® PGTO 04R-W08 [¥! @ @
E PGTO 04 i 0.4 @ [
@ ) PGT040100R-W08 [i){&] @ @
g o 02 04 06 08 1.0
° N— F (o PGT040100 15 0.03 o | O o | O
E PGT040101R-W08 [OK ® ®
S
2 PGT04010 08 [N @ ®
g PGT040102R-W08 No¥ @ () (] [
g PGT040102L-W08 [ o olo|l0  |ee
5 PGT040104R-W08 '} ® @ |.‘ o
1
PGT040104 i 04 @ o O |“ (0
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole - EPGT 040100-[
O Positive [I ;_ s o _1_
/}

*

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbrleaker

2

750 11° — symbo
/ EPGT | 03X100| 0401007
E PGT od1 (mm) 1.9 2.3
7]
T
[0}
8 ocked grade
—_— ®) PDOlredKe d t [N
s E .
= 1 60 o/ |wle
S = | Appearance Ap ; 8RR8I 88 2 | 2
o === == = (o (S| 3 o
g 0 ectio 0|o|o|o|o(o|E~NE|El |- n
FE 0500 o =
RAIJOE PGT040100FL-J08 [T °
(=]
gg 04010 i 0.2 ‘.
i % PGT040104 0.4 o
2<
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s
£
P
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L e
@ f(mm/rev)
=
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53 0 02 04 06 08 1.0
= g f(mm/rev) TAC
5 Internal
Toolholder
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§ 5 e 0 04 0.4 ‘.
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g &4 04010 0.1 °
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== 0 02 04 0.6 0.8 1.0 = 040104 0.4 o
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w E f(mm/rev)
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. PGT03X10 0.2 0
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2<
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== 02 04 06 08 1.0 040104 0.4 ®
O © )
L e rq f (mm/rev)
0
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o
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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uuuuuuuu Hard
Steel  Stainless  Castiron Non-f Superalloys | Hard

Tri lar, with hol
riangular w; _: e - TCGT 11 02 02 - DID
oSsiItive
co- & &

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

N

&

N
/

TCOT | 0802(]1-J08 | 1102001

od1 (mm) 2.3 2.8 ®
t
[
_ _ O e grade g
e 5 63 o
5 | Appearance “Pp 0 gegggoﬁgﬁog 23 8013 5o olde |<£
2 : 5555 0oL IENT | 28 838 BT
0 0 peeRRrrseSn | |63 22 [¥F
0 020 0 0.2 @
g 10
3
@ e 1
~§§ 54 0?0.2 0.3
S ol [
O
1 7
Ev S t‘ino.z 04 06 08 1.0
¥ f (mmirev) TAC
External T
B 01 o | TCGT110202-01 [P ° Toolholder
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2 \ N TCGT110204-01 [l ° o0 o .
L= 2 -
2 ) i=smll TCGT110208-01 0.8 @
i.: ‘5_4 | 0010203
S °.
(2]
g } = TAC
— S 0.2 04 0.6 08 1.0
e N‘_ f (mm/rev) Internal
Toolholder
TCMT110202-PSF 0.2
Bl _PSF » B CMT110202-PS g (5-20)
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o
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=
=
0 02 04 06 08 1.0
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive
Triangular, with hole TCMT 110202 - ||

-
Positive !

600 O 70 )Y Cutting edge length (£) Thickness (s) Corner radius (re) ghipbreaker
o ymbol
/ ~

TC [ s 25 | 25
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N O e grade
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e 5 6% ovwvo |1Q S
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< o ~
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0204-P 04| 0o 0o 0cee (o | |o
8
- D208-P 08 o0 oo eoeee @ (J
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\
:’c_z 0.2 04 06 08 1.0
Fﬂ f(mm/rev) TAC
T External
o
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5 0208-P 08| @O [
o 8 . -
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o)
=t . I )| TAC
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E
fox:)
©
2 D
0.2 04 06 08 1.0
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Triangular, with hole

TCGT 110202 - [ [ |

© POSitive Cutting edge length (£) Thick C di Chipbreak
600 70 utting edge length (£) ickness (s) Corner radius (re) syrlr?bé?a er 2

TC [ 1] T
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+
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0
ocked grade c
O poreake d e O
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o 5 G 9 1o | o o L =
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E§ 8, Toolholder|
o c
ot
&2

rq 02 0.4 06 08 1.0 (4-23)
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?mn' 1904 04 P Internal
¢ §r : Toolholder

R
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3 02 04 06 08 1.0
f (mm/rev)

On small lathes
(Honed edges)

" 8 080200 11:110.03 Q‘C‘ [
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-0 r Q
o A= a4 \ 08020 3 0.1 .‘.‘ (]
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Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Triangular, with hole TCGT 110202 - [ | ]
/o |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

Positive
60° O\ 7o

2

TCOT | 0802(]1-J08 | 1102(]

TC [ ]

od1 (mm) 2.3 2.8
[2]
t
)
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c
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TAC
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Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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Steel  Stainless

n Nonferrous Superalloys  Hard

Triangular, with hole

Positive

60° /O\ 7o

TCMT 110202 - [ [ |

/

l

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

N

(B TCOT | 0802(1-J08 | 11027
TC ([ Yy ,
T
[0}
_ _ O eqd drade g
Pt ' 00 o
o 5T [=} o
0 Appeara € “Pp . O '323388383 ".3 8 olde |§
< e /5|55 0|0/ Z T T 2 |8
> 0 0 FlEE g < (] 2
2 020 0.2
3 0204 0.4 ®
= £, 0208 0.8
k<] £°
: 2
2 2
o
f=
z 02 04 06 08 1.0
g \_/—_/ f (mm/rev) TAC
ic External
m 0202-F 0.2 o000 Toolholder
. : 0204-P 04| 00 O000ee o (4-23)
= T 0208-P 08| o0 eeeee® (]
- £
— oso2-pm - RESMNNNOCEEC
i 2N\ 0304-P 0.4 o0 00
- TAC
o oD
2 _ 0.2 ;).4 06 0.8 1.0 0308 0.8 o0 00 Internal
= ©® (mm/rev)
3 Toolholder
5 0 (5-20)
2 ’ 0204-24 04| @@ °
4“ : T
Ee
g4
0.2 2\
¥
= 02 04 06 08 1.0
f (mm/rev)

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, positive

Triangular, with hole - TPGT 07 01 O1N -[ [ ]
Positive \ D L o

O Cutting edge length () Thickness (s) Corner radius (re) Chipbreaker symbol
60° 11°
/ TPOT | 0701000

TP D D @d1 (mm) -

o

2

101‘) ocked grade
Q e pbreake g "
® . Coated o 00
£ ert Cat. No Bl v/w/vw ooV |vo|f S
o = | Appearance dp R R SRR 2 = olde
I 2 oss sectio 5|5 & oo LI N T TEn |8 I
= - <O 5|0 06|15 F4 =
[} »
65 07010 0.1 PS
2o PGTO07010 0.2 ®
==
ag PGT070104 0.4 °
o=
£0 A =
5= \‘q 0.2 04 0.6 0.8 1.0
I-I-g f (mm/rev)
10 -
2, PGT07010 0.2 °
E(‘D
3% P 070104 0.4 ()
T=
52 i
£6
= Q_&, 1=
= = 0.2 04 06 0.8 1.0
IE f (mm/rev)
©
g __ P 070100 1:00.03 @
23
5o p 070101FR i 0.1 (]
o0
=e B 07010 0 01 [ ]
SN
5 PGT070102FR-W08 ¥ o
e
£8 PGT07010 i 0.2 (] TAC
£5 02 04 06 08 1.0 Int I
e f (mm/rev) P 070104FR 1 0.4 o nterna
h Toolholder
PGT070104 i 0.4 (]
- PGT070100R 1153 0.03 (] ® (5-21)
©
g,g PGT070100 11:110.03 ‘. ‘.‘
=
g;g’ P 070101R D8 BeA ‘. ‘.‘
(]
=
'§§ B 07010 DS A ‘. ‘.‘
SC
Zo PGT070102R-WO08 ¥ ‘O| ‘.‘
cn
52 PGT07010 08 ¥4 ‘O ‘0‘
b= 02 04 06 0.8 1.0
S f (mm/rev) P 070104RK 1:f 04 ‘. ‘.‘
w
PGT070104 i 0.4 (] (J
and P 070102F 0.2 [
3
£ | Tungaloy-standard hole B 07010 0.2 @ @
®©
= Not |
= ot ISO 10 . 070104R 0.4 [
: P 070104 0.4 [ (J
§
()]
=
€
2 0
© 0.1
g 0 02 04 06 08 1.0
(] g
_“é’ ¥ f (mm/rev)
5
('8
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnn Hard
Steel  Stanless Castiron Nonferous Superalloys  Hard

%

Trigon, with hole - WBGT 03 0102-[1]
0O Positive i \ e N |

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker

800 50 O B i : . symbol
| ;}m 2
\ L) WBGT | 030101
WBL ][] odrom | 25
%)
O ed grade %
-‘ pbreake d Coated Cermet |Uncoated - @
2 ert Cat. No o & M EIE] 2 -
Appearance P O|r| o T N 19 ° 2 olde Q
: 55|55 T £ T 3 T2 <
3 0 0 | G50 = =E] =
= N{ BGT030100FR-WO08 [1){sk! o
g»,;; BGT030100 i1:4 0.03 o
c o
69 b BGT030101FR-W08 [k o
20
=Q B O
E§ ’_ﬁ 03010 15 0.1 (]
26 BGT030102FR-W08 e} (]
Ty .
£8 - BGT03010 il 0.2 o
“g‘&i r@ 0 02 04 06 08 1.0 030104FR il 0.4 °
g f (mm/rev)
e BGT030104 W] 0.4 Y
= BGT030100R-W08 [)sk! (J
Ea BGT030100 115 10.03 () (] (L) a
3
68 BGT030101R-W08 [Nk @
20
E E BGT03010 o3 0.1 @ @
:ﬁ - > Q
26 BGT03010 i 0.2 @
)
(= » 0
Bg z o BGT03010 i 0.2 e O @ (]
£5 & 0 02 04 06 08 1.0 BGT030104R-Wos ¥ P TAC
5 F mmrey Internal
L BGT030104 il 04 o O @ (]
Toolholder
s 0 BGT03010 0.1 o (5-25)
5§
G2 s B 030102FR 0.2 (]
20
=0 = -
EE ge BGT03010 0.2 o
28 Bl BGT030104FR 0.4 o
T o 2
Co . BGT030104 0.4 (]
[OF =] <] [=
EE - 0.2 0.4 06 0.8 1.0
5 f (mm/rev)
('8
£ BGT03010 0.1 (J
=
o B 5
= 03010 0.2 (J
Lo BGT03010 0.2 (J
5=
25 BGT030104R 0.4 @
©
S . BGT030104 0.4 (J
9] B =
E ‘q 0.2 04 06 0.8 1.0
’6 f(mm/rev)
i
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole r VBMT 110302 - [ ]
. i~
350 goos'tlve ‘é \ ; o Cutting edge Iengﬁ) Thickn/ess (s) Corngiius (re) sogrir%)c;leaker

" VBOT 03|
VB[ [ T

2

o
t
o)
8 ed grade
|<_t = Appearance =10 . 0 -'ggggthggN 2 2 olde
< e 55|p6l0bT T LT | B 3
: 0 0 FEFEEEEt<<Es | o | |2
» : 0302-P 0.2 (] (] [
10
\ 3 0304-F 04| @@ [ J (] @
‘-fi_,_“"—’ EG
o4
©
0.12 2
W ==
0 0.2 04 06 0.8 1.0
o f (mm/rev)
=
£
('8 10
B 0304-F 0.4 |. |.
@ BMT110308-F 08 o o TAC
External
Toolholder
UDOE 04 06 08 1.0 4-24
’ f‘(mm/‘rev). . ( B )
VBMT110304-PSS" o L J0 0 T [ J (] [
NBMTTI0308=PSS xRN ) )0 1t )L I (] [ TAC
: As Internal
® e Toolholder
(o] Q4
£ ©
% 0.15 . 2 (5'23)
] 0 02 04 06 08 1.0
3 f(mm/rev)
T
@
4 PS * VBMT110302-PS 2| oooe eoe o o
o ’ VFUEELEE DS 04| @@ee @eee | (o | e
X . e VBMT110308-PS . 0000 0000 (] @
i.% ‘_."::qﬁ'ﬁj §4
. 0 02 04 06 08 1.0
f(mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnn Hard
Steel  Stainless Castlron Non-e Suporalioys  Hard

Rhombic, with hole VBGT 11 03 02 - [[]
e 1S
Positive - i ~N |
350 50 © . é i E . Cutting edge length (£) Thickness (s) Corner radius (re) Chipé)r?aker 2
N :}m symbol
—t VBT | 1103010
VB [
%)
T
[0)
O ed grade g
i < a Q .- ['¢] o Q =
Appearance : : 828832888 B2 B o NEIT E
0 e o> P00 omINTE 28 @ | [T
< O O <200 (OS5 | =
B 0300 0.03 ‘OO
o A\ B 030 0.1 ‘.O
g'v? 8 RoL1
£8 e LN : 030 0.2 ‘.O
58 @ S| g : 0304 0.4 o0
£ g ® RO.0:
] , S5 0T 1 02 0%s
%)
L
0 02 04 06 08 1.0
f(mm/rev)
N B 030 0.2 (]
N~ 8
Q $ _ Rol1
<5 E6 RO: B 0304 0.4 @
=3 : TAC
53 L=y, - =nm| External
28 z Toolholder
T
O ES 0 02 04 0.6 08 1.0
f (mm/rev) (4-24)
- ) B 0300FR 1)10.038 () (]
[}
§’ 1 : 0300 i/ 0.03 () ) (] TAC
5 @ - : 0301FR-J10 ey .‘. o o Internal
& £s : 030 i 041 .‘. ‘.‘ ® | Toolholder
» 0,
1) © B D30 H i 0.2
£ N\ 0 o | @ (523
= X : 030 i 0.2 .‘. ‘. (]
[l 4 0.2 0.4 06 08 1.0
g f (mm/rev) 5 0304FH U 0.4 .. ‘. .
=
o B D304 i 04 () (J @
1 : 030 0 KN
39 8
(]
< S _ B 0302R ) 0.2 (]
S8 e, | E°
Eg gs \ : 030 i 02 .‘
218 2 B 0304R ) 0.4 0‘
Sl S 0.2 04 06 08 1.0 B 0304 i 04 []
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

- - I

Rhombic, with hole - VCMT 110302 -[ ||
Positi g

350 7005' . 3 3?\ Cutting edge Ien‘gthé) Thic{ess (s) Cor}sr radius (re) gl;’nrir;])gc;?aker

VCOT | 0802011 | 11030000
od1 (mm) 2.3 2.8

2

o
T
)
8 O ed grade
6 2 poreake d Coated :ﬁ;i‘é ermet picoated 00
S | Appearance ap et Cat. No. | 38 I R - B R
9 e SooomITTTT |2 | 1B | @
: 0 0 T | o | |2 | |¥
» 080202-P 0.2 @ o (J
10
080204-F 04 @@ [ [ (J
v z6 0302-P 0.2 (J
£
gt 0304-F 04 @O [
2
0.12 ) ==
W 0 0.2 04 06 0.8 1.0
N
()] f(mm/rev)
£
=
[}
L 10
- 080204-F 0.4 @ (]
6
£
o I I e —
Vv 2
[
0 02 04 06 08 1.0 TAC
f(mm/rev)
Internal
Toolholder
MWPSSw [ VemTii0304Pss IS 00ICD CHIC
5
£ s VCMT110308-PSS 08 o000 000 [ (J (5-23)
3] _-d""_.:.ﬁ'ﬁw—_ -
| g |
2 a4
e ©
2 015 z
o 2 0 02 04 06 0810
§ f(mm/rev)
('
BPS m [ VCMT110302-PS . oee o o
3 8 VCMT110304-PS 00 [ (J
5| i | *VCMT110308-PS ] oo ° | |o
3
e i1
g’ ?D 0 02 04 06 08 1.0
E T f(mm/rev)
£
('S
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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Castiron  Non-for

Steel  Stainless fomous Superaloys | Hard

Rhombic, with hole VPET 110302 - [ |
Positive ﬁr:; SN

350 1 1 o s\C)) ! 8 3‘: Cutting edge length (£) Thickness (s) Corner radius (r) Chipbreaker

ORI

symbol
J
] VPET | 0802017 | 11031
VP ([ oo | 235 | 28
O ed grade
= poreake c Cermet | Uncoated
= Appearance clp = a O O & 38 oolholde
5 NI~
< 0 ectio 5 },
R P 0802008 R-JRP KB o0
PET0802008 RP <0.08 o0
P 08020 R-JRP < 041 o0
P 08020 RP < 041 o0
P 0802018 R-JRP < 0.18 o0
10 B 0802018 RP <0.18 o0
8 P 08020 R-JRP < 0.2 o0
@ E ool lros _.1 PET08020 2 <02 (]
Q 4
‘“2 ' Ron fo P 03008 R-JRP B} o0
rﬁ? = p 03008 RP < 0.08 ( ]
0.2 04 06 08 1.0
f (mm/rev) H 030 N RF < 0.1 ..
D 030 RP < 0.1 ( ()
'g‘ D 03018 R-JRP < 0.18 o0
§’ . 03018 RP < 0.18 o0
= p 030 R-JRP  EM o0 TAC
& 5 030 DD < 0.2 o0 External
@ Toolholder
Q D 0802008 R-JPP B ( L)
= PET0802008 22 <0.08 (1) (4-27)
g P 08020 R-JPP < 0.1 o0
5 PET08020 PP < 01 o0
P 0802018 R-JPP < 0.18 ( ]
PET0802018 PP <0.18 o0
P 08020 R-JPP < 0.2 o0
PET08020 PP < 0.2 o0
D 03008 R-JPP <0.08 o0
= B 03008 PP <0.08 o0
0.2 04 06 08 1.0
f (mm/rev) = 030 H PP < 041 ..
P 030 PP < 0.1 ( J( )
P 03018 R-JPP < 0.18 ( ()
. 03018 PP < 0.18 ( ()
P 030 R-JPP < 0.2 o0
P 030 PP < 0.2 ( ) )
* Corner radius has minus tolerance.
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

Rhombic, with hole VPET 110302 - [ ][ |
" e . 1
350 7:03|t|ve 8 4 Cutting edge Iength{'hmk?es:(s) Corner radius (re) Chlpk?reaker

)
] VPET | 0802711 | 1103000
od1 (mm) 2.3 2.8

@)
od1

2

ted

TAC Inserts
| i
2

5 Appearance ap = < 0 3 O 3(“) ug, IIIII; OOMOICE
2 c T = 3 (@
< O O bk 2 Y]
7 » PET0802008 z <0.08 @@
§’ PET08020 P <01 |@®
g PET0802018 B <018 @@ TAC
5| N £ BET08020 - <02 0e® External
@ g ! n Toolholder
£ T Troh ko) P 03008 P <0.08 @®
= TR 053
= B 030 B A -
] e I=0.2 0.4 0.6 08 1.0 <0100 (4 27)
g f(mm/rev) = U D16 = < 018 . .
s p 030 P <02 |@®
* Corner radius has minus tolerance.
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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PvENSH

Steel  Stainless  Castlron Non-ferrous Superalioys ,, Hard.

Materials

Rhombic, with hole

Positive

2500~ 70

~ YWMT 11 T2 02 <[]
s SN T

\ O\ 'é Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
7° symbol

)
b YWMT [11T200]
od1 (mm) 2.3

N

APP atio
o)
O
O
D D
A
o D

:
o O o [=] o
a O O & MLl K==} H TS oolhold
olraod e (B a T
=== = == o o0 (=]
0 0o oo oI - 7] n
el el | el ] e - LT 2 ¥
0 0.2 @ @
0.4 (] (]

[2)

v

ap (mm)

ol re=o0.2

1

re=0.8

4

- 0 01 02 03 04 05 TAC
& f (mm/rev) Internal

Toolhol
YWMT11T204-ZM [k o ° oolholder

(5-28)

Finishing to medium cutting

re=04
]

ap (mm)
N

o 0 01 02 03 04 05
R
f (mm/rev)

TAC Inserts

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, positive, double-sided

Rhombic, with hole DXGU 070301 -[ [

r,
,ﬁg\‘iﬁ

550 Positive -g Cutting edge length (£) Thickness (s) Corner radius (re) S;ri#tk))gieaker
L

2

DXGU | 070300
od1 (mm) 2.7

(%]
©
n ocked grade
< o pbreake a oated oated
Q S - 5 = o = oo
|§ Appeara € “Pp < 0 50 3 3 ‘.?, g olde
> IT 2 3
= 0 0 <0 '5 2
‘:-‘%‘D =]» » 07030 R 32 < 041 (]
10
23 )| |2 07030 i< 01| @
2 - 8 o] TAC
] — ! N Rp
%ﬁ E 6 19 » 07030 <02| @ External
o g = 4 0 05 040 » 07030 1< 02| @ Toolholder
o< T 2
=] D
20 (83 0 02 04 06 08 1.0 (4-10)
& é f (mm/rev)
i 8
2 9
o5
S g e » 07030 < 0.1 (]
58 8
£6 - » 07030 2 <02| @
38 E°
£ E. » 07030 <02 @
- Q
E % 0.1 © 2
£ )
L2 o
gé A 0.2 0.4 0.6 0.8 1.0
£ f (mm/rev)
€2
'S
25
= © 10
e . » 07030 < 0.1 ‘.
e - DXGUO70302MF <02 @ TAC
B = v
23 £, 5 17030 <02 @ External
e 8 o Toolholder
‘s)z. 0.1 © 2
£ 2
55 2 0.2 0.4 0.6 0.8 1.0 (4-10, 14)
£ g f (mm/rev)
=
Ff JSS o | DXGU070301MFR-5S EICENIID
=)
gz,- 10 T ‘_L T » 07030 < 01 . TAC
LS 1.5
32 8 10 L . Internal
4 ° €6 05 = - SUOS0 =gzl e Toolholder
E’g £, 0 005 010 > 07030 <02 @
(<] Q
% X T 2 (5-31)
45 S 0
é’% 0.2 0.4 0.6 0.8 1.0
= § f (mm/rev)
E2
T
o ® w I I T
g . - » 07030 < 0.1 ‘.
2% "°| N » 07030 - <02‘.
E E €6 05 - .
> 3 §4 0 005 010 » 07030 < 02 @
[Sh) Q
-1 © 2
2 3
& Z @ 0.2 0.4 0.6 0.8 1.0
Eo f (mm/rev)
£
* Corner radius has minus tolerance.
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Rhombic, with hole ) DXGU 070302 -]

S
- SN
[o) agm 0 O ; i -g Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
55 ’ Positive e 2
2 DXGU | 070300
£
[0}
ocked grade g
O pbreake q =
: 00 o
A e o D < d O O ’_ g n 8 <
S ppeara E E 3 olde =
< O C O S_w Ia
2 » 070302R 02 @ ° ‘ |
g ° DXGUO07030 02 @ ° 0 ®
- o E° DXGU070304F 04 @ o (o | o TAC u
kel
: £, D 07030 04 @ ® .‘ |. External
o 0.1 g, Toolholder
2 < » 070308R 0.8 @ [ .‘ |.
= = 02 04 06 08 1.0 0 -
g f (mm/rev) s 070303 0.8 @ ® ® L (4-10, 14)
=
S . » 07030 02 @ o .‘ |. TAC
g Internal
§ E i = SUOSEE e = |.‘ |. Toolholder
§ ¢ » 07030 04 @ o ® ®
T 2
° D (5-31)
= S 02 04 06 08 1.0
% © f (mm/rev)
£
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive, double-sided

Trigon, with hole

2

Positive O

WXGU 04 03 01 - [ ][]

l

Cutting edge length (£) Thickness (s) Corner radius (re) Chipé)riaaker
symbo

\‘Q/A WXGU | 04031
od1 (mm) 2.7
(]
<
[0]
w
c ed graae
- o pbreake a B oated od
Q 3 S - e 00
- oS [ o [=] L
Ii = ApDbDears e P [ 3 s Il“) 0 olde
3 - Iz 2 & @
O O =i 7] = M3
g . 04030 <01| @
3 (=]
E E’_ 10 04030 <041 [ J
E% 8 04030 <02| @
= é;‘ g 6 04030 <02| @
Es e
T L [
g g 0.1 _ 2
29 e 0.2 0.4 0.6 0.8 1.0
23 f (mm/rev)
<3
£ 2
=
2< 10
£% 04030 <01|®
- : 02|e
b= _ 04030 <0.
£t Ee°
g‘:’:’ £, 04030 <02|® TAC
g g g, External
= £ 0.1
g’f hainigg = 0.2 0.4 0.6 0.8 1.0 Toolholder
£e e f (mm/rev)
2a (a-8)
“ 8
1]
g 3 10 T ‘_L T 04030 <01 . TAC
Lo~ 15
L5 ,\B 15 - 94030 <02| @ Internal
34 Ee 0s Toolholder
ce £, 0 005 010 04030 <02| @
£5 5
38 © 2 (5-31)
FR]
S g S 0.2 0.4 0.6 0.8 1.0
o % % f (mm/rev)
52
=
('
%1JSS o 04030 e
)
83 o <o1le
% 8 1 7 04030 <02 |®
E g €S 08 - 04030 <0.2
o5 €, 0 005 010 2@
3@ a
38 T 2
o2
S o o 0.2 0.4 0.6 0.8 1.0
K § 3 f (mm/rev)
R=I7)
L
g

* Corner radius has minus tolerance.

Note: Chipbreaker cross-sections are of * marked inserts.
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nnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Trigon, with hole WXGU 040301 -]
l

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

o

N

od+

A
80° O Positive| /O I
2

WXGU [ 040301

%)
T
L)
7]
ocked grade c
O porea : 2 oated - S 2 erme paics 00 (&)
= Appearance “p “ O 8 K i B B olde =
: g & 5 )
: O 0 n & 2 4
. 040302R 02 @ [ (J [ ]
3 - 04030 02 |@ [ ° °
5 8
@ 4 AR
Eo A o 04030 04 @ [ (J o
o5 £ 040304 04 @ ® (] [
o5 o
£° 0.1 © 2 040308R 08 @ [ ) (J o
g <] 02 04 06 08 1.0 040308 08 @ PS ° PS
i f (mm/rev) ’ TAC
External
= 10,
5 04030 04 @ ® (J
o 8 (4-8)
E o 040308R 0.8 @ @ (J
£
g’ § 4 04030 08 |@ ® °
ﬁ 0.1 2 TAC
£ )
ic °,;2(n‘1’5‘1/::v)°'8 0 Internal
Toolholder
040302R 0.2
SS o | o CEEECRENC (5-31)
3 X 04030 02 @ @ (] [
g% T 040304R 04 |@ () ® ®
£ £
55 =4 04030 0.4 @ @ (J ®
c5 (S
o 2
; o
3 O? 0.2 04 06 0.8 1.0
= f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive, double-sided

Rhombic, with hole

VXGU 09 T201 -1

r.
= / \ 1
o iti jod égCutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
74l | 35 Positive | < - . Shier
f—— VXGU | 09T200]
od1 (mm) 2.5
(%]
G
8 O ed grade
2 S [ A ag ert Cat. Na 5% R g @ || |
S < | Appearance N 2 B @
< 2 T 7]
e ° 3% & 2 g
alm 09T20 RE-JRP ESUA NN
£} " < 0.1 @
()] .
k! 8 e I : TAC
o _,rra- = ol 0 - np
§ W : s A <oz2] @ External
s g 0 05 010 <02| @ Toolholder
g) 2
E 5 on 02 04 06 08 1.0 (4-12)
= @ f (mm/rev)

*

Corner radius has minus tolerance.

Note: Chipbreaker cross-sections are of * marked inserts.
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jon-terrous Hard
Steel  Stainless Castlron Non-e Suporalioys  Hard

TAC Inserts, positive

Back turning
Inserts I

]
4

JXBR 8000 F

Hand Corner radius (re) F : Sharp edge
[J: Honed edge

= iti o 2
L/ POSltlve o 5| JIXBO 8000 8005 8010 8015
Sl 0.03 0.05 0.10 0.15
¥ edi 4.4 4.4 4.4 4.4 o
€
o)
s[5z - O eqd grade g
s i Coated Cermet | Uncoated 6
A an e a O 8 oolholde <
0 ppearance o 10 =) =
< O s O : 8’) I
= = =
BR800 [ )
10
s BLS0C o
g £
g £6 BR8010 o
= Q
3 ‘ ﬁ ©4 BL8010 {
% —_
§ 2 BR8( (]
0 02 (},4 06 08 1.0 3 () .
(mm/rev) TAC
External
— 3R800C . o | | | Toolholder
10
BL800C(
- = = (-39
o £ BR80Q [ hd
c O ES
== ,-? o
53| W~ g\ 3L800 ® P
2
% £ 2 BR8010 ) o
8@ 0 02 04 06 08 1.0 B 2010 . .
f(mm/rev)
BRS8( ® (]
BL80 [ hd
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, positive

gt . .. JTBR 3000F
\@ . e Hand Corner radius (re) F : Sharp edge
\‘ Positive

[J: Honed edge

2

5| JXBO 3000 3005 3010 3015
J TB D B re 0.03 0.05 0.10 0.15
® ¥ ed 4.4 4.4 4.4 4.4
ju
3
E O ed grade
o = aashie Coated Coated | Cermet |uncoated
o o O
|§ o) Appeara e D d O ° E 8 t?) - O0INnoId
o) e
> O ectio E I 3 % I
= = = =
BR300 @ @
10
: 00
= ° °
= Es BR3010 @ (J
2 L —:Iﬁ % 4 » D10 (]
2 2 y
8 2
m
0.2 04 06 08 1.0
f(mm/rev) TAC
External
0
g 10 : D0CQ ..‘ @
3 8 (4-34)
a o BR300 0 P
5 £
) S BL300C ..‘ °
E 2|\ BR3010 ..‘ @ o
g 02 04 06 08 1.0 : 010 ..‘ (] @
X f(mm/rev)
] BR30 0
]
m | | .‘
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnn Hard
Steel  Stainless  Castiron Non-f Suporalioys  Hard

Back turning
Inserts

E

J10ER 005B _Ii

F : Sharp edge

. Hand Corner radius (re) 0] Honed edge 2
/ POSItlve 5 | J10EO] 005 010
N 0.05 0.10
2 edi 3.0 3.0 »
t
o
7]
A A O ed grade E
| e Goated o
A Adp < d O 0 o g oolholae <
o ppeard < o|N ™ 9 (=) =
2 oss sectio N 3 2 I
b 1(7/] hr ) 2 =
10 OEROO5B [ ] [ ]
g 8 DELOO5E ™
£ . £° OERO10B ® Y
2| |
_é e . i SN\ 0 010B @
o 02 04 0.6 08 1.0 TAC
f (mm/rev) External
2 - SEECEOE i ® || w3
3 3 OERO10B o0 o | o
L2 1 © .
Il oewoioer 02 C
oy DERO15B o
0.2 04 06 08 1.0
f (mm/rev) 0 0 B [ ]
Back turning
Inserts 1 .(EE 100B
Hand
/  Positive 5[ 10EC | 100 | 150 | 300
Sl ore 0.03 0.03 -
m & gd1 3-0 3-0 -
e 9 0O (=] oolholde
= Appearance =1e 3 o
@) -
g O ectio g E
DER100B o
2 8 0 00B Y TAC
£ Ee VER150B Py External
2 6& a Toolholder
[ E- @ 4 -
0 OB
§ e o i SN\ o
o OER300 (] (4-35)
02 04 06 08 1.0
f (mm/rev) U 0]0 .

*10ER / L300 : Insert blank

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, positive
Front turning - JXFR 8000 F

Inserts

2 Hand Corner radius (re) Sharp edge
=T ©
Positive | <« S| JXFR | 8000 | 8010
Q
s < re 0.03 0.1
%) 2| od 4.4 4.4
ju
[0}
8 O ed grade
o Kk
< 1 e d O 8 00 Ol1de
= a Appearance P o 0 =]
< O e O : % I
= = =
RS00C [ ] [
10 . .
o 8 TAC
g £, External
2 T o Toolholder
£ VP> |&
o 2
- (4-32)
0 02 04 06 08 1.0
f (mm/rev)
Reverse turning
o +  JXRR 8000 F
m Hand Corner radius (re) Sharp edge
Positive 5| JXFR | 8000 | 8010
A re 0.03 0.1
g od1 4.4 4.4
O ed grade
5 ik
= NSRRI " dp e a O ° § o oolholade
o) ™
> O e O : % X
- = =
RR8000C @ @
10
[ [ J
2 8 TAC
= e External
= T— aQ Toolholder
) 4
§ = | &
& 4-32)
0 02 04 06 08 1.0
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnn Hard
Steel  Stainless  Castiron Non- Suporalioys  Hard

TAC Inserts, negative

Rhombic, with hole a CNMG 0904 04 - ||

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

od4

80° @ Negative

CNOIOJ | 09030707 | 09040707 | 1204010

NS
TH10
ﬂ TAC Inserts N

Q PO a -
jooated Cermet
O o[
oJe cap O Q .323388«,*8 Q oolhold
= ==y == | OO = 10
0 ectio 0|0(0|o o o LT/
||| << < <
0 090302-0 0.2
.g . 3 090304-0 0.4 .‘
= ° 2
7] P 1 9 3
£ E =TT 090308-0 0.8 ‘.‘
s > 4*1 0402-C 0.2 0‘0 ®
= © 2
[7]) 404
2 _ 0404-C 0.4 0‘. [
9 0.2 04 06 08 1.0 040 0 08 .. .
o f (mm/rev) -
090404 04 OO (J (J
) 090408 0.8 .‘. |. .‘
T 0404 0.4 ..‘. o |. .‘
£
E. 0408 0.3 0000 ° ° o
T 2
C 04 12| @@ ®
0 0.2 04 0.6 0.8 1. TAC
o f (mm/rev)
IS External
3 Toolholder
= 090304 0.4 000
[T 10
. 090308 0.8 00 (4-28)
c6 0404 0.4 000
£
o4 0408 0.8 00
5]
—\
2 N 04 1.2 00
0 02 04 06 08 1.0
f(mm/rev)
2. o 0408-A 08| @O
3 . 8 0 12| @@
£ % =
€ 416-2
B L E° : il oo
0E> W e 41— \
2 - 2]
(=)}
£ 22 A 070204 0608 10
@ ® f (mm/rev)
[=
£
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, negative

B TAC Inserts N

Rhombic, with hole
s CNMG 090404 - | |
800 @ Negative Ié Cutting edge length (£) Thickness (s) Corner radius (re) glrir?géfeaker
CNOO | 0903707 | 090477 | 12047
od1 (mm) 3.81 3.81 5.16
| v - S o
= - dp O o = ‘g-“"z- § ‘o- OO0 o] [o
oss sectic 22 g
090304 0.4 .‘.
o 090308 0.8 O‘..
T Vo —_
:-:!.‘. E: 090404 0.4 .‘. o900 © o o
[ o 090408 0.8 .‘. 000 ‘. o @
D
1 090 12| o0 | o0 o o @
- 02 04 06 08 1.0
f (mm/rev) 040 0.4 0000 eoeee o @
o 0408 0.3 oo000ccece o o
£ TAC
£ 04 12 o/oe/e| 0eeee eee External
= 0416 16| 000 00000 © O Toolholder
g (4-28)
10,
: 090408 0.8 o0
:‘! c 0 4
{;!\? £ 090 1.2 oo
U g u 040 0.4 eeo0e
2
iae [ 0408 0.8 eoe0e o
’f—ﬁ; 02 04 0.6 0. 1.0
,\g&g f (mm/rev) 04 1.2 00000

Note: Chipbreaker cross-sections are of * marked inserts.
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@ : Stocked items



nnnnnnnn Hard
Steel  Stainless  Castiron Non- Suporalioys  Hard

Rhombic, with hole CNMG 090404 - ||

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

80° : Negative
CNOO [ 090401 [ 1204010
od1 (mm) | 3.81 516

= poreake d Coated Un-
~ cermet coated

TH10
ﬂ TAC Inserts N

i € 3 410 0 o|o ol (8o oolholde
5 Appearance 5 ° S & BB EREE N guﬂa
0 O /5|5 >/ o T T bjib|b|in| (2= (B9
< EeRRPRFsrRRR o |22
A 0 . 090304 0.4 0‘0 (J
2 /\\ 8 LI 08..‘.. - .‘
E \?/ £ 0404 0.4 ejoee | eeceee o o |0
o = 4|
: v Y 0408 0.3 0000 | oeeeee o (oo |o
3 2—
3| = 04 12 eo0e | eceeee oo
g 02 04 06 08 1.0
& f (mm/rev) 0416 1.6 0000 0000
5 o 090408 0.8 000 |. .‘ TAC
o -
& £ 404 | ‘
2 P ES® Ll s ® o ® External
o k g4 0408 0.8 000 (J [ Toolholder
= 2
@ -
= 5 070204 0608 1.0 (4-28)
& f (mm/rev)
= 10
3 . 0904 12 @/o® 0
£ = = o
= & b Es 0408 0.8 ‘Q‘.‘.‘ o O
Do i i =
o8 g4 0 12 0@® oo
£ .
=t 02 ‘
£ <3 070204060810
@ f (mm/rev)
f=
=
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, negative
Rhombic, with hole CNMG 09 04 04 _ DD

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

80° : Negative )
CNOD | 0904070 [ 12040000
odim | 381 | 5.16

O sbreake
d Coated
= Germet Cermet

B TAC Inserts N

O 1) o oolhold
Ppe a 80 g0 3288 2
3 55/55/5 5| £ 212
et PR S
- s 0.4 o0
€4 0408-HRF JK:] .‘.
o E® 04 R 1.2 o0
£ g
@ ®, |
£
('S
5 0701 02 03 04
8 f (mm/rev)
I HF . 0404-HRM |1 0
3 19\, 0408-HR 0.8 CJ0 )
- £° " \I TAC
= %4 \ “ 12 o0 External
g ® 24‘ 1z ] | Toolholder
] h’—
> 0
= 01 02 03 04 (4-28)
&= f (mm/rev)
=
£
10
= D408 0.8 (J
£ 8
g = 04 1.2 (]
o E
5 w
3| g ?
N
= 0.25 0 02 04 0608 1.0
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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CastIron

Steel  Stainless

Nonterrous Suporalloys \ Hard

Rhombic, with hole

DNMG 1104 04 - | |

Lt
5 50 egative " O | i 'g_ Cutting edge length (£) Thickness (s) Corner radius (re) glriﬁgéfeaker 2
LL—l DNOO | 110400 | 1504101 | 150611
m odi (mm) 381 5.16 5.16 2]
T
[0}
7]
o 0 <
PD : Coated | Cormet O
O o9 (=21) o oolhold
S ape ap  EEFEEERRRE 8 | =
: : 5595/ b T TE g |z
: 0 0 =il == < < <O z F
) » 0402-0 0.2 ‘.
_E’ ., 3 » 0404-0 0.4 ‘..
= - 8 21—
] - = =1 » 0408-0 0.8 u
= 1;EE.TT i E L o urizs ‘.
: BRERE] ootz [F oo lo
2 _ » 0404-0 0.4 @ .‘. @
2 0.2 04 06 08 1.0 =
& Fﬁk ¢ i) > 0408-Q 0.8 ® o0 ©
D 0404 04| @O ( (]
R » 0408 0.8 ‘0‘. |. ‘.
<S> 1 SR = e .
£+ 5 040 0.4 @oe® ° o | l®
i ST » 0408 0.8 @oe® ° o o
(%] 0 02 04 06 08 1.
f (mm/rev) = 04 1.2 ..‘.‘. et
D 0604 04| OO (] @
m .
g D 0608 0.8 ..‘Q‘O o @ External
% » 06 1.2 000e Toolholder
c
£
(4-29)
SF M) » 0404 0.4 00
_ » 0408 0.8 00
P _
:ﬁ"ﬁ? Ee » 0604 0.4 o000
" £
e g4 » 0608 0.8 o000
‘.g 2 ﬁ\
0 02 04 06 08 1.0
f(mm/rev)
3 5 D 04 12| e
E - P
Ee 416
3| &2 | (TN e o] 00
g o o 4 » 0608 0.8 .‘.
o 2
=) 0.25 » 06 1.2 .‘.
c S 0
= & 0.2 0.4 0.60.8 1.0
g f (mm/rev) > 0616 1.6 e
£

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, negative

Rhombic, with hole - DNMG 1 1 04 04 - I:“:‘
a — l
2 5 50 eg ative 0 O : é Cutting edge length (£) Thickness (s) Co{er radius (re) g;lrjrgagéleaker
\4—“ DNOO | 110400 | 1504101 | 150611
* od1 (mm) 3.81 5.16 5.16
T
@
7}
o > i : d ot oermod
& o ppe <Je O O .. 3 2 g § § “8’ ® oolholde
2 oss sectio Y I kS
gege 2 2zF
’ 0404 04| @o®
b » 040 0.8 0‘..
n B > 040 04| @@
s g, D 040 0.8 ‘0‘0
o L 2 0@
. D 04 1.2
02 |o© o.zf(;am;:e\tl)).s 1.0 5 0404 0.4 .‘.‘.. ®
g 0408 0.8 0000 ®
; 04 12 000e oC
» 0416 16| @@
» 0604 0.4 @oe® ®
» 0608 0.3 @oe® ®
» 06 12 00 0e °
» 0616 16 000®
HSMw | onmG110404€-sm RN e
s 10| External
3 » » 0408 0.8 ‘Q‘..
_§ {{%‘h‘:‘ g: » 0404 0.4 ‘Q‘.Q. Toolholder
2 R S > 0408 0.8 53000 (4-29)
0.25 24{:—' » 04 1.2 ‘.‘Q .‘.‘
o 0 02 04 06 08 1.0
’ngz f (mm/rev) U 0604 0.4 ‘.‘. .‘.‘
» D608 0.8 ‘.‘. .‘.‘
» 06 1.2 o000
m ‘ D 0404 04| O® oo00 o
| h > 0408 0.8 000 eooe o
< T : 040/ 04| @o® oo eoee ooe
N | ) 04¢ 05 eeee occcece | o0
ol
B 04 12 o/@0e eeec0e | 000
*ﬁf j oz o7 o ve B 16| ee 200
» 0604 04| o® o00 °
) 0608 0.3 e/e0® eo0e ®
E 06 12 e/oee o000 °
D 0616 16 | @@
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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jon-terrous Hard
Steel  Stainless Castlron Non-e Suporalioys  Hard

Rhombic, with hole . DNMG 11 04 04 - [ ][]

5 50 ega R | O i i Cutting edge length (£) Thickness (s) Corner radius (re) g;lrjr?ggfeaker
\# DNOJO | 1104001 | 15040001 | 15061

od4

N

0
t
)
0
= . _ 0 o le o E
porea Coated | Cormet O
= ST 1 ® O ole 010 |§
Daralle » 0404R
10
> s D 040 0.4 (J 0‘
F= - € A02R
:5_; £ 6 » 0408 0.8 .‘
£ g4 » 0408 0.8 @
= 21—
5 0.15
2 i 070204 0608 1.0
S f (mm/rev)
_ 10
.g- K » 0408 08| @ TAC
E - . g 6 » 0404 0.4 @ External
o v o4 » 0408 08| (@ Toolholder
g i = > 060 04| @ 120
T & 070204060810 | 0608 08| @ (4-29)
f (mm/rev) Soke :
= » 0408 08| @
3 8 » 04 12 | @
-Se - Eso » 0408 08| @
38 Ty g* : g 12| @
QE 0.2 2 [ N » 0608 08| @
2 2 070204060810 | | 0 12| @
= f (mm/rev) 2 :
=
£
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, negative

Rhombic, with hole
J
ks DNMG 11 04 04 - [ |||
. ' : g Cutting edge length (£) Thick c di Chipbreak
2 55°egatlve \ O @ utting edge length (£) Thickness (s) Corner radius (re) syrlr?bcgﬁa er
LL—{ DNOO | 110400 | 1504101 | 150611
* od1 (mm) 3.81 5.16 5.16
T
[0]
17}
E S 0 d g de
O PD g jooated Cermet
< C O O & = oolholde
= IS : s EEREERE :
5 = v ==
0 0 0000 OO
= =ar==
- » 0404-HRF X! .‘.
5
4 » 0408-HR 0.8 .‘.
n 2 EZ » 060 ;= 0.4 ‘.‘.
% g » 0608-HRF K] (1)
c 1
£ <| |
é 0 01 02 03 04
f (mm/rev)
H HR . D 0404-HRM [ oo
3 D 0408-HRM [OF:} o0
g '§6 ‘ TAC
= Ea D 04 RM R~ .‘. External
- &, | B0 0604-HRM ‘.‘. Toolholder
o
e D 0608-HR .
= 025 5 701 02 03 o4 0.8 ‘.‘. (4-29)
% i f (mm/rev) » 06 R 1.2 L)X ]
=
('S
10
= » 0408 0.8 (]
= 8
s E 6 D 04 1.2 (]
o £
£ 84
=1 . 5
g 2/ .025
0 02 04 0608 1.0
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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jon-terrous Hard
Steel  Stainless Castlron Non-e Suporalioys  Hard

Triangular, with hole TNGG 16 04 04 - DD

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

N

60° O Negative
TNDO [1603000 [ 160400

TN D D od1 (mm) 3.81 3.81

%)
T
o)
7]
ocked grad k=
5 b g
O [=) - o (&)
ppe = e - 3 o 3 2 3 g m 3 e 8 N § h ° - o |_
: Sronobs EE B55E
S 0 0 2Rl Runs o6 |ZZX|F
0 60402-0 0.2 o o0 O
2 _ - s 60404-0 0.4 o o0 O
= © 2
@ A — 6 S 60408-0 0.8 ® e
s N E 0010203 B B
= =N £ a4 604 0 1.2
5| B s
L ] T
e 02 04 06 08 1.0
o &j: f (mm/rev)
N 6040 0 0.2 (J
2 . - 3 60404F-0 0.4 PS
=— © 2
28 A T =T 60408F-0 0.8 (]
ég i € . 7 0040203
c g a_ =
o5l L | §
as w 2 TAC
(72 =
o0& 02 04 06 0.8 1.0 External
a — j
< f (mm/rev) Toolholder
. 650304 0.4 (]
£ 60308R 0.8 d
o % 4 60308 0.8 [
c ] © 2 \
z 60400R 0.03 [
g 015 02 04 06 0.8 1.0
£ n £ (mmrev) 60400 0.03 [
S 2 60402R 0.2 @ 000
'g 6040 0.2 [ o
o
60404F 0.4 o O o 0000
5040/ 0.4 oo o | eoe
50408R-C L oo OC000
60408 0.8 ° @ PS ..|.
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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TAC Inserts, negative
Triangular, with hole . TNGG 16 04 04 - DD

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

2

60° O Negative
TNOO [1604000

TN D D od1 (mm) 3.81

(%)
T
[0)
%)
[ 0 d g de
-_ O oo d Un-
(<'() Coated | Cormet
Ci O olﬂ - ° ole 010
= = p ° 5 & BRI 2 | |o
o blbnlblb b b hl
S 0 ectio o|o|0|o|o|©o I T g I
el | | ] ) =
60404R 0.4 (] (J
s 60404 0.4 (] ®
6 60408R 0.8 (]
%4 6560408 0.8 (]
©

02 04 0.6 0.8 1.0

oy
=\
o TAC
’\47 f (mm/rev) External
P
=\

!
Precision finishing

Toolholder
60402FR 0.2 (J
2 8 6040 0.2 ® (4-30)
cn
%9 i, e 60404FR 0.4 ®
£3 £
S = 60404 0.4 (J
.09’5 o 2
e 60408FR 0.8 (J
o
o= 02 0.4 06 08 1.0 0.8 °
o 60408
f (mm/rev) ’
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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Steel  Stainless

n Nonferrous Superalloys  Hard

Triangular, with hole

TNMG 16 04 04 - [ || |

S
=
6 oo O Ne g ative © T g— Cutting edge length (£) Thickness (s) Corner radius (re) g%%)cgleaker 2
TN D D Lt TN | 11040701 [ 1604010
odi(mm | 226 | 3.81 *
T
o)
7]
= b 0 o le e E
: Seinet | cormet|__J Q
Ci o oS oV o oolholde
= op p 43288823 3 =
o i . P bbb ITT
- e
. 0404 04| @@ |0 .‘
8 0408 08| 0@ |. .‘
g 5040 0.2 ° o | |0
E 5040 04| eo® ° o | |0
2 0 02 04 06 08 1.
T f (mm/rev) 604 12| 000 (J
2
£
'€ 5040 0.4 00
i 10
. 60408 0.8 00
i =z TAC
,- ‘ l. e 604 1.2 000 External
Vo Toolholder
= Il 2l N\
ﬁ 0.2 04 0.6 0.8 1.0 (4-30)
f(mm/rev)
HAMyw B *TNMG160408-AM [KEIC ()
E 8 TNMG160412-AM REINC T
£ it £
= i s IS 6
5 A & S\
£ 2 - : ©
el ® 2
g 025 0702 04 0608 1.0
@ & f (mm/rev)
i.|E.

Note: Chipbreaker cross-sections are of * marked inserts.

@ : Stocked items
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TAC Inserts, negative
Triangular, with hole .. TNMG 16 04 04 - DD

60° Negative
TN L TNCO [ 1103000 [ 11040001 | 1603001 [ 160401
odim | 226 | 226 | 381 | 3.81

2

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

%)
T
@
@
E O e Cl
®) 5 - c Coated |cermed. i)
|§ = oJe cap O O m® 3 2 3 = oolhold
z oss sectio 5|55 & I
||| =
0304 0.4 .‘.Q
o . 0308 0.8 .‘.C
:'?'.,_ 'g 040 0.4 .‘.
of_:’ oo ';5 é;% 0408 0.8 .‘.
T— :—' 0/ 12| @@
0.2 © 02 04 06 08 1.0
’r:%i f (mm/rev) 50404 0.4 .‘... A (]
50408 03 o0eee A | @
604 12 | 000e A
2 © 0408 0.8 o0e TAC
% {ﬁ\ é\s 50404 0.4 00000 External
£ L0 E . Toolholder
5 g 50408 0.8 o000
S 025 ' Z%D—' 60 1.2 o000 (4-30)
.’% 0 02 04 0608 10
f (mm/rev)
P : 50308 0.8 M
- £ 5040 04 @oe® eoc0ce | 000
& 50408 0.8 0@0® oeoccce |00
il 604 12 0l0@® coceoe o
02 04 06 08 1.0
’_\ﬂ,ﬂ? f (mm/rev) 00416 1.6 .‘.‘. 00 (J
60420 2.0 .‘.‘.

@ : Stocked items
Note: Chipbreaker cross-sections are of * marked inserts. A : Discontinued items
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Steel  Stainless

Castlron  Non-ferrous Suporalioys  Hard

Triangular, with hole

TNMG 16 04 04 - [ | |

s
=
600 O N egative I g— Cutting edge length (£) Thickness (s) Corner radius (re) g%%)cgleaker
od1 (mm) 3.81
= H : Coated | Cormet
Ci o oS 0 o Q oolhold
5| Appe ' R 28 | @ | 8o
: 0O o O -~ : : o) x :
e i 2 | 5F
R 04 | (eeee eee || o | | o | [a
, 6040/ 08| | 00 | @00 | o | | |®
£ s0408R-S FAREICOCECCCREEOEED
§4 60408 0.8 o0 000 (] (J
P
0.15
2 0.2 04 0.6 0.8 1.0
5 o f (mm/rev)
5
o
£
2 . 6040 B 0.2 () (] @ TAC
A ge SUARSREE 0.4 i hd ® External
— e N 60404L-P [ o0 ° @ Toolholder
@, |
60408R-P 0.8 () (] @
02 04 06 0.8 1.0 e (4-30)
& f (mm/rev) 60408 0.8 () (J @
o 8 6040 7 02 o
S0 . —
£9 = 60404FR-P ¥ (]
8% —— éA
£ ol o 60404 204 PS
35 CIPEE N
35 | 50408FR-P X! ™
= 0.2 04 06 0.8 1.0 . .
m‘é’: f (mm/rev) 00405 0.8 o

Note: Chipbreaker cross-sections are of * marked inserts.

® : Stocked items
A : Discontinued items

N

TAC Inserts

&
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TAC Inserts, negative
Triangular, with hole “ . TNMG 16 04 04 - DD

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

2

60° O Negative

TN D |:| “L‘ TNOO | 11040001 | 16030101 | 16040001
od1 (mm) 2.26 3.81 3.81

TAC Inserts

a o o
e ; - | S B E e § B8 |90
- 55550bbbnE | ([BE B8 TT
: 0 o === || === = | O (%] 2 |-
A160404 0.4 ..‘.‘. (]
10
: A160408 0.8 oo oo | @
& o A1604 12 oo
o 4 A160416
2 . s : 10 L)
T E= A160420 2.0 000
; 07702 0.4 060810
E f (mm/rev)
S
g
60304 0.4 [ J
2 10
2 5 50308 0.8 °
{= —
(] € A 0404
2 - E® 6 0.4 (] o 00
ic [ o 50408 0.8 (] o 00
2
A1604 1.2 e | o
07702 0.4 0.60.8 1.0
f (mm/rev) 00416 1.6 hd TAC
External
Toolholder
— 10
S 0408 08| @ (4-30)
=X =8
S Ja, |i° snaniu 04| O
2 o 4 50408 08| @
< = °,
b= —
ic & 070204 0608 1.0
f (mm/rev)
o 0408 0.8
£ 10 -
5 o D4 12| @
£ N E D408 0.8 .
S & © O ° o
§5 A =3 B, % 4
E§ & , 004 1.2 (]
[el = .
=) 0.2 o L
£ B 0.2 04 060.8 1.0
o f (mm/rev)
s
£
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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nnnnnnnn Hard
Steel  Stainless  Castiron Non- Suporalioys  Hard

Triangular, with hole .. TNMG 16 04 04 - DD
60° O Negative

L N 1604
TN D D ﬂdEml?n) 3.8?‘:|

N

Cutting edge length (£) Thickness (s) Corner radius (re) Chipbreaker
symbol

2
T
@
@
O ed g gae C
5 Trele . - =
Coated | Cormet (&)
a ert Cat. No o o MR 3 oolholde
5 Appearance P SEREEEES §§8 g o =
= : 5|5 |5 ©|© T I
S ° ° PR RRLZE< 2 F
50404-HRF Q! o0
50408-HRF K o0

Now Ao

01 02 03 04
f (mm/rev)

Finishing
| ] L}
20°
. _ap(mm)
ﬂ

2 60404-HR 0.4 (0
= 8
5 50408-HR 0.8 ()0 J
g 6 TAC
2 £, B 1.2 i External
£ g, Toolholder
) 1
0.25

g’ ) 0 01 02 03 04 (4_30)
5 = f (mm/rev)
€
E

10
o 50408 0.8 (]
£ _8
§ X 604 1.2 ®
£ 84
=
3 2 ’
S| ¥ 025

0 02 04 0608 1.0
f (mm/rev)
Note: Chipbreaker cross-sections are of * marked inserts. @ : Stocked items
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Chapter Composition of T-CBN (PCBN) and T-DIA (PCD) Tools

& T-CBN and T-DIA TAC inserts are arranged by shape as follows:
C(80°), D(55°), T(60°), V(35°), E(75°)

@ In the same shape, inserts are arranged as follows:
Negative inserts (Multi-corner, Single-corner)
Positive inserts (Multi-corner, Single-corner)

Indicates stocked grades
Shown in coloured columns H s
according to ISO application code

. Hard  Superalloys Cast Iron
Cat. No. of T-CBN TAC inserts Materials y
Number of tipped corners
Chapter title 1| ; ; ; ;
T Indicates insert dimensions
— TAC T-CBN (PUBN) Inserts
Indicates negative or positive P INegative type - Milti-corner ¥ A
. o : SSpcgzses ;
Appearance of inserts HHHR s o A
Q 2040 2 127 476 516 02 2.3
Sharp L] 2 127 476 516 04 23|
edge QP 20408 @ 2 127 476 516 08 2.2
2 §12.7 476 516 1.2 2.4
QP A12040 2 127 476 516 02 2.3
General oo 2 127 476 516 04 2.3
purpose QP A120408 LI ) 2 127 476 516 08 2.2
L] 2 127 476 516 1.2 2.4
7 QP GA120404 o® L] 2 §12.7 476 516 04 23|
h\;‘m U] Ll 2 127 476 516 08 2.2
Q G 0 o® L] 2 §12.7 476 516 1.2 2.4
o ®|® 2 2.7 476 516 04 2.3
hHeaW QP 0408 L] o0 2 127 476 516 08 2.2
oning ° oo 2 |27 476 516 12 24
Indicates application area o a Saosui| 113 2fz7 70 10 05 2o e |ag Applicable TAC toolholders
g . QP 0 2 127 476 516 1.2 2.4 &

and SpeCIflcatIOnS iR 2 f27 476 516 04 23
fd‘pg:' QP A120408 ] 2 2.7 476 516 08 2.2
2 127 476 516 1.2 2.4
General QP A12040 @ 2 2.7 476 516 04 2.3
purpose J 2 §12.7 476 516 0.8 Z.gl
4Q 040 @ 4 §12.7 476 516 04 2.3
General 0 4 127 476 516 08 2.2
purpose’ 4QP 0 427 476 516 12 24
- 4 2.7 476 516 04 2.3
] g - o e
QP 040 4 127 476 516 04 2.3
i o 4127 476 516 08 22|

[~ ==) < Symbols of stock status

5113:57] Please refer to wiper type inserts, W, WL, WJ.

Negative insert

il

Standard honing specifications (235 ]

[ G| BXM10]BXM20] BXC50 | 330 [ BX360 0 | BX470 | X480 | B) 3 B
[Fogeie weere] 501325 | 501325 | 501325 |

Specifications of edge ——>[
preparation

EE

3-6

M Ordering information

@ \When ordering, please specify Cat. No., grade, and quantity.
Example: 2QP-CCGW060202 BXM10 1 piece.
¢ Other packing quantity is written separately.



TurnlLine

TAC Inserts
T-CBN / T-DIA

Guidance
M Designation system for TAC T-CBN inserts -+ 3-2
H Selection system for TAC T-CBN inserts by work material ------- - 3-3
B Honing specifications for TAC T-CBN inserts - - oo 3-5
B Wiper insert in TAC T-CBN insert series -~ - oo 3-5
M Outline of T-DIA series 3-12
Products
H T-CBN
TAC inserts Negative type multi-corner type inserts - 3-6
TAC inserts Negative type single cornertype ... 3-9
TAC inserts Positive type multi-corner type inserts ... 3-10
m T-DIA
TAC inserts Negative type withrakeangle - - -+~~~ 3-13
TAC inserts Negative type - 3-13
TAC inserts Positive type withrake angle - ------------ oo 3-14

TAC inserts Positivetype =~ oo 3-14



Designation System for TAC T-CBN (PCBN) Inserts
T-CBN (PCBN)

I Multi-corner type

2 QP-CNGA120404 -L

2

3

© 1SO symbol
O Special feature & chipbreaker

Without |Standard honing

One side L Light honing angle

: Wear resistance priority
Multi-Corner type -H Heavy honing angle

Impact resistance priority

3 w Wiper type insert

W[ |Round wiper type insert
4 Both side
6 Multi-Corner type F Sharp edges

-HF | With chipbreaker
-HM | With chipbreaker

TAC Inserts T-CBN / T-DIA

1 For general turning

TNGA160402 - QBN

T-DIA (PCD)

i Inserts for turning

TPGW110204 - DIA

© 1SO symbol @® TAC T-DIA inserts
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T-CBN (PCBN) Series

W Application area Necessity of PCBN grades @ Features of CBN grades for machining

hardened steel and other hard materials

The condition

material is:
necesszi\(ry to cut
r

Hardness of tool = Hardness of tool X 3

O el the wo Impact resistance
% @ Hardened steel (60HRC)=p» 700 Hv @ Cemented carbide=» 1600 Hv
2 eol- @ PGEN (BX360)3 3300 Hy >
g @Effects of grain size of CBN on surface roughness and cutting speed %
g 55 [~ Ceramic T'CBN [Fine-grained CBN] [Rough-grained CBN] s 3
E= =
o
§ 50 |- £
2 )
£ sl Coated / Cermet @Q O Wear reS|sltance
_— 100
S S| CBN content <
Continuous » Light » Heavy " " i i o
fbupied nieripted e s;z'fpesufﬁnsg“ez;zv_'“d TR .\ B somton o Inrensing meetvouree | P
Cutting mode Good surface roughness Allows high speed machining 9 1mp ~
&
Basic selection of T-CBN grades in machining of hardened steel and hard material [$)
1
'_
® Coated T-CBN grades ® Uncoated T-CBN grades [
For high speeds / Priority on wear resistance in ()
BXIVI10 For high speeds cutting BX310 continuous cutting 2
BX330 For medium speeds / Priority on surface quality Q
BXM20 ror general purpose l<_(

For low to medium speeds / General purpose
BX360 grade, excels in impact resistance

BX380 Forlow to medium speeds / Priority on impact
resistance in heavily interrupted cutting

BXA20 For general purpose

H Application area of coated T-CBN grades

@ Continuous cutting @ Interrupted cutting ( )
- = .
£ o) Co :- Co
£ BXM10 £ BXM20 ___
B’ Continuous g BXM10 Lightly
S ) cutting 5 2004 interrupted
5 200 ——BXM20 3 )
[0 o >
2 1004 £ 1001 =
5 BXA20 3 BXA20 Interrupted
)
ol . : 0
0.15 03 i
Feed: f mmev) Light <————— Interrupted —— > Heavy
BXM10 For high speeds BXM20 For general purpose | BXA20 For general purpose
Longer life at high speed | First choice At low to medium

cutting speeds
Effects of Coated T-CBN grades

@ Protect CBN from oxidation wear
Since the coating layer intercepts air, oxidation wear

of CBN can be prevented. Improved resistance
@ Peeling of coating layer can be protected to flank wear

Hard and deformation resistant CBN is excellent
substrate material.

Effects of coolant in machining of hardened steel

@ Continuous cutting @ Interrupted cutting S
g (T‘ 19 FR—— \‘4 @ In continuous cutting, wet
utting conditions . . .

E o10 ® Work material: Chromium A Cuttlng IS superior to dry
[a1] — 15 lybds teel . . .
> oo Comruons 14 (I8 SOM418), 60 HRC Hoaw oo cutting in tool life for wear.
5 = @ Guting speed: V = 100 m/min @ In interrupted cutting, dry
] Cutting conditions = @ Depth of cut: ap = 0.25 mm . . ’

0.06 9 = 10 f tt t t
T ® Work material: Chromium 8 10 ® Feed: f = 0.15 mm/rev Ccutting Is superior 10 we
o lybdt | . . .
2 oos D oahita 86 HRC = cutting in tool life for
< @ Cutting speed: V/c = 150 m/min 5 5.5 fract
u—ﬂ_s 0.02 ® Depth of cut: ap = 0.25 mm BX360 4 racture.

BX330 @ Feed: f= 0.1 mm/rev 25
0 10 20 30 0
Time in cut (min) Dry Wet

3-3



T-CBN (PCBN) Series

T-CBN series for machining sintered metals

H Application area BX470
@ Ferrous sintered metal @ Valve seat Priority on burr prevention and surface
= 800 < 120 finish
= S
£ 0 Bx4ago = BX480
o ) Priority on wear resistance and
S > versatility
3 2 3
g 8 BX950
g 2 sof BX950
o = For general sintered metal parts
i: % SMF40X0 series material (JPMA standard) g G
[a) o 0 | . ) 0 ,  Diesel engine
AR 55 60 65 300
~ Hardness of work material (HRC) Hardness of work material (Hv)
pd
m
Q
: @®Machining of sintered metal including hard particles
€
o Features of @Features of BX470 and BX480
< BX470 and BX480
Q
< 995 <9
A% %Y $
S ¢ O
O (8 T - The world highest CBN content
Hard particle Binder - CBN grain By increasing CBN content, as a commercially available
Binder phasg are selectively worn away wear of binder layer is suppressed. material.
by hard particles. = Improved wear resistance *as of July 2010

= Wear proceeds with falling-out of CBN grains

M BX480 ( Facing of gears) Il BX470 / BX480 Tool failure after machining sintered metal [l BX470 (Tool life criterion: Burr occurrence)

|2}
b=
4 600
.g' %00 Ve =250 m/ min §
ﬂ:> 250 %
5 200 2 400 —
[o] (e}
E 450 | Vo =120 m/ min i}
u— N Qo
3 100 OB arona! BX480 E 200 — — —
Q After machining After machining b4
g 50 150 pcs. 300 pcs.
z , 0
Conventional grade BX480 BX470 BX480 Competitor A Competitor B
Cutting conditions Cutting conditions Cutting conditions
@® Work material: Sintered metal @ Work material: Sintered metal (>~ HRAG0), @® Work material: Ferrous sintered metal
(> HRA60) Nitriding, Hard particles included @ Cutting speed: Vc = 100 m/min
® Insert: DCMW11T308 @ Cutting speed: Vc = 110 m/min @ Depth of cut: ap = 0.15 ~ 0.3 mm
@ Depth of cut: ap = 0.2 ~ 0.5 mm @ Depth of cut: ap = 0.15 mm @ Feed: f = 0.07 ~ 0.25 mm/rev
® Feed : f=0.07 mm/rev @ Feed: f = 0.1 mm/rev @ Dry and interrupted cutting
@ Coolant : Water soluble type @ Coolant: Water soluble type
@ Interrupted cutting @ Interrupted cutting



Honing specifications

® T-CBN inserts with special honing specifications are made to order. Refer to the following description.

| Designation system for honing |

Honing width W

Example:
Honing width:  0.15 mm
Honing angle:  -30°
i -honi Rake face
With R-honing ® * /
S O 1 5 3 0 Honing angle a G
R-honing 3
Shape Honing width (W) Honing angle (a) Relief face
T --- Chamfered honing <
S .- Chamfered + R-honing @ Symbol =)
E - R-honing alone W e —— a Honing angle | @ Hgnlng spemfllcatlon can be selected in combination £
honing (mm) 10° -10° of items described here. ~
F --- Sharp edges 005 0.05 15° 15° @ Inserts with “R” honing alone are available. %
: - Note: There are unavailable combinations. O
010 0.10 20° -20° For details, ask your nearest Tungaloy sales office. (iR
013 0.13 25° -25° g
015 0.15 30° -30° Honilng sgecirf]ica;iorljs for maclhining hardened %
° ° steels and other hard materials
020 020 35 -35 Standard honing: -25° + R-honing £
40° -40° “-L” honing :-15° + R-honing (@)
“-H” honing 1 -35° + R-honing '<_(

@ Relationship between honing angle and tool life in continuous turning @ Relationship between honing angle and tool life in interrupted turning

150 Cutting conditions 300 Cutting conditions
Workpiece material: Workpiece material:
E 125 Chromium molybdenum steel j/‘ Chromium molybdenum steel
= \ (JIS SCM415), 60 HRC 200 - ¥ (JIS SCM415), 60 HRC
L Insert: TNGN160404 BX360 S Insert: TNGN160404 BX360
° 100 Cutting speed: Vc = 100 m/min 2 / Cutting speed: Vc = 100 m/min
‘© Feed: f = 0.15 mm/rev S 100 Feed: f = 0.15 mm/rev
E 75 Depth of cut: ap = 0.25 mm ° Depth of cut: ap = 0.25 mm
Coolant: Dry Coolant: Dry
50 Tool life criterion: VBmax = 0.15 mm Tool life criterion: Fracture

-15°  -20° -25° -30°

Honing angle

-35°  -40° -15° -20° -25° -30°

Honing angle

Honing: -000°+ R-honing -385° -40°  Honing: -0J0°+ R-honing

@®General rule

¢ For continuous cutting, small honing angle is favorable to minimize wear in general.
e For interrupted cutting, large honing angle is favorable to minimize fracture in general.

T-CBI.\I Series ]
Wiper insert

@A finishing edge (wiper edge) is formed at the point of intersection
between corner radius and straight cutting edge.

Wiper edge geometry

[l Effect of wiper edge

@Doubles the productivity = Reduced machining time
The wiper edge can double the feed rate and moreover does not deteriorate the
surface roughness. (Note: Feed rate: *f < 0.3 mm/rev)

@Superior surface roughness - By integrating roughing and finishing into one
process, productivity can be increased.

Wiper edge

Compared with conventional inserts only with corner radius, surface roughness “—’
can be improved with the wiper edge.

Il Recommended toolholders for wiper-edged inserts

Sectional profile of surface

B Profiles of surface roughness . C : .
machined with conventional insert

Removed

| K K

== N
— — — o
Sectional profile of
surface machined with
wiper insert (" \whan hining

with wiper insert

2QP-CNGA1204*WL (3QP-WNGA080408WL,
95°
ACLNR/L****12-A

2QP-DNGA1504*WJ
93°
ADJNR/L****15-A

3QP-TNGA1604**WG
91°

ATGNR/L****16-A

ATFNR/L****16-A

DTGNR/L*****16
DTFNR/L****16

A**-ATFNR/L16-D***

End cutting
angle

N

o AWLNR/L****08-A

External
toolholder

DCLNR/L****12 | DWLNR/L****08 | DDJNR/L****15

When

hining Internal

A**-ACLNR/L12-D*** | A**-AWLNR/L08-D*** | A***-ADUNR/L15-D***

with conventional
insert
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TAC T-CBN (PCBN) Inserts

INegative type - Multi-corner

O ed grade ) e O
" at. No £8§8288858883 i e e e
0 MmMmMEAEMOEMMEA@OBEOEMEADMOMN J - =
QP 040 2 12.7 476 516 02 23
Sharp QP A 120404 () 2 12.7 476 516 04 23
edge QP A120408 o 2 127 476 516 08 22
QF 04 2 127 476 516 12 24
3 QP A12040 2 127 476 516 02 23
General QF 040 ooo ooo0eoe0e0e0 > 127 476 516 04 23
purpose QP A12040 ooo oooeoeeoe > 127 476 516 08 22
QF 0 oo ooeo0ee0ee > 127 476 516 12 24
g i QP A120404-L [0 ° 2 127 476 516 04 23
t' hoging QF n120408-L [ ° 2 12.7 476 516 08 2.2
> QP A1204 0 ° 2 127 476 516 12 24
o V QF A12040¢ ° o0 2 12.7 476 516 04 2.3
<|_.3 E'oe,f}xé QP A120408 o0 o0 2 127 476 516 0.8 22
2 QF 04 ° o0 2 127 476 516 12 24
o ' QP 0404 o0 2 127 476 516 0.4 2.3 | TAC External
< W('jper QF 0408WL L1OIC 2 12.7 476 516 0.8 2.2 | Toolholder
Q edge QP A1204 eo0 2 127 476 516 12 2.4 (4-28)
P QF 0404 ™ 2 12.7 476 516 04 23
Vgci:%f QP 0408 ° 2 127 476 516 0.8 22
QF 04 ° 2 127 476 516 12 24
General QP A120404 ° 2 12.7 476 516 04 23
purpose QF A 120408 ° 2 12.7 476 516 08 2.2
4QP A12040¢ ° 4 127 476 516 04 23
suerr;%rsaé 4QF 0408 ° 4 127 476 516 08 2.2
4QP A1204 ° 4 127 476 516 12 24
4QF A12040¢ 4 12.7 476 516 04 2.3
t:'eavy @ AQF A120408 4 127 476 516 0.8 22
oning
Te): A1204 4 127 476 516 12 24
Wioer 4QP 0404 ° 4 127 476 516 04 23
edge 4QP 0408 o 4 12.7 4.76 5.16 0.8 2.2
4QP 04 ° 4 127 476 516 12 24

Note: @ : Stocked items
Letter “T” in the first position of Cat. No. shows that the standard packing quantity is 10 pieces.

~_8-5 | Please refer to wiper type inserts, W, WL, WJ.

Negative insert

@d1

Standard honing specifications (2 _8-5 |
Grades | BXM10 [ BXM20 [ BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 [ BX950

[Negative inserts| 501325 | 501325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325 |




INegative type - Multi-corner

TAC T-CBN (PCBN) Inserts

APP apble

TAC External
Toolholder
(4-29)

ocked grade Dime O
” at. No £8§8288858883 D S| 2
= £239522 2353 LI
0 MmMmmeoMoMMEME®OEMOMMEOMN 2 2 c
QP-D 040 2 127 476 516 02 2.7
Sharp QP-DNGA150404 2 127 476 516 04 25
edge QP-D A150408 2 12.7 476 516 0.8 2.1
QP-D \ 2 127 476 516 12 2
IO GINEVTE ele| | (e/e|eeeeee 2 127 476 516 04 25
IS QP-D i |elele eeeeeeee > 127 476 516 08 2.1
QP-DNGA150 oo | o000 @002 127 476 516 12 2
. QP-D 0404-L [0 ° 2 127 476 516 04 25
il @ QP-DNGA150408-L [ J[J ° 2 127 476 516 08 2.1
QP-D \ ° ° 2 127 476 516 12 2
QP-DNGA15040 ° 0 2 127 476 516 04 25
Hoavy QP-DNGA150408 oo oo 2 127 476 516 08 2.1
QP-DNGA150 ° oo 2 127 476 516 12 2
Winer QP-D 0404wy YOI0 2 127 476 516 04 23
edge QP-D 0a08wJ (LI 2 127 476 516 08 2.1
QP-D 0604 10 2 127 635 516 04 25
General QP-DNGA150608 [ J0J 2 127 635 516 08 2.1
purpose
QP-D 06 oo 2 127 635 516 12 2
4QP-DNGA15040/ ° 4 127 476 516 04 25
General @ 4QP-D 0408 ° 4 127 476 516 08 2.1
purpose
AQP-DNGA150 ° 4 127 476 516 12 2
Note:

~_3-5 | Please refer to wiper type inserts, W, WL, WJ.

Negative insert

@d1

Standard honing specifications (2 _8-5 |

Grades | BXM10 | BXM20 | BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950

[Negative inserts| 501325 | 501325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325 |

@ : Stocked items

W

TAC Inserts T-CBN / T-DIA



TAC T-CBN (PCBN) Inserts

INegative type - Multi-corner

ocked grade ) e O ADD hle
ple ape 3 29 Qc 0000 O¢ 0 0
on| 7 " AL i s ongin 1,10
0 M MmobmonoMma@HaonoaomamamaM 00 U
Sharp QP 60404 ° 3 9525 476 3.81 0.4 22
edge QP 60408  J 3 9.525 476 3.81 0.8 1.9
QP L eleje| e/e/eeeeee 30525476 381 04 22
S Sl elele| |elee/eleeee 3 o525 476 381 08 1.9
QP 604 o o0 00000 eee 3055476 381 1.2 24
3 , QP-TNGA160404-L [ ° 3 9525 476 3.81 04 22
el é QP-TNGA160408-L [ JILJ ° 3 9525 476 381 08 19
QP 60 o0 ° 3 9525 4.76 3.81 1.2 2.4 | TAC Extemal
< QF 50404 ° 0 3 9525 476 381 0.4 22| e
e hoay QP 60408 o0 oo 3 9525 476 3.81 08 1.9
< QP 604 30 ) 3 9525 476 381 12 24
Z Wiper QF 60404 L) 3 9525 476 3.81 04 24
0 edge QP 60408WG [J[) 3 9525 476 3.81 0.8 22
- cereral 6QP-TNGA160404 ° 6 9525 476 3.81 04 22
T DUrpose 6QP 60408 ° 6 9.525 476 3.81 08 1.9
UC) N
0
<

INegative type - Multi-corner, Hard Breaker

Specifi-
cation

Cat. No.

Stocked
grades

No. of
corner

Dimensions (mm)

Corner
radius
re

Applicable
TAC
toolholders

With chip- A 3QP-TNGM160408-HF ) 3

SEELC i la— N 3QP-TNGM160412-HF I} 3 9525 4.76  3.81 1.2 2.4 TAC External
Toolholder

With chip- A 3QP-TNGM160408-HM I ) 3 9525 476 3.81 0.8 1.9 (4-30)

breaker | 5 KBV EIPRIYE @ =

Negative insert

@d1

@ : Stocked items

Standard honing specifications

2 35 |

Grades | BXM10 | BXM20 | BXC50 | BX310

BX330 | BX360 | BX380 | BX470 | BX480 | BX910 | BX930 | BX950

[Negative inserts| 501325 | S01325 | S01325 | 501325

S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325 |




TAC T-CBN (PCBN) Inserts

INegative type - Single corner

Stocked

Dimensions (mm)

Applicable

Application
TAC

& Shape - . Hole | Corner

radius | length

features g toolholders
& od
CNGA120402-QBN ° 1 127 476 516 02 4.1
CNGA120404-QBN ° 1 127 476 516 04 40 Tfr\goﬁ]fggf'
CNGA120408-QBN o 1 127 476 5.16 08 3.9 (4-28)
Finisr&ing CNGA120412-QBN ° 1 127 476 516 12 39 3
. :
S eutting | DNGA150402-QBN [} 1 127 476 516 02 43
DNGA150404-QBN ° 1 127 476 516 04 4.1 TAC External
Toolholder <
DNGA150408-QBN ° 1 127 476 5.16 08 38 (4-29) )
DNGA150412-QBN ° 1 127 476 516 12 3.4 i
TNGA160402-QBN ° 1 9525 476 3.81 02 44 z
Finishing TNGA160404-QBN ) 1 9525 476 3.81 04 42 TAC External O
to medium Toolholder [
cutting TNGA160408-QBN ° 1 9525 476 3.81 08 4.0 (4-30) *
TNGA160412-QBN ° 1 9525 476 381 12 37 §
C
: Stocked it -
@ : Stocked items 2
|_

Negative insert

@d1

Standard honing specifications (2_3-5
[ arades |BXM10[BXM20 [ BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 [ BX910 [ BX930 | BX950 |
[Negative inserts| S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | S01325 | T01315 | S01325 | S01315 | S01315 | S01325 |
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TAC Inserts T-CBN / T-DIA

TAC T-CBN (PCBN) Inserts

I Positive type - Multi-corner (G class)

Stocked grades Dimensions (mm)

g - Applicable
SCF::%:- Shape Cat. No. = g § E 3’?5‘5‘; ::?2:?2 Tn'é'?'s‘ Igi?f ' TAC
X é é 9 ad s ad1 re toolholders
1QP-CCGW03X102 el®/1 7° 357 139 19 02 1.4
General 1QP-CCGWO03X104 ®e® 1 7° 357 139 19 04 13 T%%':;i;’;f'
purpose 1QP-CCGW04T102 ®® 1 7° 437 179 23 02 19 (5-16)
1QP-CCGWO04T104 @@ 1 7° 437 179 23 04 18
2aP-ccawo60202 ] 2 70 635 238 28 02 28|
conera oo [l lee® (@2 7° 635 238 28 04 23 4-15)
DUrDose 2QP-CCGW09T302 2 7° 9525 397 44 02 23
el ieecigk . l@|ee (@2 7° 9525 397 44 04 23 | AC '“tef(gﬂg)‘m'm'def
el NelociEiEi N e@® (@2 7° 9525 397 44 08 22
conoral 2apP-pcawo70202 JOD 2 7° 635 2338 28 02 27
Durmose el ol Nle@® (@2 7° 635 238 28 04 25 TAC Extornal
2QP-DCGWO070208 ® 2 7° 635 2338 28 08 25 Toolholder
Sharp 2QP-DCGW11T302F @2 7° 9525 397 44 02 27 (4-18)
edge 2QP-DCGW11T304F ® 2 7° 9525 397 44 04 25 TAG Internal
2QP-DCGW11T302 [JOJ 2 7° 9525 397 44 02 27 Toolholder
e, 2aP-DCGW11T304 (] @2 7° 9525 397 44 04 25 5-18)
el ivolcAEREl o|@@ (@2 7° 9525 397 44 08 2.1
1QP-EPGW03X102 e(@|1 11° 357 139 19 02 1.4
General 1QP-EPGWO03X104 e® 1 11° 357 139 19 04 1.3 TAC Internal
purpose 1QP-EPGW040102 e 1 11° 397 159 23 02 17 v
1QP-EPGW040104 @@/ 1 11° 397 159 23 04 1.6
2QP-VBGW110302 2 5° 635 318 28 02 3.5 | 1ac External Tooholder
General 2QP-vBGW110304 LIOJC 2 5° 635 318 2.8 04 3.1 (4-24)
purpose 2aP-vBGW110308 I 2 5° 635 318 2.8 08 22 |TAC Inter(r;alz;;)olholder

@ : Stocked items

Positive insert

Standard honing specifications (2_3-5
[ arades |BXM10[BXM20 [ BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 [ BX910 [ BX930 | BX950 |
[Positive inserts | $01325 | S01325 |  — | 500515 | S00515 [ S00515| - [ T01315] - [ S01315 | S00515 | S00515 |
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TAC T-CBN (PCBN) Inserts

I Positive type - Multi-corner (M class)

2k X X X X X il oolholde
0 ommmmo 30 o a
o QP 060202 JLIC 2 7° 635238 28 0.2 23| 1acEdernal Toolholder
Fc';“a'rs]’;'r’;? @ QP il eolelelele |2 7° 635238 28 04 23 (4-15)
purpose QF EZS 00 e e e |2 7° 9525397 44 04 23 | TAC Internal Toolholder
QP 0971308 IO 2 7° 9525397 44 0.8 22 (5-16)
QP-D 070202 OIS 2 7° 635 238 2.8 02 27 3
Finishing QP-D il lelelee® |2 7° 635238 28 04 25| TAC Exte(rgﬂgoolholder
General @ QP-D 02 0 2 7° 9525397 44 02 27 <
purpose QP-D . |lele|@|®|® |2 70 9525397 44 04 25| "CMerR foohnolder 3
QP-D 08 (O 2 7° 9525397 44 08 21 =
. QP-VE 0304 L1000 2 5° 635318 28 04 3.1 | 1ac External Toolholder Z
inishing QP-VE 0308 2 5° 6.35 3.18 2.8 08 22 (4-24) O
General @ ooeeo H
purpose TAC Internal Toolholder g
(5-23)
Fci;niShin? Q-CCMWO060204 ([ ] 1 7° 635238 28 04 25 TAC External Toolholder 6
enera Q-CCMW09T304 ° 1 7° 9525397 44 04 25 (4-15) I
purpose [
. TAC Internal Toolholder
Packing Qty: (5-16)
2 pcs.

@ : Stocked items

Positive insert

Standard honing specifications (2_3-5
[ arades |BXM10[BXM20 [ BXC50 | BX310 | BX330 | BX360 | BX380 | BX470 | BX480 [ BX910 [ BX930 | BX950 |
[Positive inserts | $01325 | S01325 |  — | 500515 | S00515 [ S00515| - [ T01315| - [ S01315 | S00515 | S00515 |

3-11



PCD grades
T-DIA series

More expanded product line allows T-DIA tools to be
applied to wider work materials and cutting conditions.

3

I Features and applications (Physical and mechanical properties)

<
Q
|_
P Super fine grained grade. Fine grained grade. High purity grade for Highly wear resistant grade
Propert 8 At
8 TP Excels in surface finish. Excels in surface finish. General purpose grade hard materials for special applications
Approx.
o | <1 45 45
(/)] (um)
|5 Harenessl 6000 12000
Uc) v (Harder)
- Wear .
SR e e
Ii Grindability
T petier i —
sharpness)

Note: T-DIA grades are not suitable for ferrous materials (such as hardened steel, child cast iron), and Ni- or Co-base super alloys.

I Cutting performance (Wear resistance)

When machining aluminium alloy: ~ Continuous external turning

'g 0.051 @® Work material: 10 % Si, aluminium alloy
= - @ Insert: SPGN120308-DIA

> 004¢ @ Toolholder: CSBPR2525M4

.’g 0.03| @ Cutting speed: V¢ = 500 m/min

S 002l @ Feed: f = 0.1 mm/rev

g ' @ Depth of cut: @p= 0.5 mm

x 0014 H ﬂ ﬂ @ Coolant: Dry cutting

= ® Time in cut: 30 min

DX120 DX140 DX160

I Grade selection guide DX120

Excels in cutting-edge

sharpness and impact
resistance.

DX160

@ For precision machining
® When good surface finish is

DX140

. f required.
Basic selection ® When interrupted cutting is
(General purpose grade) involved.

>

® When machining hard materials such
as high silicon aluminium alloys
(Si >12 %)

@ Simultaneous machining of aluminium
alloy and cast iron.

® When high wear resistance is required.

Superior wear
resistance

Q Standard cutting conditions for turning

DX180

> g

® When requiring higher wear
resistance than DX160
(such as when machining
highsilicon materials,
cemented carbides,
semi-sintered ceramics, etc.)

pecial purpose
grade

. Cutting speed Depth of cut Feed Grade applicability
Work material Vo (m/min) ap (mm) f (mm/rev) DX110 | DX120 | DX140 | DX160 | DX180

Aluminium alloys (Si <12 %) | 1500 (1000-2500) | 0.5 (0.05-2.0) 0.1 (0.05-0.2) O O O

Aluminium alloys (Si >12 %) | 600 (400-800) 5 (0.05-2.0) 1(0.05-0.2) ©) ©)

Copper, brass 800 (500-1500) 0.5 (0.05-2.0) 1(0.05-0.2) O O O

Phosphor bronze 400 (300-500) 5 (0.05-2.0) 0.1 (0.05-0.2) O O @)

Carbon, graphite 400 (300-500) 5 (0.05-2.0) 1 (0.05-0.2) O

FRP 700 (500-1000) 2(0.05-0.5) | 0.05(0.03-0.1) O o O

Plastics 700 (500-1000) 2 (0.05-0.5) 0.03 (0.01-0.05) O @) O

Cemented carbides (D40 ~ D60) 15 (10-20) 0.1 (0.05-0.2) 0.03 (0.01-0.05) O @)
Semi-sintered ceramics 130 (100-150) 5 (0.05-2.0) 0.05 (0.03-0.1) @) ©

3-12
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TAC T-DIA (PCD) Inserts

INegative type (with rake angle)

Application
&
features

Shape '

Stocked grades

Cat. No. l ility Better  Wear resi Highev’

DX120 | DX140 | DX160

Dimensions (mm

Applicable
toolholders

3

S a
CNMM120402-DIA ° 12.7 4.76 5.16 0.2 35
@ CNMM120404-DIA ° 12.7 4.76 5.16 0.4 3.5 TAC External
Toolholder
(4-28)
DNMM150402-DIA ° 12.7 4.76 5.16 0.2 3.3
Finishing DNMM150404-DIA ° 12.7 4.76 5.16 0.4 3.1 TAC External
!_ow Toolholder
resistance (4-29)
TNMM160402-DIA ° 9.525 476 3.81 0.2 3.3
é TNMM160404-DIA ° 9525 4.76 3.81 04 33| TACExtemal
Toolholder
(4-30)
INegative type

Application

&
features

Finishing
to medium
cutting

Shape '

D>

Stocked grades

Cat. No.

CNGA120404-DIA [ ]
CNGA120408-DIA [

Dimensions (mm

12.7 4.76

Applicable
toolholders

TAC Inserts T-CBN / T-DIA

DNGA150404-DIA ° °

DNGA150408-DIA °

TNGA160404-DIA ° °
A TNGA160408-DIA ° °

v

12.7 476 516 0.8 34 TAC External
Toolholder
(4-28)
12.7 476 516 0.4 31
12.7 476 516 0.8 2.8 TAC External
Toolholder
(4-29)
9.525 4.76 3.81 04 3.2
9.525 476 3.81 0.8 29 TAC External

Toolholder
(4-30)

@ : Stocked items
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TAC T-DIA (PCD) Inserts

I Positive type (with rake angle)

Application
&
features

3

Finishing
Low
resistance

Shape ' Cat. No.

CCMT060202-DIA
CCMT060204-DIA
CCMTO09T302-DIA
CCMTO09T304-DIA
DCMT070202-DIA
DCMT070204-DIA
DCMT11T302-DIA
DCMT11T304-DIA
TCMTO080202-DIA
TCMT080204-DIA
TCMT110202-DIA
TCMT110204-DIA
TCMT110302-DIA
TCMT110304-DIA

Stocked grades

Sharpenability Better ~ Wear resistance Higher

DX120 | DX140

DX160

Dimensions (mm)

Inner | Thick-

circle | ness

7° 6.35 2.38

2.4

Applicable
toolholders

TAC External

° )
° 7° 635 238 2.8 04 24| “aum
° 7° 9525 397 44 02 24 TAG Internal
oolholder
o 7° 9525 397 44 04 24 (5-16)
° 7° 635 238 28 02 23 | TACExema
o 7° 6.35 238 2.8 04 21 (4-18)
o 7° 9525 397 4.4 02 32 TAG Internal
Toolholder
° 7° 9525 397 44 04 30 (5-18)
° 7° 476 238 27 02 22 | TACExternal
o 7° 476 2.38 27 04 20 Toolholder
) 7° 6.35 238 28 02 24 (4-23)
o 7° 6.35 238 28 04 22| TACInternal
o 7° 635 3.18 28 02 24 Toolholder
o 7° 6.35 3.18 2.8 04 22 (5-20)

TAC Inserts T-CBN / T-DIA

I Positive type

Application
&

Stocked grades Dimensions (mm

ility Better Wear resi: Higher,

Applicable

3-14

n di
features DX120 \DX140 \DX160 radius | length toolholders
EPGWO040102-DIA ° 11° 397 159 23 02 20
Finishing EPGWO040104-DIA ° 11° 397 159 23 04 1.9 TAC Internal
to medium Toolholder
cutting (6-25)
DCGWO070200-DIA ° 7° 6.35 2.38 2.8 0.05 2.4
TAC External
DCGW070202-DIA K ) ° 7° 6.35 2.38 2.8 02 23 Toolholder
tgingiiﬁgn DCGWO070204-DIA ° 7° 6.35 2.38 2.8 04 21 (4-18)
cutting DCGW11T302-DIA ° 7° 9525 397 4.4 02 32 TAC Internal
DCGW11T304-DIA ° 7° 9525 397 44 04 3.0 Toghfgef
DCGW11T308-DIA ° 7° 9525 397 4.4 08 27

@ : Stocked items






Chapter Composition of TAC External Toolholders

€ New and main products are arranged by the insert shape to be used. In the same group, they are arranged by the cutting edge style.
@ Other products are arranged by the series.

Dimensions of toolholders

Cat. No. of TAC toolholders — Cat. No. of applicable inserts

Indicates machining type Features of the toolholder

Indicates designation of tool type
are shown ‘

MINIFTURN J-SERIES

pu v
> FSIE Y GI M External turning and facing PG Back tuming ) ( )
—=p— . Without offset & .
F & -l S

L1
©oh - c.\,p,

Can be wrenched from back side
With double socket torx scrow.

m

Gutting edge styie L2

Right-hand (R) shown

b

Right-hand (R) shown

) Stock Tmensions (mim) o Parts Toraue
Cat. No. B Insert Tamoing sorow Wrenoh
R LAh b L Lo m_f Qlamping screw_Wrench _ (N-m) b Stock Dimensions (mm) Applicable  Clamping Wrench
4 S R/L1010X0 ® @ 10 10 120 11 10 10§ 0.2 §WXGUO0403"L/R | SR34-514 T7F 09 : R L h b L L2 a M f inserts screw 4
o o2 12 85 11 12 12] 02 JwxGu0403~L/R | SB34-514 T7F 09 "L e @ @ 10 10 125 29 67 10 57 JXBRAS™ CSTB-4SD T-8F  (1-8L)
S R 0 e e Ji2 12 120 11 12 12§ 0.2 §WXGUO0403"L/R 14-514 T7F 09 ® @ 12 12 125 29 67 12 7.7 JXBR/L8™*  CSTB-4SD  T-8F (T-8L)
® o JJ16 16 120 13 16 16§ 0.2 §WXGUO403"L/R § SR34-514 T7F 09 JSXBR/L1616K8 ® @ 16 16 125 29 64 16 117 JXBRAS™  CSTB-4SD T-8F (T-8L)
s XR/L2020H0 ® @ 20 20 100 13 20 20§ 0.2 QWXGUO0403"L/RJ SR34-514 T-7F 09 ® @ 20 20 125 29 64 20 157 JXBR/L8™  CSTB-4SD T-8F (T-8L)
@FRight-hand taolnolders (R) are used with et-hand nserts (0 ® ® 25 25 125 20 64 25 207 JXBRAS™ CSTB-4SD T-8F (8L
@ Left-hand toolholders (L) are used with right-hand inserts (R)
N Applicable inserts 1 JXB-type inserts (with sharp edges)

B Dimensions (mm] Stock \
A cat.No. wax. | Coated _Cermet Uncoated)
- od T re depn J7a0  NSS30  THI0
o R L R L R L
NI GV W External turning and facing s 597 003 55 TEEa —
~T—— > Without offset 8 397 005 55 @ ® 4. .
L BR/LB010 8 397 01 55 e e @ oo
L 8 397 015 55 e @ ° o
> Ed - a
| A95° ] JXB-‘ Le inserts (with honed edges)
ting edge style Goated Germel Uncoated
Gutting odge se L2 Right hand (%) shown CalNo. i v deh e Nes O
Stock _ Dimensions (mm) ooig, Parts Torque o R LR U R L
Cat. No. s Insert —
RLhb L Lamf 7 Lover pin PPG — Wrench (. JXBR/LED0S 8 997 005 55 @ @
EEGEGIT @ @ 1010 120 11 10 10 0.2 WXGUO403“L/f(SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9 8 397 01 55 © @
@ @ 1212 85 111212 02 WXGU0403"L/ SLLV-2 SL-PI-2 SRI0400611 HW2.0/5RED 0.9 JXBR/LED15 8 397 015 55 e @

A

AU GUEPP T @ @ 12 12 120 11 12 12 0.2 WXGUD403“L/H SLLV-2 SL-PI-2 SR10400611 HW20/5 RED 0.9

@ @ 1616 120 13 16 16 0.2 WXGUD403"L/RSLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED_0.9
—_

@ Right-hand toalholders (R) are used with left-hand inserts (1)
@ Lot hand toalaiders (1) are used withright-hand insers (7)

'o Slwkeﬂﬁems' @ brocked tems

48 A 4-33

Cat. No. of applicable TAC inserts
Symbols of stock status Cat. No. of left and right hand inserts

are mixed in one line.

Example: JXGR/L8150FA

Replacement parts

Typical application is
illustrated. Stocked Grades

B Ordering information

@ When ordering a J series toolholder, please specify Cat. No. and quantity.
Example: JSSCLCR1212H09 1 piece
e Standard packing quantity is 1 piece
* [nserts must be ordered separately

@ When ordering a J series TAC inserts, please specify Cat. No., grade and quantity.
Example: JXGR8150FA J740 10 pieces
e Standard packing quantity: 10 pieces
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Types and application of TAC External Toolholders

@ For Facing
Positive insert ‘

JSCFCR/L JSDFCR/L
(P.4-18) (P.4-22)

Shank size Shank size

12 ~ 16 mm 12 ~ 16 mm
Screw-on Screw-on
clamping clamping

With offset With offset

; ©

4

@ For External

g Turning

% Positive insert | Negative insert
% JTTACR/L JSTACR/L JSCGCR/L JSCACR/L JTTANR/L
o (P.4-23) (P.4-23) (P.4-17) (P.4-17) (P.4-30)

': Shank size Shank size Shank size Shank size Shank size
g 8 ~ 16 mm 8 ~ 16 mm 12 ~ 16 mm 8 ~12mm 12 ~ 16 mm
) Back side Screw-on Screw-on Screw-on Back side
£ clamping clamping clamping clamping clamping
i Without offset Without offset With offset Without offset Without offset
2 5

g S| > ©

@ For External

Turning and
Facing
Positive insert
JPWL2XR/L JSWL2XR/L JSWLXR-F JTCL2CR/L JSCL2CR/L JSCLCR-F JSCLCR/L
(P.4-8) (P.4-8) (P.4-9) (P.4-15) (P.4-15) (P.4-16) (P.4-16)
Shank size Shank size Shank size Shank size Shank size Shank size Shank size
10 ~ 16 mm 10 ~ 20 mm 10 ~ 16 mm 8 ~ 16 mm 10 ~ 16 mm 12 ~ 16 mm 8 ~16 mm
Side-clamping Screw-on Screw-on Back side Screw-on Screw-on Screw-on
Without offset clamping clamping clamping clamping clamping clamping

Without offset With offset Without offset Without offset With offset With offset

o | e o] | ¢ C

Positive insert | Negative insert
JSVL2PR/L JTTLNR/L PTL2NR/L JTCL2NR/L PCLNR PCL2NR
(P.4-27) (P.4-31) (P.4-31) (P.4-29) (P.4-28) (P.4-28)
Shank size Shank size Shank size Shank size Shank size Shank size
10 ~ 16 mm 12 ~16 mm 20 mm 12 ~ 16 mm 20 mm 20 mm
Screw-on Back side Lever-lock Back side Lever-lock Lever-lock
clamping clamping clamping clamping clamping clamping
Without offset Without offset Without offset Without offset With offset Without offset

)

4-2



Types and application of TAC External Toolholders

@ For External Profiling

JPDJ2XR/L
(P.4-10)
Shank size
10 ~ 16 mm
Back side
clamping
Without offset

9

JSDJ2XR/L
(P.4-10)
Shank size
10 ~ 20 mm
Screw-on
clamping
Without offset

Positive insert

JTDJ2CR/L JSDJ2CR/L
(P-4-19) (P.4-18)
Shank size Shank size
8 ~ 16 mm 8 ~ 12 mm
Back side Screw-on
clamping clamping
Without offset Without offset

~,

JSDJCR-F
(P-4-19)
Shank size
10 ~ 16 mm
Screw-on
clamping
With offset

JSDJCR/L
(P.4-20)
Shank size
8 ~ 16 mm
Screw-on
clamping
With offset

)

Positive insert

JSDNCN JSDN3CR/L JSDJXR-F JPVJ2XR/L JSVJ2XR/L JSVJ2BR/L
(P.4-21) (P.4-21) (P.4-11) (P.4-12) (P.4-12) (P.4-24)
Shank size Shank size Shank size Shank size Shank size Shank size
8 ~ 16 mm 12 ~16 mm 10 ~ 16 mm 10 ~ 16 mm 10 ~ 20 mm 10 ~ 16 mm
Screw-on Screw-on Screw-on Back side Screw-on Screw-on
clamping clamping clamping clamping clamping clamping

With offset With offset With offset Without offset Without offset Without offset
,
.©. N &)
) | )
/ |
Positive insert
JSVABR/L JSVP2PR/L JSVNBN JSVJBR/L JSVJBR-F JSVUXR-F
(P.4-26) (P.4-27) (P.4-26) (P.4-24) (P.4-25) (P.4-13)
Shank size Shank size Shank size Shank size Shank size Shank size
10 ~ 16 mm 10 ~ 16 mm 10 ~ 16 mm 10 ~ 16 mm 12 ~16 mm 10 ~ 16 mm
Screw-on Screw-on Screw-on Screw-on Screw-on Screw-on
clamping clamping clamping clamping clamping clamping
Without offset Without offset With offset With offset With offset With offset
A ©
Positive insert Negative insert \
JS-SDUCL JS-SDUXL JS-SVUXL JTDJ2NR/L PDJNR
(P.4-22) (P.4-14) (P.4-14) (P.4-30) (P.4-29)
Shank size Shank size Shank size Shank size Shank size
©19.05 ~ 25.4 mm 14 ~ 25.4 mm 15.9 ~ 25.4 mm 12 ~ 16 mm 20 mm
Screw-on Screw-on Screw-on Back side Lever-lock
clamping clamping clamping clamping clamping
With offset With offset With offset Without offset With offset
2| B
o NN @\

N

TAC External Toolholders
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Types and application of TAC External Toolholders

@ For External Turning and Facing

JTCL2C JSCL2C JSVL2P JSCLC JPWL2X JSWL2X
(P.4-15) (P.4-15) (P.4-27) (P.4-16) (P.4-8) (P.4-8)
Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95°
Back side Screw-on Screw-on Screw-on Side-clamping Screw-on
clamping clamping clamping clamping Without offset clamping
Without offset Without offset Withﬁoﬂ)ffiet With offset Without offset

4

Negative insert

JTCL2N PCLNR PCL2NR JTTLN PTL2N
(P.4-29) (P.4-28) (P.4-28) (P4-31) (P4-31)
) Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95° | Cutting edge angle: 95°
[0 Back side Lever-lock Lever-lock Back side Lever-lock
S clamping clamping clamping clamping clamping
_8 Without offset With offset Without offset Without offset Without offset
(Tg 1950 :
[ 950 1 1
g - ] ©
5 9 = - 2
- 5° <] 5 o
a5 — 95 95
O —
<
|_
@ For Facing
JSCFC JSDFC
(P.4-18) (P.4-22)
Cutting edge angle: 91° | Cutting edge angle: 91°
Screw-on Screw-on
clamping clamping
thh offset With offset

|
\91"
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Types and application of TAC External Toolholders

@ For External Turning and Profiling

JSDNCN JSDN3C JTDJ2C JSDJ2C JSDJC JSVNBN
(P.4-21) (P.4-21) (P.4-19) (P.4-18) (P.4-20) (P.4-26)
Cutting edge angle: 62.5°|Cutting edge angle: 62.5°| Cutting edge angle: 93° | Cutting edge angle: 93° | Cutting edge angle: 93° [Cutting edge angle: 72.5°
Screw-on Screw-on Back side Screw-on Screw-on Screw-on
clamping clamping clamping clamping clamping clamping

With offset With offset Without offset Without offset With offset With offset

62.5°
| »S
’— ©
| 62.5°

N

Positive insert

JSVJ2B JSVJB JSVAB JS-SDUCL JSVP2P JS-SDUXL
(P.4-24) (P.4-24) (P.4-26) (P.4-22) (P.4-27) (P4-14)
Cutting edge angle: 93° | Cutting edge angle: 93° | Cutting edge angle: 91° | Cutting edge angle: 93° | Cutting edge angle: 117.5°| Cutting edge angle: 93°
Screw-on Screw-on Screw-on Screw-on Screw-on Screw-on
clamping clamping clamping clamping clamping clamping

Without offset With offset Without offset With offset Without offset With offset

\

| —L y50° -

91° \y - @“:

P

TAC External Toolholders

JS-SVUXL JPVJ2XR/L JSVJ2XR/L JPDJ2XR/L JSDJ2XR/L
(P4-14) (P4-12) (P4-12) (P4-10) (P4-10)
Cutting edge angle: 93° | Cutting edge angle: 93° | Cutting edge angle: 93° | Cutting edge angle: 93° | Cutting edge angle: 93°
Screw-on Back side Screw-on Back side Screw-on
clamping clamping clamping clamping clamping
With offset Without offset Without offset Without offset Without offset

Negative insert

JTDJ2N PDJNR
(P.4-30) (P.4-29)
Cutting edge angle: 93° | Cutting edge angle: 93°
Back side Lever-lock
clamping clamping

Without offset With offset

AN (3 N0
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Types and application of TAC External Toolholders

@ For External Turning

4

TAC External Toolholders

Positive insert | Negative insert
JSCAC JTTAC JSTAC JSCGC JTTAN
(P.4-17) (P.4-23) (P.4-23) (P.4-17) (P.4-30)
Cutting edge angle: 90° | Cutting edge angle: 91° | Cutting edge angle: 91° | Cutting edge angle: 91° | Cutting edge angle: 91°
Screw-on Back side Screw-on Back side Back side
clamping clamping clamping clamping clamping
Without offset Withqut off§et Withqut oﬁ§et With offset Without offset
5>
91 AN 91X 91° N\ 97‘
L - L
~_

JS-TBL3
(P.4-34)
Screw-on
clamping
With offset

@ For Back turn

JSTB
(P.4-34)
Screw-on
clamping
Without offset

%r

ing

JSEG
(P.4-35)
Screw-on
clamping
Without offset

JSXB
(P.4-33)
Screw-on
clamping
Without offset

4-6

@ For Frant and reverse Turning

JSXG
(P4-32)

Screw-on
clamping
Without offset

*Te




Structures and features of TAC External Toolholders

Clamping Mechanism and Features

External turning

Appearance

Clamping
mechanism

Features

® Available in small to medium shank sizes and abundant
cutting edge styles

® The smaller shank size toolholders are best suitable for
CNC automatics and other small lathes and larger sizes are
usable for general purpose lathes.

® Secure insert fastening by highly durable torx screw

JP

® Newly developed toolholders with easy operation for Swiss
machines with small inlet.

® Clamping can be operated from both front and back side of
toolholder.

® No removing parts when insert indexing.

JT

® Good operability for indexing the insert in limited space
such as on gang tooling type lathes

® Good handling allows operating the clamping screw from
back side of the toolholder

® Available shank height : 8, 10, 12 and 16 mm

JS-

SDUCL

(Round shank)

P

Lever lock

Special machining

Frontand .
reverse turning

Grooving and
parting off

® Round shank type for small lathe
® For external copying
® Shank dia: 19.05 ~ 225.4 mm

® High indexing accuracy due to a 2 face restraining
mechanism and exhibits excellent performance with NC
lathe and special purpose machines.

® The insert is clamped with a both end torx screw, resulting
in easy and rapid changing or indexing of the insert. (Can
be operated from the back side with a both end torx screw.)

® Applicable for front, reverse turning, grooving and parting
off by changing insert

® Max. groove depth is 6.0 mm

Back turning

Threading

® The insert is clamped with a both end torx screw, resulting
in easy and rapid changing or indexing of the insert. (Can
be operated from the back side with a both end torx screw.)

® Applicable for back turning and threading by changing
insert

® The inserts for threading are two corner type. Applicable
for 60° threads of 0.5 to 1.0 mm pitches.

® Applicable for back turning

® The insert is clamped with a both end torx screw, resulting
in easy and rapid changing or indexing of the insert. (Can
be operated from the back side with a both end torx screw.)

® Three corner type insert

(Round shank)

® Round shank type for small lathe
® For back turning
® Shank dia: 19.05 ~ 225.4 mm

JSEG

® Applicable for back turning
® Max. Parting off dia: 3 mm
® Two corner type insert

N

TAC External Toolholders



ORCE

MINIFTU2N

[TuUNGALOY

"'/ %) {;7/ M External turning and facing

[ - . L1 _ Without offset
* L2

-

il WP #—é%" . -
~d ¥ =1 A -

Cutting edge style |2 Right-hand (R) shown

Stock Dimensions (mm) = Parts Torque

Cat. No. radius Insert

R L

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

4

h b L1 L2 h f re Clamping screw Wrench (N-m)
JSWL2XR/L1010X04
JSWL2XR/L1212X04 12 12 120 11 12 12 0.2 WXGUO0403**L/R  SR34-514 T-7F 0.9
16 16 120 13 16 16 0.2 WXGUO0403**L/R  SR34-514 T-7F 0.9

New JSWL2XR/L2020H04 ® ® 20 20 100 13 20 20 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)

TAC External Toolholders

M| -1""/ %) ;7| |l External turning and facing

] N 95° 3 L1 Without offset
- <L2
- - A -
\‘éoA/ A/‘gso
3 gl |° / =y
Cutting edge style L2 Right-hand (R) shown
Cat. N Stock Dimensions (mm) S nsert Parts Torque
. No. i nse -
an e RLhb L Lah f R Lever Pin  C@MPNg  Wrench (N.m)

® @ 1010 120 11 10 10 0.2 WXGUO403*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
® @ 1212 85 1112 12 0.2 WXGUO0403"L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5 RED 0.9
® @ 1212 120 11 12 12 0.2 WXGU0403"L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5RED 0.9
® @ 16 16 120 13 16 16 0.2 WXGU0403"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)

@ : Stocked items



L3

<

°

L1
L4
Cutting edge stylel_ = || | E Right-hand (R) shown
Stock Dimensions (mm) Std. Parts
Cat. No. i Insert Clamping W h Torque
R L h b Li L2 L3s Lgs i f fi re screw rench (N-m)

JSWLXR1016X04-F15 | 10 16 120 12 27 11 10 15 26 0.2 WXGUO0403“L SR34-514 T-7F 0.9
[ 12 16 85 12 27 11 12 15 26 0.2 WXGUO0403**L  SR34-514 T-7F 0.9
[ J

JSWLXR1216X04-F15 | 12 16 120 12 27 11 12 15 26 0.2 WXGUO0403**L  SR34-514 T-7F 0.9
16 20 120 12 27 11 16 15 26 0.2 WXGUO0403**L  SR34-514 T-7F 0.9

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

Works with high-pressure coolant

A} ;B | ] External turning and facing

URN
- L1 - TUNG TUET
D e Q‘ Without offset
2 4P
[rfa)
A A5
S =
Cr—esm
Cutting edge style: L2 A m A Right-hand (R) shown
- X Std.
Stock Dimensions (mm) corner | Parts Torque
Cat. No RLh b L Lo m f f e Mo CSfibwd  Wrench  (N-m)
CRAVEA GUISPAPIZ e D @ @ 12 12 85 18 12 12 16.5 0.2 WXGUO0403“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)

@ : Stocked items

N

TAC External Toolholders



ORCE

MINIFTU2N

3> M }-) (; 7/ Ml External turning and profiling

Without offset
A L+
L2
| A
i & A -
«493°
z // J <A
| ! v
Cutting edge style J 2 Right-hand (R) shown
Stock Dimensions (mm) SR Parts Torque
r Insert :
Cat. No. R L h b Li L m f "5 nee Clambwd  Wrench  (N-m)

CEDER GBS @ @ 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
CEDER GIIBPA (s @ @ 12 12 120 14 12 12 0.2 DXGUO703*L/R SR34-514 T-7F 0.9
® ® 16 16 120 18 16 16 0.2 DXGUO703*L/R SR34-514  T-7F 0.9
WG BN GUELPN s @ @ 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)
@ eft-hand toolholders (L) are used with right-hand inserts (R)

4

TAC External Toolholders

N [-J»M}-) (;7/ Ml External turning and profiling

L1 Without offset
Lz -
| A
“i ©/ // P
93°
Eé F ©) // Q#
Cutting edge style J 2 Right-hand (R) shown
Stock  Dimensions (mm) Std. Parts T
Cat. No. ST Insert ———Glampin .
RL h b L1 L2 i f r Lever Pin oo Wrench  (N-m)

TGN (1@ @ 10 10 120 14 10 10 0.2 DXGUO703"L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5RED 0.9
@@ 12 12 85 14 12 12 0.2 DXGUO703"L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5RED 0.9
WGP G/ @ @ 12 12 120 14 12 12 0.2 DXGUO703*L/R SLLV-2 SL-PI-2 SR10400611 HW 2.0/5RED 0.9
® @ 16 16 120 18 16 16 0.2 DXGUO703"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)

@ : Stocked items

4-10



T a—
_QA
Y
L1 ~
Cutting edge sterJ < ‘ ‘ Right-hand (R) shown
S Stock Dimensions (mm) C(S,;ﬂé, Insert Parts Torque
at. No. di nse :
RLh b L LoLsLlahi f F e Clamping  Wrench (N-m)

JSDJXR1016X07-F15 [ J 10 16 120 12 27 14 10 15 26 0.2 DXGUO703*L  SR34-514 T-7F 0.9
[ ] 12 16 85 12 27 14 12 15 26 0.2 DXGUO703*L  SR34-514 T-7F 0.9

JSDJXR1216X07-F15 [ J 12 16 120 12 27 14 12 15 26 0.2 DXGUO703*L  SR34-514 T-7F 0.9
[ ] 16 20 120 12 27 14 16 15 26 0.2 DXGUO703*L  SR34-514 T-7F 0.9

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

Works with high-pressure coolant

8100 p) (;7[®e, 1] External turning and profiling

L T URN
- ! - TUNG IJET
2 [TuNGALOY =
ATV — QV Without offset
J ol — = Flam
L;ti
A Y30 A
IS <
e sm
Cutting edge style: J2 ‘ m A Right-hand (R) shown
Stock Dimensions (mm) c§},_‘,’é, : Parts Torque
Cat. No RL h b L1 Lo hi f fp dus nsert Clamping Wrench  (N-m)
DRV GYEPAPISde ) @ @ 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)

@ : Stocked items

N

TAC External Toolholders

4-11



ORCE

MINIFTU2N

Without offset

Cutting edge style J2 Right-hand (R) shown

Stock Dimensions (mm) ol Parts Torque

SN

Cat. No. R L h b L1 L h f 'aﬂsi“s Insert C'&"&‘Sl Wrench (N-m)
o
® & 12 12 85 19 12 12 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
® O 12 12 120 19 12 12 0.2 VXGUO09T2**L/R SR34-508 T-7F 0.9
o O
@ @ 20 20 100 19 20 20 02 VXGUOIT2*L/R SR34-508 T-7F 0.9
@ Right-hand toolholders (R) are used with left-hand inserts (L)

10 10 120 17 10 10 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
JSVJ2XR/L1212X09

16 16 120 19 16 16 0.2 VXGUO9T2*L/R SR34-508 T-7F 0.9
@ Left-hand toolholders (L) are used with right-hand inserts (R)

(2
A
(3]
)
o
<
3
|
o
c
-
9]
Lt
x
(i
Q
<
|_

N -\"A}>) (; 7/ Bl External turning and profiling

Without offset

& ﬁ x¢ Q
L2
= I -}
Cutting edge style J2
Stock Dimensions (mm) cgﬁﬁé, Parts Torque
i Insert :
Cat. No. RL h b Li Lo i f 5 Lever Pin _ C@MPNg  Wrench  (N.m)

7P GUEIV (@ ® 10 10 120 19 10 10 0.2 VXGUO9T2"L/R SLLV-1 SL-PI-2 SR 10400611 HW2.0/5RED 0.9
@@ 12 12 85 19 12 12 0.2 VXGUO9T2"L/R SLLV-1 SL-PI-2 SR 10400611 HW2.0/5RED 0.9
WALPGIUEPI G @ @ 12 12 120 19 12 12 0.2 VXGUOST2¥L/R SLLV-1 SL-PI-2 SR 10400611 HW 2.0/5RED 0.9
® @ 16 16 120 19 16 16 0.2 VXGUO9T2"L/R SLLV-1 SL-PI-2 SR 10400611 HW2.0/5RED 0.9

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

@ : Stocked items

4-12



L3,

xxall

r"‘fﬁ \ ﬁ
- L1 -

- |

<

La

Cutting edge style J ‘tg ‘ E Right-hand (R) shown

Stock Dimensions (mm) Eh Parts Torque

Cat. No. R L h b L1 Lo La La b f f rdus Insert Clamping  \wrench (N-m)
FEDGIOGE S5 @ 10 16 120 12 27 19 10 15 26 02 VXGUO9T2”L SR34-508 T-7F 0.9
® 12 16 8 12 27 19 12 15 26 02 VXGUO9T2"L SR34-508 T-7F 0.9
CEDGIPADGENAE @ 12 16 120 12 27 19 12 15 26 0.2 VXGUO9T2*L SR34-508 T-7F 0.9

[ ] 16 20 120 12 27 19 16 15 26 0.2 VXGUO9T2**L SR34-508 T-7F 0.9

N

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

TAC External Toolholders

Works with high-pressure coolant

8 Y'A7) (;7| &+, |2 External turning and profiling

e 0o e
, o e "oy TUNG IJET
& [TunGAaLOY
- L Kl Without offset
B = BNV s
93°A 2%95° A
48 <
oom |
Cutting edge style J2 A Z 5/16"-24UNF A Right-hand (R) shown
catN Stock Dimensions (mm) cg}gér S Parts Torque
at. No RLh b Lt Lo m f f2 ' "¢ Clamping Wrench  (N.m)
DAY IR PAPIZEEe [l & x 12 12 85 17.5 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)

@ : Stocked items

4-13



[TUNGATOY——=———
LT ]T); (Ml External turning and profiling
25
] = 20
L | L S
<_/_ 7’% I [}
\ﬂiﬁs‘)\g H ‘ 2y
o ol
Cutting edge style U Left-hand (L) shown
- : Std.
Dimensions (mm) corner Parts Torque
t. No. tock i Insert . q
4 Cat. No Stock = bs  f L1 mb B dw Clamping — wrench  (N.m)
JS14H-SDUXLO07 o 14 6 100 13 6.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
® 15875 6 85 15  7.687 0.2 DXGUO703**L SR34-514 T-7F 0.9
0 JS16F-SDUXLO07 [ J 16 6 85 15 7.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
g [ J 19.05 6 90 18 9.275 0.2 DXGUO703**L SR34-514 T-7F 0.9
g JS19X-SDUXLO07 @ 19.05 6 120 18 9.275 0.2 DXGUO703**L SR34-514 T-7F 0.9
§ [ J 20 6 90 19 9.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
© JS20X-SDUXLO07 o 20 6 120 19 9.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
[
) o 22.0 10 120 21 10.75 0.2 DXGUO703**L SR34-514 T-7F 0.9
|_>|_|< JS25H-SDUXLO07 [ J 25.0 10 100 24 12.25 0.2 DXGUO703**L SR34-514 T-7F 0.9
EE) o 25.4 10 120 24 12.45 0.2 DXGUO703**L SR34-514 T-7F 0.9
|_
@ Left-hand toolholders (L) are used with left-hand inserts (L)
!m. External turning and profiling
: L L1 ~
r_ <25,
20
— ;
< A ‘ ) %y
bal®
Cutting edge style {J) Left-hand (L) shown
- : Std.
Cat. No. Stock Dimensions (mm) corner Insert — Parts Torque
oDs f L+ h/b B [ ki Wrench (N-m)
JS159F-SVUXL09 ® 15875 10 85 15 7.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
[ J 16 10 85 15 7.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS19G-SVUXL09 [ J 19.05 10 90 18 9.2 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
[ J 19.05 10 120 18 9.2 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS20G-SVUXL09 [ J 20 10 90 19 9.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
[ J 20 10 120 19 9.7 0.2 VXGUO9T2**L SR34-508 T-7F 0.9
JS22X-SVUXL09 [ J 22 10 120 21 10.7 0.2 VXGUO9T2*'L SR34-508 T-7F 0.9
o 25 10 100 24 12.2 0.2 VXGUO09T2*"L SR34-508 T-7F 0.9
JS254X-SVUXL09 o 25.4 10 120 24 12.4 0.2 VXGUO9T2*L SR34-508 T-7F 0.9

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

4-14

@ : Stocked items



J-SERIES

M (1o B-1od : ¥/l External turning and facing

Without offset

95°

«La L1

1
h
|

Cutting edge style L2

Right-hand (R) shown

i i Standard
Cat. No. SRtoT_k : - Dlmir:snonsL ;mm)h1 - ?;;%l?s' Insert Cmﬂgpzanswrench Tg\;‘qr:)e
@@IESPEIRU  e @ 10 10 120 12 10 10 02 CC“0602 CSTB-25 T-8F 1.2 4
@@ 10 10 125 12 10 10 04 CC"0602 CSTB-25 T-8F 1.2

LGP e @ 12 12 85 12 12 12 02 CC"0602 CSTB-25 T-8F 1.2 o
(New; ee 12 12 120 12 12 12 02 CC"0602 CSTB-25 T-8F 1.2 ko
DECPLEVPT G @ @ 12 12 125 12 12 12 04 CC"0602 CSTB-25 T-8F 1.2 E
(New; @@ 12 12 8 16 12 12 02 CC"09T3 CSTB-4SD T-8F 1.2 S
@ LV EP (e @ 12 12 120 16 12 12 02  CC™09T3 CSTB-4SD T-8F 1.2 =
[New) @@ 16 16 120 16 16 16 02 CC*09T3 CSTB-4SD T-8F 1.2 £
I

2

=

M b (o] B-1od -7/ Bl External turning and facing

Without offset

-} <}

| L95°
2
<—>‘ L1
& -
LRI CELE S L2 Right-hand (R) shown

Stock Dimensions (mm) Standard Parts Torque

Cat. No.

f radius Insert
re

RL h b Li L2 by Clamp CWS_Q&‘Q Wrench  (N-m)

NP0 @ @ 8 10 125 12 8 10 04 CC™0602 JCP-2 JDS-3525 P-2F 0.9
[New @@ 10 10 120 12 10 10 02 CC™0602 JCP-2 JDS-3525 P-2F 0.9
LRI @ @ 10 10 125 12 10 10 04 CC™0602 JCP-2 JDS-3525 P-2F 0.9
[New; @@ 12 12 8 16 12 12 02 CCH09T3 JCP-3 JDS-5040 P-2.5F 1.2
@R @ @ 12 12 120 16 12 12 02 CC*09T3  JCP-3 JDS-5040 P-25F 1.2
@@ 12 12 150 16 12 12 08 CC™09T3 JCP-3 JDS-5040 P-2.5F 1.2
@B @ @ 16 16 120 16 16 16 02 CC™09T3  JCP-3 JDS-5040 P-2.5F 1.2
@@ 16 16 125 16 16 16 08 CC™09T3 JCP-3 JDS-5040 P-2.5F 1.2

@ : Stocked items
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S-SERIES

(1o N od - 7/ M External turning and facing

ny
Sid

b

Cutting edge style L Right-hand (R) shown
Cat. No Stock Dimensions (mm) LTS o Parts Torate
T RL h b L1 Lo hi f s Clamping  wrench  (N:m)

4

JSCLCR/L0808H06 [ B JEN: 8 100 12 8 10 0.4 CC*0602 CSTB-2.5 T-8F 1.2

® e 10 10 100 12 10 12 0.4 CC*0602 CSTB-2.5 T-8F 1.2

JSCLCR/L1212H09 [ I 2 P2l 12 100 16 12 16 0.8 CC*09T3 CSTB-4SD T-8F 1.2
®® 16 16 100 16 16 20 0.8 CC*09T3 CSTB-4SD T-8F 1.2

TAC External Toolholders

m External turning and facing

ew

Cutting edge styl
vHing edge se L Right-hand (R) shown
Cat. No Stock Dimensions (mm) S‘C%Zgg:d M- Parts Torque
h b Li L2 L3 Lsa i f £ "F&° Clsagnrw&pg Wrench (N-m)

DRl R st PR S @ 12 16 85 12 27 125 12 15 28 0.2 CC**09T3 CSTB-4SD T-8F 1.2
® 12 16 120 12 27 125 12 15 28 0.2 CC*09T3 CSTB-4SD T-8F 1.2
SRR ) LR SET @ 16 20 120 12 27 125 16 15 28 0.2 CC*09T3 CSTB-4SD T-8F 1.2

@ : Stocked items

4-16



SJ-SERIES

N (Y o7.Yed; 7/ B External turning

Without offset

Cutting edge style A Right-hand (R) shown
. Stock Dimensions (mm) SE‘},E?,'Z,’-“ Insert LA Torque
RL h b L1 Ly bh foes Clamping  wrench  (N-m)

N

e 38 8 100 12 8 8 0.4 CC*0602 CSTB-2.5 T-8F 1.2
e 10 10 100 12 10 10 0.4 CC*0602 CSTB-2.5 T-8F 1.2
e 12 12 100 16 12 12 0.8 CC*09T3 CSTB-4SD T-8F 1.2

JSCACR/L0808H06
JSCACR/L1212H09

TAC External Toolholders

ol cTod 2 7/ M External turning

w\A Q
A
91°
910 L2 L1
— e I EE—
S e B
el G Right-hand (R) shown
Cat. No. Stock Dimensions (mm) S*?Z,E‘igugs;d Insert . Parts Fepaie
RL h b L1 L2 b1 f re Clamping  Wrench  (N:m)

JSCGCR/L1212H06 [ I 2Pl 12 100 12 12 16 0.4 CC*0602 CSTB-2.5 T-8F 1.2

®® 16 16 100 16 16 20 0.8 CC*09T3 CSTB-4SD T-8F 1.2

@ : Stocked items
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J-SERIES

JSCFCR/L |0

k‘91° Q9
12
L2
ste— b

Cutting edge style |F Right-hand (R) shown
i i Standard corner :
Cat. No. Stock Dimensions (mm) e Applicable — Parts Torque
4 RL h b L L h f f B et lamping  Wrench  (N-m)
JSCFCR/L1212H06 12 12 100 16 12 16 - 0.4 CC~0602 CSTB-2.5 T-8F 1.2
16 16 100 16 12 16 - 0.4 CC09T3 CSTB-4SD T-8F 1.2

TAC External Toolholders

W2 NP-1ed : 7/ M External turning and profiling

Without offset
JSDJ2CR/L1212F11
JSDJ2CR/L1212X11
o - <y
1@ A &

N v

A
93°™ © /

= I

Cutting edge style J2
Right-hand (R) shown

. Stock Dimensions (mm) s%z,ziﬂl?srrd Insert Parts Torque

RL h b Li L h f f "F ClmRire  Wrench  (N-m)
@@ ee 8 8 8 14 8 8 - 02 DC™0702 CSTB-25 T-8F 1.2
@@ 10 10 125 14 10 10 - 04 DC™0702 CSTB-25 T-8F 1.2

@) PRV @ @ 10 10 120 14 10 10 - 02 DC®0702 CSTB-25 T-8F 1.2
(New, @@ 10 10 120 20 10 10 4 02 DC*11T3 CSTB-4SD T-8F 1.2
@R N e @ 12 12 85 14 12 12 - 02 DC™0702 CSTB-25 T-8F 1.2
(New @@ 12 12 8 20 12 12 2 02 DC™1T3 CSTB-4SD T-8F 1.2
@) LGS @ @ 12 12 120 14 12 12 - 02  DC*0702 CSTB-25 T-8F 1.2
@@ 12 12 125 14 12 12 - 04 DC™0702 CSTB-25 T-8F 1.2

@) PR @ @ 12 12 120 20 12 12 2 02  DC*11T3 CSTB-4SD T-8F 1.2
[New, @@ 16 16 120 20 16 16 - 02 DC*11T3 CSTB4SD T8F 1.2

@ : Stocked items
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J-SERIES

M ) ) » M T o] -7/ Bl External turning and profiling

Without offset
JTDJ2CR/L1212F11
JTDJ2CR/L1212X11
=1
by o
N Y
= B VAL /
&
Cutting edge style J2 Right-hand (R) shown
Cat. No. Stock Dimensions (mm) 3%%3?%“ Insert Parts Torque
RL h b Li L2 hi f f2 re Clamp C'ggr‘gwg Wrench  (N-m)
DI LG, @ e 8 10 125 14 8 10 - 04 DCv0702 JCP2 JDS-3525 P-2F 0.9 4
(New @@ 10 10 120 14 10 10 - 02 DC™0702 JCP-2 JDS-3525 P-2F 0.9
LB @ @ 10 10 125 14 10 10 - 04 DC*™0702 JCP-2 JDS-3525 P-2F 0.9 o
(New @@ 12 12 8 14 12 12 - 02 DC"0702 JCP-2 JDS-3525 P-2F 0.9 ko
@G0 ARG @ @ 12 12 120 14 12 12 - 02 DC*0702 JCOP-2 JDS-3525 P-2F 0.9 E
(New; @@ 12 12 8 20 12 12 2 02 DC™1T3 JCP-3 JDS-5040 P-25F 1.2 S
@i PSS @ @ 12 12 120 20 12 12 2 02 DC*11T3 JCP-3 JDS-5040 P-25F 1.2 =
@@ 12 12 150 20 12 12 - 08 DC™1T3 JCP-3 JDS-5040 P-25F 1.2 £
@i PSS @ @ 16 16 120 20 16 16 - 0.2 DC*11T3 JCP-3 JDS-5040 P-25F 1.2 X
@@ 16 16 150 20 16 16 - 0.8 DC™1T3 JCP-3 JDS-5040 P-25F 1.2 Q
=

m External turning and profiling

Wewy

l* 30°

93°

Cutting edge style J
Right-hand (R) shown

Dimensions (mm) Slandaic Insert Parts Torque

: n :
h b L Lo Ls Ls hi f_f_ ¢ CBIEING  Wrench  (N-m)
IEpRless o rasiy @ 10 16 120 125 27 14 10 15 26 0.2 DC*0702 CSTB-2.5 T-8F 1.2

12 16 85 125 27 14 12 15 26 0.2 DC*0702 CSTB-2.5 T-8F 1.2
JSDJCR1216X07-F15

12 16 120125 27 14 12 15 26 0.2 DC*0702 CSTB-2.5 T-8F 1.2
JSDJCR1216X11-F15

Cat. No. Stock

12 16 85 125 27 20 12 15 26 0.2 DC**1103 CSTB-4SD T-8F 1.2
12 16 120125 27 20 12 15 26 0.2 DC**1103 CSTB-4SD T-8F 1.2
16 20 120125 27 20 16 15 26 0.2 DC*1103 CSTB-4SD T-8F 1.2

@ : Stocked items
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4

TAC External Toolholders

[ N }>1ed ; ¥/ Ml External turning and profiling

S-SERIES

high-pressure coolant

Cutting edge style: J2

Works with
- L1
L2
N Q
o X =)
| B — A AL
! ‘{93°
S <

~~5/16"-24UNF A

TUNE TUET

Without offset

Right-hand (R) shown

Stock Dimensions (mm) St%gﬁlrsner Parts Torque
Cat. No RLh boLi Lo m f f2 re insert ColibwS  Wrench  (N-m)
e B 1@ @ 12 12 85 18 12 12 18 02 DC™0702  CSTB-4SD T-8F 0.9
® @ 12 12 85 19 12 12 205 0.2 DC*11T3  CSTB-4SD T-8F 0.9
M L-3» M [ o - 7/ B External turning and profiling
Q

N l\30"
s v

L2
-~ L1
=} |
Cutting edge style J

Right-hand (R) shown
Cat. No. Stock Dimensions (mm) Standard  Insert LA Torque
RL h b L1 Ly h f ‘s Clamping  Wrench  (N-m)

JSDJCR/L0808H07 e 3 8 100 14 8 10 0.4 DC**0702 CSTB-2.5 T-8F 1.2

® ® 10 10 100 18 10 12 0.8 DC*11T3 CSTB-4SD T-8F 1.2

JSDJCR/L1212H07 o0 12 12 100 14 12 16 0.4 DC*0702 CSTB-2.5 T-8F 1.2

o0 12 12 100 18 12 16 0.8 DC*11T3 CSTB-4SD T-8F 1.2

JSDJCR/L1616H11 ® @ 16 16 100 18 16 20 0.8 DC*11T3 CSTB-4SD T-8F 1.2

4-20
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SJ-SERIES

Cutting edge style N

Right-hand (R) shown

Cat. No. Stock Dimensions (mm) S}?}Eigl?srrd Insert _Parts Torque

h b L1 Lo h1 f re Cm&&'g Wrench (N-m)
e 8 8 100 14 8 4 04 DC™0702 CSTB25 T-8F 1.2 4

@ 10 10 12 15 10 5 02 DC™0702 CSTB-25 T-8F 1.2
@ 10 10 12 21 10 5 02 DC*1T3 CSTB-4SD T-8F 1.2 o
@ 10 10 125 14 10 5 04 DC™0702 CSTB-2.5 T-8F 1.2 ko
e 12 12 8 15 12 6 02 DCM0702 CSTB-25 T-8F 1.2 °
New JSDNCN1212X07 ® 12 12 12 15 12 6 02 DC"0702 CSTB-25 T8F 1.2 S
JSDNCN1212K07 ® 12 12 125 14 12 6 04 DC0702 CSTB25 T8F 1.2 =
e 12 12 8 21 12 6 02 DC™1T3 CSTB-4SD T-8F 1.2 £
JSDNCN1212H11 e 12 12 10 21 12 6 08 DC™1T3 CSTB-4SD T-8F 1.2 X
New JSDNCN1212X11 ® 12 12 120 21 12 6 02 DC™1T3 CSTB-4SD T-8F 1.2 O
JSDNCN1616H11 e 16 16 100 21 16 8 08 DC™1T3 CSTB4SD T-8F 1.2 =

@ 16 16 120 21 16 8 02 DC™1T3 CSTB-4SD T-8F 1.2

w06 ] e 7/ B Profiling

62.5°

62.5°
1

Cutting edge style N3

|

il

-

Right-hand (R) shown

Stock Dimensions (mm) Standard Parts T
r Insert _ orque
Cat. No. RL h b L1 Lo m r radgls lISE Clamglng Wrench (N-m)
JSDN3CR/L1212H07 [ B I P2 12 105 100 12 18 0.4 DC**0702 CSTB-2.5 T-8F 1.2
JSDN3CR/L1616H11 (] 16 16 107 100 16 25 0.8 DC**11T3 CSTB-4SD T-8F 1.2

@ : Stocked items
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S-SERIES

JSDFCR/L £

91°

>
o

L2

LA

Sl

Cutting edge style
F Right-hand (R) shown

Cat. No. Stock Dimensions (mm) Sg%'d;gg;d Insert ' Parts el
RL h b L+ L2 h1 f e Clamping ~ wrench (N-m)

JSDFCR/L1212H07  [L 2 2N ) 12 100 8 12 16 0.4 DC*0702 CSTB-2.5 T-8F 1.2

® e 16 16 100 105 16 22 0.8 DC**11T3 CSTB-4SD T-8F 1.2

4

TAC External Toolholders

XTIl External profiling

SDUCLO7 - L1 -
0.0 25
—— — 20 <h= q)o’o
. I N
e g b v
il o o
Cutting edge style U
SDUCL11 Left-hand (L) shown
cauno. e prenpml B st o v e
TEL SOy, e ® 1905 6 125 - 18 115 - 04 DC™0702 CSTB25 T-8F 1.2
@@ 20 6 125 - 19 115 - 04 DC™0702 CSTB-25 T8F 1.2
PRI e ® 22 6 125 - 21 115 - 04 DC™0702 CSTB-25 T8F 1.2
® @ 1905 10 125 - 18 115 1525 08 DC*11T3 CSTB-4SD T-8F 1.2
LEALCheRE e @ 20 10 125 - 19 115 1.0 08 DC*11T3 CSTB-4SD T-8F 1.2
@ee® 22 11 125 - 21 115 10 08 DC*11T3 CSTB-4SD T8F 1.2
LEAEGGEET e @ 254 12 125 - 24 127 07 08 DC™11T3 CSTB-4SD T-8F 1.2

@ : Stocked items
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M L) 7.\ 7/ M External turning

SJ-SERIES

91°

Without offset

L2
| L1
5 e
Cutting ed I

utting edoe stvie A Right-hand (R) shown
Cat. No Stock Dimensions (mm) Stanaard Insert Parts s
T RL h b Li Lz b fpes Clamping Wrench  (N-m)

JSTACR/L0808K08 e 38 8 125 10 8 8 0.2 TC*0802 CSTB-2L T-6F 0.6

e 10 10 125 10 10 10 0.2 TC*0802 CSTB-2L T-6F 0.6

JSTACR/L1212K11 e 12 12 125 12 12 12 0.4 TC*1102 CSTB-2.5 T-8F 1.2

® 0 16 16 100 12 16 16 0.4 TC*1102 CSTB-2.5 T-8F 1.2

3 .\~ ;7] 9 External turning
Without offset

91°

Cutting edge style A
Right-hand (R) shown
f : Standard Parts Torgue
EEib [N SFt{ocli( h E'mezfloni;mm;” f ?é’éﬂ?sr Insert Clamp Clgcwg Wrench (N-?n)
TG0 e e 8 10 125 10 8 10 0.2 TC™0802 JCP-1 JDS-3525 P-2F 0.9
@@ 10 10 125 10 10 10 0.2 TC~0802 JCP-1 JDS-3525 P-2F 0.9
VARG e @ 12 12 150 12 12 12 0.4 TC™102 JCP-2 JDS-3525 P-2F 0.9
@@ 16 16 150 12 16 16 0.4 TC™1102 JCP-2 JDS-3525 P-2F 0.9

@ : Stocked items

N

TAC External Toolholders
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J-SERIES

N C\'A P-1:]; 7/ Ml External profiling

Without offset
|
50°
N
93°
Cutting edge style J 2 Right-hand (R) shown
Cat. No. Stock Dimensions (mm) StEndard Parts T

radius Insert
re

RL h b L1 Lo h1 f C'&T&PQ Wrench (N-m)
/e S E0dklle @ 10 10 120 21 10 10 02 VB~1103 CSTB-25 T-8F 1.2
ee® 10 10 125 21 10 10 02 VB*1103 CSTB-2.5 T-8F 1.2
S UASAPEGISPIPEER @ @ 12 12 85 21 12 12 02 VB™1103 CSTB-25 T-8F 1.2
g@ ee® 12 12 120 21 12 12 02 VB*1103 CSTB-25 T-8F 1.2
©  [EUPLEPIPISES e @ 12 12 125 21 12 12 02 VB™103 GSTB-25 T-8F 1.2
ffNew @@ 16 16 120 21 16 16 02 VB*1103 CSTB-2.5 T-8F 1.2
% LEVEEEESE @@ 16 16 125 21 16 16 02 VB*1103 CSTB-2.5 T-8F 1.2
g
L>I.|<
Q
<

M CYVA|:1: 7/ M External profiling

b

Cutting edge style ¢J Right-hand (R) shown

50°

Stock Dimensions (mm) Standard IrEEs Parts Torque

Cat. No. RL h b L L m "5 ClEMBNY  Wrench  (N-m)
TEOUEMLL"e e 10 10 100 20 10 12 04 VB*1108 CSTB-25 T-8F 12
°

o0 12 12 100 22 12 16 0.4 VB*1103 CSTB-2.5 T-8F 1.2

JSVJBR/L1616H11 ([ ]

16 16 100 22 16 20 0.4 VB*1103 CSTB-2.5 T-8F 1.2

@ : Stocked items
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SJ-SERIES

m External turning and profiling

Y50°

Cutting edge style J

LA

~
A
e 1
° w
,\
N

o}
_L4

&} I -

Right-hand (R) shown

Standard Parts

Dimensions (mm) corner Torque
Cat. No. Stock r Insert
at.- o h b Li Lz Ls Ls hi f f; ‘agws [NS€ ClamRing  wrench (N-m)
JSVJBR1216F11-F15 ® 12 16 85 126 27 21 12 15 26 0.2 VB**1103 CSTB-2.5 T-8F 1.2
® 12 16 120 126 27 21 12 15 26 0.2 VB**1103 CSTB-2.5 T-8F 1.2

JSVJBR1620X11-F15 [ JNIG)

20 120 126 27 21 16 15 26 0.2 VB*™*1103 CSTB-2.5 T-8F 1.2

Works with high-pressure coolant

A ('Ap]:1:7[ = [ -d External turning and profiling

@ | ||

L . TUNeTJET
Sy~ <Li> Q Without offset

93° N
A
=
A
Cutting edge style: J2 A /" 5/16"-24UNF A Right-hand (R) shown
Cat. N Stock Dimensions (mm) ol nsert Parts Torque
at. 1o RL h b L1 L2 i f f "“r‘i‘”s nse Clggrlgwg Wrench  (N-m)

CEAAPEIISPAPIGRE I @ @ 12 12 85 23.6 12 12 14.7 0.2 VB**1103 CSTB-2.5 T-8F 1.2

@ : Stocked items

N

TAC External Toolholders
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M 17/.1:]; 7/ Ml External turning

Without offset

Cutting edge style A Right-hand (R) shown
Cat. No Stock Dimensions (mm) S};%Egg;d Insert Parts D
T RL h b L4 Lo h1 f ore’s Clamping ~ Wrench (N-m)

e 10 10 126 21 10 10 0.2 VB*1103 CSTB-2.5 T-8F 1.2
0 12 12 126 21 12 12 0.2 VB*1103 CSTB-2.5 T-8F 1.2
® ® 16 16 126 21 16 16 0.2 VB*1103 CSTB-2.5 T-8F 1.2

4

JSVABR/L1010K11
JSVABR/L1616K11

TAC External Toolholders

IS T=ITI External profiling

|| o ER—

h1
.

Cutting edge style N

Right-hand (R) shown

Standard Parts

Cat. No. Stock h 5 D|mz:13|or;-sz(mnll:1 r ?%Efsr Insert cgwg Wrench :?qr.:l:)e
e 10 10 120 22 10 0 02 VB™103 CSTB-25 T-8F 12
e 12 12 8 22 12 0 02 VB*1103 CSTB-25 T-8F 1.2
@ 12 12 120 22 12 0 02  VB™1103 CSTB-25 T-8F 12
@ 16 16 120 22 16 0 02  VB*1103 CSTB-25 T-8F 1.2

@ : Stocked items
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W'/ -1 -7/ Bl External turning and facing

e A .
95° <L2, L1

5T

Without offset

e

Cutting edge style
L2 Right-hand (R) shown

RL h b L1 Lo h1 f re Cl&wg Wrench (N-m)
@IE RN e @ 10 10 120 16 10 10 02 VP~0802 CSTB-2L T-6F 06 4
ee 10 10 125 16 10 10 02 VP0802 CSTB2L T-6F 0.6
&SGR e @ 12 12 85 16 12 12 02 VPT0802 CSTB2L T-6F 0.6 ”
[New] ee 12 12 8 21 12 12 02 VP™103 CSTB-25 T-8F 1.2 g
@@LV e @ 12 12 120 16 12 12 02 VP*0802 CSTB2L T-6F 06 E
(New, ee 12 12 120 21 12 12 02 VP™103 CSTB-25 T-8F 1.2 B
CEUMIEEPIG @ @ 12 12 125 16 12 12 02 VBT0802 CSTB-2L T-6F 0.6 =
[New, @ee 16 16 120 16 16 16 02 VP®0802 CSTB2L T-6F 0.6 £
CEUMEEEG e @ 16 16 125 16 16 16 02 VP~0802 CSTB-2L T-6F 0.6 X
[New, @@ 16 16 120 21 16 16 02 VP*1103 CSTB-25 T-8F 1.2 Q
=

M [3V) 201 o 7/ Bl External profiling and undercut

¥ Without offset
WY~ 4
444 o
117.5¢
L2
= L1
AT A
Q; j <
Cutting edge styl
uHing edge svie Pz Right-hand (R) shown

Cat. No. SRto<I:-k - . Dnz:ensncl)_r;s (m;) . g Sgr;z);risigl?s;d _— C?gg&irl;arts‘,’v — -l;%r'?:)e
FEZEWIL(: e e 10 10 125 16 10 10 4 02 VP“0802 CSTB2L T-6F 06
ee 12 12 125 16 12 12 2 02 VP®0802 CSTB-2L T-6F 06
VRIS @@ 16 16 125 16 16 16 2 02 VP®0802 CSTB2L T-6F 0.6
@ee 10 10 125 20 10 10 8 02 VP*1103 CSTB25 T-8F 1.2
VEAEPPCE @ @ 12 12 125 20 12 12 6 02 VP™103 CSTB-25 T-8F 1.2
@@ 16 16 125 20 16 16 6 02 VP™103 CSTB25 T8F 1.2

@ : Stocked items
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4

TAC External Toolholders

S-SERIES

m!]:ﬁ- External turning and facing

e ,

%=l oh95°

<= I

.

=1

Cutting edge style L Right-hand (R) shown
Cat. No Stock Dimensions {mm) S%z%ggsrrd Insert C rarts ez 1
= - iu q lamping q
h b Li L2 h1 f f2 re Shim ccrew © Lever Spring Wrench (N-m)

ol BN [zPeh] P @ 20 20 100 26 20 25 18 0.8 CNMG1204 LSC42D30 LCS4 LCL4 LSP4  P-3 3.0

mEIE- External turning and facing

@ 45° Without offset

L . ‘““ﬁﬁﬂﬂ

= I !

Cutting edge style L2 Right-hand (R) shown
Cat. No Stock mmensions {mn) S%Z’E.gl?s:d Insert Clamoi Farts TS
- NS i amping ;
h b Li L2 h1 f re Shim oorow? Lever Spring Wrench (N-m)

e PPl RS @ 20 20 100 26 20 20 0.8 CNMG1204 LSC42D30 LCS4 LCL4 LSP4 P-3 3.0

@ : Stocked items
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SJ-SERIES

EEEIE- External turning and profiling

o ol
Y “‘# ©/0
]
2
- L1
g B e
Cutting edge style J Right-hand (R) shown
Cat. No Stock Dimensions {mm) S%Z’Eﬁ?s:d Insert cl ; rarts ez 1
- * i amping i
h b Li L2 h1 f f2 re Shim ccrew © Lever Spring Wrench (N-m)

N

RN EPDPD RN @ 20 20 100 32 20 25 20 0.8 DNMG1504 LSD42D30 LCS4 LCL4 LSP4  P-3 3.0

TAC External Toolholders

N %1 |7/ 8 Turning / Facing

_ L1 _ Without offset
Lo
S Q‘ Q
95°
—
Cutting edge style L2 Right-hand (R) shown
Cat. No. Stock Dimensions (mm) Stanc::&?ugorner Applicable Parts_
R L h b Li Lx h f re inserts Clamp C'sa‘é‘,]gwg Wrench
JTCL2NR/L1216K09 ® O 12 16 125 15.6 12 16 0.4 CN**0903 JCP-3N JDS-5040 P-2.5F
® O 16 16 125 15.6 16 16 0.4 CN**0903 JCP-3N  JDS-5040 P-2.5F

@ : Stocked items

4-29



S-SERIES

N j N P1.':7/ M Turning / profiling

L1 . Without offset
l o
N 130 Q
93°
4—
s
Cutting edge style J 2 Right-hand (R) shown
Cat. No. Stock Dimensions (mm) Stanc:g(rj?ugorner Applicable Parts.
4 R L h b L1 L h f re inserts Clamp  Clamping \Wrench
JTDJ2NR/L1216K11 ® O 12 16 125 15.6 12 16 0.4 DN**1104 JCP-3N JDS-5040 P-2.5F
® O 16 16 125 15.6 16 16 0.4 DN**1104 JCP-3N JDS-5040 P-2.5F
&
o}
ko)
o
<
3
|
©
£
e
X
Ll
Q
<
" hmy:\\'|:7/ M External turning
L+ Without offset
L2
e |
A ¢
-~ Q
Y
AS
f S
Cutting edge style A
Right-hand (R) shown
Cat. No. Stock Dimensions (mm) Sfr,z,gﬁ?s,'d Insert Parts Torque
RL h b Li L2 hi f  re Clamp C'g_gg&g‘g Wrench  (N-m)

OpeOEISPAEEEE T e @ 12 16 125 19.8 12 16 0.4 TN**1604 JCP-3N JDS-5040 P-2.5F 1.2
®® 16 16 125 198 16 16 0.4 TN*1604 JCP-3N JDS-5040 P-2.5F 1.2

@ : Stocked items
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SJ-SERIES

" h g B |7/ S External turning and facing

@ Without offset
, -
%  ose
ol < L2, L1

95° f——————————
=) I B
Cutting edge style L Right-hand (R) shown
K f : Standard Parts
Stoc Dimensions (mm) corner Torque
Cat. No. tadivs  Insert Clampi
RL h b L1 L2 M f re Clamp a9 Wrench (N-m)

N

JTTLNR/L1216F16 ®ee® 12 16 85 17 12 16 0.4 TN*1604 JCP-3N JDS-5040 P-2.5F 1.0
®ee® 12 16 120 17 12 16 0.4 TN**1604 JCP-3N JDS-5040 P-2.5F 1.0

JTTLNR/L1616X16 ®@® 16 16 120 17 16 16 0.4 TN*1604 JCP-3N JDS-5040 P-2.5F 1.0

TAC External Toolholders

-4 § %4,|;7/ S External turning and facing

@ Without offset
45°

t \l\: © ~Q¢
_ EZ" %95’
95° 2 L5 L1
< T !
Cutting edge style L2 Right-hand (R) shown
cat. No Stock Dimensions (mm) Stfzﬁﬁ?;rd nsert = : Parts Torque
. No. ; amping i
RLhDb Li Loht1 f re Shim ~20EY Lever Spring Wrench (N-m)

SN ERDPD R @ @ 20 20 100 22 20 20 0.4 TN**1604 LST317 LCS3 LCL3 LSP3 P-2.5 2.0

@ : Stocked items
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S-SERIES

JSXGR/L Front and reverse turning

ar Without offset

" Q JSXGR/L-type toolholders are used
I — Y, for JXG-type grooving inserts.
Hl— % EE\—»J—‘ L1
L2
ap < 5.5 mm = > w’
I ERNT
C-type

Front turning Reverse turning Can be wrenched from back side
with double socket torx screw.

h1
N

Right-hand (R) shown

Cat. No. 2tocl: R Dlrrlie:nsul)-r;s (::n) re— Applicable inserts Clsagsgx\g Wrench
4 ® @ 10 10 125 29 67 10 9.9 JXFR/AS™/JXRRL8™ CSTB-4SD T-8F (T-8L)
® © 12 12 125 29 67 12 11.9 JXFR/LS8"™/JXRR/L8"™ CSTB-4SD T-8F (T-8L)
o ® @ 16 16 125 29 65 16 159 JXFR/AS8™ /JXRR/L8™ CSTB-4SD T-8F (T-8L)
é ® © 20 20 125 29 65 20 19.9 JXFR/LS8**/JXRR/L8™ CSTB-4SD T-8F (T-8L)
< ® © 25 25 125 29 65 25 249 JXFR/L8™/JXRR/L8™ CSTB-4SD T-8F (T-8L)
3
g
9
h I Applicable inserts I UXF-type inserts (with sharp edges) for front turning
&() Dimensions (mm) Stock
= Max. Coated Cermet Uncoated
N . SRk [ od T  re depth J740  NS530  TH10

ofct "R L R L R L

JXFR/L8000F 8 397 003 55 ( o (]

8 3.97 041 55 o o o
Right hand (R) shown.
I Applicable inserts I JXR-type inserts (with sharp edges) for reverse turning
Dimensions (mm) Stock

Max. Coated Cermet Uncoated

Cat. No. od T  re depth  Jy740 NS530  TH10

ofct "R L R L R L

JXRR/L8000F 8 397 0.03 55 (] (] [ ]
8

3.97 0.1 5.5 ([ o ]

Right hand (R) shown.

@ : Stocked items
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J-SERIES

JSXBR/L Back turning

- e & Without offset
o JSXBR/L-type toolholders are also
1 used for JXT-type threading inserts.
= L1
L2

-
Ll

-

=! 9oeh i ct

ap <5.5mm C-type
Can be wrenched from back side .
with double socket torx screw. Right-hand (R) shown
Cat. No. Stock Dimensions (mm) Applicable Clamping Wrench
h b L1 L2 ar h1 f inserts screw

R
a0tk O
o
oarisios [
o

o

N

L

® 10 10 125 29 6.7 10 5.7 JXBR/L8*** CSTB-4SD  T-8F (T-8L)
® 12 12 125 29 6.7 12 7.7 JXBR/L8*** CSTB-4SD  T-8F (T-8L)
® 16 16 125 29 64 16 11.7 JXBR/L8*** CSTB-4SD  T-8F (T-8L)
L
([ ]

(]

20 20 125 29 6.4 20 157 JXBR/L8** CSTB-4SD T-8F (T-8L) ﬁ

JSXBR/L2525K8 25 25 125 29 6.4 25 20.7 JXBR/L8** CSTB-4SD T-8F (T-8L) §
o

©

©

£

2

I Applicable inserts 1 JXB-type inserts (with sharp edges) a4
Dimensions (mm) Stock g

Max. Coated Cermet Uncoated

Cat. No. od T re depth J740 NS530 TH10
ofct "R L R L R L

8 397 003 55 © © @ o o
8 397 005 55 @ @ o o

8 397 01 55 @ @ @ o o
8 397 015 55 @ @ o o

Right hand (R) shown.

I JXB-type inserts (with honed edges)
Dimensions (mm) Stock
Max. Coated Cermet Uncoated
od T re depth  J740 NS530 TH10
of cut R R L R L

JXBR/L8005 8 397 0.05 55

Cat. No.

L
o O
8 397 0.1 5.5 o o
JXBR/L8015 8 397 0.15 5.5 o O

@ : Stocked items
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S-SERIES

JSTBR/L Back turning

* Can be wrenched from the back
o side with double-socket torx screw.
S

L1

7"I> L2,

dp<2.5mm < v i <
ol Right-hand (R) shown
Cat No. Stock Dimensions (mm) Insert Parts Torque
R L h b Li L2 h1 f C Clamping screw Wrench (Optional) (N.m)
New JSTBR/L1010X3 ® ® 10 10 120 15 12 10 5 JTBR/L3** CSTB-4SD  T-8F (T-8L) 1.2
® @ 12 12 125 15 10 10 5 JTBR/L3* CSTB-4SD  T-8F (T-8L) 1.2
New JSTBR/L1212F3 ® @ 12 12 8 15 12 12 3 JTBR/L3* CSTB-4SD  T-8F (T-8L) 1.2
® O 12 12 120 15 12 12 3 JTBR/L3* CSTB-4SD  T-8F (T-8L) 1.2
JSTBR/L1212K3 ® ® 12 12 125 15 12 12 3 JTBR/L3** CSTB-4SD  T-8F (T-8L) 1.2
" ® ® 16 16 120 15 16 16 - JTBR/L3** CSTB-4SD  T-8F (T-8L) 1.2
) JSTBR/L1616K3 ® @ 16 16 125 15 16 16 - JTBR/L3* CSTB-4SD  T-8F (T-8L) 1.2
2 .
s NERIEN Back turning
£ /\\\&%
2 - B L1 _
wit), B P
S— |
g , i a
h i
= Left-hand (L) shown
Cat. No. Stock B I CTE ) (G0 T Parts Torque
oDs f L1 Lo h B Clamping  Wrench  (N-m)
JS19K-TBL3 o 19.05 6 125 - 18 11.5 JTBR3** (CSTB-4S T-15F 3.0
@ 20 6 125 - 19 11.5 JTBR3** (CSTB-4S T-15F 3.0
JS22K-TBL3 @ 22 6 125 - 21 11.5 JTBR3** C(CSTB-4S T-15F 3.0
[ J 25.4 10 125 - 24 12.7 JTBR3** (CSTB-4S T-15F 3.0
Notes: The right-hand insert (JTBR3**) is used for the Left-hand toolholders (JS**-TBL3).
I Applicable inserts 1 JTB-type inserts (with sharp edges)
g0 Dimensions (mm) Stock
A~ r Max. Coated Cermet Uncoated
B CRiE L od T re depth 740 SH725 NS9530 TH10
450/\ Rk ofct gL R L R L R L
- s 9438 318 003 25 © © © © o o
9438 3.18 005 25 e o @ © e O
JTBR/L3010F 9.438 3.18 0.1 25 @ 6 o o6 o o o o
T 9438 3.18 0.15 25 @ o O
Right hand (R) shown. | || JTB-type inserts (with honed edges)
Dimensions (mm) Stock
Max. Coated  Coated cermet Uncoated
Cat. No. ed T re depth 740 J9530 TH10
of cut L R L

R L R
JTBR/L3005 9.438 3.18 0.05 2.5 ([ ([ [

9.438 3.18 0.1 2.5 [ [ o
JTBR/L3015 9.438 3.18 0.15 2.5

@ : Stocked items
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J-SERIES

JSEGR/L Back turning

— ] o Q
A=
L2 4y
ap=3mm A
=@ "E
Right-hand (R) shown
i i Parts

Cat. No. Stock Dimensions (mm) Insert _ T
R L h b Li L2 h f Clamping screw Wrench (Optional)  (N-m)

JSEGR/L1010K10 ® ® 10 10 125 3.3 10 7.5 J10ER/L**** CSTB-2.5 T-8F (T-8L) 1.2

® O 12 12 125 3.3 12 9.5 J10ER/L*** CSTB-2.5 T-8F (T-8L) 1.2

JSEGR/L1616K10 o ©

16 16 125 3.3 16 13.5 J10ER/L***** CSTB-2.5 T-8F (T-8L) 1.2

I Applicable inserts

1 J10E-type inserts (with sharp edges)

N

EEL

T

Right hand (R) shown.

Dimensions (mm) Stock

Max. Coated Cermet Uncoated
od T re depth J740 SH725 NS9530 TH10
oct B L R L R L R L

Cat. No.

TAC External Toolholders

CELEEVEEE S 6.35 3.18 0.05 3 e 6 o o o e o
6.35 3.18 0.1 3 e 6 o o o o o
NA(VSSV/NO I 6.35 3.18 0.15 3 ([ J o o
1 J10E-type inserts (with honed edges)
Dimensions (mm) Stock
Max.  Coated  Coated cermet Uncoated
Cat. No.
od T re depth J740 J9530 TH10

of cut L R L R L

R
J10ER/L005B 6.35 3.18 0.05 3 ([ ([ [
6.35 3.18 0.1 3 ([ ® [ ]

J10ER/L0O15B 6.35 3.18 0.15 3 ®

Notes: Right hand holder use right hand insert and left hand holder use left hand insert.

@ : Stocked items
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Chapter Composition of TAC Internal Toolholders

@ Products are arranged by the series as follows:
TinyMini-Turn, Stream Jet Bars, MiniForce-Turn

#In the same series, they are arranged by the insert shape to be used.
In the same group, they are arranged by the cutting edge style.

———— Cat. No. of TAC internal toolholder

— Typical application

Main application (such as internal turning,
facing, profiling) of the toolholder type is
illustrated.

— Series name
Designation of toolholder type —— Type of clamping system

Maclhining type —— Replacement parts

> STREAM, BAR STREAMIETEAR

- ISl Boring & i I faci
Internal toolffolders, positive type A\ oring & nternd ac::g

> Gatiig ol acing) EOEeEm) (|0 e @
P X+ ;Y8 Boring & internal facin: - ﬁﬂ_ g[
— 5 - .

Cutting edge syie L a(:.ﬁ:]»
M Steel shank

Stock Dimensions (mm) - Sp— P e
R L'Gbee0Ds 7 It Lo h £ 6 o “As meels —Cgmpm e m

CITEZI e ¢ 10 8 55 100 16 75 - 5 & 04 CPO00Z Coto2ss TBF 12
Dimensions (mm) Ser Applcable ® 12 10 6 125 20 9 - +5 -5° 04 CPODOS02 CSTB25S T-8F 1.2
T e h & 6 a ke e FOgg weo fvm PSS Il e @ 12 10 6 125 20 9 - 45 -5 04 CPODOBO2 CSTRd0R T-OF 14
25 80 8 88 - O -15 02 CCOOOSXICSTA-16 T-6F 0.6 14 12 7 150 24 11 - +5 -4 04 CPOOO0B02 CSTB258 T-8F 1.2
3 8 9 48 - 0 -13 0z ccomoafcstate TeF fos 14 12 7 150 24 11 - 45 4 04 CPOCOS2 OSTBA T-OF 14
35 9 11575 - 0 -3 02 ccoouTif cste2 T-6f fos 16 12 9 150 24 11 - 45 -3 04 CPOCORZ CSTBAL T-OF 14
4 € BOm = O <02 CHET |ERe wE oy 18 16 9 180 B 15 - 45 -35 08 CPOCONS CSTB4L0 T-1SF 30
55 100 16 75 - O -13 04 coomosocsrezss Ter |7 20 16 11 180 32 15 - 45 -G 08 CPOOS03 CSTE4LoR0 T-SF 3.0
6 8 20 9 - U -10 04 ccomoeocsmazss T |12 [ULECT 7 e @ 22 20 11 20 % 18 - 45 -2 08 CPOCON3 CSTB4LoeD T-1SF 3.0
A10K-SCLCR/L0G-D120 6 12520 9 - 0 -0 04 ccomoeodosteess T |12 ®e 27 25 135250 45 23 - 45 ' 08 CPODUS0S CSTAGGD TS 30
| A12H-SCLOR/LOG-D140 14 12 7 10 24 11 - O -8 o4 coomosodcsteess T-oF 12
A12M-SCLCR/L06-D140 ® 14 12 7 150 24 11 - 0O -8 04 CCOOO0602YCSTB-255 T-8F §1.2
5 Wl Avon-scrornospiso %6 12 9 100 24 11 - o0 7 04 conoosodfosteass TeF 12 5
PRI Mo @ 16 12 9 150 24 11 - 0 -7 04 commoeodfcstazss TeF |12
| AM6K-SCLCR/LO3-D180 | %8 16 9 125 ® 15 - 0 - 08 coooosty cstB4s T-i5F | 30 .
DLEEEC e o 18 16 9 180 3 15 - o -0 08 connooTa CSTB4S T-15F 30 B Carbide shank =
| A16K-SCLCR/L0S-D200 20 16 11 125 3 15 - O -9 08 CCOO0STH CSTB-4S T-15F | 3.0 Tooholder Cat. No, %K i, ____Dmensionsiom)_____ S applcale ___Parts __ Torque
PV e @ 20 16 11 180 32 15 - O -¢ 08 CCOOO0STH CSTB4S T-15F f 30 S A S T} pri=Ribearts S W gm)
scrTE B gl st (odbgppgiubiall b ® 55 125 22 75 - +5 & 04 CPODOG2 Cotb2ss T 12
e BJe @ 27 25 135250 45 23 - O -6 08 CCODOSTHACSTB4S T-15F) 3.0 @ ST 2 Mo RO M 150 - I I 7 0 A cerinorRcs e R sl
180 CIEGLE e 12 10 6 100 25 9 - +5 -5 04 CPOOBU2 CSB0® T-OF 14
ee 12 10 6 150 25 9 - 45 -5 04 CPOOOBCR CSTBALR T-OF 14
M Carbide shank e 14 12 7 180 27 11 - 45 -£ 04 CPODOS2 CsTe2ss THF 12
Sook i 5 Pt e e 14 12 7 9 27 1 - 45 -4 04 CPODOR CSTBAOGO T-OF 14
TooholderCat.No. % -betdd o 7 ] e o e QXM e 14 12 7 110 27 1 - 45 -4 04 CPOOBCR OSTESLOS0 T-OF 14
e 7 25 9 9 88 - 0 -15[02[cODDOSXI| CsTA-s TGF 06 ee 14 12 7 180 27 11 - 45 - 04 CPODOBLZ cSTEAUN T-OF 14
.o s 3 9 10 45 - 0 -5 |ozfoconosxi) cstats TeF o6 CESCT e 16 12 9 9 27 1 - 45 -3 04 CPOOOR CSTBAL0S0 T-OF 14
-S .o 6 35 100 12 575 - 0 -13 J02|CCOO04T1| CSTB-2 T-6F 0.6 . 16 12 9 110 27 11 - 45 -3 04 CPOO0802 CsTB-3L050 T-9F 1.4
= .o 7 4 100 14 675 - 0 -rfozfcconom) cste2 TeF 06 CEEGM e e 16 12 9 180 27 11 - +5 -3 04 CPOOBUR CSTBAl0s0 T-OF 14
st e 0] s 55 0 2 75 - o THF 12 e 18 16 9 100 3% 15 - 45 -35 08 CPODO3 CSTE4L0R T-ISF 3.0
o 0|8 5515 2 75 - o TeF 12 [CIECHTESMe 18 16 9 130 32 15 - 5 -35 08 CPODU3 CSTa4Losa T-SF 3.0
2|0 6 0 25 8 - o TeF 12 ee 18 16 9 20 3% 15 - 45 -35 08 CPOO3 CSTB4LOG T-ISF 3.0
2|10 6 1002 9 - o TeF 12 COECGE e 20 16 11 100 32 15 - 45 -3 08 CPOO3 oSTE-0R T-1SF 3.0
EORE e o 12|10 6 150 25 9 - 0o 258 TOF 12 e 20 16 11 190 % 15 - 45 -3 08 CPOU3 CSTE4LO T-ISF 3.0
. 14412 7 90 27 1M - O T8F 12 SRS lle e 20 16 11 200 32 15 - 45 -3 0.8 CPOCO0903 CSTB-4L060 T-15F 3.0
| E120-scLcR/L0s-D140 CNNNEPN (RTINS SRTT P SN RN TeF 12
0o Wl 7 @ W - @ 20 V2 ittt frtresdris PR B0 el
| Ev2c-scicrLos-D1c0 PR RERNCIE P SRR TeF 12
. 16§12 9 110 27 11 - 0O -255 T-8F 1.2
CEEE e o 5] 12 o 80 27 11 - 0 - TeF 12
1816 9 100 a2 15 - o -10fosfccnc T5E 30
w6 9 102 15 - o -0fosfecon a0 T-15F 30
e 18§16 9 200 32 15 - 0 -10"jo.8jccOr T-15F 3.0
EOEEEts e 20|16 1 100 32 15 - o - fosfecar T5F 30
. 20§ 16 11 130 32 15 - 0 -9 Jo.8jccOr T-15F 3.0
e o 20|16 11 20 22 15 - o o os|ccar TASF 30
. 22§20 11 250 36 18 - 0 -8 J0.8CCOO09T3| CSTB-4S T-15F 3.0
| e257-sCLCR/L09-D270 [ 27 | 25 135 300 45 23 - o -6 Jos|ccomooTs) CSTB-4S T-15F 3.0

Jeft hand toolhol A
(SCLOL D31 ype), an the left hand insert (1) is used fo the rght hand toolholders (SCLGR [Hkype).

@ Stocked tams

? 5-17

Dimensions of toolholders Symbol of stock status

5-1

=Y

— Applicable TAC inserts

B Ordering information

@ When ordering TAC boring toolholders, please specify Cat. No. and quantity.
Example: AO7G-STUPR07-D080 1 piece
e Standard packing quantity is 1 piece
¢ Inserts must be ordered separately.



TurnlLine

TAC Internal Toolholders

Guidance

B TAC Internal Toolholder overview
TINYIMIEEUSUN oo 5.2
STREAMIETE ALY - oo 5-14
MINIPFUORUN oo 5-15

Products

H TAC Internal Toolholder
TINYIMIEEURAN oot 5-3
STREAMJETBAR ................................................... 5-16

M|N|F-‘FGRN ......................................................... 5-31



5

TAC Internal Toolholders

52

Overview of J series Internal Turning
TINYIMTURN |
- 146 solid bar it ' id f tri "

. Minimum boring diameter: eDm = 0.6 mm /'//‘}/

I Boring, profiling, chamfering

Shank Min. ia. gD
Type Application diameter in. bore dia. ebm (mm)
oDs (mm) 0 2 4 6 8 10
Borin rofilin
JBT - orning, protiling, o4, o7 20.6 T -
5 5.3 chamfering I ——
JBP Boring, P
— . 4, o7 2.8 5.0
~ 5-4 %. chamfering o% @ 057 —C
JBU | Back boring, - 50™
Z 54 | chamfering e g
JBC Boring, ——
— . 7
< 55 o 45° chamfering ° 250 — 700
— — Back boring o4, o7 3.0 — 7 o
2 55 e
I Threading
Shank i i
Type Application diameter Min. bore dia. obm (mm)
oDs (mm) 0 2 4 6 8 10
Threa.ding 04, o7 24.0 T—— -
(Metric thread) I—
Shank  Groove i i
Type Application diameter width Min. bore dia. aDm (mm)
oDs (mm) W (mm) 0 2 4 6 8 10 12 14 15
JBG | = Grooving | ©4,07 05-20 020 [[—=—:G06.5
o 57
P
JBF | | == Face . a7 1.0-3.0 el ———
 5-8 grooving 215.0
sBs | | i Face -
| grooving o7 2.0 260
«~_ 58 (for shaft)
Boring
JBR . P
% profiling o7 1.0 25.0 L 26.8
~_5-9 e (full radius type)




TINYMTURN
!]_ Boring, profiling, chamfering

Details of edge Right hand (R) shown.
Grade Miraigore Dimensions (mm) s
" Overhan orner
Cat. No. ‘:H 73g (”r:]:’nr:‘) oDs f a L1 Ie,"_gzth ’ Tmax r;a ilé.sos

JBTR/L04020004-D006 o 0.6 4 = 0.5 18.5 2 0.08 0.04
JBTR/L04030004-D006 o 0.6 4 - 0.5 19.5 3 0.08 0.04
JBTR/L04045005-D010 o 1 4 - 0.9 21 4.5 0.1 0.05
JBTR/L04065005-D010 o 1 4 - 0.9 23 6.5 0.1 0.05
JBTR/L04040005-D020 o 2 4 - 1.7 20.5 4 0.1 0.05 5
JBTR/L04090005-D020 o 2 4 - 1.7 25.5 9 0.1 0.05
JBTR/L04140005-D020 o 2 4 - 1.7 30.5 14 0.1 0.05 "
JBTR/L04090010-D028 e o 2.8 4 0.6 2.6 25.5 9 0.2 0.10 g
JBTR/L04150010-D028 e O 2.8 4 0.6 2.6 31.5 15 0.2 0.10 E
JBTR/L04190010-D028 e o 2.8 4 0.6 2.6 35.5 19 0.2 0.10 §
JBTR/L04090010-D040 o ©o 4 4 1.5 3.5 25.5 9 0.3 0.10 ©
JBTR/L04150010-D040 o O 4 4 1.5 3.5 31.5 15 0.3 0.10 5
JBTR/L04190010-D040 o o 4 4 1.5 3.5 35.5 19 0.3 0.10 L_CD
JBTR/L04230010-D040 o 4 4 1.5 3.5 39.5 23 0.3 0.10 |<£
JBTR/L04270010-D040 o 4 4 1.5 3.5 43.5 27 0.3 0.10
JBTR/L07090015-D050 o o 5) 7 0.9 4.4 25 9 0.5 0.15
JBTR/L07140015-D050 o o 5 7 0.9 4.4 30 14 0.5 0.15
JBTR/L07190015-D050 e o 5) 7 0.9 4.4 35 19 0.5 0.15
JBTR/L07240015-D050 e O 5 7 0.9 4.4 40 24 0.5 0.15
JBTR/L07290015-D050 o o 5 7 0.9 4.4 45 29 0.5 0.15
JBTR/L07340015-D050 o ) 7 0.9 4.4 50 34 0.5 0.15
JBTR/L07140015-D060 o o 6 7 1.8 5.3 30 14 0.5 0.15
JBTR/L07210015-D060 o o 6 7 1.8 5.3 37 21 0.5 0.15
JBTR/L07240015-D060 o o 6 7 1.8 5.3 40 24 0.5 0.15
JBTR/L07290015-D060 o O 6 7 1.8 5.3 45 29 0.5 0.15
JBTR/L07340015-D060 o 6 7 1.8 5.3 50 34 0.5 0.15
JBTR/L07410015-D060 ) 6 7 1.8 5.3 57 41 0.5 0.15
JBTR/L07190015-D068 e o 6.8 7 2.8 6.3 35 19 0.6 0.15
JBTR/L07240015-D068 o 6.8 7 2.8 6.3 40 24 0.6 0.15
JBTR/L07290015-D068 e o 6.8 7 2.8 6.3 45 29 0.6 0.15
JBTR/L07340015-D070 e O 7 7 2.8 6.3 50 34 0.6 0.15
JBTR/L07390015-D070 o 7 7 2.8 6.3 55 39 0.6 0.15
JBTR/L07440015-D070 o 7 7 2.8 6.3 60 44 0.6 0.15
JBTR/L07490015-D070 o 7 7 2.8 6.3 65 49 0.6 0.15

@ : Stocked items
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TAC Internal Toolholders

TINYMTURN
!]_ Boring, chamfering

Details of edge

Grade Mira.igore Dimensions (mm) s
. orner
Cat. No. SH730 (":ﬁ’rﬁ; oDs f a L1 O\I’eeigng Tmax r;a:i§.sos

JBPR04090010-D028 ([ 2.8 4 0.6 2.6 25.5 9 0.2 0.10
JBPR04150010-D028 ([ 2.8 4 0.6 2.6 31.5 15 0.2 0.10
JBPR04090010-D040 ([ 4 4 1.5 3.5 25.5 9 0.3 0.10
JBPR04150010-D040 [ 4 4 1.5 3.5 31.5 15 0.3 0.10
JBPR07140015-D050 ([ 5 7 0.9 4.4 30 14 0.5 0.15
JBPR07190015-D050 [ 5 7 0.9 4.4 35 19 0.5 0.15

Details of edge

Right hand (R) shown.

Grade Min. bore Dimensions (mm) wi%trﬁ%em)
Cat. No. SH730 1a. Overhang
R L (DM oDs  f a Lo [yt Tmax  W+gos
JBUR/L07140010-D050 () 5 7 0.9 4.4 30 14 0.2 1 1
JBUR/L07190010-D050 [ ) 5 7 0.9 4.4 35 19 0.2 1 1

5-4

@ : Stocked items




TINYMTURN
!E_ Boring, 45° chamfering

&

A A5

Details of edge

Grade Mir(nj._bore Dimensions (mm)
Cat. No. 1a. Overhang Coclif_ner
SH730 (ﬂrﬁ)nr:'l) oDs f . L Ieln-gzth Trmax rsr; olua 5
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 () 6.8 7 2.8 6.3 35 19 0.7 0.2

O

&
@
L)
o)
<
3
N ®
- y, =
A © E
« - _ z 9
Y- g é £
LS,A}l 30 L R &3
- - =
Grade Mir‘l:i_bore Dimensions (mm)
Cat. No. 1a. Overhang Co&_ner
SH730 (ﬂrﬁ)nr% oDs f . L Ieln-gzth Trax rsria- olua 5
JBBR04140020-D030 o 3 4 0.6 2.6 30 14 0.5 0.2
JBBR04190020-D030 o 3 4 0.6 2.6 35 19 0.5 0.2
JBBR04140015-D040 o 4 4 1.5 3.5 30 14 0.8 0.15
JBBR04240015-D040 o 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 o 5 7 0.9 4.4 35 19 1 0.2
JBBR07290020-D050 o 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 o 6 7 1.8 5.3 35 19 1.8 0.2
JBBR07290020-D060 o 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 o 7 7 2.8 6.3 45 29 25 0.2

@ : Stocked items
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TINYIMTUu2N
T 1hreading (metric thread)

@
ok
%
i A
Details of edge
Grade . Min. bore  Flat Dimensions (mm)
Cat. No. SH730 Peh b Wld: " Olencih
(mm) (mm) Wz-002 @Ds f a L1 L2 t Y
JBIR04140050-D040 () 0.5 4 0.06 4 1.5 35 30 14 0.3 0.35
JBIR07140050-D050 [ ) 0.5 B 0.06 7 09 4.4 30 14 0.3 0.35
JBIR07140075-D050 () 0.75 & 0.09 7 09 44 30 14 04 045
JBIR07140100-D048 [ ) 1.0 4.8 0.12 7 09 44 30 14 06 0.55
5 JBIR07140100-D060 o 1.0 6 0.12 7 1.8 53 30 14 06 0.55
JBIR07140125-D060 [ ) 1.25 6 0.15 7 1.8 563 30 14 0.7 0.65
JBIR07140150-D060 [ ) 1.5 6 0.18 7 1.8 53 30 14 0.8 0.75
JBIR07140150-D070 [ ) 1.5 7 0.18 7 28 6.3 30 14 0.8 0.75

(2]
A
(0]
o
o
<
3
|_
T
c
A
[0]
8
=
2
|_

5-6
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TINYIMTURN
TN Grooving

- b ,JT @
1

A
Details of edge Right hand (R) shown.
Grade G“I;(i)é)t\'{‘e Mir(\jigore Dimensions (mm) —

Cat. No. 7?"732 '2‘;;‘%"5 eDm  oDs f a L1 e ® Tmax
JBGR/L04050050-D020 [ J 0.5 2 4 0.2 1.8 21 5 0.4
JBGR/L04100050-D020 [ J 0.5 2 4 0.2 1.8 26 10 0.4
JBGR/L04050070-D030 o 0.7 3 4 0.7 2.7 21 5 0.6
JBGR/L04100070-D030 [ J 0.7 3 4 0.7 2.7 26 10 0.6
JBGR/L04090100-D040 () 1 4 4 1.5 3.5 25.5 9 0.8 5
JBGR/L04150100-D040 [ J 1 4 4 1.5 3.5 31.5 15 0.8
JBGR/L07090100-D050 o 1 5 7 0.9 4.4 25 9 1
JBGR/L07140100-D050 [ J 1 5 7 0.9 4.4 30 14 1 2
JBGR/L07090150-D050 o 1.5 5 7 0.9 4.4 25 9 1 3
JBGR/L07140150-D050 o 1.5 5 7 0.9 4.4 30 14 1 E
JBGR/L07090200-D050 o 2 5 7 0.9 4.4 25 9 1 Tg
JBGR/L07190200-D050 ) 2 5 7 0.9 4.4 35 19 1 %
JBGR/L07090100-D060 e O 1 6 7 1.8 5.3 25 9 1.8 g
JBGR/L07140100-D060 () 1 6 7 1.8 5.3 30 14 1.8 <
JBGR/L07210100-D060 o 1 6 7 1.8 5.3 37 21 1.8 &()
JBGR/L07290100-D060 o 1 6 7 1.8 5.3 45 29 1.8 =
JBGR/L07090150-D060 e O 1.5 6 7 1.8 5.3 25 9 1.8
JBGR/L07140150-D060 o 1.5 6 7 1.8 5.3 30 14 1.8
JBGR/L07210150-D060 o 1.5 6 7 1.8 5.3 37 21 1.8
JBGR/L07240150-D060 () 1.5 6 7 1.8 5.3 40 24 1.8
JBGR/L07290150-D060 [ J 1.5 6 7 1.8 5.3 45 29 1.8
JBGR/L07090200-D060 () 2 6 7 1.8 5.3 25 9 1.8
JBGR/L07140200-D060 [ J 2 6 7 1.8 5.3 30 14 1.8
JBGR/L07210200-D060 () 2 6 7 1.8 5.3 37 21 1.8
JBGR/L07240200-D060 [ J 2 6 7 1.8 5.3 40 24 1.8
JBGR/L07290200-D060 o 2 6 7 1.8 5.3 45 29 1.8
JBGR/L07090100-D068 [ J 1 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140100-D068 () 1 6.8 7 2.7 6.2 30 14 2.5
JBGR/L07210100-D068 [ J 1 6.8 7 2.7 6.2 37 21 2.5
JBGR/L07090150-D068 o 1.5 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140150-D068 [ J 1.5 6.8 7 2.7 6.2 30 14 2.5
JBGR/L07210150-D068 () 1.5 6.8 7 2.7 6.2 37 21 2.5
JBGR/L07290150-D068 [ J 1.5 6.8 7 2.7 6.2 45 29 2.5
JBGR/L07090200-D068 o 2 6.8 7 2.7 6.2 25 9 2.5
JBGR/L07140200-D068 e O 2 6.8 7 2.7 6.2 30 14 2.5
JBGR/L07210200-D068 () 2 6.8 7 2.7 6.2 37 21 2.5
JBGR/L07250200-D068 [ ) 2 6.8 7 2.7 6.2 40 25 2.5
JBGR/L07290200-D068 ® 2 6.8 7 2.7 6.2 45 29 2.5

* The corner radius is less than 0.1 mm. @ : Stocked items
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TAC Internal Toolholders

5-8

TINYIMTU=2N
!E]— Face grooving

Details of edge Right hand (R) shown.
Grade Groove  Min. bore Dimensions (mm)
Cat. No. SH730 o, ol Oyerhang
—_— oDm eng
R L (mm) (mm) eDs a L1 Lo Tmax
JBFR/L07110100-D060 ) 1 6 7 5.2 26 10 1.5
JBFR/L07110150-D060 ° 1.5 6 7 5.2 26 10 2
JBFR/L07110200-D060 () 2 6 7 5.2 26 10 3
JBFR/L07110100-D080 o 1 8 7 5.9 27 11 1.5
JBFR/L07110150-D080 o 1.5 8 7 5.9 27 11 2.5
JBFR/L07110200-D080 ° 2 8 7 5.9 27 11 3
JBFR/L07110250-D080 o 25 8 7 5.9 27 11 3.5
JBFR/L07110300-D080 o 3 8 7 5.9 27 11 3.5
JBFR/L07200200-D080 o 2 8 7 5.9 36 20 3
JBFR/L07210150-D080 e o 1.5 8 7 5.9 36 21 2.5
JBFR/L07210200-D080 o 2 8 7 5.9 36 21 3
JBFR/L07210250-D080 o 2.5 8 7 5.9 36 21 3.5
JBFR/L07210300-D080 o 8 7 5.9 36 21 3.5
JBFR/L07300200-D080 e O 2 8 7 5.9 46 30 3
JBFR/L07300300-D080 o 8 7 5.9 46 30 3.5
JBFR/L07200250-D150 () 2.5 15 7 5.9 36 20 20
JBFR/L07200300-D150 o 3 15 7 5.9 36 20 20
JBFR/L07300300-D150 o 3 15 7 5.9 46 30 30

* The corner radius is less than 0.1 mm.

!E_ Face grooving (for machining shaft)

——

Details of edge

Grade GVC?Cﬁ\fI]e Mir&._bore Dimensions (mm)
ia.
Cat. No. W-+0.05 Ovethang
SH730 0 oDm ength
(mm) (mm) A2 a L1 Lo Tmax

JBSR07200200-D060 [ 2 6 7 5.2 36 20 4

* The corner radius is less than 0.1 mm.
@ : Stocked items



TINYMTURN
!EE_ Boring, profiling (full radius type)

L1

[ >

A\‘ - /
© 2
||
A RR

W

Details of edge

Grade szti)cﬁ\lqe Mir:j._bore Dimensions (mm)
ia.
Cat. No. SH730 W +005 5 ; . SR T R
(mm) oDm (mm) 2°S e 1 L2 s

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 o 1 6.8 7 2.8 6.3 45 29 2.5 0.5

O

I Sleeves

JBBS For TinyTurn

&

[}

ke

2

A e}

- P2

Y g

- o o

3 R 3y £

- - T n_D o

,/ \ =

Dimensions (mm) Replacement parts
Cat. No. Stock . . .

oDo oDi1 oDi2 L1 L2 L3 T Clamping screw Wrench
JBBS12-4-4 ([ 12 4 4 75 10 55 10.3 SSHM5-4PF-S  P-2.5
JBBS127-4-4 o 12.7 4 4 76.2 10 56.2 11.6 SSHM5-6PF-S  P-2.5
JBBS14-4-4 () 14 4 4 75 10 55 12 SSHM5-4PF-S  P-2.5
JBBS159-4-7 o 15.875 4 7 76.2 10 56.2 14 SSHM5-6PF-S  P-2.5
JBBS16-4-7 () 16 4 7 75 10 55 15 SSHM5-6PF-S  P-2.5
JBBS19-4-7 () 19.05 4 7 89 10 69 17.2  SSHM5-6PF-S  P-2.5
JBBS20-4-7 o 20 4 7 90 10 70 18 SSHM5-6PF-S  P-2.5
JBBS22-4-7 o 22 4 7 90 10 70 20 SSHM5-6PF-S  P-2.5
JBBS25-4-7 o 25 4 7 100 10 80 23 SSHM5-6PF-S  P-2.5
JBBS254-4-7 o 254 4 7 90 10 70 23.4 SSHM5-6PF-S  P-2.5

@ : Stocked items
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TINYMTUuRN
JBBS-C For TinyTurn (internal coolant supply)

Y N ARE
(<)
Qy d
Q
=l L - %
5 2
Q —~
: !
164
Fig.,
Dimensions (mm) Replacement parts
Cat. No. Stock oDo1  @Do2  @Di L L1 T THD  Fig Clamping screw Wrench
JBBS159-4-L100C 15.875 15.875 4 100 10 14.58 R1/8 SSHM5-6PF-S  P-2.5

SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5
SSHM5-6PF-S  P-2.5
SSHM5-4PF-S  P-2.5

100 10 14.58 R1/8
100 10 15 R1/8
100 10 15 R1/8
100 20 172 R1/8
100 20 172 R1/8
100 20 18 R1/8
100 20 18 R1/8
100 20 20 R1/8
100 20 20 R1/8
100 23 23 R1/8
100 23 23 R1/8
100 23 234 R1/8
100 23 234 R1/8

JBBS159-7-L100C 15.875 15.875
JBBS16-4-L100C 16 16
JBBS16-7-L100C 16 16
JBBS19-4-L100C 19.05 175
JBBS19-7-L100C 19.05 17.5
JBBS20-4-L100C 20 17.5
JBBS20-7-L100C 20 17.5
JBBS22-4-L100C 22 17.5
JBBS22-7-L100C 22 17.5
JBBS25-4-L100C 25 18
JBBS25-7-L100C 25 18
JBBS254-4-L100C 25.4 18
JBBS254-7-L100C 254 18

| JBBS16-7-L100C |
| JBBS19-4-L100C
5 [ wsBsto-7-L10oc |
| JBBS20-4-L100C

7
4
7
4
7
4
7
4
7
4
7
4
7

N NN N DMNDDNDDNDDNDDNDDND =S 2o

TAC Internal Toolholders

@ : Stocked items
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TINYMTURN
I Standard cutting condition

Boring, profiling, chamfering, back boring

ISO Workpiece materials Grade Cl"/t;'?rg /fnpii‘;d f (r:em("‘/(r’ev)
Low carbon steels *

(C15, C20 etc) SH730 40 - 140 0.01-0.08
Carbon steels, Alloy steels _ _ *

. (C55, 42CrMoS4 etc) SH730 40 - 140 0.01-0.08
Prehardened steels SH730 40 - 140 0.01-0.08*

(NAK80, PX5 etc.)

Stainless steels _ _ B
(X5CrNi18-9, X5CrNiMod7-12-2 etc.) e D= QT - @k

Grey cast irons - - *
(250, 300 etc.) SH730 30 - 100 0.01-0.08

Ductile cast irons &
(400-15, 600-3 etc.) SHr730 30-100 0.01-0.08

. Aluminium alloys, copper alloys SH730 90 - 200 0.01-0.08*

O

Si<12%

Titanium alloys (Ti-6AI-4V, etc.) SH730 30 - 100 0.01-0.08* <
[0}
S
Superalloys (Inconel718, etc.) SH730 30-100 0.01-0.08* _8
Is)
* JBTR/L04020004-D0086, |9
JBTR/L04030004-D006 =
Max. f = 0.01 mm/rev c
2
£
. . O
Threading (metric thread) |<_(
Cutting Number of passes
ISO Workpiece materials Grade speed Pitch (mm)
Ve (m/min) 0.5 0.75 1 1.25 1.5
Low carbon steels - - _ _ - -
(C15 C20 to) SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
Carbon steels, Alloy steels _ _ - - - -
. (G55, 42CrMoS4 etc) SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
Prehardened steels SH730 40 - 140 6-8 8-10 10- 12 12-15 15-18

(NAK80, PX5 etc.)

Stainless steels
(X5CrNi18-9, X5CrNiMo17-12-2 etc.) S A=l S L0 (2 & 18

Crey cast irons SH730 30-100 7 9 12 14 17

(400-15, 600-3 etc.)

Aluminium alloys, copper alloys
Si<19% SH730 90 - 200 6 8 10 12 15

. (250, 300 etc.)
puctileloastirons SH730 30- 100 7 9 12 14 17

9-11



TINYIMTU=2N

Internal grooving

ISO Workpiece materials Grade Cl"/t:'?rg /fnpii‘;d f (r:em("‘/(:ev)
Low carbon steels
(C15, C20 etc) SH730 40 - 140 0.01-0.03
Carbon steels, Alloy steels _ _
(C55, 42CrMoS4 etc) SH730 40 - 140 0.01-0.03
Prehardened steels _ _
(NAK8O, PX5 etc) SH730 40 - 140 0.01-0.03
Stainless steels _ _
M (X5CrNi18-9, X5CrNiMo7-12-2 etc) e D= 0y -@E
Grey cast irons _ _
. 250, 300 etc.) SH730 30 - 100 0.01-0.03
Ductile cast irons
5 (400-15, 600-3 etc) SH730 30 - 100 0.01-0.03
Aluminium aI.ons, copper alloys SH730 90 - 200 0.01 -0.03
Si<12%
% Titanium alloys SH730 30 - 100 0.01-0.03
o) Ti-6Al-4V etc.
ke S
_8 Superalloys (Inconel718, etc.) SH730 30 -100 0.01-0.03
8
|_
©
c
P
[0]
=
£
O .
= Face grooving
ISO Workpiece materials Grade Cl"/t:'?n% /'Sﬁii!)éd f (n':;e/?ev)
Low carbon steels SH730 40 - 140 0.01-0.05

(C15, C20 etc)

Carbon steels, Alloy steels
(C55, 42CrMoS4 etc)) SH730 40-140 0.01 - 0.05

Prehardened steels _ _
(NAKSO, PX5 etc.) SH730 40 - 140 0.01 - 0.05

Stainless steels _ _
(X5CrNi18-9, X5CrNiMo17-12-2 etc) Sl 0= T - s

Grey cast irons _ _
. (250, 300 etc.) SH730 30- 100 0.01 - 0.05
Ductile cast irons - _
(400-15, 600-3 etc,) SH730 30-100 0.01-0.05

Aluminium alloys, copper alloys
Si<12%

SH730 90 - 200 0.01-0.05

TlFanlum alloys SH730 30 - 100 0.01-0.05
Ti-6AI-4V etc.

Superalloys (Inconel718, etc.) SH730 30 - 100 0.01-0.05

512
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TAC Internal Toolholders

Overview of J series Internal Turning
STREAMIETEAR

I Positive type

Shank Shank Minimum bore diameter (mm)
Style mataer:ial diarr?:ter 0 10 Immug) ore |ame3:r mm 40 59
' i SEXPR/L <526]| gieel (g4~ o8 | ©4.5 B o7
Boring and facing . —
— Insert type: EPOI] Carbide |@4 ~ @8 04.5 B2 o7
SCLCR/L 25161 giqq o4 ~ 925 25 027
Boring and facing . 57
Insert type: CCOD Carbide |g4 ~ 025 25 o
SW,UBR/ L 25951 gieel (05~ 08 26 BN 08
oring ) _
Insert type: WBOD | Carbide|o5 ~ 08 06 &2 08
gTUPR/L 2522 || gie o7 ~ @32 28 @34
oring )
Insert type: TPDD Carbide Q? ~ Q25 Q8 Q27
ETFPR/ L 2521 el (08 - 025 210 @27
orin p—
Insel’tgtype: TPOO Carbide| @8 ~ @20 010 BN 022
SCLPR/L <5171 steel |08 ~ 025 2l |
Boring and fa6ig | Garbice| o8 - o16 010 s 020
gTFCR/L 2 520]| gieel |8 ~ 025 210 027
oring .
Insert type: TCOOI Carbide |28 ~ @25 210 027
= ., SDUCR/L ~518]| Steel 010~ 025 013 032
S lemalpoiing | oo oo mmmm— o
I — s0 SVUCR/L ©5-24]| Steel |g12 ~ 040 216
—fI° — :nter::atl prOf\l}lggDD Carbide|g12 ~ 325 o8 E— 3D 250
nsert type:
=% SVUBR/L ~5-24]|| Steel 016 ~ 025 020 BRI 032
F— :Eizrrr:?;ggf\lyggﬂlj Carbide |16 ~ 025 024.5 BN 034
| .. SDQCR/L 2518] steel 510~ 025 013 @30
ti : ili .
== ol profing s oto- c2o prs——
il G7L . SVACRIL 5281 stedl 010- 040 0135
— :glzrge;'yggf\'}g% o | Carbide|o10~ 016 013.5 B 021 5 050
l 4OF 1 SVABR/L = 528]) Steel 012~ 025 o17 BN 30,5
n- *Internal profiling Carbide| 612 ~ 325 |7 m—

Insert type: VBOO
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Overview of J series Internal Turning

O

TAC Internal Toolholders

Positive
Shank Shank Mini bore diamet
Style matzr:ial dian?gter 0 10 lnlmur;lo o Iamegzr fmm) 40 50
P —: SDZCR/L 2519 sieel |012 ~ 025 o014 BN 025
30% ﬁi‘éﬁ?ﬁﬂé‘%mn Carbide | @12 ~ 016 018 EEEE 022
[ ——p1  SVZCR/L =525]| gieel |o12 016 |
50/ o Back boring
— Insert type: VCOO
= SVZBR/L 25241 steel 016 ~ 032 220 240
o Back boring
Insert type: VBOO
New MINI JE
_' SEZPR/L C5-25|| gieel |04 ~ 25 5.5 @ 26.5
O Back boring f
bide (@4 ~ @5 5.5 @ 06.5
= Insert type: EPOO Carbide
SVJCR/L 2526 | steel (012 ~ 216 016 EEEe20
Internal sphere cutting
AN Insert type: VCOO
’ SVJBR/L 2526 || Steel |020 ~ 025 225 mmmm 30
7;— Internal sphere cutting
& E Insert type: VBOO
o \3@ Iﬁéﬁgﬁﬂ;dercjt =) steel |012 - 016 s
—% and profiling Carbide |212 ~ @16 017 p—021.5
Insert type: YWOO
- 60 IS,[YUBIR/ Lf'l' C 5Bl gioq (016 220 |
nternal profilin
= Insert tyge: YWgElD Carbide 012 ~ 016 020 EEm024.5
MINIFTURN
I Positive type (Double sided)
Stvl Shank Shank Minimum bore diameter (mm)
tyle material diameter 0 10 20 30 40 50 60 70
@ — SWLXR/L ~ 5-31 b
] Boring and facing—l Steel |210 ~ 220 212 Ml 22
- Insert type: WXGU Carbide| 010 ~ 220 012 EEEEE 022
S —  SDXXR/L =531 ] .
(155 -
5/!’ =)\ Internal profiling Stet-el 010 ~ 020 R B
— 2 Insert type: DXGU Carbide| 210 ~ 220 o013 EEEm o024
@—— SDZXR/L ~ 5-32 —
cq§=§ Back boring Steel |12 ~ 620 14 B 920
= Insert type: DXGU Carbide|212 ~ 216 018 I 022

9-15



STREAMIETESAR

I Internal toolholders, positive type
(o] Xo4 : 7/ BN Boring & internal facing

Cutting edge style L, Right hand (R) shown
B Steel shank
. : : Std. .

Toookder Gt No. F o wltlo g PIEREI gy Aplete e T
QZDY I CEINE e ¢ 5 4 25 8 8 38 - 0 -15 02 CCOO03X1 CSTA-1.6 T-6F 0.6
QDY i CELEE e @ 6 5 3 80 9 48 - O -18 0.2 CCOOO03X1 CSTA-1.6 T-6F 06
DY NIy e @ 7 6 35 9 11 575 - 0 -18 02 CCOO04T! CSTB2 T-6F 06
CLLD - ricocollealiei @ @ 8 7 4 90 12 675 - O -11° 0.2 CCOOO04T1 CSTB-2 T-6F 0.6
DRSO e E ) @ @ 10 8 55 100 16 7.5 - O -13° 0.4 CCOCO0602 CSTB-2.55 T-8F 1.2
A10F-SCLCR/L06-D120 [ 12 10 6 80 20 9 - 0 -10° 0.4 CCOOO0602 CSTB-255 T-8F 1.2
NGl ik e @ 12 10 6 125 20 9 - O -100 0.4 CCOC0B02 CSTB-2.58 T-8F 1.2
A12H-SCLCR/L06-D140 [0 14 12 7 100 24 11 - O -8 04 CCOOO0602 CSTB-25S T-8F 1.2
NP Ry e @ 14 12 7 150 24 11 - O -8 0.4 CCOOO0602 CSTB-25S T-8F 1.2
5 A12H-SCLCR/L06-D160 [ 16 12 9 100 24 11 - 0 -7 0.4 CCOOO0602 CSTB-25S T-8F 1.2
NP B e le @ 16 12 9 150 24 11 - O° -7 0.4 CCOOO0602 CSTB-258 T-8F 1.2
A16K-SCLCR/L09-D180 [ 18 16 9 125 32 15 - O -9 0.8 CCOOO09T3 CSTB-4S T-15F 3.0
£ Nllenslolle )il @ @ 18 16 9 180 32 15 - O -10° 0.8 CCOMOO09T3 CSTB-4S T-15F 3.0
2 A16K-SCLCR/L09-D200 [0 20 16 11 125 32 15 - 0O -9° 0.8 CCOO09T3 CSTB-4S T-15F 3.0
< Nlelsle [P @ @ 20 16 11 180 32 15 - O -9° 0.8 CCOO09T3 CSTB-4S T-15F 3.0
§ Vllsbclellesbiciel @ @ 22 20 11 200 32 18 - O° -8 0.8 CCOOO09T3 CSTB-4S T-15F 3.0
= Vlicbslelle [l |@ @ 27 25 135 250 45 23 - O° -6° 0.8 CCOOO09T3 CSTB-4S T-15F 3.0

(_i B Carbide shank

i i i Std. . Part:

< Toolholder Cat. No. 2t°°k bg%&a. D7 LF'mT:'onsh(mm)fz I cggpgvipga sWrench T?qur:)e
"ew"”ﬂ’ E04G-SCLCR/L03-D050 {2 ) 5 4 25 90 9 38 - 0° -15° 0.2 CCOOO03X1 CSTA-1.6 T-6F 0.6
QDD v cE-CR Ll e @ 6 5 3 9 10 48 - 0 -13 0.2 CCOOO03X1 CSTA-16 T-6F 0.6
LD =y et ey le @ 7 6 35 100 12 575 - 0O -13 0.2 CCOO04T1 CSTB-2 T-6F 06
LD =i cleleliiic @ @ 8 7 4 100 14 675 - 0 -11° 0.2 CCOO04T1 CSTB-2 T-6F 0.6
E08G-SCLCR/L06-D100 [ 10 8 55 9 22 75 - O -13 04 CCOOO0602 CSTB-25S T-8F 1.2
Siicele b @ @ 10 8 55 125 22 75 - O -13 0.4 CCOO0602 CSTB-2.58 T-8F 1.2
E10F-SCLCR/L06-D120 [() 12 10 6 80 25 9 - 0 -10° 0.4 CCOOO0602 CSTB-25S T-8F 1.2
E10H-SCLCR/L06-D120 [ 12 10 6 100 25 9 - O -10° 0.4 CCOOO0602 CSTB-25S T-8F 1.2
Sl @ @ 12 10 6 150 25 9 - 0O -10° 0.4 CCOOO0602 CSTB-255 T-8F 1.2
E12G-SCLCR/L06-D140 [ 14 12 7 9 27 11 - O -8 04 CCOOO0602 CSTB-25S T-8F 1.2
E12J-SCLCR/L06-D140 [ 14 12 7 110 27 11 - 0 -8 0.4 CCOOO0602 CSTB-25S T-8F 1.2
Slelceleler ) @ @ 14 12 7 180 27 11 - 0 -8 0.4 CCOOO0602 CSTB-25S T-8F 1.2
E12G-SCLCR/L06-D160 [ 16 12 9 90 27 11 - 0 -7 0.4 CCOOO0602 CSTB-258 T-8F 1.2
E12J-SCLCR/L06-D160 [ 16 12 9 110 27 11 - 0 -7 0.4 CCOOO0602 CSTB-255 T-8F 1.2
Silenclolle Lol @ @ 16 12 9 180 27 11 - O -7 0.4 CCOO0602 CSTB-2.58 T-8F 1.2
E16H-SCLCR/L09-D180 [ 18 16 9 100 32 15 - O -10° 0.8 CCOOO09T3 CSTB-4L060 T-15F 3.0
E16L-SCLCR/L09-D180 [() 18 16 9 130 32 15 - 0 -10° 0.8 CCOOO09T3 CSTB-4L060 T-15F 3.0
Sibeles bl @ @ 18 16 9 200 32 15 - 0 -10° 0.8 CCOO09T3 CSTB-4L060 T-15F 3.0
E16H-SCLCR/L09-D200 [ 20 16 11 100 32 15 - 0O -9° 0.8 CCOOO09T3 CSTB-4L060 T-15F 3.0
E16L-SCLCR/L09-D200 [ 20 16 11 130 32 15 - 0O -9 0.8 CCOOO09T3 CSTB-4L060 T-15F 3.0
Slhe e i @ @ 20 16 11 200 32 15 - 0 -9 0.8 CCOOO09T3 CSTB-4L060 T-15F 3.0
E20S-SCLCR/L09-D220 [ 22 20 11 250 36 18 - O -8 0.8 CCOO09T3 CSTB-4S T-15F 3.0
E25T-SCLCR/L09-D270 [() 27 25 135300 45 23 - O -6 0.8 CCOO09T3 CSTB-4S T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders

(SCLCL OO type), and the left hand insert (L) is used for the right hand toolholders (SCLCR OO type). .
@ : Stocked items
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STREAMIETESAR

(Yo - -7/ B Boring & internal facing

Dm

o LD
h Right hand (R) shown

Cutting edge style L

M Steel shank

N p q Std.
@) L EGR R e @ 10 8 55 100 16 7.5 - +5° -8° 0.4 CPOO0602 CSTB-258 T-8F 1.2
@) 0 celfil e @ 12 10 6 125 20 9 - +5° -5° 0.4 CPOOO0602 CSTB-255 T-8F 1.2
LSRR @ @ 12 10 6 125 20 9 - +5° -5 0.4 CPOMO0802 CSTB-3L042 T-9F 1.4
@ el e @ 14 12 7 150 24 11 - +5° -4 0.4 CPOOO0602 CSTB-255 T-8F 1.2
NPUBSCREEEE @ @ 14 12 7 150 24 11 - +5° -4 0.4 CPOO0802 CSTB-3L050 T-9F 1.4
P ESe R EEE e @ @ 16 12 9 150 24 11 - +5° -3° 0.4 CPOOO0802 CSTB-3L050 T-9F 1.4
GRS R R @ @ 18 16 9 180 32 15 - +5° -3.5 0.8 CPOMO0903 CSTB-4L060 T-15F 3.0
PNllens B en i @ @ 20 16 11 180 32 15 - 457 -3° 0.8 CPOOO0903 CSTB-4L060 T-15F 3.0
PGPl e @ 22 20 11 200 36 18 - +5° -2° 0.8 CPOOO0903 CSTB-4L060 T-15F 3.0
L el R e @ 27 25 135 250 45 23 - +5° -1° 0.8 CPOMO0903 CSTB-4L060 T-15F 3.0
)
M Carbide shank o
Stock _ Min Dimensions (mm Sl : Parts o
Toolholder Cat. No. R L b%rggia. ODs  f 1 Lo h( )f2 9 7 ?gréguesr A'?r?slgﬁgle Clsaépgwg Wrench -I;T\jr.i:;e E
@) =GO e @ 10 8 55 125 22 7.5 - +5 -8 0.4 CPOOO0602 CSTB25S T-8F 1.2 S|
@D - el @ @ 12 10 6 150 25 9 - 45 -5° 0.4 CPOOO0602 CSTB255 T-8F 1.2 =
E10H-SCLPR/L08-D120 |3 1210 6 100 25 9 - +5 -5 0.4 CPOO0802 CSTB-3L042 T-9F 1.4 c
DSBS R i @ @ 12 10 6 150 25 9 - +5° -5° 0.4 CPOOO0802 CSTB-3L042 T-9F 1.4 3
@) PTG e @ 14 12 7 180 27 11 - +5 -4 0.4 CPOOO0602 CSTB-255 T-8F 1.2 =
E12G-SCLPR/L08-D140 [ 14 12 7 90 27 11 - 45 -4 04 CPOO0802 CSTB-3L0s0 T-9F 1.4 Q
E12J-SCLPR/L08-D140 [ 14 12 7 110 27 11 - +5 -4 04 CPOO0802 CSTB-3L050 T-9F 1.4 =
Pablence i e @ 14 12 7 180 27 11 - +5° -4° 0.4 CPOO0802 CSTB-3L050 T-9F 1.4
| E12G-SCLPR/L08-D160 [ 16 12 9 90 27 11 - 45 -3 04 CPOO0802 CSTB-3L050 T-9F 1.4
| E12J-SCLPR/L08-D160 [ 16 12 9 110 27 11 - +5 -3° 0.4 CPOO0802 CSTB-3L050 T-9F 1.4
St e @ 16 12 9 180 27 11 - 45 -3 0.4 CPOO0802 CSTB-3L050 T-9F 1.4
E16H-SCLPR/L09-D180 [ 18 16 9 100 32 15 - +5 -3.5° 0.8 CPOO0903 CSTB-4L060 T-15F 3.0
E16L-SCLPR/L09-D180 [ 18 16 9 130 32 15 - 45 -3.5° 0.8 CPOO0903 CSTB-4L060 T-15F 3.0
DSl il e @ 18 16 9 200 32 15 - +5° -3.5° 0.8 CPOMO0903 CSTB-4L060 T-15F 3.0
E16H-SCLPR/L09-D200 [ 20 16 11 100 32 15 - +5 -3 0.8 CPOOO0903 GSTB-4L060 T-15F 3.0
E16L-SCLPR/L09-D200 [ 20 16 11 130 32 15 - +5 -3 0.8 CPOOO0903 CSTB-4L060 T-15F 3.0
Laliee NPl @ @ 20 16 11 200 32 15 - +5 -3 0.8 CPOOO0903 CSTB-4L060 T-15F 3.0

When using a right or left hand insert, the right hand (R) insert is used for the left hand toolholders
(SCLPL OO type), and the left hand insert (L) is used for the right hand toolholders (SCLPR OO type).

@ : Stocked items
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STREAMIETEBAR
Boring & internal profiling

DDm h

‘ @Ds
o)

L4 ‘

Cutting edge style Q
Right hand (R) shown

M Steel shank

i i i Std. ; Parts
PRGN e @ 13 10 76 125 20 9 26 O -8 04 DCOO0702 CSTB-2.5S T-8F 1.2
e 16 12 86 150 24 11 26 0 -6 04 DCOOO702 CSTB-255 T-8F 1.2
PSEeEplele /Il arii @ @ 20 16 106 180 32 15 26 0 -5 04 DCOO0702 CSTB-2.55 T-8F 1.2
e 25 20 137 200 36 18 37 0 -7 0.8 DCOO11T3 CSTB-4S T-15F 3.0
VLRl [EEEEN @ @ 30 25 162 250 45 23 37 O -4 0.8 DCOO11T3 CSTB-4S T-15F 3.0
B Carbide shank
i i i Std. .
Toahader Oat No. 52 -etile o T RIS o e
| E10H-SDQCR/L07-D130 |3 13 10 7.6 100 25 9 25 O -8 04 DCOOO0702 CSTB-255 T-8F 1.2
ee 13 10 76 150 25 9 26 0 -8 04 DCOOO702 CSTB-255 T-8F 1.2
5 | E12J-SDQCR/L07-D160 [0 16 12 86 110 27 11 25 0 -6 04 DCOO0702 CSTB-255 T-8F 1.2
ee 16 12 86 180 27 11 26 0 -6 04 DCOOO702 CSTB-25S T-8F 1.2
| E16L-SDQCR/L07-D200 [ 20 16 10.6 130 32 15 25 0 -5 04 DCOOO0702 CSTB-2.55 T-8F 1.2
ee 2 16 106 200 32 15 26 0 -5 04 DCOOO702 CSTB-255 T-8F 1.2

SO plelol VIBREOPLT @ @ 25 20 137 250 36 18 3.7 0 -7 0.8 DCOO11T3 CSTB-4S T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SDQCL OO type), and the left hand insert (L) is used for the right hand toolholders (SDQCR OO type).

(Y] 1] o7 : ¥/ M Boring & internal profiling

@Ds

(2]
o
[0
o
o
<
3
|_
T
c
A
[0]
8
=
2
l_

Cutting edge style U
‘J—‘_u Right hand (R) shown
B Steel shank
B . . Std.
Toolholder Cat. No. ?ocﬂ( b&%ﬁa. ODs  f L1D|meLr125|onsh(mm)f2 0 (rzgézuesr A’i)r?slgr?tsjle C'ggngarts Wrench T(c:\:.qn:l)e
PN Ak e @ 13 10 7 125 20 9 20 O -10° 0.4 DCOOO0702 CSTB-2.5S T-8F 1.2
ee 16 12 93 150 24 11 33 0 -6 04 DCOOO702 CSTB-255 T-8F 1.2
PSRl /hao il @ @ 20 16 11.3 180 32 15 33 0 -5 04 DCOOO0702 CSTB-25 T-8F 1.2
e e 27 20 161200 36 18 61 0 -5 0.8 DCOO11T3 CSTB-4S T-15F 3.0
LRl lEREEP) @ @ 32 25 18.6 250 45 23 6.1 0" -4° 0.8 DCOOI1T3 CSTB-4S T-15F 3.0
B Carbide shank
X A A Std.
Toolholder Cat. No. ?:oci( b%'r\g%a. oDs  f L1D|meLn23|onsh(mm)f2 0 p ?gégtiesr A':i)r?sl,ic(a:ratlgle Clsagrwngans Wrench ‘I'(c:\;’gn:l)e
| E10H-SDUCR/L07-D130 |0 13 10 7 100 25 9 1.9 5 -35 0.4 DCOOO0702 CSTB-25S T-8F 1.2
ee 13 10 7 150 25 9 20 0 -10° 0.4 DCOOO702 CSTB-2.5S T-8F 1.2
| E12J-SDUCR/L07-D160 [0 16 12 93 110 27 11 32 0 -6 04 DCOO0702 CSTB-255 T-8F 1.2
ee 16 12 93 180 27 11 33 0 -6 04 DCOOO702 CSTB-255 T-8F 1.2
| E16L-SDUCR/L07-D200 [ 20 16 11.3 130 32 15 32 0 -5 04 DCOOO0702 CSTB-2.55 T-8F 1.2
ee 20 16 113200 32 15 33 0 -5 0.4 DCOOO702 CSTB-2.5 T-8F 1.2

E20S-SDUCR/L11-D270 [ 27 20 161 250 36 18 6.1 0 -5 0.8 DCOO11T3 CSTB-4S T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SDUCL OO type), and the left hand insert (L) is used for the right hand toolholders (SDUCR OO type).

@ : Stocked items
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Back boring

@Dm Lo

30}

Carbide shank style

Cutting edge style z

B Steel shank Right hand (R) shown
Stock  Min Dimensions (mm) comer Applicable Parts _—
Toolholder Cat. No. L I:gr[e).glla. oDs 7 1 L2 Ls h = 0 = raﬂ_i:us inserts cgggwg Wrench (N-m)
NP B rdel IR cihi @ @ 14 12 105 150 30 125 11 45 0° -9° 04 DCOOO0702 CSTB-2.5 T-8F 1.2
® @ 16 16 125 180 35 125 15 45 0 -8 0.4 DCOOO0702 CSTB-2.5 T-8F 1.2
LD EserdeltlIBEES 2 @ @ 20 20 155 200 40 15 18 55 0 -8 0.8 DCOO11T3 CSTB-4S T-15F 3.0
® ®@ 25 25 18 250 50 15 23 55 0 -6° 0.8 DCOO11T3 CSTB-4S T-15F 3.0
B Carbide shank
Stock , Min Dimensions (mm) comer  Applicable Parts Torque
Toolholder Cat. No. L bé B?n e Ds 7 1 1z s h = 9 q radus inserts —ngpgwg Wrench (N-m)
SPlensrde iilircoil ) @ @ 18 12 105 180 - 125 11 45 0° -8 0.4 DCOOO0702 CSTB-2.5 T-8F 1.2
® ® 22 16 125 200 - 125 15 45 0 -6° 0.4 DCOOO702 CSTB-2.5 T-8F 1.2

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SDZCR 00O type), and the left hand insert (L) is used for the left hand toolholders (SDZCL OO type).

O

TAC Internal Toolholders

@ : Stocked items
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STREAMIETESAR
Boring

o

1
~
3

0.4 TCOO1103 CSTB-2.5 T-8F 1.2
0.4 TCOO1102 CSTB-2.5 T-8F 1.2
0.8 TCOO16T3 CSTB-4M T-15F 3.0
0.8 TCOO16T3 CSTB-4M T-15F 3.0

G0 e ighhetglil @ @ 18 16 9 180 32 15 0.5
A20R-STFCR/L1102-D220 22 20 11 200 36 18 0.5
A20R-STFCR/L16-D220 22 20 11 200 36 18 0.4
A25S-STFCR/L16-D270 27 25 13,5 250 45 23 04

> o
[
~N B

> To

©)
L1
<=
L R F f \M Right hand (R) shown
B Steel shank
Stock _ Min Dimensions (mm Sl i Parts
Toolholder Gat. No. g b0 e 7 L1 L2 h( )fz 6 o redus Afsens Clamping  Wrench T(T\,rj;e
A08H-STFCR/L09-D100 10 8 55 100 16 7.5 06 0 -12° 0.4 TCOOO0902 CSTB-2.2S T-7F 0.9
A10K-STFCR/L09-D120 12 10 65 125 20 9 06 0 -100 0.4 TCOOO0902 CSTB-2.2S T-7F 0.9
A10K-STFCR/L1102-D120 12 10 65 125 20 9 06 0 -100 0.4 TCOO1102 CSTB-2.5 T-8F 1.2
@ iRl e @ 12 10 65 125 20 9 06 0 -13° 0.4 TCOO1103 CSTB-2.5 T-8F 1.2
A12M-STFCR/L09-D140 14 12 7 150 24 11 05 0 -8 04 TCOOO0902 CSTB-2.2 T-7F 0.9
A12M-STFCR/L1102-D140 14 12 7 150 24 11 05 0O -8 04 TCOO1102 CSTB-2.5 T-8F 1.2
@SR N e @ 14 12 7 150 24 11 05 0 -10° 0.4 TCOO1103 CSTB-2.5 T-8F 1.2
18 16 9 180 32 15 06 0 -6 04 TCOO0902 CSTB-2.2 T-7F 0.9
18 16 9 180 32 15 06 0 -6 04 TCOO1102 CSTB-2.5 T-8F 1.2
0
0
0
0

°
|
(¢)]
°

B Carbide shank
) Stock . Min Dimensions (mm St - Parts
9 Toolholder Catt. No. g bamdagn——7 o1 i h( )f2 5 o s ARl Clamping  Wrencn T((Lr::;e
S E08K-STFCR/L09-D100 10 8 55 125 22 75 06 0 -12° 0.4 TCOOO0902 CSTB-2.2S T-7F 0.9
S E10M-STFCR/L09-D120 12 10 65 150 25 9 06 0 -10° 0.4 TCOOO0902 CSTB-2.2S T-7F 0.9
= 12 10 65 150 25 9 06 0 -10° 0.4 TCOO1102 CSTB-2.5 T-8F 1.2
S @l ekl e @ 12 10 65 150 25 9 07 O -13° 0.4 TCOO1103 CSTB-2.5 T-8F 1.2
3 14 12 7 180 27 11 06 O -8 04 TCOOO0902 CSTB-2.2 T-7F 0.9
= 14 12 7 180 27 11 06 O -8 04 TCOO1102 CSTB-2.5 T-8F 1.2
S @Gk e @ 14 12 7 180 27 11 05 0 -10° 0.4 TCOO1103 CSTB-2.5 T-8F 1.2
= E16R-STFCR/L09-D180 18 16 9 200 32 15 06 O -6 04 TCOOO0902 CSTB-2.2 T-7F 0.9
E16R-STFCR/L1102-D180 18 16 9 200 32 15 06 O -6 04 TCOO1102 CSTB-2.5 T-8F 1.2
@ - b ERiE e @ 18 16 9 200 32 15 05 0 -7° 0.4 TCOO1103 CSTB-2.5 T-8F 1.2
E20S-STFCR/L1102-D220 22 20 11 250 36 18 06 O -4 04 TCOO1102 CSTB-2.5 T-8F 1.2
E20S-STFCR/L16-D220 22 20 11 250 36 18 06 0 -7 0.8 TCOO16T3 CSTB-4M T-15F 3.0
E25T-STFCR/L16-D270 27 25 135300 45 23 05 0 -5 0.8 TCOO16T3 CSTB-4M T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STFCL OO type), and the left hand insert (L) is used for the right hand toolholders (STFCR OO0 type).

@ : Stocked items
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Boring

D) ey
= L ‘ L1
<=
Cutting edge style [F Right hand (R) shown
M Steel shank
Stock  Min Dimensions (mm) c?}ﬁér Applicable Parts Torque
Toolholder Cat. No. R L b%rg.ma. ODs f L1 L2 h f2 0 a radius inserts Clamping  wrench  (N.m)

RS Ea e @ 10 8 55 100 16 7.5 0.7 +5° -8 0.4 TPOO0902 CSTB-2.2S T-7F 0.9
ke @ @ 12 10 65 125 20 9 07 +5° -6° 0.4 *TPOO1102 CSTB-2.5B T-8F 1.2
A10K-STFPR/L1103-D120 12 10 65 125 20 9 07 +5° -7 0.4 *TPOO1103 CSTB3L050 T-9F 1.4
| A12M-STFPR/L1102-D140 [N TR PR 150 24 11 0.6 +5° -4 0.4 *TPOO1102 CSTB-25 T-8F 1.2
A12M-STFPR/L1103-D140 14 12 150 24 11 06 +5° -4 0.4 *TPOO1103 CSTB-3S T-9F 1.4
A16Q-STFPR/L1103-D180 18 16 180 32 15 0.7 +5° -2° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
A16Q-STFPR/L13-D180 LI CINET- RN 180 32 15 0.7 +5° -2 0.4 *TPOO1303 CSTB-3S T-9F 1.4
| A20R-STFPR/L13-D220 [ 22 20 11 200 36 18 08 +5 -2° 0.4 *TPOO1303 CSTB-3 T-9F 1.4
| A255-STFPRAL16-D270 ] 27 25 135 250 45 23 06 +5 -1° 0.4 *TPOO16T3 CSTB-4M T-15F 3.0

© © N N

—_

M Carbide shank

O

Std.

Stock . Min_ Dimensions (mm) comer  Applicable Parts Torque
Toolholder Cat. No. R L b%rgglla- @Ds f L1 Lo h f2 6 a "9 inserts Clamping  wrench  (N-m)

S lena e @ 10 8 55 125 22 7.5 0.7 +5 -8 0.4 *TPOO0902 CSTB2.2S T-7F 0.9
FEl S bkt @ @ 12 10 65 150 25 9 0.7 +5° -6 0.4 *TPOO1102 CSTB-25B T-8F 1.2
E10M-STFPR/L1103-D120 12 10 65 150 25 9 07 +5 -7 0.4 *TPOO1103 CSTB-3L050 T-9F 1.4

SRl el @ @ 14 12 7 180 27 11 0.6 +5 -4° 0.4 *TPOO1102 CSTB-25 T-8F 1.2
E12Q-STFPR/L1103-D140 14 12 7 180 27 11 06 +5 -4° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
E16R-STFPR/L1103-D180 18 16 9 200 32 15 0.7 +5 -2° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
E16R-STFPR/L13-D180 (] 18 16 9 200 32 15 0.7 +5 -2° 0.4 *TPOO1303 CSTB-3S T-9F 1.4
E20S-STFPR/L13-D220 ® 22 20 11 250 36 18 0.8 +5 -2° 0.4 *TPOO1303 CSTB-3 T-9F 1.4

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STFPL OO type), and the left hand insert (L) is used for the right hand toolholders (STFPR OO type).

* Inserts of TPGH, TPGM and TPGA are not applicable.

TAC Internal Toolholders

@ : Stocked items
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Boring

<= |

Cutting edge style
g edge sty U Right hand (R) shown

M Steel shank

Toolholder Cat. No. 2% poraitia. Dimensions (mm) 355?:; Applicable Parts Torque

RL gom @>s f L1 L2 h f2 6 a " IS Clamping  wrench  (N-m)

QI e e @ 8 7 4 90 12 6.75 0.4 +5 -10° 0.4 TPOCO701 CstB22.088 T-7F 0.9
LWLl lga e @ 8 8 4 100 195 7.5 05 +5° -10° 0.4 TPOMO701 cstB-22w088 T-7F 0.9
CELESZEER @ @ 10 8 55 100 16 7.5 0.6 +5 -8 0.4 *TPOMOO0902 CsTB-221038 T-7F 0.9

| A10F-STUPR/L1102-D120 [ 12 10 65 80 20 9 14 +5 -6 04 *TPOO1102 CSTB-255 T-8F 1.2
A10K-STUPR/L1102-D120 [ 12 10 65 125 20 9 07 +5 -6 0.4 *TPOO1102 CSTB-255 T-8F 1.2
S e @ 12 10 65 125 20 9 0.6 +5 -10° 0.4 *TPOO1103 CSTB-3L050 T-9F 1.4
| A12H-STUPR/L1102-D140 |3 14 12 100 24 11 09 +5 -4° 0.4 *TPOO1102 CSTB-258 T-8F 1.2
A12M-STUPR/L1102-D140 L3R JEPIRRY] 150 24 11 07 +5 -4 0.4 *TPOO1102 CSTB-258 T-8F 1.2

7
7
SV ESIEEEBEDEEEE ) @ @ 14 12 7 150 24 11 0.6 +5 -6° 0.4 *TPOO1103 CSTB-3L050 T-9F 1.4
A12H-STUPR/L1102-D160 () 16 12 9 100 24 11 0.6 +5 -3 0.4 *TPOO1102 CSTB-2.5B T-8F 1.2

9

9

9

A12M-STUPR/L1102-D160 [ S (SR 1 150 24 11 06 +5° -3 0.4 *TPOO1102 CSTB-2.5B T-8F 1.2
A16K-STUPR/L13-D180 ® 18 16 125 32 15 09 +5 -3 0.4 *TPOO1303 CSTB-3S T-9F 1.4
LACTSR VI V/RRLEERE N ® ®© 18 16 180 32 15 08 +5° -4° 0.4 *TPOO1103 CSTB-3S T-9F 1.4

)

| A16Q-STUPR/L13-D180 [ 18 16 9 180 32 15 06 +5 -3’ 04 *TPOO1303 CSTB-3S T-9F 1.4
w | A16K-STUPR/L13-D200 [ 20 16 11 125 32 15 06 +5 -3 0.4 *TPOO1303 CSTB-3S T-9F 1.4
o Clens el e @ 20 16 11 180 32 15 0.6 +5° -3 0.4 *TPOO1303 CSTB-3S T-9F 1.4
2 VIGESUEEIEE PP @ @ 22 20 11 200 36 18 0.7 +5 -2° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
< CCUGElneie s e @ 22 20 11 200 36 18 07 +5° -2° 0.4 *TPOO1303 CSTB-3 T-9F 1.4
ke WESSIECD N @ @ 27 25 135 250 45 23 05 +5° -1° 0.8 *TPOO16T3 CSTB-4M T-15F 3.0
E Loioain el e @ 34 32 17 300 50 30 0.7 +5° O 0.8 *TPOO16T3 CSTB-4M T-15F 3.0
3 M Carbide shank
= Stock =~ Min_ Dimensions (mm) amh i Parts
Sr_:_) Toolholder Cat. No. L b%rz;jg;a- 0?3 1 L2 h P 0 @ oL A?r?sl,gretlgle Clamping  \yrench 'I'(?\:'f}n:;e

([ ]

R f
° 4 100 14 675 03 +5° -10° 0.4 TPOOO701 CsTB-221038 T-7F 0.9

E08G-STUPR/L07-D080 [ 8 4 90 445 75 05 +5 -10° 0.4 TPOOO0701 cstB221088 T-7F 0.9
SCUN T e @ 8 8 4 125 445 7.5 05 +5° -10° 0.4 TPOOO701 csTB-221038 T-7F 0.9
CLt " e 10 5 55 %0 2
E08K-STUPR/L09-D100 [ 8 55 125 22
E10F-STUPR/L1102-D120 |3 12 10 65 80 25
E10H-STUPR/L1102-D120 [0 12 10 65 100 25 06 +5° -6 04 *TPOO1102 CSTB-2.55 T-8F 1.2
ISR VLVRITP S IP M e ¢ 12 10 65 150 25 0.6 +5° -6 0.4 *TPOO1102 CSTB-255 T-8F 1.2
FEUES R UEELERP @ @ 12 10 65 150 25 9 0.7 +5° -10° 0.4 *TPOO1103 CSTB-3L050 T-9F 1.4
| E12G-STUPR/L1102-D140 [ 14 12 9 27 11 09 +5 -4 0.4 *TPOO1102 CSTB-255 T-8F 1.2
E12J-STUPR/L1102-D140 [0 14 12 110 27 11 06 +5 -4 04 *TPOO1102 CSTB-25B T-8F 1.2
E12Q-STUPR/L1102-D140 LI JRCEERY 180 27 11 06 +5 -4 0.4 *TPOO1102 CSTB-25B T-8F 1.2
E12Q-STUPR/L1103-D140 [ R V. 12 180 27 11 0.7 +5° -6° 0.4 *TPOO1103 CSTB-3L050 T-9F 1.4
| E12G-STUPR/L1102-D160 [ 16 12 9 27 11 06 +5 -3 04 *TPOO1102 CSTB-258 T-8F 1.2
E12J-STUPR/L1102-D160 [ 16 12 110 27 11 06 +5 -3 0.4 *TPOO1102 CSTB-25B T-8F 1.2
SPIENUDVRIPEI M e @ 16 12 180 27 11 06 +5 -3 0.4 *TPOO1102 CSTB-25B T-8F 1.2
E16H-STUPR/L13-D180 [ 18 16 100 32 15 09 +5 -3 04 *TPOO1303 CSTB-3S T-9F 1.4
| E16R-STUPR/L1103-D180 LI SRR TSR [0 200 32 15 08 +5 -4° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
| E16L-STUPR/L13-D180 [ 130 32 15 0.6 +5° -3 0.4 TPOO1303 CSTB-3S T-9F 1.4
| E16R-STUPR/L13-D180 [ 200 32 15 06 +5 -3 04 TPOO1303 CSTB-3S T-9F 1.4
E16H-STUPR/L13-D200 [0 20 16 11 100 32 15 06 +5° -3 0.4 TPOO1303 CSTB-3S T-9F 1.4

[
[ J

NewMINI EO7H-STUPR/L07-D080

0.6 +5 -8 0.4 *TPOOO0902 cstB-2.2L038 T-7F 0.9
06 +5° -8 0.4 *TPOOO0902 csTB-2.2L038 T-7F 0.9
0.5 +5° -6° 0.4 *TPOO1102 CSTB-2.5S T-8F 1.2

© © © N N

© © © © © © N N NN

[ J
—
[e3)
-
o
©

E16L-STUPR/L13-D200 20 16 11 130 32 15 06 +5 -3 0.4 TPOO1303 CSTB-3S T-9F 1.4
E16R-STUPR/L13-D200 ® 20 16 11 200 32 15 06 +5 -3° 0.4 TPOO1303 CSTB-3S T-9F 1.4
| E20S-STUPR/L1103-D220 [ 22 20 11 250 36 18 0.7 +5 -2° 0.4 *TPOO1103 CSTB-3S T-9F 1.4
E20S-STUPR/L13-D220 |3 22 20 11 250 36 18 0.6 +5 -2° 0.4 *TPOO1303 CSTB-3 T-9F 1.4
E25T-STUPR/L16-D270 [ 27 25 135300 45 23 05 +5 -1° 0.8 *TPOO16T3 CSTB-4M T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(STUPL OO type), and the left hand insert (L) is used for the right hand toolholders (STUPR OO0 type). @ : Stocked items

5 22* Inserts of TPGH, TPGM and TPGA are not applicable.




STREAMIETEBAR
£1"[e]1:1: 7/ Wl Boring & internal profiling

. 1
Cutting edge style Right hand (R) shown
M Steel shank
Stock  Min_ Dimensions (mm) Ci;ﬁ-er Applicable Parts Torque
Toolholder Cat. No. bore.dia. o pp .
@bm ©@Ds f L1 L2 h f2 6 a "° inserts Clamping  wrench  (N.m)

PP EEGEEE il @ @ 17 12 105 150 24 11 45 -5 -10° 04 VBOO1103 CSTB-2.5 T-8F 1.2

e e 215 16 13 180 30 15 5 -5 -8 04 VBOO1103 CSTB-2.5 T-8F 1.2
VLGRS GIEEE P @ @ 255 20 15 200 36 18 5 -5 -6 04 VBOO1103 CSTB-2.5 T-8F 1.2
® @ 305 25 175250 45 23 5 -5 -8 0.8 VBOO1604 CSTB-3.5 T-15F 3.0

B Carbide shank

Stock  Min Dimensions (mm) - Parts T
. No. bore.dia. corer  Applicable i orque
Toolholder Cat. No L %rg n:a oDs 7 0 L2 h P 9 q  radus inserts C'Sé‘?é’v'vng Wrench  (N-m)

ISP BRI @ @ 17 12 105 180 27 11 45 -5 -10° 0.4 VBOO1103 CSTB-2.5 T-8F 1.2

® e 215 16 13 200 32 15 5 -5 -8 04 VBOO1103 CSTB-25 T-8F 1.2
HFLEESEEGIERE P @ @ 255 20 15 250 36 18 5 -5 -6 0.4 VBOO1103 CSTB-25 T-8F 1.2
® @ 305 25 175300 45 23 5 -5 -8 08 VBOO1604 CSTB-3.5 T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVQBL OO type), and the left hand insert (L) is used for the right hand toolholders (SVQBR OO type).

O

Y'[e 11 : 7/ B Boring & internal profiling

TAC Internal Toolholders

Cutting edge style Q

M Steel shank

Right hand (R) shown

Stock = Min_ Dimensions (mm) ccs,ﬁﬁ'er Applicable Parts Torque
Toolholder Cat. No. R L b%rggr:a. oDs f L1 L2 »h P 0 @ e inserts Clamping  wrench  (N-m)
SNl e elel SRR @ @ 135 10 8 125 20 9 3 -5 -8 0.4 VvVCOOoso2 CSTB-2L T-6F 0.6
@ e ® 215 16 13 180 30 15 49 -5 -8 0.4 vCOO1103 CSTB-2.5 T-8F 1.2

A25S-SVQCR/L16-D320 32 25 17 250 45 23 45 0 -5 0.8 vCOO1604 CSTB-3.5 T-15F 3.0
40 32 22 300 50 30 6 O -3 0.8 vCcOO1604 CSTB-3.5 T-15F 3.0
A40U-SVQCR/L16-D500 50 40 27 350 60 37 7 0 -1° 0.8 vCOO1604 CSTB-3.5 T-15F 3.0

M Carbide shank

i i i Std. .
Toolholder Cat. No. Stock bo'r\gl.gia. ST O () comey Applicable | .Parts Torque
R @bm @Ds f L1 L2 h f2 6 a " inserts Clamping  wrench  (N.m)

SNBSS elol2y/OI N KL ®@ @ 135 10 8 150 25 9 3 -5 -8 04 vCcOOoso2 CSTB-2L T-6F 0.6
e @ 215 16 13 200 32 15 49 -5 -8 04 vCcOO1103 CSTB-2.5 T-8F 1.2

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVQCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVQCR OO type).

@ : Stocked items
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STREAMIETESAR
Boring & internal proflllng

Carbide shank stylg

2]
Cutting edge style U #?/

Right hand (R) shown

M Steel shank

- - Sta.
Stock  Min Dimensions (mm) comer  Applicabl Parts Torque
o,  Min ner  Applicable .
Toolholder Cat. No R L %re n;a oDs f L1 L2 h ) 0 q radus inserts Clamping  wrench  (N-m)

AN B RSB RSP @ @ 20 16 155 180 35 15 8 O° -8 0.4 VvVBOO1103 CSTB-25 T-8F 1.2
e ® 25 20 175 200 40 19 8 0 -7 04 VvVBOO1103 CSTB-2.5 T-8F 1.2
0

A25S-SVUBR/L16-D320 [ BN <Y} 25 205 250 50 23 85 °  -6° 0.8 VBOO1604 CSTB-3.5 T-15F 3.0
M Carbide shank

Stock = Min. Dimensions (mm) cﬁ;ﬁ-er Applicabl Parts T
No. merar r pplicable i orque
foolholderGat. No. 0 s f L1 Lo h fo 0 a "a° inserts  OEONO Wewonh (um
GRS RREDPZLET @ @ 245 16 16 200 - 15 8 0" -8 04 vBOO1103 CSTB-2.5 T-8F 1.2
® ® 285 20 18 250 - 19 8 0 -7 04 vBOO1103 CSTB-2.5 T-8F 1.2
E25T-SVUBR/L16-D340 [ I JK7 25 21 300 - 23 85 0° -6 0.8 VBOO1604 CSTB-3.5 T-15F 3.0
When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVUBL OO type), and the left hand insert (L) is used for the right hand toolholders (SVUBR OO type).
5 (Y"/ V][] -7/ B Boring & internal profiling
o
[0
o
o
= L
8 0 {\gf H Carbide shank style
= Cutting edge style |J i—a
g . Stee| Shank Right hand (R) shown
[0}
E Stock  Min Dimensions (mm) ccs,,ﬁﬁ'er Applicable Parts Torque
o Toolholder Cat. No. R L b%rg%a @Ds f L1 L2 h f 6 a ™dus inserts Clamping  wrench  (N-m)
Ii: A12M-SVUCR/L08-D160 LI I (5} 12 11 150 30 11 55 0 -8 0.4 VvVCOO0802 CSTB-2L T-6F 0.6
® ®@ 32 25 19 250 45 23 65 0 -5° 0.8 vCOO1604 CSTB-3.5 T-15F 3.0
A32T-SVUCR/L16-D400 40 32 22 300 50 30 6 0° -3 0.8 vCOO1604 CSTB-3.5L T-15F 3.0
50 40 27 350 60 37 7 0" -1° 0.8 VCOO1604 CSTB-3.5L T-15F 3.0
M Carbide shank
Stock  Min. Dimensions (mm) cormer  Applicable Parts Torque
o . bore.dia. i : -
Toolholder Cat. No R L 8’5 rr:a oDs f L1 L2 h 7 ) g radus inserts Clamping — wrench (N-m)
E12Q-SVUCR/L08-D180 L I IRk} 12 11.5 180 - 11 55 0° -8 04 VCOO0802 CSTB-2L T-6F 0.6
® ® 32 25 19 300 - 23 65 0 -5 0.8 vVCOO1604 CSTB-3.5 T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVUCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVUCR OO type).

53'74:1: 7/ "l Back boring

Cutting edge style g o3 =T ‘
utting edge style
‘ L Right hand (R) shown
B Steel shank
Stock Min Dimensions (mm) o Applicable Parts Torguo
Tooholder Gat. No. = = e gbs 7 L1 Lz Ls h f2 6 a '@ inserts CETBNG  Wiemon ()
AN Ele BTSSR EE PO @ @ 20 16 155 180 35 125 15 8 0 -8 0.4 VvBOO1103 CSTB-2.5 T-8F 1.2
® @ 25 20 175 200 40 125 18 8 0 -7 0.4 vBOO1103 CSTB-2.5 T-8F 1.2
DV E\ A IR Rk @ @ 32 25 24 250 50 175 23 12 0° -6° 0.8 VBOO1604 CSTB-3.5 T-15F 3.0

® ® 40 32 275 300 72 175 30 12 0° -5 0.8 vBOO1604 CSTB-3.5L T-15F 3.0

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders )
5 24 (SVZBR 00O type), and the left hand insert (L) is used for the left hand toolholders (SVZBL OO type). @ : Stocked items




STREAMIETESAR
Back boring

@Dm Lo

g

Q

Cutting edge style z
Right hand (R) shown
M Steel shank
Stock  Min Dimensions (mm Sic) i Parts

Toolholder Cat. No. R L bore.dia: i) comer, Appl|cgb|e Clamin—Torque
@obm 9Ds f L1 L2 L3 h f2 6 a re Inserts amping Wrench (N-m)

NS A IR @ @ 16 12 11 150 30 10 11 55 0° -8 0.4 vCOO0802 CSTB-2L T-6F 0.6

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SVZCR 00 type), and the left hand insert (L) is used for the left hand toolholders (SVZCL OO type).

AV =1 :7/ S Boring

*Straight shank style,

Cutting edge style U

B Steel shank Right hand (R) shown 5
Stock = Min Dimensions (mm) cﬁﬁgér Applicable Parts Torque

Tooholder Gat. No. g = 0080 Ghs 7 11 L2 h f2 6 o "W nsers  CEBM  wemn (vm)

NewmiNI *AO5F-SWUBR/L03-D060 LI ) 6 5 3 80 9 48 - 0° -13° 0.4 wBOO0301 CSTB-2 T-6F 0.6 g

e o 7 6 35 90 11 575 - 0° -12° 0.4 wBOO0301 CSTB-2 T-6F 0.6 %

NewMINI *AQ7G-SWUBR/L03-D080 L 2N 8 7 4 90 12 6.75 - 0° -11° 0.4 wBOOO0301 CSTB-2 T-6F 0.6 <

° 6 8 31 100 18 75 - 0° -12° 0.4 wBOOO0301 CSTB-2 T-6F 0.6 §

AO08H-SWUBRO03-D070 (] 7 8 36 100 20 75 - 0° -12° 0.4 wBOOO0301 CSTB-2 T-6F 0.6 =

. c

B Carbide shank S

Stock = Min_ Dimensions (mm) ccs,,ﬁg'er Applicable Parts Torque £

Toolholder Cat. No. R L b%rggr:a- oDs f L1 Lz »h 2 0 = ral‘js'us inserts Clamping wrench (N-m) 2()

NewmiNI *EQ5G-SWUBR/L03-D060 LI ) 6 5 3 90 10 4.8 - 0° -13° 0.4 wBOO0301 CSTB-2 T-6F 0.6 =
New MINI e o 7 6 35 100 12 5.75 - 0° -12° 0.4 wBOOO0301 CSTB-2 T-6F 0.6
Newmint *EQ7H-SWUBR/L03-D080 L I 8 7 4 100 14 6.75 - 0° -11° 0.4 wBOO0301 CSTB-2 T-6F 0.6
6 8 31 125 30 75 - 0° -12° 0.4 wBOOO0301 CSTB-2 T-6F 0.6

([ ]
EO08K-SWUBRO03-D070 ) 7 8 36 125 40 75 - 0° -12° 04 wBOOO0301 CSTB-2 T-6F 0.6

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SWUBL OO type), and the left hand insert (L) is used for the right hand toolholders (SWUBR OO type).

L1 ¥4 - 7/ Wl Back boring

@Dm 95° h

S ; —2
SR
| i r
P — % ~] : -4
E] S . L
—) \a L2 | L4
0 4 == 1.
Cutting edge style z # J
. Steel Shank Right hand (R) shown
Stock  Min Dimensions (mm) Cgﬁgé, Applicable Parts Torque
. No. bore.dia. r i
Toolholder Cat. No R L 82) rﬁ oDs f L1 Lz »h P 0 g radus - GBS Wrenoh ()

NewMmiNI AO4F-SEZPR/L03-D055 [ I BENGK:) 4 32 80 4 38 12 0 -8 0.2 EPOOO03X1 CSTA-1.6 T-6F 0.6
New MINI ® ® 65 5 37 80 5 48 12 0 -6 0.2 EPOOO3X1 CSTA-1.6 T-6F 0.6

M Carbide shank

o : : Std. .
Toolholder Cat. No. Sleld bora.dia. Dl (s 718l (i) oy Appllcable lParts Torque
R L gbm 9Ds f L1 L2 h f2 6 a Ye inserts Clamping  wrench  (N-m)

NewMINI [EQ4G-SEZPR/L03-D055 [ I JENGE) 4 382 9 5 38 12 0 -8 0.2 EPOOO03X1 CSTA-1.6 T-6F 0.6
New MINI ® ® 65 5 37 90 6 48 12 0 -6° 0.2 EPOOO3X1 CSTA-1.6 T-6F 0.6

When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders
(SEZPR OO type), and the left hand insert (L) is used for the left hand toolholders (SEZPL OO type).

@ : Stocked items
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STREAMIETEAR
CY"M]:1;7/ " Internal sphere cutting

L1

1
Cutting edge style J wﬁ

Right hand (R) shown

M Steel shank

Stock =~ Min. Dimensions (mm) coner  Applicable Parts Torque
Toolholder Cat. No. R L b%rg.gula. oDs 7 T 1z h " A " raseius e CBIBIG  Wrench (Njn )
LPAEEAETIBREDPL @ @ 25 20 2 200 40 18 - -5 -5° 0.4 VvVBOO1103 CSTB-25 T-8F 1.2
® ® 30 25 35 250 50 23 - -5° -5 04 VvBOO1103 CSTB-2.5 T-8F 1.2

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVJBL OO type), and the left hand insert (L) is used for the right hand toolholders (SVJBR OO type).

(YA [o] -7/ B Internal sphere cutting
ODm

5

. )
Cutting edge style J CUd—J Right hand (R) shown
M Steel shank

Stock = Min. Dimensions (mm) cormer  Applicable Parts Torque
Toolholder Cat. No. L b%rgg:a. oDs T PR " % 0 . ra%i:us e Clsa TG Wrenoh =
A12M-SVJCR/L08-D160 LI IR (G 12 2 150 28 11 - -5 -5° 04 VCOO0802 CSTB-2L T-6F 0.6
e ® 20 16 2 180 35 15 - -5° -5 04 VvVCOO0802 CSTB-2L T-6F 0.6

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SVJCL OO type), and the left hand insert (L) is used for the right hand toolholders (SVJCR OO type).

1) 4 : 7/ B Boring & internal facing

TAC Internal Toolholders

Cutting edge style ){ - - :Straight shank style,
B Steel shank Right hand (R) shown
Stock . Min. Dimensions (mm) comer  Applicable Parts Torque
foololder Gat.No. = oA eDs f L1 Lo _h B0 fee  nserts  CETRDS  wenoh (um)
NewmiNI *AO4F-SEXPR/L03-D045 [ I I ¥ 4 23 80 - 38 - 0° -15° 0.2 EPOOO03X1 CSTA-1.6 T-6F 0.6
ee 5 4 25 8 - 38 - O -13 02 EPOO03X1 CSTA-1.6 T-6F 06
VRGN e @ 55 5 275 80 - 48 - O -12° 0.4 EPOOO0401 CSTB2 T-6F 0.6
e 7 6 36 9 - 575 - 0O -12° 04 EPOO0401 CSTB-2 T-6F 0.6
AO08H-SEXPR/L04-D055 [ I JEN¥:) 8 275 100 16 75 - 0° -12° 0.4 EPOO0401 CSTB-2 T-6F 0.6
e e 7 8 36 100 20 75 - 0° -12° 0.4 EPOO0401 CSTB-2 T-6F 0.6
B Carbide shank
Stock = Min. Dimensions (mm) cormer  Applicable S Torque
Toolholder Cat. No. R L b%rgg:a. oD 7 1 Ls - P A o ra?sius e Clsa DG Wrench o
Newmini *E04G-SEXPR/L03-D045 LI BR: £33 4 23 9 - 38 - 0° -15° 0.2 EPOOO03X1 CSTA-1.6 T-6F 0.6
e e 5 4 25 9 - 38 - 0° -13° 0.2 EPOOO03X1 CSTA-1.6 T-6F 0.6
Newmini *E05G-SEXPR/L04-D055 I BENGR) 5 275 90 - 48 - 0° -12° 0.4 EPOOO0401 CSTB-2 T-6F 0.6
e e 7 6 36 100 - 575 - 0° -12° 0.4 EPOO0401 CSTB-2 T-6F 0.6
E08K-SEXPR/L04-D055 L I BRGRS 8 275 125 28 75 - 0° -12° 0.4 EPOO0401 CSTB-2 T-6F 0.6

e e 7 8 36 126 40 7.5 - 0° -12° 0.4 EPOO0401 CSTB-2 T-6F 0.6

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SEXPL
00 type), and the left hand insert (L) is used for the right hand toolholders (SEXPR OO type).
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STREAMIETEBAR
IHow to use SVJC(B)R/L-type tools

B General machining information R(D/2)

The minimum machinable radius (R) of the internal sphere
is 1/2 of the minimum bore diameter (aDm).

The maximum machinable depth of the bore is within

the L2 size of the tool.

B Cautionary points

To avoid insert breakage the tool point should not overrun To avoid burr, the depth of cut should be within the
the bore center. corner radius.

O

Less than corner radius

TAC Internal Toolholders

B Machining examples
Machining of internal sphere

Work material : S45C Work material : S45C

Toolholder  : A12M-SVJCR08-D160 Toolholder : A12M-SVJCR08-D160

Insert : VCMT080204-PF (NS730) Insert : VCMT080204-PF (T9015)

Cutting speed: V¢ = ~ 100 m/min Cutting speed : Vc =~ 100 m/min

No of revs.  :n =3000 min-" (constant) No of revs. : n = 3000 min-" (constant)

Feed :f=0.1 mm/rev Feed :f=0.1 mm/rev

Depth of cut :ap =0.5 mm : f=0.05 mm/rev (only for plunging)

Depth of cut :ap =0.5mm

—
ap
20 mm

Machining from a solid workpiece Machining from a pre-drilled bore Machining from a solid workpiece Machining from a pre-drilled bore
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STREAMIETESAR
Internal undercut & profiling

@Dm b
_ Py
6 5
W )
t :
Cutting edge style Q
B Steel shank Right hand (R) shown
Stock = Min Dimensions (mm) o, Aoplicabl Parts T

. No. bore.dia. r pplicable . orque
Toolholder Cat. No R L gg rT|]a oDs f L1 L2 h f 9 a ra'g‘cl—us inserts GG Wrench  (Nm)

AP ES el STIBREFON @ @ 17 12 105 150 24 11 45 -5 -10° 0.4 YwOO11T2 CSTB-2L T-6F 0.6
e ® 215 16 13 180 30 15 5 -5° -8 0.4 YwWOO11T2 CSTB-2L T-6F 0.6

M Carbide shank

Stock = Min Dimensions (mm) cgﬁg'er Applicabl Parts Torque
Toolhol t. No. bore.dia. - pplicable , a
coholderGat-No. g %080 abs 7 L1 L2 h 2 6 o " nsets  CEMNO wenon (vm)

SheleBy (et /B EEAFG @ @ 17 12 105 180 27 11 45 -5 -10° 04 YwOO11T2 CSTB-2L T-6F 0.6
e ® 215 16 13 200 32 15 5 -5° -8 04 YwWOO11T2 CSTB-2L T-6F 0.6

5

3¢ 1]:1:7/ Wl Boring & internal profiling
a

Y Dm
[0}
ke) ) . o
2 JEN
< ) /-
|_
© a
<
_,GC_J, Cutting edge style U
g B Steel shank Right hand (R) shown
Stock  Min Dimensions (mm) Ccs,ﬁgér Applicable Parts Torque
Toolholder Cat. No. R L b%rgcrir:a. oDs f L1 L2 h f 0 g e inserts Clamping  wrench  (N-m)
A16Q-SYUBR/L11-D200 JC I Jlo] 16 155 180 35 15 8 0° -8 0.4 YWOO11T2 CSTB-2L T-6F 0.6
M Carbide shank
Stock = Min_ Dimensions (mm) ciﬁgér Applicable Parts Torque
Toolholder Cat. No. R L b%rg.roga. oDs f L1 Lz »h = 0 g e inserts Clamping  wrench  (N-m)

Sl B RTREEN 20 @ @ 20 12 135 180 27 11 7.5 0 -8 0.4 ywOO11T2 CSTB-2L T-6F 0.6
® ® 245 16 16 200 32 15 8 0° -8 04 YwOO11T2 CSTB-2L T-6F 0.6

@ : Stocked items
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J-SERIES
STREAMIETEBAR

l Standard cutting conditions

For Internal Turning

in- Cutting Speed Depth of cut Feed f(mm/rev,
ISO Work material Chip Grades 9 p P ( )
breaker Vc (m/min) ap (mm) R0.03 RO.1 R0.2 R0.4
Steels Wo8
. S45C, SCM435, etc. 1508 SH725 50 - 200 0.05-1.0 0.005 - 0.02 0.01-0.05 0.02 - 0.10 0.05-0.15
(C45, 34CrMo4, etc.)
Stainless steels W08
M SUS303, SUS304, etc. JS SH725 30 - 200 0.05-1.0 0.005 - 0.02 0.01-0.05 0.02 - 0.10 0.05-0.15
(X10CrNiS18-9, etc.)
Grey cast irons .
Ductile cast irons
. FC250, FCD450, etc. s TH10 30 - 100 0.05-1.0 0.005 - 0.02 0.01 - 0.05 0.02 - 0.10 0.05-0.15
(GG25, GGG45, etc.)
Aluminium alloys W08
. Copper alloys s TH10 100 - 500 0.05-1.0 0.005 - 0.02 0.01-0.05 0.02 - 0.10 0.05-0.15
Si<13%
Titanium W08
s Titanium alloys s SH725 30 - 100 0.05-1.0 0.005 - 0.02 0.01-0.05 0.02 - 0.10 0.05-0.15
Ti-6Al-4V etc.

O

TAC Internal Toolholders
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J-SERIES
STREAMIETEAR

l Sleeves

BLM type (Round shank for Stream Jet Bar MINI)

s S2 S3

@Dn
L
L
D
D
@Do

A B (o}
10 L1
Dimensions (mm) Replacement parts
Cat.No.  Stock ;n oDigbn L1 h b S1 S2 Ss & C'amp'”g SCrews 5 Wrench el
® 15875 4 15 100 15 15875 5 15 15 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
® 15875 5 15 100 15 15875 5 15 15 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
® 15875 6 15 100 15 15875 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2  CA-16 (M6)
® 15875 7 15 100 15 15875 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
® 16 4 15 100 15 16 5 15 15 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
® 16 5 15 100 15 16 5 15 15 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
®@ 16 6 15 100 15 16 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
5 ® 16 7 15 100 15 16 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
® 1905 4 18 100 18 19.05 5 15 15 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
® 1905 5 18 100 18 19.05 5 15 15 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
" ® 1905 6 18 100 18 19.05 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
o ® 1905 7 18 100 18 19.05 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
2 ® 20 4 13 100 19 20 5 15 15 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
< ® 20 5 14 100 19 20 5 15 15 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
Re! ® 20 6 15 100 19 20 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
T ® 20 7 16 100 19 20 5 20 20 SSHM4-4 SSHM4-4 SSHM4-4 P-2 CA-16 (M6)
S ® 22 4 13 125 21 22 5 15 15 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
€ ® 22 5 14 125 21 22 5 15 15 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
Q ® 22 6 15 125 21 22 5 20 20 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
= ® 22 7 16 125 21 22 5 20 20 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
® 25 4 13 125 24 25 5 15 15 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
® 25 5 14 125 24 25 5 15 15 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
@ 25 6 15 125 24 25 5 20 20 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
®@ 25 7 16 125 24 25 5 20 20 SSHM4-4 SSHM4-6 SSHM4-6 P-2 CA-16 (M6)
® 254 4 13 125 24 254 5 15 15 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
® 254 5 14 125 24 254 5 15 15 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
® 254 6 15 125 24 254 5 20 20 SSHM4-4 SSHM4-8 SSHM4-8 P-2 CA-16 (M6)
® 254 7 16 125 24 254 5 20 20 SSHM4-4 SSHM4-6 SSHM4-6  P-2 CA-16 (M6)
Applicable i i

BLM type (Round shank) Cat. No. Stock sha‘;Edia_ — D|m;n5|ons r(1mm) -

oD 3-M5X0.8 ® 8 19.05 100 18 18

- ° 8 20 100 19 18

5 # - ° 8 22 125 21 21

s ° 8 254 125 24 24

T ° 8 25 55 24 23

h ° 10 25 55 24 23

Above drawing shows BLM25-**C type. = 12 25 55 24 23

*optional
@ : Stocked items.
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MINIFTURN
SWLXR/L Boring & internal facing

h
| ®
% =P = a
Jeil [ S
r{tL—Z” L1
Cutting edge style L g!/\ﬂ H
A Right hand (R) shown.
J Steel shank
; H i Std.
Gt e Stockbolr\guéh. Dimensions (mm) comer Insert - I_’arts Torque
RLogbmoeDs f L1 Lo h fo 6 a 'f corow? Wrench (N-m)
AN CS VB GYEE P @ @ 12 10 6 125 20 9 - -10°-16° 0.4 WXGUO0403*L/R SR34-514 T-7F 0.9
®@e® 14 12 7 150 24 11 - -10°-14° 0.4 WXGUO0403*L/R SR34-514 T-7F 0.9
DN ESVIBGUIES D @ @ 18 16 9 180 32 15 - -10°-11° 0.4 WXGUO0403* L/R SR34-514 T-7F 0.9
®@® 22 20 11 200 36 18 - -10°-10° 0.4 WXGUO0403*L/R SR34-514 T-7F 0.9
l Carbide shank
; ; ; Std.
Gt [ Stoc"bo?é"ésa. Dimensions (mm) comer Insert - I?arts Torque
RLoDmeDs f Li L2 h f2 6 a " lampind Wrench (N-m)
SN ESVIDGUNEERPD @ @ 12 10 6 150 25 9 - -10°-16° 0.4 WXGUO0403* L/R SR34-514 T-7F 0.9
®e® 14 12 7 180 27 11 - -10°-14° 0.4 WXGUO0403*L/R SR34-514 T-7F 0.9
SEEEAVIDGUNEE ) @ @ 18 16 9 200 32 15 - -10°-11° 0.4 WXGUO0403* L/R SR34-514 T-7F 0.9
®@@® 22 20 11 250 36 18 - -10°-10° 0.4 WXGU0403*L/R SR34-514 T-7F 0.9

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SWLXL04-D**) , and the left hand insert (L) is used for the right hand toolholders (SWLXR04-D**) .

SDXXR/L Boring & internal profiling

4 @

ﬂDs

L4

Cutting edge style X OfF—=—- ~
Right hand (R) shown.

fl Steel shank

, —— "
Gt [ Stock, Min Dimensions (mm) cggner Insert I?arts e
i RLobmeDs f L1 L h f2 8 a "p* Clamping  wrench (N.m)

TAILC DG (@ @ 13 10 7.6 125 20 9 2.6 -14°-16° 0.4 DXGUO703" L/R SR34-514 T-7F 0.9
@@ 16 12 86150 24 11 26 -14°-14° 0.4 DXGU0703" L/R SR34-514 T-7F 0.9
DALEES DS A ) @ @ 20 16 106180 32 15 2.6 -13°-13° 0.4 DXGUO703** L/R SR34-514 T-7F 0.9
® @ 24 20 126200 36 18 2.6 -13°-12° 0.4 DXGU0703" L/R SR34-514 T-7F 0.9

B Carbide shank
s Stock, Min. Dimensions (mm) cﬁgﬁér Insert I?arts T
' RLoDmeDs f Li La h fo 8 a “R° Clamping  wrench (N.m)

S0 Gk @ @ 13 10 7.6 150 25 9 2.6 -14°-16° 0.4 DXGUO703" L/R SR34-514 T-7F 0.9
® @ 16 12 86180 27 11 2.6 -14°-14° 0.4 DXGUO703" /R SR34-514 T-7F 0.9
SR G A @ @ 20 16 10.6200 32 15 2.6 -13°-13° 0.4 DXGUO703" L/R SR34-514 T-7F 0.9
® @ 24 20 126250 36 18 2.6 -13°-12° 0.4 DXGUO703" L/R SR34-514 T-7F 0.9

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders
(SDXXLO7-D**) , and the left hand insert (L) is used for the right hand toolholders (SDXXR07-D**) . ® : Stocked items.

O

TAC Internal Toolholders
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SDZXR/L Back boring

oDs

@Dm i
Lo
[ o3 @ @

; a L3 _[Ne Ly

o =1 | %
Cutting edge style Z R Right hand (R) shown.
fl Steel shank
— Stock Q"?E,‘e Dimensions (mm) cgjgér nsert Parts Torque
' RLobmoDs f L1 Lo Ls h fp 6 a "%° Clambing wrench (N-m)

AP By GUIREbEE ) @ @ 14 12 11 150 30 13 11 4.5 -10° -14° 0.4 DXGUO703** R/L SR34-514 T-7F 0.9
®@ ® 16 16 13 180 35 13 15 4.5 -10° -125° 0.4 DXGUO0703** R/L SR34-514 T-7F 0.9

LVl B s GUIRrE P @ @ 20 20 15 200 40 13 18 4.5 -10° -10.5° 0.4 DXGUO0703** R/L SR34-514 T-7F 0.9

l Carbide shank
Min e R Std.
Dimensions (mm Parts T
Cat. No Stock tpre D oM jnsert  —goon orque
RLegDmeDs f L1 L2 Ls h f2 08 a 'p screw © Wrench (N-m)

Shlencinra GGIKrcosi @ @ 18 12 11 180 - 13 11 4.5 -11° -11° 0.4 DXGUO0703** R/L SR34-514 T-7F 0.9
®e® 22 16 13200 - 13 15 4.5 -11° -9° 0.4 DXGUO703**R/L SR34-514 T-7F 0.9

When using a right or left hand insert, the right hand insert (R) is used with the right hand toolholders
(SDZXR07-D**), and the left hand insert (L) is used with the left hand toolholders (SDZXLO7-D**).

5

TAC Internal Toolholders

@ : Stocked items.
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MINIFTURN
l Standard cutting conditions

For Internal Turning

Grades
F Cutting Depth of Feed
ISO Workpiece materials . . or wear speed cut
P First Choice FOI'ﬁsnt;;'Lace resistance /o (F:n /min)  ap (mm) f (mm/rev)
(High speed)
AH725 - - 50 - 180 0.3-2.0 0.08 - 0.3
Low carbon steel
(SS400 / E275A, S25C / C25, etc)) - NS9530 - 80 - 250 0.3-2.0 0.08 - 0.3
- - GT9530 80 - 300 0.3-2.0 0.08 - 0.3
AH725 - - 50-180 0.3-2.0 0.08 -0.3
Carbon steel
(S45C / C45, S55C / C55, 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 - 180 0.3-2.0 0.08 - 0.3
Low alloy steel
(SCM415, etc) - NS9530 - 80 - 250 0.3-2.0 0.08 - 0.3
- - GT9530 80 - 300 0.3-2.0 0.08 - 0.3
AH725 - - 50-180 0.3-2.0 0.08 - 0.3
Alloy steel
(SCM440 / 42CrMo4, SCr420 / 20Cr4, etc.) B e B 80 -250 03-20 0.08-03
- - GT9530 80 - 300 0.3-2.0 0.08 -0.3

Stainless steel (Austenitic)
(SUS304 / X5CrNi18-9, AH725 - - 50 - 150 0.3-2.0 0.08 - 0.3
SUS316 / X5CrNiMo17-12-3, etc.)

O

Stainless steel (Martensitic and ferritic)

M (SUS430 / X6Cr17, SUS416 / X20Cr13, etc.) AH725 50-150 03-20 0.08-03
Stainless steel (Precipitation hardening) B B B ) ) e
(SUS630 / X5CrNICUND16-4, etc.) AHT25 50150 03-20  008-03 3
AH725 - - 50 - 180 03-2.0 0.08-0.3 §
(F025g;ez"5[°)a/5t6'g’2'; . - NS9530 - 80 - 250 03-2.0 0.08-0.3 §
- - GT9530 80 - 300 03-2.0 0.08-0.3 =
AH725 - . 50 - 120 03-2.0 0.08-0.3 g
(chggg'/eéésé%";tc) - NS9530 . 80 - 150 0.3-2.0 0.08-0.3 £
- - GT9530 80 - 180 03-2.0 0.08 - 0.3 O
=

Non ferrous Metal KSO5F - - 100 - 300 0.3-20 0.08 - 0.3

. (Aluminum alloy, etc.)
Non ferrous Metal KSO5F - - 100 - 300 03-2.0 0.08 - 0.3

(Cu Alloy, etc.)

533



Chapter Composition of TAC Grooving Tools

— lllustration of tooling condition

@ In the machining type, tools are arranged by product series.

Cat. No. of applicable inserts

I-SERUES J-ype / Exteral grooving

JSTGR/L External grooving

Cat. No. of applicable inserts

Dimensions of applicable inserts

J=SERIES J-type / External drooving

70 s i o) A
& Without offset G
[ P E— Screw-on system cat o Dimensions (mm) [Costod G Comet _uneones
N N < I T Max. J740 J9530 NS9530 TH10
= Vi gos PRy L7ATNRESSONHSSESURTHION
. L g #H/ T WP e % “fRLRLRLRL
Ll L z [ 0525 318 033 08 07 0.03
e - 525 318 05 12 11 003
BACHE 14 e o525 518 075 20 19 003
E 0525 318 095 20 19 003
e (s, P o ses 318 1 22 21 005 o
o warhed fomecksdo i gt T o Rt han 9 2Tl S N7 P 0 08 se
T PLCCETEN0525 3.18 145 22 21 005 o0
Stock Dimensions (mm) Parts P o525 318 15 22 21 005 e
Cat. No. RS TR [l i oot son. WUSTEGRMoses oo 175 22 21 0 e
[EEEE e & 0 0 mes 0 0 2 | weRE [ csmas Tar Ay 12 BEergges: 2 2 i7 22 o) ¢ 8
@ e 10 10 125185 10 10 2 | JToRasw | oste4sD TeF (e 12
WG @ o 12 12 85 185 12 12 - | JieRee+ | cste4sp TeF ey 12
e e 12 12120185 12 12 - | JTorns | osTe4sD TeF (6L 12 1 JTG Standard cutting conditions
VEERE o o 12 12 125185 12 12 - | sromns | coteesp TeF ey 12 m—— —
® @ 16 16 120185 16 16 - | JTGRA3" | CSTB-4SD T-8F (1-8L) 12 E9 otieisres) €Tin Ve (m/min) f(mm/rev)
JSTGR/L1616K3 ® ® 16 16 125 185 16 16 - JTGR/L3™ CSTB-4SD  T-8F (T-8L) 1.2 SH725 50 - 200 0.01-0.1
Goners stoel 40 10-100 001-01
® (845045, elc) NS9530 50-150 001-01
J-SERIES J-type / External grooving J9530 50- 150 001-01
JS-TGL3 External grooving Free-cutting steel SH725 50-200 0.01-0.1
(SUM22/ 11SMn2, etc) S0 10-100 001-01
ScERCpsvaten) SH725 50 - 200 0.01-01
m Stainless stoel 40 10-100 001-01
] (SUS304 / X5CrNi18-9, etc.) NS9530 50- 150 001-01
49530 50- 150 001-01
(5i<12%, C3604B / GWG14N, etc) THIO 10-200 oor-o1
Lt hana 1) shown.
Diffcut-to-cut materials,
s Thankim aloys: THiO 10-30 001-01
@3, Stock  Applicable Dimensions (mm) Clamping  wronen At
R L inserts. oDs f L L2 h B screw “
[ e Jom-® 05 5 5 - 16 15 osieas e
. JTGR3™ (F) 20 6 125 - 19 115 CSTB-4s T-15F
JS22K-TGL3 . JTGR3™ (F) 22 6 125 - 21 115 CSTB-4S T-15F
® JTGR3™(F) 254 10 125 - 24 127 CSTB-4S _ T-ISF

®: Stocked tems

6-13

Symbols of stock status

Standard cutting conditions
Cutting speeds by work material and
feed ranges by machining type are
shown.

B Ordering information

@ \When ordering the toolholder, please specify Cat. No. and quantity.
Example: JCTER1010-1.4T10--- 1 piece.

@ \When ordering inserts for grooving and parting tools, please specify Cat. No., grade, and quantity.
Example: DGM2-020 AH725--- 10 pieces.
e Standard packing quantity of inserts is 10 pieces.



TAC Grooving Tools

TurnlLine

Guidance

B Types and application of TAC Grooving Tools -~ 6-2

B Structures and features of TAC Grooving Tools -~ -~ 6-4

Products

H Grooving tools
STC18 Grooving TCP18inserts -~ 6-5
STC27 Grooving TCS27 inserts -+ -+ 6-9
JSTGR/L Grooving JTGR/L inserts -~ -+ -+ -~ 6-11
JS-TGL3 Grooving (Round shank) JTGRinserts -~~~ 6-11
JCTER/L Grooving / Turning LJGL], DTEinserts - - ------ -+ - 6-14
CGER/L Deep grooving OGO inserts -+ oo oo 6-15
JSVGR/L Grooving JVGR/Linserts ~ ----------- .- 6-20
JSXGR/L Grooving JXGR/Linserts - 6-21
CE Grooving GTGN-16ER inserts - - - - - - - - - - - 6-22
SPGN Grooving (profiling) PSGBinserts ..o 6-24



Selection Guide of Tools

@ For grooving TETRAMEUT TET2FEUT
JSVGR/L JSTGR/L JS-TGL3 STCR/L-18 STCR/L-27
(P. 6-20) (P. 6-11) (P. 6-11) (P. 6-5) (P. 6-9)
Shank size Shank size Shank dia. Shank size Shank size
10 ~ 16 mm 10 ~ 16 mm 219.05 ~ 225.4 mm 10 ~ 25 mm 10 ~ 20 mm

Groove with: 0.33 ~ 2.0 mm | Groove with: 0.33 ~ 3.0 mm | Groove with: 0.33 ~ 3.0 mm | Groove with: 0.33 ~ 3.0 mm | | Groove with: 0.5 ~ 3.18 mm
Max. groove depth: 0.7 ~ 5.5 mm | Max. groove depth: 0.7 ~ 2.6 mm | Max. groove depth: 0.7 ~ 2.6 mm | Max. groove depth: 0.8 ~ 2.6 mm | | Max. groove depth: 1.0 ~ 6.4 mm

A

@ For grooving,
and turning

JCTER/L
(P. 6-14)
Shank size
10 ~ 20 mm
Groove width: 1.0 ~ 3.0 mm
Max.parting dia. : 32 mm

£
3
=
(o))
£
>
(o]
o
0]
2
=
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TUNGCUT




Selection Guide of Tools

I External Grooving

10
|

Groove
depth

10
(m)

width = 10 mm

(for profiling custom grooves)
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Structures and features of TAC Grooving Tools

2 Clamping
s Type Appearance e e Features
% STC R/L- ® Suitable for shallow grooving in small parts
6., 1 8 A] ® Applicable for machining next to the shoulder
£ s ras o without interference
- TETRAMCEUT & ® 4-cornered insert with innovative shape is applied
8 . 65
~
2 STCR/L-
E ® 4-cornered insert with high-economic advantage
<) 27 ® High clamping rigidity allows highly precise
5 | TETRAFEUT machining
~_6-9
J STG ® Applicable for grooving
® The insert is clamped with a both end torx screw,
resulting in easy and rapid changing or indexing of the
insert. (Can be operated from the the back side with a
both end torx screw.)
g’ ® Applicable for grooving E-ring grooves of small parts
'S (Cutting edge width: 0.33 ~ 2.5 mm)
o ~ 6-11  Three corner type insert
8 »
S JS-TGL3 |
(Round shank) ® Round shank type for grooving
® Shank dia: 19.05 ~ 225.4 mm
® Three corner type insert
~ 6-11
=
5 JCTER/L N
£ I TUNGCUT ] M-clgss insert W|_th good chlp control _
£ ® Applicable in various grooving and parting-off
E ® Right and left hand inserts are stocked
E’ ~ 6-14
s CGER/L - | o
o TUNGCUT ] Mu!tl—functlonal grooving system with high versatlllty
o ® Various types of insert are applicable for a wide
% range of applications.
a _ 6-15
JSVG
® Applicable for grooving
® Max. groove depth: 5.5 mm
~ 6-20
® Applicable for groove width: W = 0.7 - 2.0 mm
® Max. groove depth: 6.0 mm
o
=
>
o
o
(O] ® Highly recommended for accurate grooving such

as circlip grooving.
® Groove width: 1.0 ~ 2.25 mm
® Max. groove depth: 1.25 ~ 1.8 mm

® Customizable insert blanks for grooving tailor-
made profiles in one plunge.

® Insert width: 10.2 mm and up

® Screw-on and lever lock holders are available.




TETRAMCUT

Y ) 7/WL [ 3 External grooving

11 ~

A
y

L2= 8[

A l
<

/
-

[aY)
<
+ ~ B
Right-hand (R) shown.

Designation h b L1 L2 h1 f h2 Insert
STCR/L1010X18 10.0 10.0 120.0 18.5 10.0 10.0 4.5 TC*18*
STCR/L1212F18 12.0 12.0 85.0 18.5 12.0 12.0 25 TC*18*
STCR/L1212X18 12.0 12.0 120.0 18.5 12.0 12.0 25 TC*18*
STCR/L1616X18 16.0 16.0 120.0 18.5 16.0 16.0 0.0 TC*18*
STCR/L2020H18 20.0 20.0 100.0 18.5 20.0 20.0 0.0 TC*18*
STCR/L2020X18 20.0 20.0 120.0 23.0 20.0 25.0 0.0 TC*18*
STCR/L2525Z18 25.0 25.0 135.0 23.0 25.0 30.0 0.0 TC*18*

g

- The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***),
and the left hand insert (TC*18L***) is used for the left hand toolholders (STCL***).

SPARE PARTS @ ¢

Designation Clamping screw Wrench

STCR***18 CSTC-4L100DL T-1008/5
STCL***18 CSTC-4L100DR T-1008/5

TAC Grooving Tools

6-5



TETRAMCCUT

NLEC I R 3 Round shank

il

94°
Left hand (L) shown.

Designation oDs L1 L2 H B f Insert

14 100 20 13 14 6 TC* 18"
15.875 85 20 15 14 6 TC* 8"
16 85 20 15 14 6 TC* 8"
19.05 90 20 18 14 6 TC*8*
JS19X-STCL18 19.05 120 20 18 14 6 TC*8*

JS20G-STCL18 20 90 20 19 14 6 TC* 18"

JS20X-STCL18 20 120 20 19 14 6 TC*8*

JS22X-STCL18 22 120 20 21 12.25 10 TC* 18"

JS25H-STCL18 25 100 20 24 12.25 10 TC*8*

JS254X-STCL18 25.4 120 20 24 12.25 10 TC*18*

- The right-hand insert (TC*18R**) is used for the Left-hand toolholders (JS**-STCL18).

SPARE PARTS @ ¢

Designation Clamping screw Wrench

JS***STCL18 CSTC-4L100DR T-1008/5

1]
8
|_
()]
=
>
o
o
j -
(O]
Q
<
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TET2RAMCCUT

TUNGALOY

J Inserts

TCP18R/L-F (sharp edge)
W=0.02

Designation gﬁa';;es Dimensions (mm)

R L w re ar T d
TCP18R/L033F-005 v v 033 005 08 4 18
TCP18R/L043F-005 v v 0.43  0.05 1.2 4 18
TCP18R/LO50F-005 v v 05 005 12 4 18
TCP18R/LO075F-005 v v 0.75  0.05 2 4 18
TCP18R/L095F-005 v v 095  0.05 2 4 18
TCP18R/L100F-010 v v 1 0.1 2 4 18
TCP18R/L120F-010 v v 1.2 0.1 2 4 18
TCP18R/L125F-010 v v 125 0.1 2 4 18
TCP18R/L145F-010 v v 145 0.1 2 4 18
TCP18R/L150F-010 v v 15 0.1 2 4 18
TCP18R/L175F-010 v v 1.75 0.1 2 4 18
TCP18R/L200F-010 v v 2 0.1 25 4 18
TCP18R/L250F-010 v v 25 0.1 25 4 18
TCP18R/L300F-010 v v 3 0.1 25 4 18

v : Stocked items

TAC Grooving Tools

6-7



TETRAMCUT

TCP18R/L

Designation Dimensions (mm)

R L w re ar T d

TCP18R/L033-005 v /033 005 08 4 18
TCP18R/L043-005 v /. 043 005 1.2 4 18
TCP18R/L050-005 v v 05 005 1.2 4 18
TCP18R/L075-005 v v 0.75  0.05 2 4 18
TCP18R/L095-005 v v 095 0.05 2 4 18
TCP18R/L100-010 v v 1 0.1 2 4 18
TCP18R/L120-010 v v 1.2 0.1 2 4 18
TCP18R/L125-010 v v 125 0.1 2 4 18
TCP18R/L145-010 v v 145 0. 2 4 18
TCP18R/L150-010 v v 1.5 0.1 2 4 18
TCP18R/L175-010 v v 1.75 0.1 2 4 18
TCP18R/L200-010 v v 2 0.1 25 4 18
TCP18R/L250-010 v v 25 0.1 25 4 18
v v 3 0.1 25 4 18

v : Stocked items

1]
8
|_
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=
>
o
o
j -
(O]
Q
<
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& Standard cutting conditions

1SO Workpiece materials Priority Grades Cutting speed Feed
Ve (m/min) f (mm/rev)
Low carbon steels First choice SH725 80 -180 0.03-0.1
(C15,C20 etc) Toughness AH725 80 - 180 0.03- 0.1
Carbon steels, Alloy steels First choice SH725 80 - 180 0.03 - 0.1
. (C55, 42CrMoS4 etc.) Toughness AH725 80 - 180 0.03-0.1
Prehardened steels First choice SH725 80 - 180 0.03-0.1
(NAK8O, PX5 etc.) Toughness AH725 80 - 180 0.03- 0.1
M Stainless steels First choice SH725 50 - 120 0.03 - 0.1
(X5CrNi18-9, X5CrNiMo17-12-2 etc) Toughness AH725 50-120 0.03-0.1
Grey cast irons First choice AH725 50 - 180 0.03-0.1
(250, 300 etc.) Sharpness SH725 50 - 180 0.03-0.1
Ductile cast irons First choice AHT725 50 - 180 0.03-0.1
(400-15, 600-3 etc.) Sharpness SH725 50 - 180 0.03-0.1
s im0 Toughmness A 20-50 003 01
s llisein <) Toughness ires 20-50 003 01



TETRAFCUT STC-type Toolholders for external grooving

CY K7/ VY@l External grooving
7 kt%W=O5H~318 H

L1

LI
Slias
|7
l<h.]

|
e Right hand (R) shown.
Stock Dimensions (mm) Parts
Cat. No.
RL Mm b h Li f h Lo o Sorew____ Wrench
GBS 777 @ @ 10 10 10 120 85 95 24 SR16-212-01397L SR 16-212-01397  T-2010/5
® @ 12 12 12 120 105 8 24 SR16-212-01397L SR 16-212-01397  T-2010/5
®@ @ 16 16 16 120 145 6 24 SR16-212-01397L SR16-212-01397  T-2010/5
®@ ® 20 20 20 120 185 2 24 SR16-212-01397L SR 16-212-01397  T-2010/5
Iinsert
4 cornered
insert for
grooving and
parting off =
g 3
Right hand (R) shown.
Stock Dimensions (mm) Relation of groove depth (T) and
Cat. No. Coating Cutﬁrge;gg.v(v)idzm ?%;Ir:g sroottax P;ﬂ‘”ﬁé;gﬁf Max. diameter (sDmax) o
AH725 (mm) 3 Tmax __ (solidban T=1-0 T=2.0 T=3.0 T=3.5 T=4.0 T=4.5 T<5.0 T<5.5 T<5.7 T<6.0 T<6.2 T<6.4 8
° 050  0.00 1.0 20 w - - - - - - - - - - =
° 050 004 25 50 e oo - - = = - o - oo o
° 0.75 0.10 2.5 50 o e - - - - - - - - - S
° 0.80  0.00 1.6 832 o - - - = = - - = - - - 8
° 1.00  0.06 3.5 70 o e e~ 600 - - - - - - - - 15
° 1.00 010 35 70 o o o 600 - - - - - - - - O
° 1.04 0.00 2.0 4.0 @ @ = = = = = = = = =  c I
° 120 000 20 40 00 o - - - = - - - .. =
° 125 010 35 70 o o o 600 - - - - - - - -
° 125 020 35 70 e o o 600 - - - - - - - -
° 1.40 0.00 2.0 70 TS ¥ S S S
° 147 000 25 50 e o0 - - = - - o - oo
° 150 010 57 114 o o o 600 280 180 130 50 35 - - -
° 150 020 57 114 o o o 600 280 180 130 50 35 - - -
° 1.57 0.15 3.0 6.0 o e o0 - = = = - .o
° 170 010 3.0 X S
° 1.75 0.10 3.0 60 o o e - - - - - o .
° 175 020 3.0 60 o o o - - - = - - - - -
° 1.78 0.18 3.0 6.0 © e o0 - = = = - .o
° 185 020 3.0 60 o o e - - - - - - - - -
° 1.96 0.15 3.0 6.0 o e o0 - = = = - .o
° 200 010 64 128 o« oo o 600 280 180 130 105 85 60 50 30
° 200 020 64 128 o« oo o 600 280 180 130 105 85 60 50 30
) 222 015 35 70 o o o 600 - - - - - - - -
° 2.30 0.20 3.5 7.0 © o o~ 600 - - - - - - - -
° 239 015 57 114 o o o 600 280 180 130 50 35 - - -
° 247 020 57 114 o« o o 600 280 180 130 50 35 - - -
° 250 010 57 114 o« o o 600 280 180 130 50 35 - - -
° 250 030 57 114 o« oo o 600 280 180 130 50 35 - - -
) 270 010 6.2 124 o« o o 600 280 180 135 105 95 85 78 -
° 287 020 62 124 o o o 600 280 180 135 105 95 85 78 -
° 3.00 000 64 128 o o o 600 280 180 135 105 95 85 78 55
° 3.00 020 64 128 o o o 600 280 180 135 105 95 85 78 55
° 3.00 030 64 128 o« oo o 600 280 180 135 105 95 85 78 55
° 3.00 040 64 128 o« o o 600 280 180 135 105 95 85 78 55
) 315 015 64 128 o« oo o 600 280 180 135 105 95 85 78 68
° 318 020 64 128 o o o 600 280 180 135 105 95 85 78 68

@ : Stocked items / Packing Quantity = 5 pcs. 6_9



TETRAFCUT STC-type Toolholders for external grooving

BInsert

4 cornered
& handed
inserts for

parting off //

Right hand (R) shown.

Stock Dimensions (mm) Max. parting off dia. @Dmax (mm)
Cat. No. i - - : -
Coating cutting edge width Corner radius Max. groovingdepth Front edge angle .
AH725 W= 0.02 (mm) re Tmax K Solid bar T
TCS27-100-15R/L o 1.00 0.06 3.5 15° 7.0 600
(] 1.50 0.06 5.7 6° 1.4 35
TCS27-150-15R/L o 1.50 0.06 5.7 15° 11.4 35
(] 2.00 0.10 6.4 6° 12.8 30
TCS27-200-15R/L [ J 2.00 0.10 6.4 15° 12.8 30
4 cornered
inserts with

full radius for
grooving and

o Standard cutting conditions

profiling

Right hand (R) shown.
% Stock Dimensions (mm) Relation of groove depth (T) and
fe) Cat. No. Coating ed%uetwi\ i Comerradius grouecrngel Max. diameter (@Dmax)
o AH725 W +0.02 (mm) re max T<1.0 T<2.0 T<3.0 T<3.5 T<4.0 T<4.5 T<5.0 T<5.5 T<5.7 T<6.0 T<6.2 T<6.4
£ TCS27-157-079 ] 1.57 0.79 3.0 w o o - - - - - - - - -
Q ([ ] 2.00 1.00 3.0 © o0 o0 - = > - - - - - -
o TCS27-239-120 ( J 2.39 1.20 5.7 o o o 600 280 180 130 50 35 - = =
8 [ ] 3.00 1.50 6.4 o o oo 600 280 180 135 105 95 85 78 5
|<£ @ : Stocked items / Packing Quantity = 5 pcs.

Feed: f(mm/rev) Depth C;fl_cut for
. — rofilin
ISO Work materials Grades Cutting speed Grooving, Parting off F"?J:"f"ﬁlll (wit’t)] full r;dius
i i with Tu insert
Vc (m/min) Parting off (with hand) _ g insert)  ap (mm)
Steels
(S45C / C45 etc.) AH725 100 ~ 200 0.05~0.15 0.04 ~0.12 0.05~0.10 Max 0.5
. Alloy steels
(SCM435 / 34CrMod etc.) AH725 50 ~ 180 0.05~0.15 0.04 ~0.12 0.05~0.10 Max 0.5
Stainless steels
M U ST S ) AH725 50-~150 0.05~015 0.04~0.12 0.05~0.10 Max 0.5
Grey cast irons
(FC250 / 250 / GG25 etc.) AH725 50 ~ 180 0.05~0.15 0.04 ~0.12 0.05~0.10 Max 0.5
. Ductile cast irons
(FCD400 / 400-15 / GGG400 etc.) AH725 50 ~ 120 0.05~0.15 0.04 ~0.12 0.05~0.10 Max 0.5
S Titanium alloys AH725  30~60 0.05~015 0.04~0.12 0.05~0.10 Max 0.5

(Ti-BAI-4V etc.)

6-10



J=SERIES J-type / External grooving

JSTGR/L External grooving
Without offset

17 Screw-on system
N [ e AL
t L2
E[ * X/ |§
o

Can be wrenched from back side with double-socket Torx screw. Right hand (R) shown.

Cat. No. Stock Dimensions (mm) Insert Parts Tt

R L h b L1 L2 b f C Clamping screw Wrench (Optional)  (N-m)

® @ 10 10 120185 10 10 2 JTGR/A3*  CSTB4SD T-8F (T-8) 1.2
® @ 10 10 125185 10 10 2 JTGR/A3*  CSTB4SD T-8F (T-8L) 1.2

® @ 12 12 8 185 12 12 -  JTGR/A3*  CSTB-4SD T-8F (T-8) 1.2
® @ 12 12 120185 12 12 - JTGRA3*  CSTB-4SD T-8F (T-8L) 1.2

@ @ 12 12 125185 12 12 - JTGRA3™  CSTB-4SD T-8F (T-8L) 1.2
® @ 16 16 120 185 16 16 -  JTGRI3*™  CSTB-4SD T-8F (T-8L) 1.2

® ®© 16 16 125 185 16 16 -  JTGR/3*  CSTB-4SD T-8F (T-8L) 1.2

J=-SERIES J-type / External grooving

IFEELT=I External grooving

Screw-on system

_I_m_ %@ v

oDs

TAC Grooving Tools

Leht hand (L) shown.

Cat. No. _Stock Applicable Dimensions (mm) Clamping  \wrench
R L inserts oDs f L1 L2 h B screw
® JTGR3™(F) 1905 6 125 - 18 115 CSTB4S  T-15F
® JTGR3™() 20 6 125 - 19 115 CSTB4S  T-15F
® JTGR¥™(F) 22 6 125 - 21 115 CSTB-4S  T-15F
® JTGR3™(F) 254 10 125 - 24 127 CSTB4S  T-15F

@ : Stocked items

6-11



J=SERIES J-type / External grooving

I Applicable inserts
JTG-type inserts (With sharp edges)

Dimensions (mm) iades
Cat. No Coated Cermet Uncoated
T " C e @ Max. . SH725 J740 NS9530 TH10
2 to Yeth ™ R LRLRLRL
JTGR/L3033F 9525 318 033 08 07 0.03 @ o0 0000
Ahelaidielesizols 9525 318 033 0.8 0.7 005 @
JTGR/L3043F 9525 318 043 12 11 0.03 °
JTGR/L3050F 9525 318 05 12 11 003 © © © © © @ © ©
el #9525 318 05 12 11 005 @ @
JTGR/L3065F 9525 318 065 2 1.9 003 @ )
el AR 9525 318 0.65 2 19 01 @
JTGR/L3075F 9525 318 075 2 19 003 © © © © 06 0 00
JTGR/L3075F-010 KX R RN ) 19 01 @ @
JTGR/L3080F 9525 3.18 0.8 2 1.9 003 @ ®
Vel F0E0] 9525 3.18 0.8 2 19 01 @
JTGR/L3085F 9525 3.18 0.85 2 1.9 003 @ ®
JTGR/L3095F 9525 3.18 0.95 2 19 003 © © © 6 06 06 0 O
UhpelaidieleZ okl 9525 318 0.95 2 19 01 @ @
JTGR/L3100F 9525 3.18 1 22 21 005 © © © 6 6 06 00O
UTGR/ES100F 010 KL R R - 22 21 01 @ @
JTGR/L3110F 9525 318 11 22 21 0.05 @ ®
JTGR/L3120F 9525 318 12 22 21 0.05 @ ®
Tpielalleg P #oE] 9525 318 12 22 21 01 @
JTGR/L3125F 9525 318 125 22 21 005 © © © © © © @ ©
el e #E] 9525 318 125 22 21 01 © @
JTGR/L3130F 9525 318 13 22 21 0.05 @ °
Right hand (R) shown. JTGR/L3140F 9525 318 14 22 21 0.05 @ )
Tpiea ksl r) 9525 318 14 22 21 01 @
JTGR/L3145F 9525 318 145 22 21 0.05 @ o0 0000
g ARpelaidber Skl 9525 318 145 22 21 01 @
ke JTGR/L3150F 9525 318 15 22 21 005 © © © 6 © © © ©
o Dhpeladbers)sEl 9525 318 15 22 21 01 @ @
£ JTGR/L3175F 9525 318 175 22 21 0.05 @ o0 0000
8 Ahpelpidier SRl 9525 318 175 22 21 01 @
5 JTGR/L3180F 9525 318 18 22 21 0.05 @ )
o JTGR/L3200F 9525 318 2 27 26 005 © © © © © 6 0 O
< JTGR/L3200F-010 XL RN T 27 26 01 @ @
JTGR/L3225F 9525 318 225 27 26 0.05 @ °
JTGR/L3250F 9525 318 25 27 26 005 © © © © © © © ©
Thielaidies Skl 9525 318 25 27 26 01 @ @
JTGR/L3275F 9525 318 275 27 26 0.05 ®
JTGR/L3300F 9525 318 3 27 26 0.05 @ °
JTGR/L3300F-010 XN K] 27 26 01 @

@ : Stocked items
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J=SERIES J-type / External grooving

JTG-type inserts (With honed edges)

. . Grades
Cat. No Dimensions (mm) Coated $%2%d  Cermet Uncoated
T Max. J740 J9530 NS9530 TH10
ed T WS G ¥ ff B L R L R L R L
JTGR/L3033 9.525 3.18 0.33 0.8 0.7 0.08
9525 3.18 05 1.2 1.1 0.08
JTGR/L3075 9525 3.18 0.75 2.0 1.9 0.08
9525 3.18 095 2.0 1.9 0.08
JTGR/L3100 9.525 3.18 1 22 21 0.05 o O
9525 3.18 125 22 21 0.05 o O
JTGR/L3145 9525 3.18 145 22 21 0.05 [ N
_ 9525 3.18 15 22 21 0.05 o O
Right hand (R) shown. [ feloyiiei b/ 9.525 3.18 1.75 22 21 0.05 T
9.525 3.18 2 27 2.6 0.05 o O
9525 3.18 25 27 26 0.05 o O
I JTG Standard cutting conditions
. Cutting speed Feed
1ISO Work materials Grades Ve (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.1
General steel J740 10 - 100 0.01 - 01
. (S45C / C45, etc)) NS9530 50 - 150 0.01-0.1
J9530 50 - 150 0.01 - 041
Free-cutting steel SH725 50 - 200 0.01-0.1 o
=
SH725 50 - 200 0.01 - 041 =)
M Stainless steel J740 10 -100 0.01 - 041 §
(SUS304 / X5CrNi18-9, etc.) NS9530 50 - 150 0.01-01 (‘5
J9530 50 - 150 0.01 - 041 (é
Aluminium alloys, Brass _ _
. (Si < 12%, C3604B / CW614N, etc.) LA 15 -2t Bias =
Difficult-to-cut materials,
Titanium alloys TH10 10-30 0.01 - 041

(Ti-6AI-4V, etc.)

@ : Stocked items
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S=SERIES J-type / External grooving I UNGCU I
[TuNGALOY e
JCTER/L Grooving

™
~E Ll
L L1
eDmax =
—_: 4
=N
- T
3 Right hand (R) shown.
Insert StockMax. dia. Dimensions (mm) Parts
t
sstie; Toolholders Cat. No. R L g]?rw) h b L L e F ha Inserts Clamping screw Wrench

i JCTER/L1010X-1.4T10

JCTER/L1010-1.4T10
JCTER/L1212F1.4T12 [ ¢
JCTER/L1212X1.4T12 §¢
JCTER/L1212-1.4T12 p¥ 24 12 12 125 195 12 122

= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F

* % 20 10 10 120 18 10 10.2
A 20 10 10 125 18 10 10.2
24 12 12 85 195 12 122
24 12 12 120 19.5 12 122

* % >

1
1
1
1
1
1

w

1

1

1

1

1
Sl UEREEE AP @ @ 24 14 14 125 195 14 142 1 - DGS1.4-016 ~ CSHB-4-A T-15F
o ® 32 16 16 120 24 16 162 1 - DGS1.4-016  CSHB-4-A T-15F
2 [legp=:/tluoear @ @ 20 10 10 120 18 10 102 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 [y EPibi bl @ @ 24 12 12 85 195 12 122 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 eyt el @ @ 24 12 12 120 195 12 122 1 - DGMSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 WloUSEEael @ @ 24 14 14 125 195 14 142 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 [lep=boe @ @ 32 16 16 120 24 16 16.2 1 -  DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 NoilBHAPERPE T « 24 12 12 85 19 12 123 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 [leg=n Al Eiil ke ke 24 12 12 120 19 12 123 3 -  DGWSGMDGSKSGSDGEDTE CSHB-4-A T-15F
< JCTER/L1212-3T12 A 24 12 12 125 19 12 123 3 - DGWSGMDGS/SGSDGEDTE CSHB-4-A T-15F
3 [leg= LG9 & ke k 32 16 16 120 24 14 163 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 Ple=alBIG Rl A 32 16 16 125 24 14 163 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
8 [legp= bl ek 32 20 20 100 24 16 20.3 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
A 32 20 20 125 24 16 20.3 3 - DGMSGMDGSSGSDGEDTE CSHB-4-A T-15F

* “f” value in the above table is calculated with groove width “W” shown in the table.

1]
8
|_
()]
=
>
o
o
j -
(O]
Q
<
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F=-SERIES J-type / External grooving TUNG@@T
M I Sl
CGER/L Deep grooving

B — i

sDmax L2 Inserts:
l 1 ST T Seat size 1 = DGS1.4-016
, At Seat size 2, 3, 4 = DGM,
: D SGM, DGS, SGS, SGN,
& g ‘E DGG
— -— - ~ - Z / .
SSoa jﬂ‘ Right-hand (R) shown
Insert Stock Max. dia. M Dimensions (mm) Parts
_No. oDm (mm) groove
e Cat. No R L DGS/M SGS/M atm h1 b h L1 f% W  h2 Lz Wrench®
I CGER/L2020-1.4T14 [ N I 29 9.7 20 20 20 125 202 1.4 - 30 CRw23
2 e 35 35 11.8 12 12 12 150 121 2 6 30 CRW33
2 [efcl=NVRIGEARFAN® @ 35 35 11.8 16 16 16 150 16.1 2 2 30 CRW33
2 e 35 35 9.8 20 20 20 125 2041 2 - 30 CRW33
3 [elcl=NVRPAPEIREN® @ 38 40 12 12 12 12 150 12.3 3 6 30 CRW33
3 e 38 45 14.9 16 16 16 150 16.3 3 2 30 CRW33
I CGER/L2020-3T19 [ N BN} 45 13.2 20 20 20 125 20.3 3 - 30 CRW33
4 @0 38 55 20.3 20 20 20 125 20.4 4 - 32 CRW33

(1) “f’ value in the above table is calculated with groove
width “W” shown in the table.

(2) Wrench, CRWOO, should be ordered separately.
Please see information below about wrench usage.

TAC Grooving Tools

@ : Stocked items
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F=-SERIES J-type / External grooving TUNGCUT
[TunGALOY N

I Inserts

B Notation of “insert seat size”

Seat size and grooving width are different. The seat size measure
is for the specification of the setting insert. Please note this point.

I Insert application

Application
Grooving i o Turning
External External
Insert
¥ Uk
\
DGM / SGM () ([
DGS / SGS ) ([
{ (]
{
( ([

m External grooving and parting off, 2 corner

Grades
Insert Dimensions (mm)

Newral 3 [EREESEE | e CatNo. g, Coated
AH7025 AH725GH130 W=0.05 re L h K

2 DGM 2-020 [ [ [ 2 02 20 5 =

ﬁ I DGM 3-020 o [ J [ J 3 0.2 20 5 -

1]
8
|_
()]
=
>
o
o
j -
(O]
Q
<

E_ External deep grooving and parting off, 1 corner

Insert Grades . .
Dimensions (mm)

Neutral g]z_ seat Cat. No. Coated
size AH725GH130 W=0.05 re L h
PRl sGM 2-020 ° ° 2 02 20 5 -
ﬁ ;ﬁ Il SGM 3-020 ° ° 3 02 20 5 -

a

@ : Stocked items
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F=-SERIES J-type / External grooving TUNGCUT
[TunGALOY N

m External grooving and parting off, 2 corner

Insert IR Dimensions (mm)

Neutral §_ seat  Cat.No. _ . GCoated
size AH7025 AH725GH130 W+005 r= L h «

| DGS1.4-016 (] o 1.4 016 16 4.3 -

Ty L | 3l DGS2-020 e o o 2 02 20 5 -
ﬁ _ L3 DGS3-020 ° ° ° 3 02 20 5 -

m External deep grooving and parting off, 1 corner

rad
Insert i Dimensions (mm)

Neutral EJ_ seat Cat. No. Coated
Size AH725 GH130 W=0.05 r¢ L h K
ﬂhl Rl SGS 3-020 ° ° 3 02 20 5 -

@
8
IS External grooving (Ground) 'é,
>
<L T cane e Omemom
%H size AH725 GH130 W=002 re=005 L L h O
° ° 1 0 25 20 5 (,<'£)
7, L ‘ 2 ) ) 1.3 0 25 20 5
72 DGE160-010 ° ° 1.6 01 25 20 5
73 DGE185-010 ° ° 1.85 01 35 20 5
7Y DGE215-015 ° ® 215 015 35 20 5
M Caution
eDmax is limited as shown in picture in right according to
groove depth, G.D. Please refer to the following table. oDmax G.D
G.D = Groove depth //‘T\
Max. groove gDmax (mm) - —-
©at-No-gepth(mm "G D=1 G.D=15 G.D=2 GD=25 GD=3 T\_E ?
DGE100-000 [JE o 18.6 115 - - '
DGE130-000 [ - 18.6 115 - -
DGE160-010 [ v 186 115 - - Relevant area
DGE185-010 [ oo 186 115 8.8 7 (Interference)
DGE215-015 K] o 18.6 115 8.8 7

@ : Stocked items
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J=SERIES J-type / External grooving

TUNGCUT

External, face grooving and turning (Ground)

Insert Grades . .
g seat Cat. No. Coated Cermet Dimensions (mm)
_ stze AN7025 AHT25 GH130 NS9530 W+0.02 rex0.05 L h
3 e O o o 265 015 20 5
7 L | 3 PUZEFEN ©¢ o o o 3 02 20 5
£ DTE300-040 [ J o (] 3 0.4 20 5
<Jl DTE315-015 e o o 315 015 20 5
External, face grooving and turning (Molded)
Insert Grades 8 .
seat Cat. No. Coated Cermet Dimensions (mm)
size AH7025 AH725 GH130 Ns9530 W=0.05  re L h
£ DTE3-040 o o [ ) [ J 3 0.4 20 5
70\1 L |
@
8
2 m External, face grooving (Ground)
£
>
8 Insert Slieles - Dimensions (mm)
5] re seat Cat. No. Cermet _ Carbide
O Size NS9530 KSO5F W=+0.02 r:+0.05 L h
|<_E = 288 DG G200-020 o ( 2 0.2 20 5.0
<3l DGG300-020 ° ° 3 0.2 20 5.0
3l DGG400-040 ° ° 4 0.4 20 5.0

7 L

6-18
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J=SERIES J-type / External grooving

TUNGCUT

I Standard cutting conditions

insert

Feed: f (mm/rev)

Groove width

Insert type ‘ Application giezag W (mm) Depth of cut: ap (mm) Features
- Smooth chip evacuation
DGM 2 2 f=0.05~0.2 | well designed edge with high
(2 corner) External grooving strength ,
SGM - Handed insert available
(1 corner) 3 3 f=0.07 ~0.25
DGS 1 1.4 f=0.02 ~ 0.1 - Sharper edge, and low cutting force
2 corner i - Unique designed edge and
( ) External grooving | 5 2 f=0.03 ~0.13 chipbreaker
(1 corner) 3 3 £20.03~017 | Handed insert available
1 f=0.05~0.15 )
- For narrow grooving
1.3 f=0.05~0.17 |- Excellent chip control
DGE . - Ground insert with high accuracy
(2 corner) Grooving 2 1.6 f=0.05~0.18
1.85 f=0.05~0.19
2.15 f=0.05~0.2
3 (GrOOVing) f=0.05~0.25 - Unique chipbreaker makes chips
(2DTE ) External grooving | 3 f— A - 025 shorter
CODEY External Turnin i =V i~U - Molded and ground insert available
9 3 (Turning) ap=05-~22 9
2 2 f=0.05~0.15 - Chipbreaker with low cutting force o
. - Sharp cutting edge that prevents Q
DGG Grooving vibration and delivers fine surface I9
3 3 f=0.05~0.15 finish =
>
o)
e
O]
<
Cutting speed Vc (m/min) =
ISO Work materials Hardness
AH725 GH130
Steels
. S45C, SCM435 etc. < 300 HB 50 ~ 180 40 ~ 150
(C45, 34CrMo4 etc.)
Stainless steels
M SUS303, SUS304 etc. <200 HB 50 ~ 120 50 ~ 120
(X10CrNiS18-9 etc.)
Grey cast irons, Ductile cast irons
FC250, FCD450 etc. - - 50 ~ 180
(GG25, GGG45 etc.)
Titanium, Titanium alloys
S (Ti-6AI-4V etc.) <40 HRC 20 ~ 80 20 ~ 80
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J=SERIES J-type / External grooving

JSVGR/L External grooving

(Two corner type) Without offset

©6.2) Ly Screw-on system
[ — -

N A ¢ |

C-type

SAON ¢ El

Right hand (R) shown.

i Dimensions (mm i
AL et hhoh e w7 e Wen
e o JVGR/L**(F) 10 10 125 23 10 10 CSTB-3S  T-9F (T-9L)
o o JVGR/L**(F) 12 12 125 23 12 12 CSTB-3S  T-9F (T-9L)
e O JVGR/L**(F) 16 16 125 23 16 16 CSTB-3S  T-9F (T-9L)

Cat. No.

JSVGR/L1010K-C
JSVGR/L1616K

I Applicable inserts JVG-type inserts (sharp edges)

Grades
Coated Cermet Uncoated

Max. SH725 J740 NS9530 TH10

Dimensions (mm)

Cat. No.

0.05
_h ad T W™ G o RLRLRBRLR L
o JVGR/LO33F 794 318 033 0.8 0.7 ®@ @ @ o o
794 318 0.5 1.2 11 © @ @ o ]
- JVGR/LO75F 794 3.18 0.75 2 19 © @ @ o o
* 794 3.18 0.95 2 19 © @ @ o o
g JVGR/L100F 7.94 3.18 1 6 55 @ @ @ e 6 0 O
= T 794 318 125 55 5 o 060 [ J (]
8 JVGR/L150F 794 318 15 6 55 @ @ © e 000
3 794 318 2 6 55 e e @ [ [
o)
O]
g I JVG, JXG Standard cutting conditions
|_ .
. Cutting speed Feed
ISO Work materials Grades Ve (m/min) f (mm/rev)
SH725 50 - 200 0.01-0.1
i e g J740 10 - 100 0.01 - 041
. (S45C / 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 / 11SMn28, etc.) J740 10-100 0.01 - 0.1
SH725 50 - 200 0.01 - 041
M Stainless steel J740 10 - 100 0.01-0.1
J9530 50-150 0.01-01
Aluminium alloys, Brass _ _
. (Si < 12%, C3604B / CW614N, etc.) LAY 110~ 20 DL =h
Difficult-to-cut materials,
Titanium alloys TH10 10-30 0.01-041

(Ti-BAI-4V, etc.)

@ : Stocked items
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J=SERIES J-type / External grooving

JSXGR/L External grooving

JSXG type toolholders are also used for ;
(Two corner type) front-turning JXF-type inserts and Without offset
§_1r reverse-turning JXR-type inserts. Screw-on system

N *ﬁb B

.
SR <]

C-type

Can be wrenched from back side with double-socket Torx screw. Right hand (R) shown.
Stock . . Dimensions (mm) Clamping
Cat. No. —R L Applicable inserts 5 L s a P P screw Wren(g?ﬁon)
JSXGR/L1010K8-C o O JXGR/L8** 10 10 125 29 6.7 10 99 CSTB-4SD T-8F (T-8L)
JSXGR/L1212K8-C o O JXGR/L8*** 12 12 125 29 6.7 12 119 CSTB-4SD T-8F (T-8L)
JSXGR/L1616K8 o O JXGR/L8*** 16 16 125 29 6.7 16 159 CSTB-4SD T-8F (T-8L)
[ I ) JXGR/L8"* 20 20 125 29 65 20 199 CSTB-4SD T-8F (T-8L)
(K JXGR/L8"* 25 25 125 29 65 25 249 CSTB-4SD T-8F (T-8L)
I Applicable inserts JXG-type inserts (With sharp edges and cutting direction)
Dimensions (mm) Grades
Max. Coated Coated cermet Cermet Uncoated
el od T W+3% 9 groove re _J740 J9530 NS9530 TH10
depth R LRLRLIRIL
JXGR/L8070FA 8 397 0.7 15° 45 O e e e 6 06 o
JXGR/L8070FA-005 8 397 0.7 15° 45 0.05 @
JXGR/L8100FA 8 397 1 15° 6 0O e o e 6 06 o
= JXGR/L8100FA-005 8 397 1 15° 6 005 @ %
JXGR/L8100FA45 8 397 1 15° 4.5 o e [ J o |9
9 @ JXGR/L8100FA45-005 8 397 1 15° 45 0.05 @ g)
JXGR/L8120FA 8 397 12 15° 6 0 S
L ‘ JXGR/L8150FA 8 397 15 15 6 0 © @ o 0o 0 o 9
“E’ JXGR/L8150FA-005 8 397 15 15° 6 005 @ 5
JXGR/L8150FA50 8 397 15 15° 5 o e [ J [ J Q
JXGR/L8150FA50-005 8 397 15 15° 5 005 @ I<£
JXGR/L8180FA 8 397 1.8 15° 6 o e [ J [ J
JXGR/L8180FA-005 8 397 18 15° 6 005 @
JXGR/L8200FA 8 397 2 15° 6 0O @ o e 6 0 o
JXGR/L8200FA-005 8 397 2 15° 6 005 @
Right hand (R) shown,  BRACLLEZR 8 397 2 0° 6 0 © @ e 0o 0 o
JXGR/L8200FN-005 8 397 2 0° 6 005 @

@ : Stocked items
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CE R/L External grooving

—— *‘ ‘ \\ Q“ * When using the GTGN
) insert, the exclusive
i ! shim shown in the table
1 Ao must be used. Exclusive
" *10 i shim should be ordered
= < separately.
L v
Right hand (R) shown.
I Steel shank Screw-on, clamp-on type
Dimensions (mm)
Cat. No Stock im *
h b L1 Lo M f Insert Shim
CER1212H16DT o 12 12 100 24 12 16 GTGN-16ER/IL*** G16ER/IL-DT
o 12 12 100 24 12 16 GTGN-16EL/IR*** G16EL/IR-DT
CER1616H16DT o 16 16 100 24 16 20 GTGN-16ER/IL*** G16ER/IL-DT
o 16 16 100 24 16 20 GTGN-16EL/IR*** G16EL/IR-DT
CER2020K16DT o 20 20 125 24 20 25 GTGN-16ER/IL*** G16ER/IL-DT
o 20 20 125 24 20 25 GTGN-16EL/IR*** G16EL/IR-DT

£
3
=
(o))
£
>
(o]
o
O]
2
=
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I Insert

Right hand (R) shown.

=S GVC?(ﬁ\ée Grade Dlvllar: 2:?::“8 (mm) Center of Dyal method cl il
- — 5 m m
size W+ 0.03 Cat. No. Coated od depth re width ltj;pe;esc?ewfoz/ B Clamp-on type
(mm) SH730 T C Clamp-on

16 1.00 ° 9525 125 0.1 4.22 G16ER/IL-DT G16ER/IL-S
16 1.20 ° 9.525 1.30 0.1 4.12 G16ER/IL-DT G16ER/IL-S
16 1.40 () 9525 150 0.1 4.02 G16ER/IL-DT G16ER/IL-S
16 1.70 ° 9525 1.70 0.1 3.87 G16ER/IL-DT G16ER/IL-S
16 1.95 o 9.525 1.70 0.1 3.75 G16ER/IL-DT G16ER/IL-S
16 2.25 ® 9.525 1.80 0.1 3.60 G16ER/IL-DT G16ER/IL-S
16 1.00 M) 9525 125 0.1 4.22 G16EL/IR-DT G16EL/IR-S
16 1.20 ° 9525 1.30 0.1 4.12 G16EL/IR-DT G16EL/IR-S
16 1.40 () 9525 150 0.1 4.02 G16EL/IR-DT G16EL/IR-S
16 1.70 ® 9525 1.70 0.1 3.87 G16EL/IR-DT G16EL/IR-S
16 1.95 o 9.525 1.70 0.1 3.75 G16EL/IR-DT G16EL/IR-S
16 2.25 ® 9.525 1.80 0.1 3.60 G16EL/IR-DT G16EL/IR-S

Note: GTGN insert is applicable for both external and internal grooving, but Packing quantity = 10 pcs
the hand of tool is opposite in external and internal machining. Shim
for GTGN is exclusive to each type of toolholders

I Spare parts

Clamp Shim Clamping
set screw screw Wrench

Cat. No S
219 8 | T

: 6D CSP16  DTS5-3.5 CSTB-3.5ST T-15F P-3.5
CSP16  DTS5-3.5 CSTB-3.5ST T-15F P-3.5

CSP16  DTS5-3.5 CSTB-3.5ST T-15F P-3.5
CSP16  DTS5-3.5 CSTB-3.5ST T-15F P-3.5

CER/L3232P16T CSP16 = = T-15F

CSP16 - - T-15F

TAC Grooving Tools

o Standard cutting conditions

1ISO Work materials Grades Gutting|speed ——

Ve (m/min) f (mm/rev)
Steels
. S45C, SCM440 etc. (C45, 42CrMod4 etc.) SH730 50 - 150 0.05 - 0.10
Stainless steels
M SUS304, SUS316 etc. SH730 30 - 150 0.05-0.10
(X5CrNi18-9, X5CrNiMo17-12-2 etc.)
(Y Heat-resistant alloys, Titanium alloys etc. SH730 30-100 0.05 - 0.10

(Ti-BAI-4V etc.)
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EAV Y
TUNEHEROOVE
IS External profile grooving

: @
L
. . ar L1 t
Designation w —_— h1 b h _ f ————  Insert
PSGB PSGB PSGB

FPGN1212X-10T20 10 25 12 12 12 125 11.0 5.5 PSGB10
FPGN1616X-10T20 10 25 16 16 16 125 13.0 5.5 PSGB10
FPGN2020K-10T20 10 25 20 20 20 130 15.0 5.5 PSGB10
FPGN1616X-15T25 15 30 16 16 16 125 15.5 5.5 PSGB15
FPGN2020K-15T25 15 30 20 20 20 130 17.5 5.5 PSGB15
FPGN2020K-20T32 20 37 20 20 20 130 20.0 5.5 PSGB20
FPGN2525M-20T32 20 37 25 25 25 155 225 5.5 PSGB20

FPGN2525M-25T36 25 41 25 25 25 155 25.0 5.5 PSGB25

L% SPARE PARTS

8 Designation Clamping screw Lever Spring Wrench
'; FPGN...-10T** FCS3 FCL4 BP-5 P-2.5
< FCS3 FCL4 BP-5 P-2.5
8 FCS6 FCL8 BP-9 P-5
o FCS6 FCL8 BP-9 P-5
O]

Q

<
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EAV Y
TUNEHE&EROOVE
BT External profile grooving

- A
u—
-

Designation w ar h1 b h L1 f t Insert
SPGN1212X-10T20 10 25 12 12 12 125 11.0 5.5 PSGB10
SPGN1616X-10T20 10 25 16 16 16 125 13.0 5.5 PSGB10
SPGN2020K-10T20 10 25 20 20 20 130 15.0 5.5 PSGB10
SPGN1616X-15T25 15 30 16 16 16 125 15.5 5.5 PSGB15
SPGN2020K-15T25 15 30 20 20 20 130 17.5 5.5 PSGB15
SPGN2020K-20T32 20 37 20 20 20 130 20.0 5.5 PSGB20
SPGN2525M-20T32 20 37 25 25 25 155 22.5 5.5 PSGB20

SPGN2525M-25T36 25 41 25 25 25 155 25.0 5.5 PSGB25

SPARE PARTS w
Designation Clamping screw Wrench 8
SPGN...-10T** CSTB-3L081 T-9F ';’
SPGN...-15T** CSTB-4 T-15F 2
SPGN...-20T** CSTB-5 T-20F 8
CSTB-5 T-20F o

©)

Q

<

6-25



TUNEHE=2ROOVE
J Inserts

Blanks for wide profile grooving*

‘ ¥

S
R R Grade
Designation W = 0.025 UX30 TH10 L s
10.2 v v 18 4.0
15.2 v v 20 5.0
20.2 v v 27 6.5

b B A

v : Stocked items
*Stocked products are blanks (semi-finished) for formed inserts

& Standard cutting conditions

2 4 & E Forming
o
= Hardness Cutting speed
ISO Workpiece materials Grade
g P (HB) Vc (m/min)
>
(o] Steel )
o (S45C / C45, etc) <200 UX30 50 - 150
O . Alloy steel
2 (SCM440 / 42CrMod4, etc) 1300 UX30 50 - 120
|_
Stainless steel
M (SUS303 / X10CrNiS18-9, etc,) <200 UX30 50 - 120
Grey cast iron
. (FC250 / 250, etc.) - TH10 50 - 150
Ductile cast iron
(FCD450 / 450-108S, etc.) - TH10 50 - 120
Aluminium alloy
. (Si < 12%, etc.) - TH10 100 - 500
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Chapter Gomposition of TAC Parting Tools

@ In the machining type, tools are arranged by product series.

lllustration of tooling condition

Cat. No. of applicable inserts

J-SERIES Jtype / Partingtoff I-SERIES J-type / Parting-oft
F LYWl Parting-off B_JXG Standard cutting conditions e e
150 Work materials Grades Cling seed Esed
o ] Without offset Ve (m/min) f (mm/rev)
Screw-on system J740 10-100 0.01-0.1

g
3
B I General tee Ns9530 50-150 001-01

:
> - . (845C / C4s, etc)

= 7 (= - oo
‘¥ : e Free-cutting steel

N = E— e TR o

Ganbo wiliPhe om back sdevih ol ket Tor 1. . S 140 10-100 00101
anless stee
— = — M (susaos/xscmines, etc) (EZD SoRE0 0]
oot toable msort))—Dimensions mm) " Glamin s9530 50-150 001-01
CatNo. | |Aepleableinsensl Gl a7 s Wemh
SIS e e | seuse |10 10 125 2 67 10 95 CSB4SD TEF (re) Auminium alloys, Brass T (O~ G100
o ol vorisr |12 12 125 20 67 12 119 CsTB4SD T (8) (51< 12%, G3604B / GWB 14N, etc)
i e o | seus |16 16 125 2 67 16 158 CsTE4sD TeF (e )
o o | ucnus 20 20 125 29 65 20 199 CSTBUSD TGF (reL) B T THiO 10-30 001-01
o J 25 2 125 20 65 25 249 CSTB4SD TeF (e (TR, ot6)
1 Applicable inserts JXG-type inserts (With sharp edges and cutting direction) A
enstons (o Grades
e ot Gt
740 Jo530 NSUEI0” THIO
R R L
5 597 07 15 45 ofe e CEOREO)
8 397 07 15 45 oos|e
e 8 397 1 15 6 oje e e e 00
5 8 o7 1 15 o oosfe
(il 8 397 1 15 45 ofe o o
7 |1 8 397 1 15 45 oosje 7
~ 8 397 12 15° 6 0
0 s 397 15 1% 6 ofle e coee
- - 8 397 15 15 6 oosfe
s o7 15 1 s ofe o o
8 397 15 15 5 oosfe
8 397 18 15 6 ofe o o
8 397 18 15 & oosfe
8 397 2 1 6 ofle e coee
8 so7 2 15 o oosfe
Rt @ 7w 8 397 2 o 6 ofle e ceee
Re_oor 2 o 6 ooe

7-16 f 7-17

Cat. No. of applicable inserts Symbols of stock status
) ) ) ) Standard cutting conditions
Dimensions of applicable inserts Cutting speeds by work material and
feed ranges by machining type are
shown.

B Ordering information

@ \When ordering the toolholder, please specify Cat. No. and quantity.
Example: JCTER1010-1.4T10--- 1 piece.

@ \When ordering inserts for grooving and parting tools, please specify Cat. No., grade, and quantity.
Example: DGM2-020 AH725--- 10 pieces.
e Standard packing quantity of inserts is 10 pieces.



TurnlLine

TAC Parting Tools

Guidance

B Types and application of TAC Parting Tools -+ 7-2

M Structures and features of TAC Parting Tools -« 7-3

Products

H Parting tools
JSXXR/L Parting-off JXPGR/Linserts - ------o o 7-4
JCTER/L Parting-off OGO DTEinserts -« c«-cvoveivi s 7-8
CGER/L Parting-off OGO inserts - o 7-9
STCR/L-27  Parting-off TCS27 inserts -~ - 7-14
JSXGR/L Parting-off JXGR/Linserts - 7-16
JCGSSR/L  Parting-off GE20 inserts <o 7-18
JCCWSR/L  Parting-off JCCinserts - 719
JCGWSR/L  Parting-off JCGinserts - 719



Selection Guide of Tools

Max. parting dia. Shape of tool
DUOCJIEUT
L_ JSXXR/L
6 * | Applicable insert: JXPGO6R/L
2  — [ E— i 26 mm ‘
DUOJEUT J-SERIES
L— JSXXR/L JSXGR/L
1 2 * y Applicable insert: JXPG12R/L Applicable insert: JXGR/L
-0 T |or2mm
i 3@3
TETRAFEUT
L— STCR/L-27
12 8 * Y Applicable insert: TCS27
o1z +,7,,:7,7,Jr 212.8 mm @:
A
DUOJEUT
L— JSXXR/L
1 6 * Y Applicable insert: JXPG16R/L
° FIF—T |otemm
A
7 J-SERIES J-SERIES
L— JCCWSR/L JCGWSRI/L
20 * y Applicable insert: JCC Applicable insert: JCG
g | 7° I e20mm =
|(_3 A
2
& L_ TUNGCUT J-SERIES
& f JCTER/L JCGSSR/L
I || Y Applicable insert: [JGJ DTE Applicable insert: GE20
= ~ 832
A
L_ TUNGCUT
' CGER/L
38 || Y Applicable insert: DGS/M
@ | 38 mm 2
Y O
L_ TUNGCUT
4 CGER/L
55 || Y Applicable insert: SGS/M
@ | @55 mm <
i 2
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Structures and features of TAC Grooving and Parting Tools

Deep grooving / Parting-off

2 Clamping
s Type Appearance e e Features

J SXX ® 3 types of inserts that are available for different

258 parting-off diameters can be mounted on the same
DUCHEUT pocket of the toolholder.
# ;" 'f“' ® Unique clamping system for highly rigid clamping.
® \Works between main and sub-spindles.
o 7-4 |

STCR/L
-27

TETRAFEUT
o 7-14 |

® 4-cornered insert with high-economic advantage
® High clamping rigidity allows highly precise
machining

JCTER/L

TUNGCUT

~ 7-8 |

® M-class insert with good chip control
® Applicable in various grooving and parting-off
® Right and left hand inserts are stocked

CGER/L

TUNGCUT

~ 7-9 |

® Multi-functional grooving system with high versatility
® Various types of insert are applicable for a wide
range of applications.

JSXG

~ 7-16 |

Parting-off

JCGSS

~ 7-18 |

® Applicable for groove width: W=0.7 - 2.0mm
® Max. groove depth: 6.0mm

® Applicable for parting-off
® M-class insert with good chip control
® One corner type insert

JCCWS

~ 7-19 |

® Applicable for parting-off

® Secure engaging of the clamp and the top face of
the insert, allows secure clamping and superior
accuracy of cutting edge positioning.

® Right and left hand inserts are stocked.

JCGWS

~ 719 |

® Applicable for parting-off
® Right and left hand inserts are stocked.

N

TAC Parting Tools



JSXXR/L Parting-off

LN

Right-hand (R) shown.

Designation h b f L1* h1 h2 Insert
10.0 10.0 0.2 <120.0 10.0 3.0 JXPG06,12,16
12.0 12.0 0.2 < 85.0 12.0 1.5 JXPG06,12,16
12.0 12.0 0.2 <120.0 12.0 1.5 JXPG06,12,16
16.0 16.0 0.2 <120.0 16.0 0.0 JXPG06,12,16
20.0 20.0 0.2 <100.0 20.0 0.0 JXPG06,12,16

* 7/ 1" is calculated with JXPG16*** insert. When JXPG12*** insert is used, "L1" is 2 mm shorter.
When JXPG06*** insert is used, "L1" is 4 mm shorter.
Note: The right-hand insert (JXPG**R***) is used for the right-hand toolholder (JSXXR***), and the left-hand insert (JXPG**L***)
is used for the left-hand toolholder (JSXXL***).

SPARE PARTS <@ ¢

Designation Clamping screw Wrench
CSTC-4L100DR T-1008/5

4

5),0,.(;7/BX- W Parting-off in sub-spindle

»
g L1 H
= & ﬂ ; r
g !
< — o A
© <
a ‘:¢ :
Q A
N AN N
< [38l % “~ L3 7
- (] i Q¢
Right-hand i Left-hand
Designation h b f L1* L3* h1 h2 f2 Insert
JSXXR/L1010X09-S 10.0 10.0 0.2/5.5 =< 120.0 < 26.0 10.0 3.0 5.7 JXPG06,12,16
12.0 12.0 0.2/5.5 < 85.0 < 26.0 12.0 1.5 5.7 JXPG06,12,16
JSXXR/L1212X09-S 12.0 12.0 0.2/5.5 =< 120.0 =< 30.0 12.0 1.5 5.7 JXPG06,12,16

* "/ 1" and "L3" are calculated with JXPG16*** insert. When JXPG12*** insert is used, "L1" and "L3" are 2 mm shorter.
When JXPGO6*** insert is used, "L1" and "L3" are 4 mm shorter.
Note: The right-hand insert (JXPG**R***) is used for the right-hand toolholder (JSXXR***), and the left-hand insert (JXPG**L***)
is used for the left-hand toolholder (JSXXL***).

SPARE PARTS <@ ¢

Designation Clamping screw Wrench
CSTC-4L055DR T-1008/5

7-4



& Inserts

JXPGO6R/L-F (Sharp edge)

Right-hand (R) shown.

DUOJICUT

JXPG12R/L-F (Sharp edge)

re
% =(6_1L i
Right-hand (R) shown.

Grade i K Grade
Dimensions (mm i i
esneon SH725 (mm) Designation SH725 Dimensions (mm)

R L Dmax W re L 6 (deg) R L Dmax W re L 6 (deg)
JXPGO6R/L10F v / 6 1 0.05 105 = JXPG12R/L15F /12 15 005 125 =
JXPGO6R/L15F v / 6 15 005 105 = JXPG12R/L20F v /12 2 005 125 s
JXPGO6R/L10F-15 (VAR 6 1 0.05 105 15 JXPG12R/L15F-15 [IRVANNRVANNE [’ 15 005 125 15
JXPGO6R/L15F-15 (VAN 6 15 005 105 15 JXPG12R/L20F-15 [NV AR [’ 2 005 125 15

JXPG16R/L-F(Sharp edge)

v : Stocked items
Note: Dmax: Max. parting-off dia.

Right-hand (R) shown.

Grade . .
Dimensions (mm
Designation SH725 (mm)

R L Dmax W re L 6 (deg)
JXPG16R/L15F v v 16 15 005 145 -
JXPG16R/L20F v v 16 2 0.05 145 =
JXPG16R/L15F-15 [NV AR [ 15 005 145 15
JXPG16R/L20F-15 [NV ARNE [ 2 005 145 15

v : Stocked items
Note: Dmax: Max. parting-off dia.

v Stocked items

Note: Dmax: Max. parting-off dia.

N

TAC Parting Tools
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DUOJICUT

& Standard cutting conditions

1ISO Workpiece materials Grades c"‘;(:'("n? /'snp;(;)e d f (':;3‘:9")
L‘?&g?g%’? ::gj's SH725 50 - 200 0.01 - 0.05

. Cirob5°5” jtzeglﬁﬂggjyeﬁff's SH725 50 - 200 0.01 - 0.05
(Sﬁzz';uéﬂ’ﬁzzfe;'q SH725 50 - 200 0.01-0.05

M (xscan83?%%8;\1?;/?:1';12-2, eto) SH725 50-200 0.01-0.05

. ( Aétl)usrg,iTBrSGa;”,oeytc) SH725 150 - 200 0.01-0.05
(C2é30°0‘?%e2rsﬂ'c‘;’}'em) SH725 100 - 200 0.01 - 0.05

Titanium alloys (Ti-6AI-4V, etc.) SH725 30- 80 0.01 - 0.05

s Superalloys (Inconel718, etc.) SH725 30-80 0.01-0.05

4

TAC Parting Tools
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& How to select tools

DUOJICUT

Large-diameter machining of workpiece with rigitity Small-diameter machining of workpiece with short overhang
Sub-spindle tooling
Main-spindle toolin Sub-spindle toolin Workpiece with long overhang i
2 & . 9 at the side of sub-spindle for S\Ar/]i(t)r:t Igvtr:(ipilﬁtce
the process after parting-off gitity
c
i)
s
©
L
a
o
<
[T —
Main spindle Sub-spindle Main spindle Sub-spindle  Main spindle Sub-spindle  Main spindle
Position of parting-off is at the side | Position of parting-off is at the side | Position of parting-off is at the side | Position of parting-off is at the side
of the main spindle of the sub-spindle of the main spindle of the sub-spindle
Toolholder| R-hand (JSXXR type) L-hand (JSXXL type) R-hand (JSXXR-S type) L-hand (JSXXL-S type)
Insert 2;%?:?03pgrggiztg:tyii?e Left-hand insert Right-hand insert Left-hand insert
(UXPG*R**-15 type) (JXPG**L*™** type) (UJXPG**R*** type) (UXPG*L*™** type)
& How to select toolholders for sub-spindle
L L1 " ]
| | Parting-off Sub-spindle
diameter diameter
Q
Sub-spindle dia. Max parting-off dia. Shank size b Tool length L1 Insert Toolholder
240 ~ 06 10 116 JXPGO6* JSXXR/L1010X09-S
040 ~ 06 12 81 JXPG06* 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
040 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
250 ~ 06 12 116 JXPG06* JSXXR/L1212X09-S
250 ~012 12 118 JXPG12* JSXXR/L1212X09-S
250 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
250 ~ 016 12 120 JXPG16* JSXXR/L1212X09-S

N

TAC Parting Tools
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J-EERIES J-type / Parting-off TUNGCUT
[TuNGALOY
JCTER/L Parting-off

LN
Bl
*1 L1
oDmax Lo
: .E] //
_g' Right hand (R) shown.
Insert StockMax. dia. Dimensions (mm) Parts
t
sstie; Toolholders Cat. No. R L g]?rw) h b L L e F ha Inserts Clamping screw Wrench

i JCTER/L1010X-1.4T10

JCTER/L1010-1.4T10
JCTER/L1212F1.4T12 [ ¢
JCTER/L1212X1.4T12 §¢
JCTER/L1212-1.4T12 p¥ 24 12 12 125 195 12 122

= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F
= DGS1.4-016 CSHB-4-A T-15F

* % 20 10 10 120 18 10 10.2
A 20 10 10 125 18 10 10.2
24 12 12 85 195 12 122
24 12 12 120 19.5 12 122

* % >

1
1
1
1
1
1

w

1

1

1

1

1
Sl UEREEE AP @ @ 24 14 14 125 195 14 142 1 - DGS1.4-016 ~ CSHB-4-A T-15F
o ® 32 16 16 120 24 16 162 1 - DGS1.4-016  CSHB-4-A T-15F
2 [legp=:/tluoear @ @ 20 10 10 120 18 10 102 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 [y EPibi bl @ @ 24 12 12 85 195 12 122 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 eyt el @ @ 24 12 12 120 195 12 122 1 - DGMSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 WloUSEEael @ @ 24 14 14 125 195 14 142 1 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
2 [lep=boe @ @ 32 16 16 120 24 16 16.2 1 -  DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 NoilBHAPERPE T « 24 12 12 85 19 12 123 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 [leg=n Al Eiil ke ke 24 12 12 120 19 12 123 3 -  DGWSGMDGSKSGSDGEDTE CSHB-4-A T-15F
< JCTER/L1212-3T12 A 24 12 12 125 19 12 123 3 - DGWSGMDGS/SGSDGEDTE CSHB-4-A T-15F
3 [leg= LG9 & ke k 32 16 16 120 24 14 163 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
3 Ple=alBIG Rl A 32 16 16 125 24 14 163 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
7 8 [legp= bl ek 32 20 20 100 24 16 20.3 3 - DGWSGMDGSSGSDGEDTE CSHB-4-A T-15F
A 32 20 20 125 24 16 20.3 3 - DGMSGMDGSSGSDGEDTE CSHB-4-A T-15F

* “f” value in the above table is calculated with groove width “W” shown in the table.

0
8
=
(@)
£
t
©
o
2
=

@ : Stocked items
% : Available in 2016
A : Discontinued items



J-SERIES Jtype / Parting-off TUNGCUT
TUNG
CGER/L Parting-off
T 3 Ly

sDmax L2 Inserts:
l l ST T Seat size 1 = DGS1.4-016
j\ N Seat size 2, 3, 4 = DGM,
: D SGM, DGS, SGS, SGN,
& g ‘E DGG
— -— -_— N - Z / .
SSoa jﬂ‘ Right-hand (R) shown
Insert Stock Max. dia. M Dimensions (mm) Parts
_No. oDm (mm) groove
e Cat. No R L DGS/M SGS/M atm h1 b h L1 f% W  h2 Lz Wrench®
I CGER/L2020-1.4T14 [ N I 29 9.7 20 20 20 125 202 1.4 - 30 CRw23
2 e 35 35 11.8 12 12 12 150 121 2 6 30 CRW33
2 [efcl=NVRIGEARFAN® @ 35 35 11.8 16 16 16 150 16.1 2 2 30 CRW33
2 e 35 35 9.8 20 20 20 125 2041 2 - 30 CRW33
3 [elcl=NVRPAPEIREN® @ 38 40 12 12 12 12 150 12.3 3 6 30 CRW33
3 e 38 45 14.9 16 16 16 150 16.3 3 2 30 CRW33
I CGER/L2020-3T19 [ N BN} 45 13.2 20 20 20 125 20.3 3 - 30 CRW33
4 e 38 55 20.3 20 20 20 125 20.4 4 - 32 CRW33

(1) “f’ value in the above table is calculated with groove
width “W” shown in the table.

(2) Wrench, CRWOO, should be ordered separately.
Please see information below about wrench usage.

M Caution

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

@ — @ : unclamp
® — @ : clamp

N

TAC Parting Tools

@ : Stocked items
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J-SERIES J-type / Parting-off TUNGCUT

I Inserts

B Notation of “insert seat size”

Seat size and grooving width are different. The seat size measure
is for the specification of the setting insert. Please note this point.

I Insert application

Application

Grooving i o Turning
External External

Sl

Insert

DGM / SGM
DGS / SGS

DTE

External grooving and parting off, 2 corners

Grades
7 BBl ot cano @y oo Dimensions (mm)
size AH7025 AH725GH130
R LRLRL W05 rr L h «
' E===3 e o o 2 02 20 5 -
© 2 e @@ 2 02 20 5 6
= 2 eoee@ee@e 2 02 2 5 ¢
by 2 o000 ° 02 20 5 15°
= 73 DGM 2-002-15R/L e @0 @ 2 002196 5 15°
o <3l DGM 3-020 o ° ° 3 02 20 5 -
2 <3 DGM 3-020-6R/L eoe 00 02 20 5 6°
= 3 @@ e@e@ 3 002196 5 6
3 @ @@ 3 02 20 5 15
E_ External deep grooving and parting off, 1 corner
Insert Grades . .
Neutral _ seat Cat. No. Coated Dimensions (mm)
size AH725 GH130
— R L R L W05 r L h K
T T ¢ e 2 02 2 5 -
2l SGM 2-020-6R/L e 000 ° 02 20 5 6
Il SGM 3-020 ° ° 3 02 20 5 -
3 e e 00 3 02 20 5 6°
3 e 000 3 02 20 5 15°

@ : Stocked items
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J-SERIES J-type / Parting-off TUNGCUT

m External grooving and parting off, 2 corners

- Grades
Neutral §_ 22; Cat. No. _®C°3L Dimensions (mm)
size AH7025 AH725GH130
RLRLRL W05 rr L h «
Left 1  MEEncsi.4-ot6 ® e 14 016 16 43 -
hand Pl DGS2-020 ° ° ° 2 02 20 5 -
2 DGS2-020-6R/L ®ee®@e0ee@® 2 02 20 5 6
Right h 2 e 0@ 2 002196 5 6°
hand K 72 DGS2-020-15R/L oo 00 ° 02 20 5 15°
T L ‘ 73l DGS2-002-15R/L ® @0 @® 2 002196 5 15°
ﬁ _ Elll DGS3-020 e o o 3 02 20 5 -
Il DGS3-020-6R/L ®ee@®@e0®e@® 3 02 20 5 6
I DGS3-002-6R/L ® @@ 0@ 3 002196 5 6
Il DGS3-020-15R/L ®ee@®@e@e@® 3 02 20 5 15
<l DGS3-002-15R/L ® @0 @ 3 002196 5 15°
m External deep grooving and parting off, 1 corner
| Grades
> nsert Coated Dimensions (mm)
Noutral 3| [ S caNo. el
R L RL W:t0 rr L h «
Left _ PI SGS 2-020 o o 2 02 20 5 -
hand 3l SGS 2-020-6R/L e 000 > 02 20 5 6°
PR SGS 2-020-15R/L  [F K I 3K 02 20 5 15°
Right ]— Rl SGS 3-020 e o 3 02 20 5 - 7
hand £ 3 Eeshi i o @ @@ 3 02 20 5 6
7 L ‘ 3 Lt @ @ @@ 3 002 198 5 6°
| 3 @ee@®e0@e@ 3 02 20 5 15
8 sl @ @ @ @ 3 002 198 5 15°

TAC Parting Tools

@ : Stocked items
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J-SERIES J-type / Parting-off TUNGCUT

External, face grooving and turning (Ground)

Insert Grades . .
g seat Cat. No. Coated Cermet Dimensions (mm)
_ stze A0S AHT25 GH130 Nsosa0 W20.02 rex0.05 L h
3 DUZLZuF e e e e 265 015 20 5
7 L ‘ <3l DTE300-020 e o o o 3 0.2 20 5
<3 DTE300-040 e o o 3 04 20 5
<Jl DTE315-015 e o o 315 015 20 5
External, face grooving and turning (Molded)
re Insert Grades i i
seat Cat. No. Coated Cermet Dimensions (mm)
gi _ size AHE7025 AH725 GH130 Ns9530 W=0.05  re L h
<) DTE3-040 e o o o 3 04 20 5

70\1 L |

7

m External, face grooving (Ground)
Grades

Insert - Dimensions (mm)
re seat Cat. No. Cermet  Carbide

size NS9530 KSO5F W=0.02 rex0.05 L h
2 23 DGG200-020 ° ° 2 0.2 20 5.0
° ° 3 0.2 20 5.0

7 L <IN DGG300-020
.I _ 38 DGG400-040 () () 4 0.4 20 5.0
|

TAC Parting Tools

@ : Stocked items
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J=SERIES J-type / Parting-off

I Standard cutting conditions

TUNGCUT

. . insert Groove width Feed: f (mm/rev)
Insert type ‘ Application g?za; W (mm) Depth of cut: ap (mm) Features
DGM 2 2 f=0.05~0.2 |. Smooth chip evacuation
. - Well designed edge with high
2 -
( chR;r) Parting-off strength
(1 corner) 3 3 f=0.07 ~ 025 |- Handed insert available
DGS 1 1.4 f=0.02 ~ 0.1 - Sharper edge, and low cutting force
(2 corner) . _ - Unique designed edge and
Parting-off 2 2 f=0.03 ~0.13 chipbreaker
(1 corner) 3 3 f=0.03~0.17 |- Handed insert available
3 (Grooving) f=0.05~0.25 , , ,
- Unique chipbreaker makes chips
Parting-off 3 _ shorter
2 . f=0.1~0.2
(2 comer) 3 (Turning) ap 30_5 ?252 - Molded and ground insert available
2 2 f=0.05~0.15 - Chipbreaker with low cutting force
DGG Parting-off - Sharp cutting edge that prevents
3 3 =005~ 015 ;/iir:;ition and delivers fine surface
Cutting speed Vc (m/min)
ISO Work materials Hardness
AH725 GH130
Steels
. S45C, SCM435 etc. < 300 HB 50 ~ 180 40 ~ 150
(C45, 34CrMo4 etc.)
Stainless steels
M SUS303, SUS304 etc. <200 HB 50 ~ 120 50 ~ 120
(X10CrNiS18-9 etc.)
Grey cast irons, Ductile cast irons
FC250, FCD450 etc. - - 50 ~ 180
(GG25, GGG45 etc.)
Titanium, Titanium alloys
S (Ti-6AI-4V etc.) <40 HRC 20 ~ 80 20 ~ 80

N

TAC Parting Tools
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TETRAFCUT
Parting-off

my
[ =
%

i [ ,
Right hand (R) shown.
Stock Dimensions (mm) Parts
Cat. No.
RL Mm b h Li f h Lo o Sorew____ Wrench
GBS 777 @ @ 10 10 10 120 85 95 24 SR16-212-01397L SR 16-212-01397  T-2010/5
® @ 12 12 12 120 105 8 24 SR16-212-01397L SR 16-212-01397  T-2010/5
®@ @ 16 16 16 120 145 6 24 SR16-212-01397L SR16-212-01397  T-2010/5
® @ 20 20 20 120 185 2 24 SR16-212-01397L SR 16-212-01397  T-2010/5
Iinsert
4 cornered
insert for
grooving and
parting off =
g 3
Right hand (R) shown.
Stock Dimensions (mm) Relation of groove depth (T) and
Cat. No. (z\(ﬁting Cutﬁrge:gg.v(v)idzm ?%;Ir:g sroottax P;ﬂ‘”ﬁé;gﬁf Max. diameter (sDmax)
725 (mm) 3 Tmax __ (Solidban Ts1:0 T=2.0 T=8.0 Ts3.5 Ts4.0 Ts4.5 T<5.0 T<5.5 T<5.7 T<6.0 T<6.2 T<6.4
7 ° 0.50  0.00 1.0 20 @ - = - = = = = = = = =
° 050 004 25 50 e e - - - - - oo
° 0.75 0.10 2.5 5.0 @ @ = = = = = = = = = =
° 080 000 1.6 T B
0 ° 1.00 0.06 3.5 70 o o o~ 600 - - - - - - - -
9 ° 1.00 010 35 70 o o o 600 - - - - - - - -
= ° 1.04 0.00 2.0 4.0 @ @ = = = = = = = = =  c
o ° 120 000 20 40 o o - - - - - - - - -
S ° 125 010 35 70 o o o 600 - - - - - - - -
S ° 125 020 35 70 oo oo o 600 - - - - - - - -
o ° 140 000 20 40 e e - - - = - - - o - -
Q ° 147 000 25 50 e o - - - = - = - o -
F ° 150 010 57 114 « « o 600 280 180 130 50 35 - - -
° 150 020 57 114 w o o 600 280 180 130 50 35 - - -
° 1.57 0.15 3.0 6.0 o e o0 - = = = - .o
° 170 010 3.0 60 o o o - - - - - - - -
° 1.75 0.10 3.0 60 o o e - - - - - o .
° 175 020 3.0 O o0 o o0 - - - - - - - -
° 1.78 0.18 3.0 6.0 o o o - - = - - .o
° 185 020 3.0 60 o o o - - - - - - - - -
° 1.96 0.15 3.0 6.0 o e o0 - = = = - .o
° 200 010 64 128 o o o 600 280 180 130 105 85 60 50 30
° 200 020 64 128 o o o 600 280 180 130 105 85 60 50 30
° 222 015 35 70 oo oo o 600 - - - - - - - -
° 2.30 0.20 3.5 7.0 © o o~ 600 - - - - - - - -
° 239 015 57 114 o« o o 600 280 180 130 50 35 - - -
° 247 020 57 114 o o o 600 280 180 130 50 35 - - -
° 250 010 57 114 o o o 600 280 180 130 50 35 - - -
° 250 030 57 114 o o o 600 280 180 130 50 35 - - -
° 270 010 62 124 o o o 600 280 180 135 105 95 85 78 -
° 287 020 62 124 o o o 600 280 180 135 105 95 85 78 -
° 300 000 64 128 o o o 600 280 180 135 105 95 85 78 55
° 300 020 64 128 o o o 600 280 180 135 105 95 85 78 55
° 300 030 64 128 o o o 600 280 180 135 105 95 85 78 55
° 300 040 64 128 o o o 600 280 180 135 105 95 85 78 55
° 315 015 64 128 o o o 600 280 180 135 105 95 85 78 68
° 318 020 64 128 o o o 600 280 180 135 105 95 85 78 68

7_1 4 @ : Stocked items / Packing Quantity = 5 pcs.



TET2AAFCUT

BInsert

4 cornered
& har’:d?d

inserts for ¢
parting off / v,/‘t—"

Right hand (R) shown.

Cat. N Stock Dimensions (mm) Max. parting off dia. @Dmax (mm)
at. No. : . X . 3
Coatlng Cutting edge width Corner radius Max. groovingdepth Front edge angle .
AH725 W = 0.02 (mm) re Tmax K 2¢  Solid bar Tube
o 1.00 0.06 35 15° 7.0 600
® 1.50 0.06 5.7 6° 114 35
() 1.50 0.06 5.7 15° 11.4 35
° 2.00 0.10 6.4 6° 12.8 30
[ 2.00 0.10 6.4 15° 12.8 30

@ : Stocked items / Packing Quantity = 5 pcs.

o Standard cutting conditions

Feed: f(mm/rev) Depth of cut for
ISO Work materials Grades Cutting speed Grooving, Parting off  Profiling (witﬁrzlllllpa?dius
Vc (m/min) PRGN @i (i ) racgrl\;:ri]nfsugrt) ag's(ﬁ%)
(s 4508}954'155 ) AH725 100 -~200 0.05~0.15 0.04~0.12 0.05~0.10 Max 0.5
P
SCM 43A5"‘;V32tgf,\'ﬂso 4 eic) AH725 50-~180 0.05~0.15 0.04~0.12 0.05~0.10 Max0.5 2
M (sussf)tztai/n;?;grﬁﬁi?g 5] AH725 50~150 0.05~0.15 0.04~0.12 0.05~0.10 Max 0.5
. (Fczs%r%scgs/tggzz o) AH725 50~180 0.05~015 0.04~0.12 0.05~0.10 Max0.5 é
(FCD4OOD/UZ(t)iE)e— fgjt (;2?38400 o) AH725  50-120  005-015 004-012 005010  Max05 g
o
S ;r'fag'&‘f";\?lﬁzs) AH725  30~60  0.05-~015 0.04~0.12 0.05~0.10 Max 0.5 S}SJ

7-15



S~SERIES J-type / Parting-off

JSXGR/L Parting-off

JSXG type toolholders are also used for Without offset
(Two corner type) front-turning JXF-type inserts and
§_1r reverse-turning JXR-type inserts. Screw-on system

N *ﬁb B

.
SR <]

C-type

Can be wrenched from back side with double-socket Torx screw. Right hand (R) shown.
Stock . . Dimensions (mm) Clamping
Cat. No. —R L Applicable inserts 5 L s a P P screw Wren(grﬁon)
JSXGR/L1010K8-C o O JXGR/L8** 10 10 125 29 6.7 10 99 CSTB-4SD T-8F (T-8L)
JSXGR/L1212K8-C o O JXGR/L8*** 12 12 125 29 6.7 12 119 CSTB-4SD T-8F (T-8L)
JSXGR/L1616K8 o O JXGR/L8*** 16 16 125 29 6.7 16 159 CSTB-4SD T-8F (T-8L)
[ I ) JXGR/L8"* 20 20 125 29 65 20 199 CSTB-4SD T-8F (T-8L)
(K JXGR/L8"* 25 25 125 29 65 25 249 CSTB-4SD T-8F (T-8L)
I Applicable inserts JXG-type inserts (With sharp edges and cutting direction)
Dimensions (mm) Grades
Max. Coated Coated cermet Cermet Uncoated
el od T W39 9 groove re _J740 J9530 NS9530 TH10
depth R LRLRLIRTL
JXGR/L8070FA 8 397 0.7 15° 45 O e e e 6 06 o
JXGR/L8070FA-005 8 397 0.7 15° 45 0.05 @
JXGR/L8100FA 8 397 1 15° 6 0O e o e 6 06 o
= JXGR/L8100FA-005 8 397 1 15° 6 005 @
JXGR/L8100FA45 8 397 1 15° 4.5 o e [ J o
7 Q @ JXGR/L8100FA45-005 8 397 1 15° 45 0.05 @
JXGR/L8120FA 8 397 12 15° 6 0
L JXGR/L8150FA 8 397 15 15° 6 0O @@ o e 6 06 o
K] \T JXGR/L8150FA-005 8 397 15 15° 6 005 @
S e JXGR/L8150FA50 8 397 15 15 5 0 @ ° °
';, JXGR/L8150FA50-005 8 397 15 15° 5 005 @
£ JXGR/L8180FA 8 397 1.8 15° 6 o e [ J [ J
% JXGR/L8180FA-005 8 397 18 15° 6 005 @
E') JXGR/L8200FA 8 397 2 15° 6 0O @ o e 6 0 o
|<£ JXGR/L8200FA-005 8 397 2 15° 6 005 @
Right hand (R) shown,  BRACLLEZR 8 397 2 0° 6 0 © @ e 0o 0 o
JXGR/L8200FN-005 8 397 2 0° 6 005 @

@ : Stocked items

7-16



S~SERIES J-type / Parting-off

I JXG Standard cutting conditions

. Cutting speed Feed
1ISO Work materials Grades Ve (m/min) f (mm/rev)
J740 10-100 0.01-0.1
General steel
(S45C / C45, etc.) NS9530 50 - 150 0.01-0.1
. J9530 50 - 150 0.01-0.1
Free-cutting steel
(SUM22 / 11SMn28, etc.) g 10-100 0.01-0.1
J740 10-100 0.01-0.1
Stainless steel
M (SUS304 / X5CrNi18-9, etc.) bl 50 -150 0.01-0.1
J9530 50 - 150 0.01-0.1
Aluminium alloys, Brass _ _
. (Si < 12%, C3604B / CW614N, etc.) ULafl 1= 2 LHER =
Difficult-to-cut materials,
Titanium alloys TH10 10-30 0.01-041

(Ti-BAI-4V, etc.)

N

TAC Parting Tools
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F~EERIEES J-type / Parting-off

[l c1 7/l Parting-off

Without offset
o (L @ Screw-on system

Max. parting off dia D L

Right hand (R) shown.

. Max. A A
SN catNo SO Applicable pangor  Dimensions(mm)  ganping
(mm) R L inserts oD@mm b h h L1 f L2 SCrew
2 [ec-iJElGLT @ @ GE20GE20-AL 20 10 10 10 125 102 15 CSTB-3 T-OF
2 ® ® GE20GE20-AL 25 12 12 12 125 122 19 CSTB-3 TOF

2 JCGSSR/L1616-20 ® ® GE20 GE20-AL 32 16 16 16 125 16.2 22,5 CSTB-3 T-9F

I Applicable inserts

For aluminium

and non-ferrous

metals

Grades Dimensions (mm) Grades Dimensions (mm)
Cat. No. Coated Cermet Cat. No. Uncoated
— e — W L h I
T9125 AH120 GH730NSes30 V - N KSO5F €

X ¢ e e e > 10 35 02 [ZZEN ° 2 10 35 02

7

o Standard cutting conditions

% . Feed: f (mm/rev)
i) 1ISO Work materials Sepamieigze i sp_eed Operation Groove width: W (mm)
o grade Vc (m/min) 5
C
= 25
T Low carbon steels Ll 80~ 200 barting off
Q Alloy steels NS9530 100 ~ 200 arting o _
< (~ 150HB) (GEDOR/L)
= GH730 50 ~ 180
. T9125 80 ~ 180
Medium carbon steels Grooving,
. Alloy steels NS9530 80 ~ 180 Parting off 0.05 ~ 0.14
(150 -~ 250HE) GH730 50 ~ 150 (GECIO)
High carbon steels L 80 ~150 Grooving,
Alloy steels NS9530 80 ~ 150 Parting off for 0.03 ~ 0.1
(250HB ~) Aluminium alloys ) )
GH730 50 ~ 120 (GECID-AL)
T9125 80 ~ 150
M Stainless steels
GH730 50 ~ 120
. Gray and T9125 80 ~ 200
ductile cast irons GH730 50 ~ 180
Aluminium alloys
. Non-ferrous metals KSOSF HLY = €00

@ : Stocked items
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S~SERIES J-type / Parting-off

W[4 7/ Parting-off

(Two corner type) Without offset
i | Clamp-on system
= [ —-—||| |Qj
o~
Lo
)

h1
%
)

Max. parting off dia 6D

Right hand (R) shown.

Applicable Dimensions (mm)
inserts h b L1 L m f

Clamping W
i rench
Max. parting off screw

Cat. No.
oDm (mm) (Option)

L
JCCWSR/L1010K2 o o JCC*200F 10 10 125 19 10 10 220 CSTB-4S T-15F (T-15L)
o o JCC*200F 12 12 1256 19 12 12 220 CSTB-4S T-15F (T-15L)
L
L

JCCWSR/L1616K2 [ JCC*200F 16 16 125 19 16 16 220 CSTB-4S T-15F (T-15L)
[ ] JCC*200F 20 20 125 19 20 20 220 CSTB-4S T-15F (T-15L)

JCCWSR/L2525K2 o O JCC*200F 25 25 125 19 25 25 220 CSTB-4S T-15F (T-15L)
I Applicable inserts JCC-type inserts (With sharp edges)

Neutral Right or left hand Dimensions (mm) Grades

(JCCN200F) (JCCR/L200F) Cat. No. ) Coated Coated Cermet Cermet Uncoated

£ e T W L re J740 J9530 NS9530 TH10

R L R L R L R L

iEEE:' ﬁ\;@tﬂl JCCN200F 28 2 15 0 - e e e @ ° o

L ! 48 2 15 005 - © @
JCCR/L200F 4.8 2 15 0 15° @& @ @ © o O
- - 48 2 15 005 15° ® @
Right hand (R) shown.
S~SEERIEES J-type / Parting-off 7
Mo} 'L Y/l Parting-off

g (2]
(Two corner type) Without offset 78
‘ s Clamp-on system ';
. £
~[ (O] J < g
of o
Max. partingoff diagD [, 2
J B =S

Right hand (R) shown.

Stock : Dimensions (mm) .
———= Applicable - Clamping
Cat. No. : Max. parting off Wrench
R L inserts h b Li L2 o f "oprETest screw (Option)
JCGWSR/L1010K2 0 . JCGN200* 10 10 125 20 10 10 220 CSTB-4S T-15F (T-15L)
JCGN200* 12 12 125 20 12 12 220 CSTB-4S T-15F (T-15L)

JCGWSR/L1616K2 . . JCGN200* 16 16 125 20 16 16 220 CSTB-4S T-15F (T-15L)

ll Applicable inserts JCG-type inserts (With sharp edges)

re Neutral Dimensions (mm) Grades
| (JCGN200F) Cat. N Coated Coated Cermet Cermet Uncoated
= 1 1] at. No. T W L re _ J740 _ J9530 NS9530 _TH10
‘ L 1 R L R L R L R L
O UIL_—TJ [0 ¢ 2 20 005 6 o o e o o
. Fightorlefthand 3 2 20 005 @€ © @ © e o
- (JCGN200FR/L)
z | I A\
Nivra

Right hand (R) shown.

@ : Stocked items
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S~SERIES J-type / Parting-off

I JCC, JCG Standard cutting conditions

. Cutting speed Feed
1ISO Work materials Grades Ve (m/min) f (mm/rev)
J740 10-100 0.01-0.1
General steel
(S45C / C45, etc.) NS9530 50 - 150 0.01-0.1
. J9530 50 - 150 0.01-0.1
Free-cutting steel
(SUM22 / 11SMn28, etc.) g 10-100 0.01-0.1
J740 10-100 0.01-0.1
Stainless steel
M (SUS304 / X5CrNi18-9, etc.) bl 50 -150 0.01-0.1
J9530 50 - 150 0.01-0.1
Aluminium alloys, Brass _ _
. (Si < 12%, C3604B / CW614N, etc.) ULafl 1= 2 LHER =
Difficult-to-cut materials,
Titanium alloys TH10 10-30 0.01-041

(Ti-BAI-4V, etc.)

7

TAC Parting Tools
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Chapter Composition of TAC Threading Tools

@ Series are arranged as follows: TT-type threading tools, ST-type threading tools, SN-type threading tools for internal threads

Figure of insert shape —— Cat. No. of ST-type toolholders

— Pitch or number of threads to
be machined

—Figure of thread to be machined Product name of threading tools Size range of
Thread type — Series name of threading tools machinable threads

— Figure of main application

TUNGTHREAD P TUNGTHREAD
—» #1SO metric — EXICY N 'nternal threading

Garbide rnforced (Oniy for Tsupparichiban)
i

1 Applicable toolholders
External

\

Right hand (R),
Tauppari-lehiban type shown.

M Full-profile inserts pr—
i ¥ Extornal insert o N intemaiinsert = Dimensions (mm] = Parte
eron 55 Grades Dimensions (mm) || Grades I I T T il sy Clamping  \yrench
HE
o - No- E TSNR/L0016Q16 0 19 16 106 180 40 50 15 Q1 J 1oL~ CSiBas _ TioF
Tejors R 6IR075ISO “
: 2 6IR1251SO : : 09 0'09 Isteel shank
. Stock Dimensions (mm) Parfs
i _—_— emisiso | K3 o - 05 - o 5 5 :
> 6IR175150 Y e - 09 - o012 Cat. No. R f“ai-":'gas fonoLoee b AR Insert  Clamping | wyronch
E 1 [ o $ oo EIOSII e e © % 65 5 3 - % s | T csieas| Te
L] 12 16 66 125 25 - 15 155 TR CSTB-2.5 T-8F
i [ BEFT o o o o oaoson EUTOCE M o 2 16 66 15 2z - 15 185 | A csies| er
© e 15 1o 52 w055 . 15 1as | iR csmees| Ter
b 635 0907007
q — @ s e O O [EGAGEREM @ 15 16 82 140 325 - 15 165 §  1RL~*  CsTB25 | THF
1 | 1L1zsiso | [0S 635 0.9 07 009 . 15 16 82 140 325 - 15 155 §  1RL™  cSTB25 | TeF
1 i e o o o3 090701 [ENTESTI @ @ 19 s 105 50 40 - 15 155 | teRAs osiess | TasE
1 _ _ . 635 09 0.7 0.11 L] 19 16 106 150 40 - 15 155 16IRIL™™ CSTB-3.5 T-15F
i HiRizsiso RIS 635 0907012 ELAITERS e 10 1 106150 40 - 15 155 § e csmas| Tas
1 _— iz K3 635 0907 012
1 11IR20ISO L] L] 6.35 0907 014 i
1 — iniznso - [ e shenk Sy g
% LR ] feerosiso X i6R0siso " 1K) 3525 05 12008 — - g
1do: 16ER075ISO ¥ feirozsiso] Y 9525 0512 005 CE RUE™0s ¢ 4 L ea n b Ape et Clamping| wionon
b b =T N o e o o5 0007007 snLooiowrrse [T T e cemas| T
2 RCI | fztioso | fetLiaso | K3 9525 09 07 007 Z - : 2
1g1.25 16ER125ISO AL 16IR125150 (Y 9.525 0.9 0.7 0.09 TS : :: :g ;: :: g: - z g:"ﬂ‘::: ::E
1q1.25 1BEL125IS0 P feiLizsiso | Y 9525 09 0.7 0.09 ¢ - 2. £
115 16ER15ISO ofUIE I @ e @ 9525 0907011 Gl 59 o 15 12 65 170 28 - 11 52545 T-oF
1q 15 {H6EL15ISO | ¥ feiLisisor | |3 9525 09 0.7 0.1 ELATEGESMN @ 15 12 85 10 28 - 1 B25 | T8
14175 16ER175ISO o o 9.525 1.6 1.2 0.12 0 o G B = W EEEG ] wF
it EX | fenzoison o o o 955161201 EIE e e o 20 15 11920 85 - 15 - cstas | TsE
14 20 16EL20ISO ° 9525 1.6 1.2 014 . 20 16 119 200 35 - 15 - 18R CSTB-35 | T-15F
25 o o o 9m5isi20n 2 16 o0 3 - 15 - ¢ e cseas| s
1¢ 30 16ER30ISO ® o @ 955 1612021 When using a right or left hand insert, the right hand insert (IR type)
Note: There are d\ﬂer\*d\mens\ons of “ 13" and “t" with the A
et moar I s 775 oMLY T S
@ : Stocked items. / Packing Quantity = 5 pos @ Stdcked items. |
8-12 8-25
Symbols of stock List of replacement parts
status
Cat. No. of TAC threading inserts List of applicable toolholders Lead angle
Cat. No. of applicable toolholders are When using internal threading toolholders
shown by insert size and distinction of which are not shim-changeable type,
internal or external use. select a proper lead angle depending on

the thread size and type. ( 8-27

MW Ordering information

@ \When ordering a threading toolholder, please specify Cat. No. and quantity.
Example: CER1212H16DT 1 piece.
e Standard packing quantity of threading toolholders is 1 piece.

® \When ordering threading inserts, please specify Cat. No., grade, and quantity.
Example: 16IR1751SO AH725 5 pieces.
e Standard packing quantity of threading inserts is 5 pieces.
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Products

H threading inserts

ISO metric full-profile inserts - -~ 8-12
Unified full-profile inserts - -« - - oo 8-14
60° metric partial-profile inserts - - - -« 8-15
55° Whitworth full-profile inserts - -+ o e 8-16
55° partial-profile inserts ------- - 8-17
PT full-profile inserts -« - oo 8-18
NPT full-profile inserts -« - - oo 8-19
NPTF full-profile inserts - -+ o e 8-19
Trapezoidal full-profile inserts - -~ 8-20
Round full-profile inserts - -« - - oo 8-21
Aerospace full-profile inserts - -+ - 8-21
Bl threading toolholders

STCR/L-18, JS-STCL18 type external toolholders and TCT18 type inserts - - - - - - 8-4

JSTTR/L, JS-TTL3 type external toolholders and JTTR/L type inserts - - --- - - - - - 8-7

JSXBR/L type external toolholders and JXT O R/L type inserts - - - -+ -+ - - -+ - 8-8

CER/L type external toolholders - ------ - 8-23
S/CER/L type gang too“ng .................................... 8-23
SNR/L-2/3 type internal toolholders - -~ - oo 8-24

SNR/L type internal toolholders - - - -+ 8-25



Designation System for TAC Threading Tools

B TUNGTHREAD Inserts

16 | R 175 ISO -B

9 =) 6 |
(3 d of insert O Pitch (No. of threads) O Thread type @ Chipbreaker
B
|

0
3
=
(@)
£
©
)
o
L
=
Q
=

Han
Symbol (1. C. dia (mm) External R |[Right hand Partial-profile inserts Partial-profile inserts With
06 - Internal L |Left hand A |Pitch: 0.5~1.5mm 60° [60°thread angle || - | Without
TPl:  48~16 = -
11 6.35 Pitch: 0.5 ~ 3.0 mm 55 55° thread angle
16 | 9.525 AG e 43-8 TR_|30° trapezoidal
22| 127 G |pach 175~ 30mm | IAGME [29° trapezoidal
27 15.875 N |Pitch: 3.5~50mm RAPI |API round
TPk 7~5 BAPI |API buttress
Z Pitch: 4.0 ~ 6.0 mm —
TPI: 6-~4 Full-profile inserts
Full-profile inserts ISO |Metric
Metric thread: pitch (mm)x10 or UN |Unified
100 inch: TPI (TPI/ 25.4 -
Note: Please identify new designation system for internal inserts. (Exa::;es) 05(:1-0_5 mm p?:cmh)><10 W |Whitworth
-i.e.“N” -4 . 175:1.75 mm pitchx100 | [__PT__|JIS taper pipe
(Example) Conventional: 16NR15ISO 14: 14 TPI/ 25.4 mm NPT |National pipe
New: 16IR151SO NPTF |National pipe
RD |Round (DIN405)
UNJ |Aerospace

H Toolholders for external threading

Shank sz (nm) Shari ize ()

C |Clamp-on R |Right @ Height ® Length SYO"‘6b°' l.C.dia (mm) [ | T |With offset
S | Screw-on L |Left Shank size (mm) H| 100 |R| 200 11 5 :35 DT With offset
© Width K| 125 | S| 250 : Usable as screw-on
@ External or Internal M 150 | T | 300 16 | 9.525 or clamp-on type
External 22 | 127
N | 160 |U| 350| ["27 | 15.875
P | 170 |V | 400

H Toolholders for internal threading

S N R 0010 K 11 -DT SC -2
s

DT| With offset. SC| Carbide shank | [None| 1°
Usable as

SCrew-on -3 3°
or clamp-on type|

@ Clamping method @ External or internal
TC| “Tsuppari-Ichiban”, clamp-on
TS| “Tsuppari-Ichiban”, screw-on
C | Clamp-on

S | Screw-on

Internal

(4)
00| For iternal

H Toolholders for gang tooling

B-S ER 12 K 16

B- |Single edge type
BC-| Combination type




Threading Tool System

ICIamping Mechanism and Features

Type / Appearance

Features

STC-18

Screw-on
type

‘ Clamping mechanism ‘

@ Suitable for threading in small parts
@ 4-cornered insert with innovative shape is applied

~ 84

JSTT

Screw-on
type

@ J series threading tools for use on small lathes.

@ Toolholders are ground on the four faces to maintain
stability and accuracy.

® The insert is clamped with a both end torx screw,
resulting in easy and rapid changing or indexing of the
insert.

@ Best suitable for threading of small parts.

@ Three corner type insert. Applicable for 55 and 60°

threads of 0.5 to 1.0 mm pitches.
P o 87

JS-TTL3

Screw-on
type

@ J series threading tools for use on small lathes.

@ Best suitable for threading of small parts.

® Three corner type insert. Applicable for 55 and 60°
threads of 0.5 to 1.0 mm pitches.

~ 87

JSXB

Screw-on
type

@ J series threading tools for use on small lathes.

@ Toolholders are ground on the four faces to maintain
stability and accuracy.

® The insert is clamped with a both end torx screw,
resulting in easy and rapid changing or indexing of the
insert.

@ Best suitable for threading of small parts.

@ Two corner type insert. Applicable for 60° threads of 0.5
to 1.0 mm pitches. Usable for threading to corner.

~_ 88

ST

Screw-on
type
Clamp-on
type

@® With the unique combination of the clamp and the
mouth shape of the insert hole, the insert is positively
held with precision accuracy.

@ Specially designed chipbreakers are formed on the
insert, achieving free flowing chip control for internal and
external threading.

@ A variety of insert shapes and sizes are available from

stock.
.~ 8-23

SN

Screw-on @]b-

type

@ Can be applied to Internal threads of small diameter
(down to M10).

@ Full-profile inserts for metric (ISO), whitworth, taper pipe
(PT) and american pipe (NPT) threads and partial-profile
inserts for 60° and 55° thread angles are available as
standard.

~_8-24
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TETRAMCEUT

[TUNGALOY

Y ) 7/WL [ 3 External grooving

11

> \ =
o L Bl
A l
<

q
<
Right hand (R) shown.

Designation h b L1 L2 h1 f h2 Insert
STCR/L1010X18 10.0 10.0 120.0 18.5 10.0 10.0 4.5 TC*18*
STCR/L1212F18 12.0 12.0 85.0 18.5 12.0 12.0 25 TC*18*
STCR/L1212X18 12.0 12.0 120.0 18.5 12.0 12.0 25 TC*18*
STCR/L1616X18 16.0 16.0 120.0 18.5 16.0 16.0 0.0 TC*18*
STCR/L2020H18 20.0 20.0 100.0 18.5 20.0 20.0 0.0 TC*18*
STCR/L2020X18 20.0 20.0 120.0 23.0 20.0 25.0 0.0 TC*18*
STCR/L2525Z18 25.0 25.0 135.0 23.0 25.0 30.0 0.0 TC*18*

A

- The right hand insert (TC*18R***) is used for the right hand toolholders (STCR***),
and the left hand insert (TC*18L***) is used for the left hand toolholders (STCL***).

SPARE PARTS @ ¢

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

NLEC I R 3 Round shank

h ¥ i

S~ L2 oDs

Ly
h=

Left hand (L) shown.

Designation oDs L1 L2 H B f Insert
14 100 20 13 14 6 TCH8*
15.875 85 20 15 14 6 TC*18*
16 85 20 15 14 6 TC* 8"
19.05 90 20 18 14 6 TCH18*
19.05 120 20 18 14 6 TC* 8"
20 9 20 19 14 6 TC*8*
20 120 20 19 14 6 TC*8*
22 120 20 21 12.25 10 TC* 18"
JS25H-STCL18 25 100 20 24 12.25 10 TCH8*
JS254X-STCL18 254 120 20 24 12.25 10 TCH8

- The right-hand insert (TCT18R**) is used for the Left-hand toolholders (JS**-STCL18).

SPARE PARTS @ ¢

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

TAC Threading Tools



TETRAMCIUT
J Inserts

TCT18R/L (For Threading)

Grade

AH725  pitchmin  pitch max Dimensions (mm)

Designation R f S re 6(°) T d
TCT18R/L-60N-010 v v 0.8 3 1.6 2.67 0.1 60 4 18
v v 1.5 3 16 257 02 60 4 18

v : Stocked items

& Standard cutting conditions

Threading
1SO Workpiece materials Grades c‘&:iaﬁ’/;ﬁﬁfd Pitch (mm) TPI
Lowjcarbonistecls AH725 60 - 150 0.8-3.0 32-8

(C15, C20 etc))

Carbon steels, Alloy steels _ - -
(C55, 42CrMoS4 etc.) AH725 60 - 150 0.8-3.0 32 -8

Prehardened steels
(NAK8O, PX5 etc.) AHT725 60 - 150 0.8-3.0 32 -8

(X5CrNi18-9, X5CrNiMo17-12-2 etc)

%gg cast 'g?é‘)s AH725 50 - 100 0.8-3.0 32-8

&‘ﬂ? gggt_isr%’t‘g) AH725 50 - 100 0.8-3.0 32-8

Titanium alloys (Ti-6Al-4V, etc.) AH725 30 - 100 0.8-3.0 32 -8

M Stainless steels AH725 50 - 80 0.8-3.0 32-8

Superalloys (Inconel718, etc.) AH725 30-100 0.8-3.0 32 -8
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J-SERIES

JSTT R/L External threading
JSTTR/L ‘ - Without offset
i/

¢ : e
- 08 A 4524 2.

g -
! S G ——

Can be wrenched from back side with both-end Torx screw.

.2 ]

Right hand (R) shown.

Stock Dimensions (mm) i i
Cat. No. R L h b L L m f © A?r?;fftgle Clsag;g‘:\l;lg Wrench

® @ 10 10 120 185 10 95 2  JTTRA3*  CSTB4SD T-8F  (T-8L)
® @ 10 10 125 165 10 95 2  JTTRA3™  CSTB4SD T8F  (T-8L)
® @ 12 12 8 185 12 115 -  JTTRA3™  CSTB4SD T-8F (T8
[New) ® @ 12 12 120 185 12 115 -  JTTRA3™  CSTB4SD T8F  (T-8L)
® o 12 12 125 165 12 115 -  JTTRA3*  CSTB4SD T-8F  (T-8L)
[New) ® @ 16 16 120 185 16 155 -  JTTRA3™  CSTB-4SD T-8F  (T-8L)
® @ 16 16 125 165 16 155 -  JTTRA3"™  CSTB4SD  T-8F  (T-8L)

Note: Parts in parenthesis are optional parts.

m External threading

Pitch e
) {OSN‘I mm} {48“‘24} L‘0.0gmeg

- (@AY *ékﬂ R
‘ | A
~af— T @
h

l”“
oDs

h

Left hand (L) shown.

Cat. No. Stock Dimensions (mm) Applicable Clamping  yyrench

oDs f L1 L2 h B inserts screw
® 1905 10 125 20 18 115  JTTR30"F CSTB-4S T-15F
® 20 10 125 20 19 115  JTTR30“F CSTB-4S T-15F
® 22 10 125 20 21 115  JTTR30"F CSTB-4S T-15F
® 254 10 125 20 24 127  JTTR30“F CSTB-4S T-15F

1JTT-type inserts (sharp edge)

Dimensions (mm) Stock
Coated Cermet  Uncoated
2] od T s re J740 SH725 NS9530 TH10

TAC Threading Tools

R L R L R L R L
T JTTR/L3005F-55 556° 90525 3.18 0.6 0.05 @ (]
60° 9.525 3.18 09 0.05 @ e o o ®
: T JTTR/L3010F 60° 9525 3.18 09 01 @ e o o {J

Right hand (R) shown.

Notes: Left hand holder use right hand insert.
Machinable pitch range: 0.5 to 1 mm.

® : Stocked items



J-SERIES

JSXB R/L External threading

JSXBR/L T Pitch Fichumoeron) (o
kLﬂ_L| |?| {05"'1 mm} {48"'24} ﬂlu.oiccmeg
) T JSXB type toolholders are also used for
L4 } back turning JXB-type inserts.
i |
SANEIYy B
® Can be wrenched from back side with both end torx screw. ST
¢ This toolholder is also compatible with JSXB-type insert for back turning. Right hand (R) shown
Stock Dimensions (mm i i
cat. No- RL h b L L (R3 | h f Mheors Cserbw?  Wreneh
JSXBR/L1010K8-C ® & 10 10 125 29 64 10 5.7 JXT*R/L™™  CSTB-4SD T-8F (T-8L)
® 0 12 12 125 29 64 12 7.7 JXT*R/L™™™  CSTB-4SD T-8F (T-8L)
JSXBR/L1616K8 ® @ 16 16 125 29 64 16 11.7 JIXT'R/L™™ CSTB-4SD T-8F (T-8L)
® 6 20 20 125 29 6.4 20 157 JUXT'R/™™™ CSTB-4SD T-8F (T-8L)
JSXBR/L2525K8 ® ® 25 25 125 29 6.4 25 20.7 JIXT'R/™™ C(CSTB-4SD T-8F (T-8L)

Note: Parts in parenthesis are optional parts.

Dimensions (mm) Stocked grades
Coated Cermet Uncoated
od T re J740 NS530 TH10
R L R L R L
JXT1R/L6000F 8 397 0.03 [ o ()
8 397 0.03 () [ (]
JXT3R/L6000F 8 3.97 0.03

1-Type 2-Type 3-Type
JXT1R JXT2R JXT3R

Right hand (R) shown.

Notes: Right hand holder use right hand insert and left hand holder use left hand insert.
Machinable pitch range: 0.5 to 1 mm.
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@ : Stocked items



H s|0o] Buipealyl Ov1

8-9



TUNGTHREAD
Thread Types and Applicable Inserts

Thread ISO metric Unified General Whitworth General Parallel |JIS taper pipe
Types 60° 60° 60° 55° 55° 55° 55°
60° 55° 55°
M wM8 UNC 3/8-16UNC W w3a/4 G Gir2
UNF No.8-36UNF :I; 222/4
M8x1 UNEF 1/4-32UNEF W50/7 PS oy
Pitch | TPI | Pitch | TPl | Pitch | TPl | Pitch| TPl | Pitch | TPl | Pitch | TPI | Pitch | TPI
0.5~1.5(48~16 0.5~1.5(48~16
0.5~3 | 48~8 0.5~3 | 48~8
Partial- 1.75~3 | 14~8 1.75~3 | 14~8
pro’file 0.5"“3 7"'5 0.5’“3 7~5
4~6 | 6~4
Partial- 0.5~1.5|48~16 0.5~3 | 7~5
o 0.5~3 | 48~8 1.75~3 | 14~8
breaker 1.75~3 | 14~8
0.5 (0.794)| 32 (0.907)| 28 (0.907)| 28 [(1.337)] 19
0.75 (0.907)| 28 (0.970)| 26 (0.970)| 26 |(1.814)| 14
1 (1.058)| 24 (1.270)| 20 (1.270)| 20 |(0.907)| 28
1.25 (1.270)| 20 (1.411)| 18 (1.411)| 18 |(2.309)| 11
15 (1.411)| 18 (1.588)| 16 (1.588)| 16
1.75 (1.588)| 16 (1.814)| 14 (1.814)| 14
2 (1.814)| 14 @117)| 12 @.117)| 12
Full 2.5 (1.954)| 13 (2.309)| 11 (2.309)| 11
u- 3 @117)| 12 (2.540)| 10 (2.540)| 10
profile | 35 (2.309)| 11 2.822)| 9 2.822)| 9
External 4 (2.540)| 10 (3.175)| 8 (3.175)| 8
thread 4.5 (2.822)| 9 (3.629)| 7 (3.629)| 7
5 (3.175)| 8 (4.233)| 6 (4.233)| 6
6 (3.629)| 7 (5.080)| 5 (5.080)| 5
(4.233)| 6
(5.080)| 5
0.5 (1.058)| 24 (1.337)| 19 (1.337)] 19 [(1.337)| 19
0.75 (1.270)| 20 (1.588)| 16 (1.588)| 16 |(1.814)| 14
Full- 1 (1.411)| 18 (1.814)| 14 (1.814)| 14 |[(2.309)| 11
profile | 1.25 (1.588)| 16 (2.309)| 11 (2.309)| 11
with | 1.5 (1.814)| 14
chip- | 1.75 (1.954)| 13
breaker 2 .117)| 12
2.5 (3.175)| 8
3
0.5~1.5|48~16 0.5~1.548~16
. 0.5~3 | 48~8 0.5~3 | 48~8
Pa“f'?i‘" 1.75-3 | 14~8 1.75-3 | 14~8
o protile 0.5~3 | 7~5 0.5~3 | 7~5
3 4~6 | 6~4
= Partial- 0.5~1.5|48~16 0.5~3 | 7~5
o wﬁﬁ°é'r'1%- 0.5~3 | 48~8 1.75~3 | 14~8
£ broakor 1.75~3 | 14~8
5 0.5 (0.794)| 32 (1.337)| 19 [(1.337)| 19 [(1.337)] 19 [(1.337) 19
£ 0.75 (0.907)| 28 (1.814)| 14 (1.814)| 14 |(1.814)| 14
= 1 (1.058)| 24 (0.907)| 28 (0.907)| 28 |(0.907)| 28
1) 1.25 (1.270)| 20 (0.970)| 26 (0.970)| 26 |(2.309)| 11
I 15 (1.411)| 18 (1.270)| 20 (1.270)| 20
= 1.75 (1.588)| 16 (1.411)| 18 (1.411)| 18
Internal 2 (1.814)| 14 (1.588)| 16 (1.588)| 16
thread | Full- | 25 (1.954)| 13 (1.814)| 14 (1.814)| 14
profile | 3 @117)| 12 @117)| 12 @.117)| 12
3.5 (2.309)| 11 (2.309)| 11 (2.309)| 11
4 (2.540)| 10 (2.540)| 10 (2.540)| 10
45 (2.822)| 9 (2.822)| 9 2.822)| 9
5 (3.175)| 8 (3.175)| 8 (3.175)| 8
6 (3.629)| 7 (3.629)| 7 (3.629)| 7
(4.233)| 6 (4.233)| 6 (4.233)| 6
(5.080)| 5 (5.080)| 5 (5.080)| 5
0.5 (1.058)| 20 (1.337)] 19 (1.337)] 19 [(@1.337)] 19
0.75 (1.270)| 18 (1.588)| 16 (1.588)| 16 |(1.814)| 14
Full- 1 (1.411)| 16 (1.814)| 14 (1.814)| 14 |(2.309)| 11
profile | 1.25 (1.588)| 14 (2.309)| 11 (2.309)| 11
with | 1.5 (1.814)| 13
chip- | 1.75 (1.954)| 12
breaker 2 (2.117)| 8
2.5 (3.175)
3

8—10 * () is reference



TUNGTHREAD

American National Pipe | Trapezoidal | Trapezoidal | perospace
30° 29°
30°
NPT 3/8-18NPT Tr Tiox2 TW TW20 UNJ
TM ™10 ACME 3/8-12ACME
Pitch | TPl | Pitch | TPl | Pitch | TPl | Pitch | TPl | Pitch | TPI
1.5 .117)| 12
2 (2.540)| 10
3 (3.175)| 8
4 (4.233)| 6
5 (5.080)| 5
6
(0.941)| 27 |(0.941)| 27 32
(1.411)| 18 |(1.411)| 18 28
(1.814)| 14 |(1.814)| 14 24
(2.209)| 11.5 |(2.209)| 11.5 20
3.175)| 8 |(3.175)| 8 18
16
14
12
10
8
(1.411)| 18
(1.814)| 14
(2.209)| 11.5
3.175)| 8
1.5 (.117)| 12
2 (2.540)| 10
3 (3.175)| 8
4 (4.233)| 6
5 (5.080)| 5
(0.941)| 27 |[(1.814)| 14
(1.411)| 18 |(2.209)| 11.5
1.814)| 14 |[(3.175 8 . -y =
2:200)| 115 |0 Partial-profile inserts
3.175)| 8
‘ \
Partial-profile - _
inserts Crest (finished in
preceding operation)
Full-profile inserts
(1.411)| 18
(1.814)| 14 M AThread A
(2.209)| 11.5 RAERN
3.175)| 8 //
Surface Full-profile
turned in inserts Crest (finished with
preceding threading insert)
operation

TAC Threading Tools
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TUNGTHREAD
J1SO metric

<

Right hand
insert for internal
threading shown.

4.76
L

(6]

o @ F

"

Right hand insert

for external threading shown.

l Applicable toolholders

BC-SER/L*™*16

I External Internal
6 SNR/LO00"K06SC-
SNR/LO00*H06-*
11 SNR/L™*11*
16 | CER/L*™™*16**
B-SER/L**16 TSNR/L=**16
B-CER/L**16 SNR/L™**16*

B Full-profile inserts

o o o o o oflnsert size

11
11
11
11
11
11
11
11
11
11
11
11
16
16
16
16
16
16
16
16
16
16
16
16
16
16

)
8
'_
(@]
<
e
©
o
L
