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STREAMIETBAR

TUNGALOY

Engineered for tool strength and
optimal chip evacuation

Bl Tool body of special alloy steel, designed to reduce chatter !

- Ensures superior surface finish quality over conventional ID turning tools !
- Improved tool life, efficiency, and economy !

Excellent surface
s "+ gt~ Py
quality, with no chatter

== = -8

Competitor STREAMIETESBAR

I Optimal holder design assures low cutting load and high
performance in the smallest bore diameters !

Cutting load comparison

O S TREAMETEAR 91% | Toolholder : A16Q-SDUPL07-D220
800 [l Competitor Insert : DPMT070204-PS

91% | Workpiece material : S55C / C55
N Steel gUttling speed : Ve = 150 m/min
600 92% oolant : Wet
.
400 Cutting load is reduced by 10% than
200 conventional tool !
0

DOC =1mm DOC =1 mm DOC =2 mm
f=015mm/rev f=0.25mm/rev f=0.15 mm/rev

Cutting load (N)

Il New DPMT insert with 11° flank clearance helps
reduce cutting load !
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ACCELERATED MACHINING

Il Excellent performance for small diameter machining operations

- Minimum bore diameter from 4.5 mm

- Steel and carbide shank available Powe

- Straight shank type available UP

- Can be used with internal coolant supply

- Well designed chip pocket for excellent chip evacuation

- Easy to adjust overhang due to marked scale on shank

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

- Added Z Cutting edge Style for back boring Internal coolant supply

Il Applicable for a wide variety of machines

- Applicable sleeve for a variety of small lathes

- Supplied with Seal cap (optional)

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

Seal Cap (Optional)

v"S@rew

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

Il Stable tool life and excellent chip control

- 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” and “WBGT03”
insert types :

www.tungaloy.com 5




STREAMIETBAR

TUNGALOY

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

Shape of Stream Jet Bar

Increased rigidity for minimizing bar deflection and chatter

Rigidity comparison with a conventional
Large head design provides

bon.n.g. bar (IIIustratlong) . o both high rigidity and good chip
The rigidity of the bar in the direction of the principal evacuation.

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

About 20% reduction in deflection compared with conventional bar

STREAMIETSAR Conventional boring bar

Small Section

y

Section

New pocket design for excellent chip evacuation

Cutting performance STREAMIETSBAR | |Conventional boring bar
f chip

evacuation

The excellent chip evacuation
minimizes tool failure caused by re-
cutting chips and poor chip control.
Damage to the work surface from
chips is also eliminated.

ed chip ip
pocket and coolant flow helps chips to evacuation
effectively evacuate. Chip packing is likely to occur.

StreamdJetBar




ACCELERATED MACHINING
Il 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

Il Improved tool life

By supplying the optimum level of cutting
fluid, flank wear and rake face wear are
suppressed, considerably improving tool

o
i
=]

[ —e— Competitor's boring bar
—o— STREAMIETSBAR

o©
o
o

life.

0.10
Toolholder ~ : A16Q-STUPR1103-D180
Insert : TPMT110304-PS (GT730)

Work material : S45C (220HB)

: Boring (@30 ~ 50 mm)
Cutting speed : Vc =100 m/min
Depth of cut  :ap=0.5mm . . . . . ,
Feed :f=0.2 mm/rev 5 10 15 20 25 30
Cutting fluid ~ : Water soluble type Cutting time (min)

o
o
a

Corner flank wear width VBc (mm)

o

Il Easy to use

Marking specifications

Tool holder Cat. No.

The minimum bore diameter is
indicated in the Cat. No. The
three-digit number at the end of
the text indicates the minimum
bore diameter.

(Example)-D140 —=14.0 mm

Applicable clamping screw Scale of overhang length Applicable insert Cat. No.
Cat. No. (Positive type only) Useful for easy setting of the Can identify the insert size and
If screw is missing this detail simplifies  toolholder. relief angle at a glance. Simplified
locating a replacement with Cat. No. tool management.
Il Carbide shank type

Combination of the highly rigid Guide to L/D

carbide shank and the head geometry :

can increase the tool rigidity and Steel shank Carbide shank

improve chip evacuation. L/D<3 L/D<5

(Note) L : Overhang length, D: Shank diameter

- For precision boring

- The increased rigidity suppresses chatter,
producing excellent surface finishes.

- Excellent chip evacuation minimizes damage to
the surface caused by chip re-cutting. This further
improves surface finish.
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STREAMIETBAR

TUNGALOY

Bl DESIGNATION SYSTEM FOR TAC BORING TOOLHOLDERS

©° -
C Rhon':bic 'g Style 3 s @ §
80 é 5 Jote | £ - 45°
G 3

<
N
N
hﬁ
without

Rhombic
D <> g

Rhombic

>
A
without
-3
s
<L

; = N £
E ! J 2yl 8 i ) | =
é * o g 7°
S D Square |(|B P K| 75 | X 10%‘: E
P | Lever-lock type 95"’/ £ s||B
T Triangular |[[C | 9 L *F HRAMRY ‘: E
A 9 ,/‘ 95° 3 / : E

i
v - Rhg;lblc D @
-7 45°

(Tungaloy’s symbol)

2/

with | without | without | without | without

N Q 2z \&? 2
: -63° | 93° | 5[|N
S| Screw-on type Y-shape 5 | Note: *mark.-Tungaloy i
Y » Rhgglblc E 600@ P* §:§ g:? Standard
s 62.5° 'S | No mark: ISO standard
s
H

w O e ||| VDD |5l . R

-
g

0 Relief angle of insert

(3] T°°|h|?1ld(ﬁ:,:,e)ngth { Min. bore. diameter
A Steel shank Bar diameteris || F | 80 For M, S, and G types Stream Jet Bars
with oil hole shown in mm. formed to |
G| 9 o conformed to [SO 140 | 014.0 mm
Carbide shank H 100
E | with steel head J 1110 S T Cc
and oil hole ‘B={ 0 H 0 u
K|125 ] “In ISO metric system, a two digit
L 130 number indicates the edge length
~ (£) of the insert to be used in mm
M 150 - L If the insert thickness is different
for the same edge Ie?g)t(h, adéi
the thikness symbol (s) (two digit
P |170 number).
Q (180 In above example,
TPOO1102000
R |200 B
S |250
T |300
U (350
8 StreamJetBar



ACCELERATED MACHINING

I LIST OF STREAM JET BARS A wide range of styles and sizes available

Positive type
Shank Shank Mini bore diamet
Styl e ty:r; din n?gter 0 P |n|mu|21'(|) ore |am§ Oer (mm) . o
i "[ SEXPR/L P29 Steel |@g4 ~ 08 04.5 o7
oring and facing Carbide o4 - 08 045 o7
- Insert type: EPOO arbide |04 ~ o .
SCLCR/L P12,13 Steel |@g4 ~ @25 @5 @27
Boring and facing .
Insert type: CCOO Carbide 04 ~ 025 05 o2y
SWUBR/L P.27 Steel |o5 ~ 08 06 [ 28
Boring Carbid ~
Insert type: WBOO arbide 05 ~ 08 o6 28
STUPR/L P22,23 Steel 07 ~ 632 Qs Q34
Boring .
Insert type: TPOIO] Carbide |07 ~ 225 28 027
STFPR/L P.21 Steel g8 ~ 825 210 @27
Boring ; B 1 20
Insert type: TPOO Carbide o8 ~ 220 010 e
SCLPR/L P14 Steel |08 ~ 925 010 o2y
Through boring bid B 210 220
Insert type: CPOO Carbide 28 ~ 616
STFCR/L P20 Steel |08 ~ 025 010 o2y
Boring ide |08 ~ 010 027
Insert type: SPOO Carbide 8 ~ 625
SSKPR/L P19 Steel |016 ~ 25 220 231
Through boring
Insert type: SPOO
—7 ~ 213 232
= i A ool o R e
= Insert type: DCOO
SDUPR/L P18 Steel |12 ~ 016 215 022
" Internal profiling Carbide o012 ~ 216
Insert type: DCOO el ° 015 022
<7<  SDQCR/L P15 Steel |212 ~ 016 213 @30
JOEEl==>" |nternal profilin -
- niernal p g Carbide |g12 ~ 016 213 @25
Insert type: VCOO
e _=4 . SDQPR/L pi6 Steel |012 ~ 016 o15 022
—% | Internal profiling Carbide |g12 ~ &16 215 092
Insert type: VBOO
] s SVUCR/L P.26 Steel |12 ~ 240 216
p Internal profiling Carbide |g12 ~ @25 250
= Insert type: DCOO 018 032
. 0 SVUBR/L P.25 Steel |16 ~ @25 020 032
E°%) Internal profiling Carbid B
= Insert type: DCOIO arbide 016 ~ 025 024.5 034
www.tungaloy.com 9



I STREAMIETSAR

Positive type
Styl e Stt;:r;k dg::;tker o ” Minimugiobore diameatgr (mm) P =
e
[ | 2o 1 Carbide (%]
= Insert type: VCOO 010~ 016 218.5 021.5
B SO o e
[ o rofilt Carbide
= Insert type: VBOO 012 ~ 625 o7 030.5
R SDZCR/L P19 Steel |@12 ~ 925 o14 225
301% Internal retracting Carbide |@12 ~ 216 218 222
Insert type: DCOO
[ — SVZCR/L P.27 Steel |212 216
50 T Internal retracting
= Insert type: VCOO
[ — SVZBR/L pog Steel |16 ~ 232 220 240
R — Internal retracting
Insert type: VBOO
’* SEZPR/L P28 Steel |4 ~ @5 05.5 1 ©6.5
Internal retracting Carbide |@4 ~ @5 25.5 1 ©6.5
= Insert type: EPOO ' '
SVJCR/L P.29,30 Steel |012 ~ 216 216 220
Internal sphere cutting
Insert type: VCOO
SVJBR/L P.28,30 Steel |@20 ~ 825 225 230
Internal sphere cutting
A Insert type: VBOO
g ISYQBI:!/L P.31 Steel @12 ~ 216 217 @21.5
30°
— P Intermalundercut o ide 012 - 016 017 = 0215
Insert type: YWOIO
- 60° SYUBR/L P.31 Steel |@g16 020
Internal profiling i
= Insert type: Yywoo Carbide 212 ~ o016 220 024.5
10 StreamdJetBar



ACCELERATED MACHINING

Negative type

Style Shank _Shank Minimum bore diameter (mm)
type diameter 0 10 20 30 40 50 60 70

= = PTUNR/L P.35
@ Boring Steel |16 ~ 832 220 240
= Insert type: TNOO
= vl PTFNR/L P.35
% Boring Steel |825 ~ 650 232 263
= Insert type: TNOO
— PSKNR/L P.34
Through boring Steel @32 ~ 50 240 063
- Insert type: SNOO

PDUNR/L P.33
Intelr:1al p/rofiling Steel 620 ~ 650 225 263

Insert type: DNOIO

PCLNR/L P.32

Boring and facing Steel |216 ~ 850 220 263
Insert type: CNOO

P.37
PWLNR/L Steel |016 ~ 240 220 @50

Boring and facing
Insert type: WNOO

PVUNR/L P.36
Internal profiling Steel |025 ~ 240 @37 250

Insert type: VNOO

PDZNR/L P.34
~ 4
Internal retracting Steel 032 ~ 050 240 063

Insert type: DNOO

www.tungaloy.com 11



STREAMIETBAR

A/E-SCLCR/L
Screw-on boring bars, for positive 80° rhombic inserts

DMIN " JZL @
ye——
GAMF L] LF %
o)
camp =] 18
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
AO4F-SCLCR/L03-D050 STEEL 5 4 25 80 8 3.8 0 -15 0.2 CC*03X1... 0.6
AO5F-SCLCR/L03-D060 STEEL 6 5 3 80 9 438 0 -13 0.2 CC*03X1... 0.6
A06G-SCLCR/L04-D070 STEEL 7 6 35 90 11 5.75 0 -13 0.2 CC*04TH... 0.6
A07G-SCLCR/L04-D080 STEEL 8 7 4 90 12 6.75 0 -11 0.2 CC*04T1... 0.6
A08H-SCLCR/L06-D100 STEEL 10 8 55 100 16 75 0 -13 0.4 CC*0602... 1.2
A10F-SCLCR06-D120 STEEL 12 10 6 80 20 9 0 -10 0.4 CC*0602... 1.2
A10K-SCLCR/L06-D120 STEEL 12 10 6 125 20 9 0 -10 0.4 CC*0602... 1.2
A12H-SCLCR06-D140 STEEL 14 12 7 100 24 11 0 -8 0.4 CC*0602... 1.2
A12M-SCLCR/L06-D140 STEEL 14 12 7 150 24 11 0 -8 0.4 CC*0602... 1.2
A12H-SCLCR06-D160 STEEL 16 12 9 100 24 11 0 -7 0.4 CC*0602... 1.2
A12M-SCLCR/L06-D160 STEEL 16 12 9 150 24 11 0 -7 0.4 CC**0602... 1.2
A16K-SCLCR09-D180 STEEL 18 16 9 125 32 15 0 -9 0.8 CC*09T3... 3
A16Q-SCLCR/L09-D180 STEEL 18 16 9 180 32 15 0 -10 0.8 CC*09T3... 3
A16K-SCLCR09-D200 STEEL 20 16 11 125 32 15 0 -9 0.8 CC*09T3... 3
A16Q-SCLCR/L09-D200 STEEL 20 16 11 180 32 15 0 -9 0.8 CC*09T3... 3
A20R-SCLCR/L09-D220 STEEL 22 20 11 200 32 18 0 -8 0.8 CC*09T3... 3
A25S-SCLCR/L09-D270 STEEL 27 25 13.5 250 45 23 0 -6 0.8 CC*09T3... 3
E04G-SCLCR/L03-D050 CARBIDE 5 4 25 90 9 3.8 0 -15 0.2 CC*03X1... 0.6
E05G-SCLCR/L03-D060 CARBIDE 6 5 3 90 10 4.8 0 =19 0.2 CC*03X1... 0.6
E06H-SCLCR/L04-D070 CARBIDE 7 6 35 100 12 5.75 0 -13 0.2 CC*04T1... 0.6
E07H-SCLCR/L04-D080 CARBIDE 8 7 4 100 14 6.75 0 11 0.2 CC*04TH.... 0.6
E08G-SCLCR06-D100 CARBIDE 10 8 5.5 90 22 7.5 0 -13 0.4 CC*0602... 1.2
E08K-SCLCR/L06-D100 CARBIDE 10 8 55 125 22 75 0 =19 0.4 CC*0602... 1.2
E10F-SCLCR06-D120 CARBIDE 12 10 6 80 25 9 0 -10 0.4 CC*0602... 1.2
E10H-SCLCR06-D120 CARBIDE 12 10 6 100 25 9 0 -10 0.4 CC*0602... 1.2
E10M-SCLCR/L06-D120 CARBIDE 12 10 6 150 25 9 0 -10 0.4 CC*0602... 1.2
E12G-SCLCR06-D140 CARBIDE 14 12 7 90 27 11 0 -8 0.4 CC**0602... 1.2
E12J-SCLCR06-D140 CARBIDE 14 12 7 110 27 11 0 -8 0.4 CC*0602... 1.2
E12Q-SCLCR/L06-D140 CARBIDE 14 12 7 180 27 11 0 -8 0.4 CC*0602... 1.2
E12G-SCLCR06-D160 CARBIDE 16 12 9 90 27 11 0 -7 0.4 CC*0602... 1.2
E12J-SCLCR06-D160 CARBIDE 16 12 9 110 27 11 0 7 0.4 CC*0602... 1.2
E12Q-SCLCR/L06-D160 CARBIDE 16 12 9 180 27 11 0 -7 0.4 CC*0602... 1.2
E16H-SCLCR09-D180 CARBIDE 18 16 9 100 32 15 0 -10 0.8 CC*09T3... 3
E16L-SCLCR09-D180 CARBIDE 18 16 9 130 32 15 0 -10 0.8 CC*09T3... 3
E16R-SCLCR/L09-D180 CARBIDE 18 16 9 200 32 15 0 -10 0.8 CC*09T83... 3
E16H-SCLCR09-D200 CARBIDE 20 16 11 100 32 15 0 -9 0.8 CC*09T3... 3
E16L-SCLCR09-D200 CARBIDE 20 16 11 130 32 15 0 -9 0.8 CC*09T3... 3
E16R-SCLCR/L09-D200 CARBIDE 20 16 11 200 32 15 0 -9 0.8 CC*09T3... 3
E20S-SCLCR09-D220 CARBIDE 22 20 11 250 36 18 0 -8 0.8 CC*09T83... 3
E25T-SCLCR09-D270 CARBIDE 27 25 13.5 300 45 23 0 -6 0.8 CC*09T3... 3

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SCLCL** type), and the left hand insert (L) is used for the right
hand toolholders (SCLCR** type).

12 StreamdJetBar



ACCELERATED MACHINING

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
A*-SCLCR/L03-D... CSTA-1.6 T-6F
A*-SCLCR/L04-D... CSTB-2 T-6F
A*-SCLCR/L06-D... CSTB-2.58 T-8F
A**-SCLCR/L09-D... CSTB-4S T-15F
E**-SCLCR/L03-D... CSTA-1.6 T-6F
E**-SCLCR/L04-D... CSTB-2 T-6F
E**-SCLCR/L06-D... CSTB-2.58 T-8F
E16*-SCLCR/L09-D... CSTB-4L060 T-15F
E2**-SCLCR/L09-D... CSTB-4S T-15F

@ : Line-up

www.tungaloy.com 13



STREAMIETBAR

A/E-SCLPR/L
Screw-on boring bars, for positive 80° rhombic inserts

¢ . e

GAMF 2
5
) GAMP{ ;ﬁ i 8
Cuttlng edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A08H-SCLPR/L06-D100 STEEL 10 8 5.5 100 16 7.5 5! -8 0.4 CP**0602... 1.2
A10K-SCLPR/L06-D120 STEEL 12 10 6 125 20 9 5 -5 0.4 CP**0602... 1.2
A10K-SCLPR/L08-D120 STEEL 12 10 6 125 20 9 5} -5 0.4 CP**0802... 1.4
A12M-SCLPR/L06-D140 STEEL 14 12 7 150 24 11 5 -4 0.4 CP*0602... 1.2
A12M-SCLPR/L08-D140 STEEL 14 12 7 150 24 11 5 -4 0.4 CP**0802... 1.4
A12M-SCLPR/L08-D160 STEEL 16 12 9 150 24 11 5 -3 0.4 CP**0802... 1.4
A16Q-SCLPR/L09-D180 STEEL 18 16 9 180 32 15 5} -3.5 0.8 CP**0908... 8}
A16Q-SCLPR/L09-D200 STEEL 20 16 11 180 32 15 5 -3 0.8 CP**09083... 3
A20R-SCLPR/L09-D220 STEEL 22 20 11 200 36 18 5 -2 0.8 CP**0908... 8
A25S-SCLPR/L09-D270 STEEL 27 25 13.5 250 45 23 5 -1 0.8 CP**09083... 3
E08K-SCLPR/L06-D100 CARBIDE 10 8 515 125 22 7.5 5} -8 0.4 CP**0602... 1.2
E10M-SCLPR/L06-D120 CARBIDE 12 10 6 150 25 9 5 -5 0.4 CP*0602... 1.2
E10H-SCLPR08-D120 CARBIDE 12 10 6 100 25 9 5 -5 0.4 CP**0802... 1.4
E10M-SCLPR/L08-D120 CARBIDE 12 10 6 150 25 9 5 -5 0.4 CP**0802... 1.4
E12Q-SCLPR/L06-D140 CARBIDE 14 12 7 180 27 11 5) -4 0.4 CP**0602... 1.2
E12G-SCLPR08-D140 CARBIDE 14 12 7 90 27 11 5 -4 0.4 CP**0802... 1.4
E12J-SCLPR08-D140 CARBIDE 14 12 7 110 27 11 5 -4 0.4 CP**0802... 1.4
E12Q-SCLPR/L08-D140 CARBIDE 14 12 7 180 27 11 5 -4 0.4 CP**0802... 1.4
E12G-SCLPR08-D160 CARBIDE 16 12 9 90 27 11 5} -3 0.4 CP**0802... 1.4
E12J-SCLPR08-D160 CARBIDE 16 12 9 110 27 11 5 -3 0.4 CP**0802... 1.4
E12Q-SCLPR/L08-D160 CARBIDE 16 12 9 180 27 11 5 -3 0.4 CP**0802... 1.4
E16H-SCLPR09-D180 CARBIDE 18 16 9 100 32 15 5 -3.5 0.8 CP**09083... 3
E16L-SCLPR09-D180 CARBIDE 18 16 9 130 32 15 5} -3.5 0.8 CP**0908... 3
E16R-SCLPL09-D180 CARBIDE 18 16 9 200 32 15 5 -3.5 0.8 CP**09083... 3
E16H-SCLPR09-D200 CARBIDE 20 16 11 100 32 15 5 -3 0.8 CP**0908... 8
E16L-SCLPR09-D200 CARBIDE 20 16 11 130 32 15 5 -3 0.8 CP**09083... 3
E16R-SCLPL09-D200 CARBIDE 20 16 11 200 32 15 5} -3 0.8 CP**0908... 3

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SCLPL** type), and the left hand insert (L) is used for the right
hand toolholders (SCLPR** type).

SPARE PARTS & %é

Designation Clamping screw Wrench
A*-SCLPR/L06-D... CSTB-2.58 T-8F
A10K-SCLPR/L08-D120 CSTB-3L042 T-9F
A12M-SCLPR/L08-D... CSTB-3L050 T-9F
A*-SCLPR/L09-D... CSTB-4L060 T-15F
E**-SCLPR/L06-D... CSTB-2.58 T-8F
E10*-SCLPR/L08-D... CSTB-3L042 T-9F
E12*-SCLPR/L08-D... CSTB-3L050 T-9F
E16*-SCLPR/L09-D... CSTB-4L060 T-15F

14 StreamdJetBar



ACCELERATED MACHINING

A/E-SDQCR/L
Screw-on boring bars, for positive 55° rhombic inserts

DMIN H @

@

(%)
LF =
zZ
n O
O
. =
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-SDQCR/L07-D130 STEEL 13 10 7.6 125 20 9 2.6 0 -8 0.4 DC*0702... 1.2
A12M-SDQCR/L07-D160 STEEL 16 12 8.6 150 24 11 2.6 0 -6 0.4 DC*0702... 1.2
A16Q-SDQCR/L07-D200 STEEL 20 16 10.6 180 32 15 2.6 0 -5 0.4 DC**0702... 1.2
A20R-SDQCR/L11-D250 STEEL 25 20 13.7 200 36 18 3.7 0 -7 0.8  DC*11T3... 3
A25S-SDQCR/L11-D300 STEEL 30 25 16.2 250 45 23 3.7 0 -4 0.8 DC**11T3... 3
E10H-SDQCR07-D130 CARBIDE 13 10 7.6 100 25 9 2.5 0 -8 0.4 DC*0702... 1.2
E10M-SDQCR/L07-D130 CARBIDE 13 10 7.6 150 25 9 2.6 0 -8 0.4 DC**0702... 1.2
E12J-SDQCR07-D160 CARBIDE 16 12 8.6 110 27 11 2.5 0 -6 0.4 DC**0702... 1.2
E12Q-SDQCR/L07-D160 CARBIDE 16 12 8.6 180 27 11 2.6 0 -6 0.4 DC*0702... 1.2
E16L-SDQCR07-D200 CARBIDE 20 16 10.6 130 32 15 2.5 0 -5 0.4 DC*0702... 1.2
E16R-SDQCR/L07-D200 CARBIDE 20 16 10.6 200 32 15 2.6 0 -5 0.4 DC**0702... 1.2
E20S-SDQCR/L11-D250 CARBIDE 25 20 13.7 250 36 18 3.7 0 -7 0.8 DC*11T8... 3

*Torque: Recommended torque (N-m) for clamping **RE:Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SDQCL** type), and the left hand insert (L) is used for the right
hand toolholders (SDQCR** type).

SPARE PARTS & /@

Designation Clamping screw Wrench
A1**-SDQCR/L07-D**0 CSTB-2.58 T-8F
A2**-SDQCR/L11-D**0 CSTB-4S T-15F
E1**-SDQCR/L07-D**0 CSTB-2.58 T-8F

E20S-SDQCR/L11-D250 CSTB-4S T-15F

www.tungaloy.com 15



STREAMIETBAR

TUNGALOY

A/E-SDQPR/L
Screw-on boring bars, for Posi 55deg rhombic insert with 11 deg clearance

DMIN H @
/

@

Cutting edge style Q Right hand (R) shown.

LF

DCONMS

Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*

A12M-SDQPR07-D150-P SPECIAL ALLOY STEEL 15 12 8.3 150 24 11 2.3 5] 0 0.40 DPMTO0702... 1.2
A12M-SDQPL07-D150-P SPECIAL ALLOY STEEL 15 12 8.3 150 24 11 2.3 5 0 0.40 DPMTO0702... 1.2
A12M-SDQPR07-D180-P SPECIAL ALLOY STEEL 18 12 9.6 150 24 11 3.6 5 0 0.40 DPMTO0702... 1.2
A12M-SDQPL07-D180-P SPECIAL ALLOY STEEL 18 12 9.6 150 24 11 3.6 5 0 0.40 DPMTO0702... 1.2
A16Q-SDQPR07-D220-P SPECIAL ALLOY STEEL 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
A16Q-SDQPL07-D220-P SPECIAL ALLOY STEEL 22 16 11.6 180 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPR07-D150 CARBIDE 15 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPL07-D150 CARBIDE 15 12 8.3 180 27 11 2.3 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPR07-D180 CARBIDE 18 12 9.6 180 27 11 3.6 5 0 0.40 DPMTO0702... 1.2
E12Q-SDQPL07-D180 CARBIDE 18 12 9.6 180 27 11 3.6 5 0 0.40 DPMTO0702... 1.2
E16R-SDQPR07-D220 CARBIDE 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO0702... 1.2
E16R-SDQPL07-D220 CARBIDE 22 16 11.6 200 32 15 3.6 5 0 0.40 DPMTO0702... 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SDQCL** type), and the left hand insert (L) is used for the right
hand toolholders (SDQCR** type).

SPARE PARTS & /é

Designation Clamping screw Wrench
A**-SDQPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDQPR/L07-D**0 CSTB-2.5S T-8F
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ACCELERATED MACHINING

A/E-SDUCR/L

Screw-on boring bars, for positive 55° rhombic inserts

Cutting edge style U

Designation
A10K-SDUCR/L07-D130
A12M-SDUCR/L07-D160
A16Q-SDUCR/L07-D200
A20R-SDUCR/L11-D270
A25S-SDUCR/L11-D320
E10H-SDUCR07-D130
E10M-SDUCR/L07-D130
E12J-SDUCR07-D160
E12Q-SDUCR/L07-D160
E16L-SDUCR07-D200
E16R-SDUCR/L07-D200
E20S-SDUCR11-D270

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

Material
STEEL

STEEL
STEEL
STEEL
STEEL
CARBIDE
CARBIDE
CARBIDE
CARBIDE
CARBIDE
CARBIDE
CARBIDE

DMIN

DMIN DCONMS WF

13
16
20
27
32
13
13
16
16
20
20
27

10
12
16
20
25
10
10
12
12
16
16
20

7
9.3
11.3
16.1
18.6

7

7
9.3
9.3
1.3
11.3
16.1

LF
125
150
180
200
250
100
150
110
180
130
200
250

: @

— g
o 1
‘.cyﬂ LH »
LF S
- - Z
| 18
[ v | I a
Right hand (R) shown.
LH H f2 GAMP GAMF RE** Insert Torque*
20 9 2 0 -10 0.4 DC**0702... 1.2
24 11 3.3 0 -6 0.4 DC**0702... 1.2
32 15 3.3 0 -5 0.4 DC**0702... 1.2
36 18 6.1 0 -5 0.8 DC*11T3... 3
45 23 6.1 0 -4 0.8 DC*11T3... 3
25 9 1.9 5 -3.5 0.4 DC**0702... 1.2
25 9 2 0 -10 0.4 DC**0702... 1.2
27 11 3.2 0 -6 0.4 DC*0702... 1.2
27 11 3.3 0 -6 0.4 DC**0702... 1.2
32 15 3.2 0 -5 0.4 DC**0702... 1.2
32 15 3.3 0 -5 0.4 DC**0702... 1.2
36 18 6.1 0 -5 0.8 DC*11T3... 3

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

SPARE PARTS

&

Designation Clamping screw

A1**-SDUCR/L07-D1*0
A16Q-SDUCR/L07-D200
A2**-SDUCR/L11-D**0
E1**-SDUCR/L07-D1*0
E16*-SDUCR/L07-D200
E20S-SDUCR11-D270

CSTB-2.58
CSTB-2.5
CSTB-4S

CSTB-2.58
CSTB-2.5
CSTB-4S

s

Wrench

T-8F
T-8F
T-15F
T-8F
T-8F
T-15F
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STREAMIETBAR

TUNGALOY

A/E-SDUPR/L
Screw-on boring bars, for Posi 55deg rhombic insert with 11 deg clearance

DMIN H
I < vﬁ h‘ @
g &
N

LH LF g
_ 8
cawp =] Lo
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2. GAMP GAMF RE** Insert Torque*
A12M-SDUPR07-D150-P SPECIAL ALLOY STEEL 15 12 8.3 150 24 11 2.3 5! 0 0.4  DPMTO0702*-PS 1.2
A12M-SDUPL07-D150-P SPECIAL ALLOY STEEL 15 12 8.3 150 24 11 23 5 0 0.4 DPMT0702**-PS 1.2
A12M-SDUPRO07-D180-P SPECIAL ALLOY STEEL 18 12 10.3 150 24 11 4.3 5} 0 0.4 DPMT0702**-PS 1.2
A12M-SDUPL07-D180-P SPECIAL ALLOY STEEL 18 12 10.3 150 24 11 4.3 5 0 0.4  DPMTO0702**-PS 1.2
A16Q-SDUPR07-D220-P SPECIAL ALLOY STEEL 22 16 12.3 180 32 15 4.3 5! 0 0.4 DPMT0702**-PS 1.2
A16Q-SDUPL07-D220-P SPECIAL ALLOY STEEL 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMT0702**-PS 1.2
E12Q-SDUPR07-D150 CARBIDE 15 12 8.3 180 27 11 2.3 5} 0 0.4 DPMT0702**-PS 1.2
E12Q-SDUPL07-D150 CARBIDE 15 12 8.3 180 27 11 2.3 5 0 0.4 DPMT0702**-PS 1.2
E12Q-SDUPR07-D180 CARBIDE 18 12 10.3 180 27 11 4.3 5! 0 0.4 DPMT0702**-PS 1.2
E12Q-SDUPL07-D180 CARBIDE 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMT0702**-PS 1.2
E16R-SDUPR07-D220 CARBIDE 22 16 12.3 200 32 15 4.3 5} 0 0.4 DPMT0702**-PS 1.2
E16R-SDUPL07-D220 CARBIDE 22 16 12.3 200 32 15 43 5 0 0.4 DPMT0702**-PS 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SDUCL** type), and the left hand insert (L) is used for the right
hand toolholders (SDUCR** type).

SPARE PARTS & /é

Designation Clamping screw Wrench
A~*-SDUPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDUPR/L07-D**0 CSTB-2.58 T-8F

18 StreamdJetBar



ACCELERATED MACHINING

A/E-SDZCR/L
Screw-on boring bars, for positive 55° rhombic inserts

DMIN I | H | @o
. =
= A
A o
Y LF | &
L3
GAMP%’é ’’’’’ J* ’’’’’’’’’ "" Carbidte ‘shank
style
Cuttlng edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*

A12M-SDZCR/L07-D140 STEEL 14 12 10.5 150 30 12.5 11 4.5 0 -9 0.4 DC*0702... 1.2
A16Q-SDZCR/L07-D160 STEEL 16 16 12.5 180 35 12.5 15 4.5 0 -8 0.4 DC*0702... 1.2
A20R-SDZCR/L11-D200 STEEL 20 20 15.5 200 40 15.0 18 515 0 -8 0.8 DC*11T3... 8
A25S-SDZCR/L11-D250 STEEL 25 25 18 250 50 15 23 55 0 -6 0.8 DC*11T3... 3
E12Q-SDZCR/L07-D180 CARBIDE 18 12 10.5 180 - 12.5 11 4.5 0 -8 0.4 DC*0702... 1.2
E16R-SDZCR/L07-D220 CARBIDE 22 16 12.5 200 - 12.5 15 4.5 0 -6 0.4 DC**0702... 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (SDZCR ** type), and the left hand insert (L) is used for the left
hand toolholders (SDZCL ** type).

SPARE PARTS & /<§

Designation Clamping screw Wrench
A1**-SDZCR/L07-D1*0 CSTB-2.5 T-8F
A2**-SDZCR/L11-D2*0 CSTB-4S T-15F
E1**-SDZCR/L07-D**0 CSTB-2.5 T-8F

A-SSKPR

Screw-on boring bars, for positive square inserts

DMN ; H @
J/
g ] Py
) %@M {
LH
GAMF LF . £
5
. GAMP %@# ————————————— 19
CUttlng edge Style K Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A16Q-SSKPR09-D200 STEEL 20 16 11 180 32 15 5 -6 0.8 SP**09083... 3
A20R-SSKPR09-D240 STEEL 24 20 13 200 36 18 5 -2 0.8 SP**09083... 3
A25S-SSKPR12-D310 STEEL 31 25 17 250 45 23 5 -2 0.8 SP**1204... 6

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SSKPL** type), and the left hand insert (L) is used for the right
hand toolholders (SSKPR** type).

SPARE PARTS & %é

Designation Clamping screw Wrench
A**-SSKPR09-D2*0 CSTB-4L060 T-15F
A25S-SSKPR12-D310 CSTB-5S8 T-20F

www.tungaloy.com 19



STREAMIETBAR

TUNGALOY

A/E-STFCR/L
Screw-on boring bars, for positive triangle inserts

DMIN . H @
%/'zo_ = Nl %ﬁ‘ 9

GAMF < LH LF , %
Q
—a—— 18
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-STFCR/L1103-D120 STEEL 12 10 6.5 125 20 9 0.6 0 -13 0.4 TC**1103... 1.2
A12M-STFCR/L1103-D140 STEEL 14 12 7 150 24 11 0.5 0 -10 0.4 TC*1103... 1.2
A16Q-STFCR/L1103-D180 STEEL 18 16 9 180 32 15 0.5 0 -7 04  TC*™1103... 1.2
E10M-STFCR/L1103-D120 CARBIDE 12 10 6.5 150 25 9 0.7 0 -13 0.4 TC*1108... 1.2
E12Q-STFCR/L1103-D140 CARBIDE 14 12 7 180 27 11 0.5 0 -10 0.4 TC**1103... 1.2
E16R-STFCR/L1103-D180 CARBIDE 18 16 9 200 32 15 0.5 0 -7 0.4 TC*1103... 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (STFCL** type), and the left hand insert (L) is used for the right
hand toolholders (STFCR** type).

SPARE PARTS & /<‘§

Designation Clamping screw Wrench
A**-STFCR/L1103-D... CSTB-2.5 T-8F
E**-STFCR/L1103-D... CSTB-2.5 T-8F

20 StreamdJetBar



ACCELERATED MACHINING

A/E-STFPR/L
Screw-on boring bars, for positive triangle inserts

DMIN H @.
L /
) §¢ i@ @
A A o n
GAMF ILH LF =
GAMPW ﬂ §
Cutting edge style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE**  Insert  Torque*
A08H-STFPR/L09-D100 STEEL 10 8 55 100 16 7.5 0.7 5) -8 0.4 TP*0902... 0.9
A10K-STFPR/L1102-D120 STEEL 12 10 6.5 125 20 9 0.7 5 -6 0.4 TP*1102... 1.2
A12M-STFPR/L1102-D140 STEEL 14 12 70 150 24 11 0.6 5 -4 04  TP™1102.. 12
A16Q-STFPR/L13-D180 STEEL 18 16 9 180 32 15 0.7 5 -2 0.4 TP**1303... 1.4
A20R-STFPR13-D220 STEEL 22 20 11 200 36 18 0.8 5) -2 0.4 TP**1303... 1.4
A25S-STFPR16-D270 STEEL 27 25 13.5 250 45 23 0.6 5 -1 0.4 TP*16T3... 3
E08K-STFPR/L09-D100 CARBIDE 10 8 55 125 22 75 07 5 -8 04  TP™0902.. 09
E10M-STFPR/L1102-D120 CARBIDE 12 10 6.5 150 25 9 0.7 5 -6 0.4 TP**1102... 1.2
E12Q-STFPR/L1102-D140 CARBIDE 14 12 7 180 27 11 0.6 5 -4 04  TP™1102.. 12
E16R-STFPR13-D180 CARBIDE 18 16 9 200 32 15 0.7 5 -2 0.4 TP**1303... 1.4
E20S-STFPR13-D220 CARBIDE 22 20 11 250 36 18 08 5 2 04  TP™1303.. 14

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

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

(1) Inserts of TPGH, TPGM and TPGA are not applicable.

SPARE PARTS & /<‘$

Designation Clamping screw Wrench

A08H-STFPR/L09-D100 CSTB-2.28 T-7F
A10K-STFPR/L1102-D120 CSTB-2.5B T-8F
A12M-STFPR/L1102-D140 CSTB-2.5 T-8F
A16Q-STFPR/L13-D180 CSTB-3S T-9F
A20R-STFPR13-D220 CSTB-3 T-9F
A25S-STFPR16-D270 CSTB-4M T-15F
E08K-STFPR/L09-D100 CSTB-2.2S T-7F
E10M-STFPR/L1102-D120 CSTB-2.5B T-8F
E12Q-STFPR/L1102-D140 CSTB-2.5 T-8F
E16R-STFPR13-D180 CSTB-3S T-9F
E20S-STFPR13-D220 CSTB-3 T-9F
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A/E-STUPR/L
Screw-on boring bars, for positive triangle inserts

DMIN H @
| 4
n
LF ;
1 Q
()
| o
Cutting edge style §) Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2. GAMP GAMF RE** Insert Torque*
A07G-STUPR/L07-D080 STEEL 8 7 4 90 12 675 04 5 -10 04  TP™0701.. 0.9
A08H-STUPR/L07-D080 STEEL 8 8 4 100 195 75 05 5 -10 0.4  TP™0701.. 0.9
A08H-STUPR/L09-D100 STEEL 10 8 55 100 16 75 06 5 -8 0.4 TP*0902.." 0.9
A10F-STUPR1102-D120 STEEL 12 10 6.5 80 20 9 1.4 5 -6 04 TP~1102.0 12
A10K-STUPR/L1102-D120 STEEL 12 10 65 125 20 9 0.7 5 -6 04 TP*1102.0 12
A10K-STUPR/L1103-D120 STEEL 12 10 65 125 20 9 0.6 5 -0 04  TP*1103.." 1.4
A12H-STUPR1102-D140 STEEL 14 12 7 100 24 11 0.8 5 -4 04 TP*1102.00 1.2
A12M-STUPR/L1102-D140 STEEL 14 12 7 150 24 11 0.8 5 -4 04 TP™1102.0 12
A12M-STUPR/L1103-D140 STEEL 14 12 7 150 24 11 0.6 5 -6 04 TP*1103.00 14
A12H-STUPR1102-D160 STEEL 16 12 9 100 24 11 0.6 5 -3 04 TP*1102..0 1.2
A12M-STUPR/L1102-D160 STEEL 16 12 9 150 24 11 0.6 5 -3 04 TP*1102.00 1.2
A16K-STUPR13-D180 STEEL 18 16 9 125 32 15 0.8 5 -3 0.4 TP*1303.." 1.4
A16Q-STUPR/L1103-D180 STEEL 18 16 9 180 32 15 0.8 B -4 0.4 TP*1103.00 14
A16Q-STUPR/L13-D180 STEEL 18 16 9 180 32 15 0.8 5 -3 0.4 TP*1303..0 1.4
A16K-STUPR13-D200 STEEL 20 16 11 125 32 15 0.6 5 -3 0.4 TP*1303..0 14
A16Q-STUPR/L13-D200 STEEL 20 16 11 180 32 15 0.6 5 -3 04 TP*1303.00 1.4
A20R-STUPR/L1103-D220 STEEL 22 20 11 200 36 18 0.7 5 -2 0.4 TP*1103.0" 1.4
A20R-STUPR/L13-D220 STEEL 22 20 11 200 36 18 0.7 5 -2 0.4 TP*1303.." 1.4
A25S-STUPR/L16-D270 STEEL 27 25 135 250 45 23 0.5 5 -1 0.8 TP*16T3..0 3
A32T-STUPR/L16-D340 STEEL 34 32 17 300 50 30 0.7 5 0 0.8  TP™16T3... 3
E07H-STUPR/L07-D080 CARBIDE 8 7 4 100 14 675 03 5 -10 04  TP™0701.. 0.9
E08G-STUPR07-D080 CARBIDE 8 8 4 90 445 75 05 5 -10 04  TP*0701... 0.9
E08K-STUPR/L07-D080 CARBIDE 8 8 4 125 445 75 05 5 -10 04  TP*0701... 0.9
E08G-STUPR09-D100 CARBIDE 10 8 5.5 90 22 7 0.6 5 -8 0.4 TP~0902.." 0.9
E08K-STUPR/L09-D100 CARBIDE 10 8 55 125 22 7 0.6 5 -8 04 TP0902..0 0.9
E10F-STUPR1102-D120 CARBIDE 12 10 6.5 80 25 9 0.5 5 -6 04 TP™1102.0 12
E10H-STUPR1102-D120 CARBIDE 12 10 65 100 25 9 0.6 5 -6 04 TP*1102.0 1.2
E10M-STUPR/L1102-D120 CARBIDE 12 10 65 150 25 9 0.6 5 -6 04 TP*1102..0 1.2
E10M-STUPR/L1103-D120 CARBIDE 12 10 65 150 25 9 0.7 5 -10 04 TP*1103.." 14
E12G-STUPR1102-D140 CARBIDE 14 12 7 90 27 11 0.8 5 -4 04 TP~1102.0 1.2
E12J-STUPR1102-D140 CARBIDE 14 12 7 110 27 11 0.8 5 -4 04 TP*1102.00 1.2
E12Q-STUPR/L1102-D140 CARBIDE 14 12 7 180 27 11 0.8 5 -4 04 TP*1102..0 1.2
E12Q-STUPR/L1103-D140 CARBIDE 14 12 7 180 27 11 0.7 5 -6 04 TP*1103.00 1.4
E12G-STUPR1102-D160 CARBIDE 16 12 9 90 27 11 0.6 5 -3 04 TP*1102..0 1.2
E12J-STUPR1102-D160 CARBIDE 16 12 9 110 27 11 0.6 5 -3 04 TP*1102.00 1.2
E12Q-STUPR/L1102-D160 CARBIDE 16 12 9 180 27 11 0.6 5 -3 04 TP~1102.0 1.2
E16H-STUPR13-D180 CARBIDE 18 16 9 100 32 15 0.9 5 -3 0.4 TP*1303.0 14
E16R-STUPR/L1103-D180 CARBIDE 18 16 9 200 32 15 0.8 5 -3 04 TP*1103.00 1.4
E16L-STUPR13-D180 CARBIDE 18 16 9 130 32 15 0.6 5 -3 0.4 TP*1303..0 14
E16R-STUPR/L13-D180 CARBIDE 18 16 9 200 32 15 0.6 5 -3 04 TP~*1303.00 1.4
E16H-STUPR13-D200 CARBIDE 20 16 11 100 32 15 0.6 5 -3 04 TP*1303.0 1.4
E16L-STUPR13-D200 CARBIDE 20 16 11 130 32 15 0.6 5 -3 0.4 TP*1303.." 1.4
E16R-STUPL13-D200 CARBIDE 20 16 11 200 32 15 0.6 5 -3 0.4 TP*1303." 14
E20S-STUPR1103-D220 CARBIDE 22 20 11 250 36 18 0.7 5 -2 04 TP*1103.00 1.4
E20S-STUPR13-D220 CARBIDE 22 20 11 250 36 18 0.6 5 -2 0.4 TP*1303..0 14
E25T-STUPR16-D270 CARBIDE 27 25 135 300 45 23 0.5 5 -1 0.8  TP™16T3... 3

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

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (STUPL ** type), and the left hand insert (L) is used for the right
hand toolholders (STUPR ** type).

(1) Inserts of TPGH, TPGM and TPGA are not applicable.
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ACCELERATED MACHINING

SPARE PARTS & %S

Designation Clamping screw Wrench
A07/08-STUPR/L07/09-D... CSTB-2.2L.038 T-7F
A10*-STUPR/L1102-D120 CSTB-2.58 T-8F
A12*-STUPR/L1102-D... CSTB-2.5B T-8F
A12M-STUPR/L1103-D140 CSTB-3L050 T-9F
A16*-STUPR/L13-D... CSTB-3S T-9F
A20R-STUPR/L13-D220 CSTB-3 T-9F
A*-STUPR/L16-D... CSTB-4M T-15F
E07/08-STUPR/L07/09-D... CSTB-2.2L038 T-7F
E10*-STUPR/L1102-D120 CSTB-2.58 T-8F
E12*-STUPR/L1102-D... CSTB-2.5B T-8F
E**-STUPR/L1103-D... CSTB-3L050 T-9F
E16*-STUPR/L13-D... CSTB-3S T-9F
E20S-STUPR13-D220 CSTB-3 T-9F
E25T-STUPR16-D270 CSTB-4M T-15F

www.tungaloy.com 23



STREAMIETBAR

TUNGALOY

A/E-SVQBR/L
Screw-on boring bars, for positive 35° rhombic inserts

DMIN H
B

“p

(%)
LF %
| 13
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A12M-SVQBR/L11-D170 STEEL 17 12 10.5 150 24 11 4.5 -5 -10 0.4 VB**11083... 1.2
A16Q-SVQBR/L11-D215 STEEL 21.5 16 13 180 30 15 5 -5 -8 0.4 VB**11083... 1.2
A20R-SVQBR/L11-D255 STEEL 25.5 20 15 200 36 18 5] -5 -6 0.4 VB**1103... 1.2
A25S-SVQBR/L16-D305 STEEL 30.5 25 17.5 250 45 23 5 -5 -8 0.8 VB**1604... 3
E12Q-SVQBR/L11-D170 CARBIDE 17 12 10.5 180 27 11 4.5 -5 -10 0.4 VB**11083... 1.2
E16R-SVQBR/L11-D215 CARBIDE 21.5 16 13 200 32 15 5 -5 -8 0.4 VB**11083... 1.2
E20S-SVQBR/L11-D255 CARBIDE 25.5 20 15 250 36 18 5] -5 -6 0.4 VB**1103... 1.2
E25T-SVQBR/L16-D305 CARBIDE 30.5 25 17.5 300 45 23 5 -5 -8 0.8 VB**1604... 3

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVQBL type), and the left hand insert (L) is used for the right
hand toolholders (SVQBR type).

SPARE PARTS & /é

Designation Clamping screw Wrench
A*-SVQBR/L11-D... CSTB-2.5 T-8F
A25S-SVQBR/L16-D305 CSTB-3.5 T-15F
E**-SVQBR/L11-D... CSTB-2.5 T-8F
E25T-SVQBR/L16-D305 CSTB-3.5 T-15F
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ACCELERATED MACHINING

A/E-SVQCR/L
Screw-on boring bars, for positive 35° rhombic inserts

DMIN H @
=~ /
7 AN /ﬁ SI D\
u};ﬂ 1 | . :
A .
LH
GAMF LF - %
Yy ]
GAMP {-= 1 o
Cutting edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A10K-SVQCR/L08-D135 STEEL 185 10 8 125 20 9 8! -5 -8 0.4 VC*0802... 0.6
A16Q-SVQCR/L11-D215 STEEL 215 16 13 180 30 15 4.9 -5 -8 0.4  VC™1103.. 1.2
E10M-SVQCR/L08-D135 CARBIDE 135 10 8 150 25 9 3 -5 -8 0.4 VCr0802.. 06
E16R-SVQCR/L11-D215 CARBIDE 215 16 13 200 32 15 4.9 -5 -8 0.4 VC™1103.. 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVQCL ** type), and the left hand insert (L) is used for the right
hand toolholders (SVQCR ** type).

SPARE PARTS

&

il

Designation Clamping screw Wrench
A10K-SVQCR/L08-D135 CSTB-2L T-6F
A16Q-SVQCR/L11-D215 CSTB-2.5 T-8F
E10M-SVQCR/L08-D135 CSTB-2L T-6F
E16R-SVQCR/L11-D215 CSTB-2.5 T-8F

A/E-SVUBR/L

Screw-on boring bars, for

DMIN
L H s @
YA \‘%\j
V5 = @
- N LF ‘O
GAMF ~ >0
GAMP "\J ‘ H o Carbide shank
k t ‘ | style
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2. GAMP GAMF RE** Insert Torque*
A16Q-SVUBR/L11-D200 STEEL 20 16 15.5 180 35 15 8 0 -8 0.4 VB**1103... 1.2
A20R-SVUBR/L11-D250 STEEL 25 20 17.5 200 40 19 8 0 -7 0.4 VB**1103... 1.2
A25S-SVUBR/L16-D320 STEEL 32 25 20.5 250 50 23 8.5 0 -6 0.8 VB**1604... &
E16R-SVUBR/L11-D245 CARBIDE 24.5 16 16 200 - 15 8 0 -8 0.4 VB**1103... 1.2
E20S-SVUBR/L11-D285 CARBIDE 28.5 20 18 250 - 19 8 0 -7 0.4 VB**1103... 1.2
E25T-SVUBR/L16-D340 CARBIDE 34 25 21 300 - 23 8.5 0 -6 0.8 VB**1604... 3

positive 35° rhombic inserts

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVUBL** type), and the left hand insert (L) is used for the right
hand toolholders (SVUBR** type).

SPARE PARTS

&

il

Designation Clamping screw Wrench
A**-SVUBR/L11-D2*0 CSTB-2.5 T-8F
A25S-SVUBR/L16-D320 CSTB-3.5 T-15F
E**-SVUBR/L11-D2*5 CSTB-2.5 T-8F
E25T-SVUBR/L16-D340 CSTB-3.5 T-15F

www.tungaloy.com

25
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A/E-SVUCR/L

STREAMIETBAR

Screw-on boring bars, for positive 35° rhombic inserts

Cutting edge style U

Designation Material
A12M-SVUCR/L08-D160 STEEL
A25S-SVUCR/L16-D320 STEEL
E12Q-SVUCR/L08-D180 CARBIDE
E25T-SVUCR/L16-D320 CARBIDE

DMIN

DMIN DCONMS WF LF

16
32
18
32

12
25
12
25

GAMP GAMF RE**

LH
e
w gk | ——
et
GAMP f@f } 18
LH H f2

11 150 30 11 55 0
19 250 45 23 65 O
115 180 - 1 55 0
19 300 - 23 65 0

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVUCL** type), and the left hand insert (L) is used for the right

hand toolholders (SVUCR** type).

SPARE PARTS &
Designation Clamping screw
A12M-SVUCR/L08-D160 CSTB-2L
A25S-SVUCR/L16-D320 CSTB-3.5
E12Q-SVUCR/L08-D180 CSTB-2L
E25T-SVUCR/L16-D320 CSTB-3.5
A-SVZBR/L

ad

Wrench

T-6F
T-15F
T-6F
T-15F

-8
-5
-8
-5

0.4
0.8
0.4
0.8

Right hand (R) shown.

Insert Torque*

VC*0802... 0.6
VC*1604... 3
VC*0802... 0.6
VC**1604... 3

Screw-on boring bars, for positive 35° rhombic inserts

Cutting edge style Z

Designation Material
A16Q-SVZBR/L11-D200 STEEL
A20R-SVZBR/L11-D250 STEEL
A25S-SVZBR/L16-D320 STEEL
A32T-SVZBR/L16-D400 STEEL

20
25
32
40

16
20
25
32

DMIN DCONMS  WF

15:5
17.5
24
27.5

DMIN

LF
180
200
250
300

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (SVZBR type), and the left hand insert (L) is used for the left

hand toolholders (SVZBL type).

SPARE PARTS &
Designation Clamping screw
A**-SVZBR/L11-D2*0 CSTB-2.5
A25S-SVZBR/L16-D320 CSTB-3.5

A32T-SVZBR/L16-D400 CSTB-3.5L

it

Wrench

T-8F
T-15F
T-15F

LH
35
40
50
72

L3
12.5
12.5
17.5
17.5

H
15
18
23
30

GAMP GAMF RE**

o o o o

-8
-7
-6
-5

0.4
0.4
0.8
0.8

@

Right hand (R) shown.

Insert Torque*

VB**1103... 1.2
VB*™1103... 1.2
VB**1604... 3
VB*1604... 3
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ACCELERATED MACHINING

A-SVZCR/L
Screw-on boring bars, for positive 35° rhombic inserts

DMIN LH H @
; J

Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*
A12M-SVZCR/L08-D160 STEEL 16 12 11 150 30 10 11 55 0 -8 04 VC“0802.. 06

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (SVZCR ** type), and the left hand insert (L) is used for the left
hand toolholders (SVZCL ** type).

SPARE PARTS & S

Designation Clamping screw Wrench
A12M-SVZCR/L08-D160 CSTB-2L T-6F

A/E-SWUBR/L

Screw-on boring bars, for positive trigon inserts

DMIN
. l.;l.i Wﬂ—l\
Al FM LF

@i

GAMF 5 LF =i
O o
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert  Torque*
AO5F-SWUBR/L03-D060 STEEL 6 5 3 80 9 4.8 0 =73 04  WB"0301.. 06
A0BG-SWUBR/L03-D070 STEEL 7 6 35 20 11 5.75 0 12 04  WB™0301.. 06
A07G-SWUBR/L03-D080 STEEL 8 7 4 20 12 6.75 0 -11 04  WB“0301.. 06
AO8H-SWUBR03-D060 STEEL 6 8 3.1 100 18 75 0 -12 04  WB“0301. 0.6
A08H-SWUBR03-D070 STEEL 7 8 3.6 100 20 7.5 0 =12 04  WB"0301.. 06
E05G-SWUBR/L03-D060 CARBIDE 6 5 3 20 10 4.8 0 13 04  WB™0301.. 06
E06H-SWUBR/L03-D070 CARBIDE 7 6 3.5 100 12 5.75 0 -12 04  WB“0301.. 06
E07H-SWUBR/L03-D080 CARBIDE 8 7 4 100 14 6.75 0 -11 04  WB“0301. 0.6
E08K-SWUBR03-D060 CARBIDE 6 8 3.1 125 30 7.5 0 -12 04  WB"0301.. 06
E08K-SWUBRO03-D070 CARBIDE 7 8 3.6 125 40 7.5 0 -12 0.4 WB**0301... 0.6

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SWUBL** type), and the left hand insert (L) is used for the right
hand toolholders (SWUBR** type).

SPARE PARTS & /@3

Designation Clamping screw Wrench
A/E*-SWUBRY/L... CSTB-2 T-6F
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A/E-SEZPR/L
Screw-on boring bars, for positive 75° rhombic inserts

B @

A
(%0}
LF =
=z
Q
1O
. ) o
Cuttlng edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A04F-SEZPR/L03-D055 STEEL 5.5 4 3.2 80 4 3.8 1.2 0 -8 0.2 EP**03X1... 0.6
AO5F-SEZPR/L03-D065 STEEL 6.5 5 3.7 80 5 4.8 1.2 0 -6 0.2 EP**03X1... 0.6
E04G-SEZPR/L03-D055 CARBIDE 5.5 4 3.2 90 5 3.8 1.2 0 -8 0.2 EP**03X1... 0.6
E05G-SEZPR/L03-D065 CARBIDE 6.5 5 3.7 90 6 4.8 1.2 0 -6 0.2 EP**03X1... 0.6

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (SEZPR ** type), and the left hand insert (L) is used for the left
hand toolholders (SEZPL ** type).

SPARE PARTS & /<§

Designation Clamping screw Wrench
A"™*-SEZPR/L03-D... CSTA-1.6 T-6F
E**-SEZPR/L03-D... CSTA-1.6 T-6F

A-SVJBR/L

Screw-on boring bars, for positive 35° rhombic inserts
DMIN

T

@

f
B

i
D L LH ‘ ()
GAMF = LF -2
o}
e B
Cutting edge style J Right hand (R) shown.
Designation Material DMIN DCONMS ~ WF LF LH H GAMP GAMF RE* Insert  Torque*
A20R-SVJBR/L11-D250 STEEL 25 20 2 200 40 18 5 5 04  VB™103.. 12
A25S-SVJBR/L11-D300 STEEL 30 25 3.5 250 50 23 -5 -5 0.4 VB**1103... 1.2

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVJBL** type), and the left hand insert (L) is used for the right
hand toolholders (SVJBR** type).

SPARE PARTS S
Designation Clamping screw Wrench
A**-SVJB*11-D... CSTB-2.5 T-8F
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ACCELERATED MACHINING

A-SVJCR/L
Screw-on boring bars, for positive 35° rhombic inserts

DMIN H @
w J
i P ey — ,
Iy ]
GAMF L H LF 2
Z
GAVP £ f 1.8
. N I I a
Cutting edge style J Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE** Insert Torque*
A12M-SVJCR/L08-D160 STEEL 16 12 2 150 28 11 5 -5 04  VC®0802.. 06
A16Q-SVJCR/L08-D200 STEEL 20 16 2 180 35 15 5 -5 04  VC™0802.. 06

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

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SVJCL** type), and the left hand insert (L) is used for the right
hand toolholders (SVJCR** type).

SPARE PARTS & /<‘§

Designation Clamping screw Wrench
A*-SVJC*08-D... CSTB-2L T-6F
JS-SEXPR/L

Screw-on boring bar, for positive 75° rhombic inserts

DMIN ‘Ji‘
W( N 7
% L;Li: - ‘(1 Y 7
” ‘
LH
GAMF LF S
= -8
Cutting edge style X o Right hand (R) shown.
Designation Material DMIN  DCONMS WF LF LH H GAMF RE** Insert  Torque*
JS08H-SEXPR045 STEEL 55 8 2.7 100 16 7 12 0.4 EP**0401... 0.6
JS08H-SEXPR047 STEEL 7 8 3.6 100 20 7 12 0.4 EP**0401... 0.6

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

Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (SEXPL** type), and the left hand insert (L) is used for the right
hand toolholders (SEXPR** type).

SPARE PARTS & /<‘$

Designation Clamping screw Wrench
JS08H-SEXPRO4... CSTB-2 T-6F
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HOW TO USE SVJC(B)R/L-TYPE TOOLS

R(D/2)

B General machining information

The minimum machinable radius (R) of the internal sphere
is 1/2 of the minimum bore diameter (@Dm).

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.

Less than corner radius

B Machining examples

Machining of internal sphere

Work material : S45C Work material : S45C

Toolholder : A12M-SVJCRO08-D160 Toolholder : A12M-SVJCR08-D160

Insert : VCMT080204-PF (NS730) Insert : VCMTO080204-PF (T9015)

Cutting speed : Vc =~ 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 =0.5mm : f=0.05 mm/rev (only for plunging)

Depth of cut  :ap=0.5mm

o016

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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ACCELERATED MACHINING

A/E-SYQBR/L
Screw-on boring bars, for positive 25° rhombic inserts

DMIN H @
- Y J
122.5° ED w2 ©
£ Eﬁ/ 5 : P
(%)
. T g
GAM K %
] s
| GAMP ==t Rs,
Cuttlng edge style Q Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A12M-SYQBR/L11-D170 STEEL 17 12 10.5 150 24 11 4.5 -5 -10 04  YW™11T2... 0.6
A16Q-SYQBR/L11-D215 STEEL 21.5 16 13 180 30 15 5 -5 -8 0.4  YW11T2... 0.6
E12Q-SYQBR/L11-D170 CARBIDE 17 12 10.5 180 27 11 4.5 -5 -10 0.4  YW™1T2... 0.6
E16R-SYQBR/L11-D215 CARBIDE 21.5 16 13 200 32 15 5 -5 -8 0.4  YW™11T2... 0.6

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

**RE: Standard corner radius

SPARE PARTS
Designation Clamping screw Wrench
A~-SYQBR/L11-D... CSTB-2L T-6F
E**-SYQBR/L11-D... CSTB-2L T-6F

A/E-SYUBR/L
Screw-on boring bars, for positive 25° rhombic inserts

DMIN H
g ,% @
.
93° 60° I W
(%)
LF s
T Z
]
| 1l O
. | =)
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert  Torque*
A16Q-SYUBR/L11-D200 STEEL 20 16 15.5 180 35 15 8 0 -8 0.4 YW=11T2.. 0.6
E12Q-SYUBR/L11-D200 CARBIDE 20 12 135 180 27 11 75 0 -8 04 YW=11T2.. 06
E16R-SYUBR/L11-D245 CARBIDE 24.5 16 16 200 32 15 8 0 -8 0.4  YW11T2.. 0.6

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

&

Clamping screw
CSTB-2L
CSTB-2L

**RE: Standard corner radius

SPARE PARTS
Designation
A16Q-SYUBR/L11-D200
E**-SYUBR/L11-D...

/A

Wrench

T-6F
T-6F
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A-PCLNR/L
Lever-lock boring bars, for negative 80° rhombic inserts

3 @

LF 2
'Z
K
a
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2  GAMP GAMF RE** Insert Torque*
A16M-PCLNR/L09-D200 STEEL 20 16 11 150 32 15 3 -6 14 08 CN™0903.. 17
A20Q-PCLNR/L09-D250 STEEL 25 20 13 180 36 18 3 -6 12 0.8 CN=0903.. 1.7
A25R-PCLNR/L09-D320 STEEL 32 25 17 200 45 23 4.5 -6 -11 0.8 CN**0908... 1.7
A25R-PCLNR/L12-D320 STEEL 32 25 17 200 45 23 45 -6 13 0.8 CN™1204.. 27
A32S-PCLNR/L12-D400 STEEL 40 32 22 250 50 30 6 -6 11 0.8 CN™1204.. 48
A40T-PCLNR/L12-D500 STEEL 50 40 27 300 60 37 7 -6 10 0.8 CON™1204.. 48
A50U-PCLNR/L12-D630 STEEL 63 50 35 350 65 47 10 -6 -8 0.8 CN**1204... 4.8

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PCLNL ** type), and the left hand insert (L) is used for the right
hand toolholders (PCLNR ** type).

SPARE PARTS @ @g Q@ }y ( @ & & &

Desigraion Qameno  CBTBS wrencn 1 wWrenoh2  Sping  Lever QSR atach Seraforoliol
A*-PCLNR/L09-D**0 - LCS22A - P-2F - - LCL32N EA-25 SSHM5-6
A25R-PCLNR/L12-D320 - LCS43 - - P-2.5 - LCL43N EA-32 SSHM5-6
A32S-PCLNR12-D400 LSC42BR - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM5-6
A32S-PCLNL12-D400 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNR12-D500 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A40T-PCLNL12-D500 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNR12-D630 LSC42BR - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PCLNL12-D630 LSC42BL - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
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ACCELERATED MACHINING

A-PDUNR/L
Lever-lock boring bars, for negative 55° rhombic inserts

DMIN H @
v < > p,

(%))
GAMF = X %
| cAvp L= la
Cutting edge style U c Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE*  Insert Torque*
A20Q-PDUNR/L11-D250 STEEL 25 20 13 180 36 18 3 -6 -14 0.8 DN**1104... 1.7
A25R-PDUNR/L11-D320 STEEL 32 25 17 200 45 23 4.5 -6 -12 0.8 DN**1104... 2.7
A32S-PDUNR/L15-D400 STEEL 40 3% 22 250 50 30 6 6 13 08 DN™1504.. 48
A40T-PDUNR/L15-D500 STEEL 50 40 27 300 60 37 7 -6 -10 0.8 DN**1504... 4.8
A50U-PDUNR/L15-D630 STEEL 63 50 35 350 65 47 10 -6 -8 0.8 DN**1504... 4.8
A32S-PDUNR/L1506-D400 STEEL 40 32 22 250 50 30 6 -6 -13 0.8 DN**1506... 4.8
A40T-PDUNR/L1506-D500 STEEL 50 40 27 300 60 37 7 6 11 08 DN™1506.. 48
A50U-PDUNR/L1506-D630 STEEL 63 50 35 350 65 47 10 -6 -10 0.8 DN**1506... 4.8

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

SPARE PARTS @Q @@\ }y ( @ & @ &

: ; Clampin Clampin q Oil supply attach-  Screw for oil
Designation i i Wrench 1 Wrench 2 Spring Lever  ent (Optional parts)(Optionoaleparts

A20Q-PDUNR/L11-D250 - LCS22A - P-2F - - LCL33NL EA-20 SSHM2.5-3
A25R-PDUNR/L11-D320 ELSD317BR/L - LCS3 - P-2.5 LSP3 LCL33L EA-25 SSHM3-4
A32S-PDUNR/L15-D400 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 EA-32 SSHM5-6
A40T-PDUNR/L15-D500 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A50U-PDUNR/L15-D630 LSD42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM6-6
A32S-PDUNR/L1506-D400 ELSD42 - ELCS4 - P-3 LSP4S LCL44 EA-20 SSHM5-6
A40T-PDUNR/L1506-D500 ELSD42 - ELCS4 - P-3 LSP4S LCL44 - SSHM6-6
A50U-PDUNR/L1506-D630 ELSD42 - ELCS4 - P-3 LSP4S LCL44 - SSHM6-6
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A-PDZNR/L
Lever-lock boring bars, for negative 55° rhombic inserts

2 N i @
- J@

2

LF e

Q

| lo

. I [a
Cutting edge style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE**  Insert  Torque*
A325-PDZNR/L15-D400 STEEL 40 32 22 250 50 30 115 -6 13 08 DN™1504.. 48
A40T-PDZNR/L15-D500 STEEL 50 40 27 300 60 37 145 -6 10 08  DN™1504.. 4.8
A50U-PDZNR/L15-D630 STEEL 63 50 35 350 65 47 145 -6 -8 0.8 DN"1504.. 4.8

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the right hand toolholders (PDZNR** type), and the left hand insert (L) is used for the left
hand toolholders (PDZNL** type).

SPARE PARTS @@ ( @ & ©) &

Oil supply attach-  Screw for oil hole

Designation Clamping screw Wrench Spring ment (Optional parts) (Optional parts)
A32S-PDZNR15-D400 LSZ42BR LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A32S-PDZNL15-D400 LSZ42BL LCS4 P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PDZNR15-D500 LSZ42BR LCS4 P-3 LSP4 LCL4 - SSHM5-6
A40T-PDZNL15-D500 LSZ42BL LCS4 P-3 LSP4 LCL4 - SSHM5-6
A50U-PDZNR15-D630 LSZ42BR LCS4 P-3 LSP4 LCL4 - SSHMe6-6
A50U-PDZNL15-D630 LSZ42BL LCS4 P-3 LSP4 LCL4 - SSHM6-6

S-PSKNR

Lever-lock boring bars, for negative square inserts

DMIN H

»

LF | %

GAMF X ] | &

@%ﬁ { | 8
Cutting edge style K Right hand (R) shown.

Designation Material DMIN DCONMS WF LF LH H B GAMF RE** Insert

S32S-PSKNR12 STEEL 40 32 22 250 50 30 29.5 -10 0.8 SN**1204...
S40T-PSKNR12 STEEL 50 40 27 300 55 37 375 -10 0.8 SN**1204...
S50U-PSKNR12 STEEL 63 50 35 350 65 47 47.5 -8 0.8 SN**1204...

**RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert is used for left hand toolholders and the left hand insert is used for right hand toolholders.

SPARE PARTS @ Q\@ ( @ &

Designation Shim Clamping screw Wrench Spring Lever
S**-PSKNR12 LSS42BR LCS4 P-3 LSP4 LCL4
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ACCELERATED

MACHINING

A-PTFNR/L

Lever lock type boring bar, for negative triangle inserts

91'°/

—

Cutting edge style F

Designation
A25R-PTFNR/L16-D320
A32S-PTFNR/L16-D400
A40T-PTFNR/L16-D500
A50U-PTFNR/L16-D630

Material
STEEL
STEEL
STEEL
STEEL

DMIN DCONMS WF
32 25 17
40 32 22
50 40 27
63 50 35

@t

n
N

LF .2

o)

| ©

[ O
LF LH H f2 GAMP GAMF RE**
200 45 23 1.2 -6 -12 0.8
250 50 30 1.1 6 10 08
300 60 37 1.1 -6 -10 0.8
350 65 a7 1.1 -6 -8 0.8

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PTFNL ** type), and the left hand insert (L) is used for the right
hand toolholders (PTFNR ** type).

SPARE PARTS

Designation

&

& {

Wrench

Clamping screw

i

=

S

QOil supply attachment

(Optional parts)

@

Right hand (R) shown.

Insert Torque*
TN**1604... 2.7
TN**1604... 2.7
TN**1604... 2.7
TN**1604... 2.7

&

Screw for oil hole
(Optional parts)

A25R-PTFNR/L16-D320 ELST317BR/L LCS3 P-2.5 LSP3 LCL33 (EA-25) (SSHM4-5)
A32S-PTFNR/L16-D400 LST317BR/L LCS3 P-2.5 LSP3 LCL3 (EA-32) (SSHM4-5)
A40T-PTFNR/L16-D500 LST317BR/L LCS3 P-2.5 LSP3 LCL3 - (SSHM6-6)
A50U-PTFNR/L16-D630 LST317BR/L LCS3 P-2.5 LSP3 LCL3 = (SSHM6-6)
A-PTUNR/L
Lever-lock boring bars, for negative triangle inserts
DMIN @
[ i J
e i}
=
()
GAMF == = 2
¥ =] 19
GAMP N 7 rQ
i u o
Cutting edge style U Right hand (R) shown.

Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16M-PTUNR/L11-D200 STEEL 20 16 11 150 32 15 1 -6 -14 0.4 TN*11083... 1.7
A20Q-PTUNR/L11-D250 STEEL 25 20 13 180 36 18 1 -6 -12 0.4 TN*1103... 1.7
A25R-PTUNR/L16-D320 STEEL 32 25 17 200 45 23 1.4 -6 -12 0.8 TN™1604... 2.7
A32S-PTUNR/L16-D400 STEEL 40 32 22 250 50 30 1.3 -6 -10 0.8 TN™1604... 2.7

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

Note: The insert hole conforms to the ISO standard.

Tool holder length may be different to the ISO standard.

When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PTUNL ** type), and the left hand insert (L) is used for the right hand

toolholders (PTUNR ** type).
/df-JA?%\Y(@&@ﬁ

&
L F

A16M-PTUNR/L11-D200 = LCSZZA B2 = = LCL22N = (SSHM3-4)
A20Q-PTUNR/L11-D250 = LCS22A = P-2F = = LCL22N (EA-20) (SSHM3-4)
A25R-PTUNR/L16-D320  ELST317BR/L = LCS3 = P-2.5 LSP3 LCL33 (EA-25) (SSHM4-5)
A32S-PTUNR/L16-D400 LST317BR/L = LCS3 = P-2.5 LSP3 LCL3 (EA-32) (SSHM4-5)
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TUNGALOY

A-PVUNR/L
Lever-lock boring bars, for negative 35° rhombic inserts
DMIN H (?
Y i J
wr :
24 P ‘
LH | g
= ™ LF - 2
GAMP{@%’—J | o
Cuttlng edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF  LH H f2 GAMP GAMF RE**  Insert  Torque*
A25R-PVUNR/L16-D370 STEEL 37 25 22 200 45 23 95 5 14 08 V/YN*1604.. 2.7
A32S-PVUNR/L16-D400 STEEL 40 32 22 250 50 30 6 5 12 08 V/YN™1604.. 2.7
A40T-PVUNR/L16-D500 STEEL 50 40 27 300 60 37 7 5 10 08 V/YN"1604.. 2.7

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

SPARE PARTS <> @\O ( @ & @ &

QOil supply attach-  Screw for oil hole

Designation Wrench ment (Optional parts) (Optional parts)
A25R-PVUNR/L16-D370 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-25 SSHM4-5
A32S-PVUNR/L16-D400 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V EA-32 SSHM4-5
A40T-PVUNR/L16-D500 LSV317BR/L LCS3V P-2.5 LSP3 LCL3V - SSHM5-6
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ACCELERATED MACHINING

A-PWLNR/L
Lever-lock boring bars, for negative trigon inserts

! ®
m J
©
(9]
LF %
18
=)
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE** Insert Torque*
A16M-PWLNR/L06-D200 STEEL 20 16 11 150 32 15 3 -8 -17 0.8 WN**0604... 1.7
A20Q-PWLNR/L06-D250 STEEL 25 20 13 180 36 18 3 -6 -14 0.8 WN**0604... 1.7
A25R-PWLNR/L06-D320 STEEL 32 25 17 200 45 23 4.5 -6 -12 0.8  WN*0604... 2.7
A32S-PWLNR/L06-D400 STEEL 40 32 22 250 50 30 6 -6 -11 0.8 WN**0604... 2.7
A25R-PWLNR/L08-D320 STEEL 32 25 17 200 45 23 4.5 -6 -13 0.8 WN**0804... 2.7
A32S-PWLNR/L08-D400 STEEL 40 32 22 250 50 30 6 -6 -11 0.8 WN**0804... 4.8
A40T-PWLNR/L08-D500 STEEL 50 40 27 300 60 37 7 -6 -10 0.8  WN*0804... 4.8

*Torque: Recommended torque (N-m) for clamping **RE: Standard corner radius
Note: When using a right or left hand insert, the right hand insert (R) is used for the left hand toolholders (PWLNL ** type), and the left hand insert (L) is used for the right
hand toolholders (PCLNR ** type).

SPARE PARTS @Q @@ }y ( @ & @ &

Oil supply attachment Screw for oil hole

Designation Shim Clamping screw 1 Clamping screw2 ~ Wrench 1 Wrench 2 Spring

(Optional parts) (Optional parts)
A16M-PWLNR/L06-D200 = LCS33 = P-2F = = LCL33N = SSHM3-4
A20Q-PWLNR/L06-D250 = LCS33 = P-2F = = LCL33N EA-20 SSHM3-4
A25R-PWLNR/L06-D320 LSW312BR/L - LCS3B - P-2.5 LSP3 LCL3 EA-25 SSHM4-5
A32S-PWLNR/L06-D400 LSW312BR/L - LCS3 - P-2.5 LSP3 LCL3 EA-32 SSHM4-5
A25R-PWLNR/L08-D320 = LCS43 = = P25 = LCL43N EA-25 SSHM4-5
A32S-PWLNR/L08-D400  LSWA42BR/L S LCS4 S P-3 LSP4 LCL4 EA-32 SSHM4-5
A40T-PWLNR/L08-D500  LSW42BR/L - LCS4 - P-3 LSP4 LCL4 - SSHM4-5
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I STREAMIETSAR

® : Continuous cutting

_ € : Light interrupted cutting
T u r n I—I n e | n S e rt % : Heavy interrupted cutting
Positive type Bl steel oclecc: x| ¢ ¢ ocloc oc oc
. R M Stainless oC € €C o C C eoecCcoC
Rhombic, 80 Cast iron ecec c c ocC oc
Q with hole Non-ferrous
Positive 7° Superalloys o eolc
H Hard materials
c Coated Coated cermet Cermet
% Chipbreak D E:')g v v Q
O ipbreaker esignation £33 L) =}
- it 9 S8ewng883588, 3 3
2 N5 5bILELTICTN 2 @
FRRRII<00n5S T} 2
01 CCGT060202-01 0.2 [
5 =) CCGT09T302-01 0.2 [
(2= :
o= e
2 |o1 CCGT060202F-01 0.2 )
25 CCGT060204F-01 | 0.4 °
co CCGTO09T302F-01 | 02 °
@ 2
[SX)
12
a
PSF CCMT060202-PSF 0.2 () (] ()
CCMTO060204-PSF (04 (@ ® @ o0 0 ) )
CCMTO09T302-PSF 0.2 o o
CCMTO09T304-PSF (04 (@ ® @ o0 ) )
CCMTO09T308-PSF 08 |®@ @ @ () ® )
(o))
£
ﬁ PF CCMT060202-PF 0.2 [ (] ()
i CCMT060204-PF | 0.4 ° ° ° °
CCMT060208-PF 0.8 (] ()
CCMT09T302-PF 0.2 [ ()
CCMT09T304-PF 0.4 [ (] ()
CCMTO09T308-PF 0.8 [ (] o

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel ececic: ¢ | [ex x oc/ € c oc oc
) , M stainless oc e clc vecc o clc
Rhombic, 80 Cast iron eclec eoc ¢ c oc oc
O with hole Non-ferrous
Positive 7° Superalloys ec o o c
H Hard materials
- Coated Coated cermet Cermet
% Chipbreak D E:')g ©v v 1=
L ipbreaker esignation =t ] ) Q
2 9 SBleewggR 2888353 2 8
< S PP BIEITEERI i 3
FEFFEFFRFERPAALSILSILCTICO [O) P
o PSS CCMT060204-PSS 04| © @ ®@ @ 0O [ N ) (] (]
= CCMTO060208-PSS [03|@e e @ @ @0 @ © 00 ° °
3 CCMTO09T304-PSS (04|00 @ @ @000 ©060 ° °
5 CCMTO09T308-PSS [08(@ e @ @ @0 @ o 00 ° °
L CCMT120404-PSS (04 (@ @ ®© © @ © © )
£ CCMT120408-PSS (036 e @ @ @0 0 @
2 CCMT120412-PSS |12|0e e @ 0o @ @6 0 @
£
PS CCMT060202-PS lo/ee e e e o000 000 ° °
2 CCMT060204-PS 0L e 000000000 ° °
% CCMT060208-PS ltc|eo e e 000000000 ° °
E CCMTO09T302-PS lo/eeeeeo o000 000 ° °
g A CCMT09T304-PS 04| ® ®© ®© © © 060606 0 00 [ [
£ % .gv CCMTO09T308-PS |0 000000000 ° °
e 2
= ‘ CCMT120404-PS 04| © © ® @ © 0 O e 00
= CCMT120408-PS tc|leeeeeee o000
= CCMT120412-PS 12|00 00000 O

® : Line up

www.tungaloy.com 39



I STREAMIETSAR

i — € : Light interrupted cutting
- T u r n I_ I n e | n S e rt % : Heavy interrupted cutting

Positive type Bl steel ecec
M Stainless ecocC

Rhombic, 80° Gt fien
Q with hole Non-ferrous
( 1

Positive 7° Superalloys
H Hard materials

Coated Uncoated

R

Chipbreaker Designation g%
@

O =

Application

SH725

0 06 0 00 0 0 0 06 06 0 0 0 0 6 SH730

wos CCGT03X100R-W08 |0.03
CCGTO03X100L-W08 |0.03
CCGTO03X101R-WO08 | 0.1
CCGT03X101L-W08 | 0.1
CCGT03X102R-W08 | 0.2
CCGT03X102L-W08 | 0.2
CCGT03X104R-WO08 | 0.4
CCGT03X104L-W08 | 0.4
CCGT04T100R-WO08 | 0.03
CCGT04T100L-WO08 |0.03
CCGT04T101R-WO08 | 0.1
CCGT04T101L-WO08 | 0.1
CCGT04T102R-W08 | 0.2
CCGT04T102L-WO08 | 0.2
CCGT04T104R-WO08 | 0.4
CCGT04T104L-WO08 | 0.4

Finishing

o ® 060 0 ® 0 0 06 0 0 0 0 0 0 o THIO

wos CCGTO03X100FL-W08 | 0.03
CCGTO03X100FR-W08|0.03
CCGT03X101FL-WO08 | 0.1
CCGT03X101FR-WO08| 0.1
CCGTO03X102FL-W08 | 0.2
CCGTO03X102FR-W08 | 0.2
CCGTO03X104FL-WO08 | 0.4
CCGTO03X104FR-W08 | 0.4
CCGT04T100FL-W08 | 0.03
CCGT04T100FR-WO08 | 0.03
CCGTO04T101FL-W08 | 0.1
CCGT04T101FR-WO08 | 0.1
CCGTO04T102FL-W08 | 0.2
CCGT04T102FR-WO08 | 0.2
CCGT04T104FL-W08 | 0.4
CCGTO04T104FR-W08 | 0.4

Finishing (Sharp edge)

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

(<
(<

Positive type Bl steel eclecc ¢ | ¥ le3 % ec/c ejecc| |oc oc
M Stainless (= ®@ €C C % ( 1 eC C
Rhombic, 80° Cast iron ecec eccecc eeocc |oc oc
O with hole l Non-ferrous
Positive 7° S  Superalloys ec o ©o
H Hard materials

(L]
([ ]
oo 00

Coate:
Coated G Cermet Uncoated

R

Chipbreaker Designation g%
@

O =

Application

T9215
T9115
T9125
T6120
T6130
AH630
AH645
T515
T5115
AH120
AH725
GH110
GH330
GH730
GT9530
NS9530
UX30

w15 CCGT060200R-W15 |0.03
CCGT060200L-W15 |0.03
CCGT060202R-W15| 0.2
CCGT060202L-W15 | 0.2 ®
CCGT060204R-W15 | 0.4 ®
CCGT060204L-W15 | 0.4 e 0 ®

4

® & 6 o o o TH10

=

20 CCGTO09T302R-W20 | 0.2
CCGTO09T302L-W20 | 0.2 °
CCGTO09T304R-W20 | 0.4
CCGTO09T304L-W20 | 0.4 L ®
CCGTO09T308R-W20 | 0.8
CCGTO09T308L-W20 | 0.8

Finishing
[ J

@

v

M CCMT060204-PM 0.4
CCMT060208-PM 0.8
CCMT09T304-PM 0.4
CCMT09T308-PM 0.8
CCMT09T312-PM 1.2
CCMT120408-PM 0.8
CCMT120412-PM 1.2

Medium cutting
(@a\

CM CCMT060204-CM 0.4
CCMT060208-CM 0.8
CCMT09T304-CM 0.4
CCMT09T308-CM 0.8
CCMT09T312-CM 1.2
CCMT120404-CM 0.4
CCMT120408-CM 0.8

Finishing to medium cutting

® : Line up
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® : Continuous cutting

- € : Light int ted cutti
T u r n I_ I n e | n S e rt LI I-:gav;}n?:rﬁﬁp?{edcgu;ggg
Positive type Bl steel c jocjoc
. M  Stainless € ececC
Rhombic, 80° — c
with hole Non-ferrous
Positive 7° Superalloys ® (12
H Hard materials
- Coated
o S
8 |oni — g3
© |Chipbreaker Designation 5T |0 v ©
g O-IRRR
< I I I
<N On
Js CCGT03X101-JS 0.1 °
2. CCGT03X102-JS 0.2 °
co
EES CCGT03X104-JS 0.4 °
g3 CCGT04T101-JS | 0.1 °
25 CCGT04T102-JS | 02 °
5° CCGT04T104-JS 0.4 °
_g|Js CCGTO3X101F-JS |01 | @
°8 CCGTO3X102F-JS (02| @
c Qo
£s CCGTO3X104F-JS (04| @
o CCGTO04T101F-JS |01 | ®
c
8L CCGTO4T102F-JS |02 | @
c o
5= CCGTO4T104F-JS |04 | @
L e
2]
Js CCGT060201N-JS [ 0.1 (@
2., CCGT060202N-JS |02 |®
cao
35 CCGTO060204N-JS | 0.4 (@
g= CCGTO09T301N-JS | 0.1 |®
[0
g6 CCGT09T302N-JS | 02 |®
5° CCGTO9T304N-JS |04 (@
Js CCGTO060200FN-JS (003 @ @
g CCGT060201FN-JS |0.1| ® ®
) CCGT060202FN-JS |02 | o ®
e
g CCGTO060204FN-JS (04| @ @
52 CCGTO9T300FN-JS [0.03| © ®
g CCGTO09T301FN-JS | 0.1 L)
£8 CCGTO9T302FN-JS (02| @ ®
5 CCGTO9T304FN-JS (04| @ @

&@:15ine: 4B
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel oc/oc oc °
. . M Stainless ecec (]
Rhomblc! 80 Cast iron oC [}
O with hole Non-ferrous [ ]
Positive 7° Superalloys
H Hard materials
- Coated Cermet Uncoated
g 52 o
O |Chipbreaker Designation £5 o ®
s 3|8 o b =)
g T 7] T
(7] =z -
J10 CCGT060200FR-J10 [0.03|® @ °
CCGTO060200FL-J10 [0.03|® @ °
ﬁ CCGT060201FR-J10 | 0.1 |®@ @ ° °
& CCGT060201FL-J10 | 0.1 (@ ® °
E CCGTO060202FR-J10 | 02 |®@ ® ° °
2o CCGTO060202FL-J10 | 02 (@ @ ° °
ko]
CCGTO9T300FR-J10 [0.03 (@ @
2% O™ no :
eSS CCGTO9T300FL-J10 |0.03|® ® °
%@ CCGTO09T301FR-J10 | 0.1 |® ® °
g CCGTO09T301FL-J10| 0.1 |®@ @ °
% CCGTO09T302FR-J10 | 02 (@ @ °
ke CCGT09T302FL-J10 | 0.2 (@ ® °
CCGTO9T304FR-J10 | 0.4 | @

® : Line up
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® : Continuous cutting

g Turnline - Insert * Homry Intenmopted outing
Positive type -Steel ecoeccCH € ' €% T 0C € (< oC eoC
M Stainless oC @ €C C neCccC o C C
Rhombic, 80° Cast iron ecec oc ¢ c |ec oc
with hole Non-ferrous
Positive 11° Superalloys ec o o ¢
H Hard materials
c Coated Coated cermet Cermet
=1 . 59
% Chipbreaker Designation gg Lwoos g w© o Q § g 9 § §
< NS 5oL IEITR2RE |2 3
FRRFFRP<IIIIIE O Z
PSF CPMT060202-PSF | 0.2 °
CPMTO060204-PSF |04 (@ © @ °
CPMT080202-PSF | 0.2 °
CPMT080204-PSF |04 (@ @ @ °
CPMT090302-PSF | 0.2 ° ° °
o CPMT090304-PSF |04 (@ © @ ° ° °
£ CPMTO09T302-PSF | 0.2 °
2 CPMTO09T304-PSF |04 (@ ® ® °
L
PF CPMT090302-PF 0.2 ° °
CPMT090304-PF 0.4 ° °
o | PSS CPMT060204-PSS |04 (@ @ @ ° ° °
B CPMT080204-PSS (040 0 @ @ @ 00 @ o °
3 CPMT080208-PSS |0s|e e @ 0o @0 @ @ ° °
) CPMT090304-PSS (04|06 0o @ @0 @ 0 @ o ° °
2 CPMT090308-PSS (08 |(® ®© ®© @ ®@ @ © ) ° °
g CPMTO09T304-PSS |04 |® © ® °
2 CPMTO09T308-PSS |08 |®@ ® @ °
L
PS CPMT060202-PS 02|e @ @ eeo oo °
o CPMT060204-PS 041 @ @ e ®© 06 0O [ J [ ]
5 CPMT080202-PS |02|e e @ @ @0 @ @ ° °
3 CPMT080204-PS (040 0o 0o 0000 @ ° °
__c% CPMT080208-PS 08| ® ®© ® © ©6 0 O [ ] [ J [ ]
g CPMT090304-PS 04| @@ ®@0 00O ) ° )
je) CPMT090308-PS 08| ® ®© ® © @6 0 O [ ] ([ J [ ]
2 CPMTO09T302-PS |02 |® @ ® oo o0
-_g’ CPMTO09T304-PS 041 @ © e 0 o [ J
o CPMTO09T308-PS |03 |® @ @ XX

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type -Steel @€ € & CF % [ eoC [
M Stainless ®eC ® € € X [ < [ ]
Rhombic, 80° Cast iron oc ecc ¢ oc °
with hole Non-ferrous [
Positive 11° Superalloys °
H Hard materials
- Coated Cermet Uncoated
% Chipbreaker Designation EE-)'-% Q
E Selgsg@go2l B e
FFFI<<FFZ 4 =
w15 CPGT050202L-W15 | 0.2 °
CPGT050204L-W15 | 0.4 °
CPGT080202R-W15 | 0.2 °
(/~ > CPGT080202L-W15 | 0.2 ° °
o N «"j CPGT080204R-W15 | 0.4 °
£ CPGT080204L-W15 | 0.4 ° °
2
* [wzo CPGTO090302R-W20 | 0.2 ° °
CPGT090302L-W20 | 0.2 ° °
CPGT090304R-W20 | 0.4 ° °
o CPGT090304L-W20 | 0.4 ° °
o |PM CPMT060204-PM [04| e @ @ ® °
£ . CPMT060208-PM 08 |e @@ @@ °
§ ,@ CPMT090304-PM |04|®@ © ® © ® o o
3 v CPMT090308-PM |08|® @ @ © @ ° °
=
cMm CPMT060204-CM | 0.4 °
CPMT060208-CM | 0.8 °
2 CPMT080204-CM | 0.4 °
5 CPMT080208-CM | 0.8 .
E CPMT090304-CM | 0.4 o0
S CPMT090308-CM | 0.8 o0
£ CPMT09T304-CM | 0.4 o0
‘é, CPMT09T308-CM | 038 o0
= CPMTO09T312-CM | 1.2 °
= CPMT120408-CM | 0.8 °
CPMT120412-CM | 1.2 °

® : Line up
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® : Continuous cutting

_ € : Light interrupted cutting
T u r n I—I n e | n S e rt % : Heavy interrupted cutting
Positive type Bl steel eclecc: ¢ ¢ ocloc ecec oc
. o M Stainless oC cC o C € eceocC
Rhombic, 55 Cast iron ecec |c c ecleoc oc
Q with hole Non-ferrous
Positive 7° Superalloys e e cl ¢
H Hard materials
c Coated Coated cermet Cermet
L
S |Chipbreaker Designation £35 8w Q Q
= g 38w Q82888, 23 2
2 S5 5TEPEIER g &
PP <0®n 5 TRA z
01 DCGT070202-01 0.2 [ ()
S o DCGT11T302-01 0.2 [
@ E .
A g
‘E” 01 DCGT070202F-01 0.2 ()
25 DCGT11T302F-01 | 0.2 °
sa
© 2
(SX)
o0
a
PSF DCMT070202-PSF 0.2 o ® o
DCMT070204-PSF 04| @ @ @ (] )
DCMT11T302-PSF 0.2 o ® o
o DCMT11T304-PSF |04 (@ @ © @ ® © ® ° °
DCMT11T308-PSF (ORI BN BN BN BN BN BN )
(@]
£
_'E, PF DCMTO070202-PF 0.2 [ ® )
i DCMT070204-PF | 0.4 ° ° °
DCMTO070208-PF 0.8 (] )
DCMT11T302-PF 0.2 [ ® )
DCMT11T304-PF 0.4 [ () )
DCMT11T308-PF 0.8 (]

® : Line up
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ACCELERATED MACHINING

TurnlLine - Insert

® : Continuous cutting

€ : Light interrupted cutting
% : Heavy interrupted cutting

Positive type Bl steel ececci ¢ | cx x oc ¢ c oc oc
) , M stainless oc e c c xecclolc c
Rhombic, 55 Cast iron ecec oc ¢ c oc oc
With hole Non-ferrous
Positive 7° Superalloys ec/® o € | C
H Hard materials
- Coated Coated cermet Cermet
% Chipbreak E:')g ©v v Q
k3] ipbreaker Designation £5 2o =
3 g SBlewnegl988588 2 o
< NTSooeeIER2ek E 2
FFFFEFASSSIC LSO (O] P4
PSS DCMT070204-PSS 04| © ®@ ®@ ®@ 06O [ () [ )
) DCMT070208-PSS (030 @ @ @ @ @ ©@ @ ° °
= DCMT11T304-PSS |04 |®@ @ © @ @ ®@ © o000 ° °
oOE
£3 o DCMT11T308-PSS (03|06 6 @6 6 @ @6 @6 © 0 0 O ° °
2 DCMT11T312-PSS |12 |06 e 0o 0o @000 0000
[T
2|pPs DCMT070202-PS |(02|0 @6 @ 6 @6 6 @6 0 0 00 o ° .
% DCMT070204-PS 04|®®® ®©0® 00000 0 ° ° °
g DCMT070208-PS o |®@ @ @ e 00 () () o
g P DCMT11T302-PS 02 o0 ® 0000000 0 ° ° °
E@DCMTHRM-PS 04|® ®®®0® 000000 00 ° °
> DCMT11T308-PS 06|®© 0 00000000 0 ° °
C
= DCMT11T312-PS 12|o o @0 @ 0 0 o000
f=
£

® : Line up
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® : Continuous cutting

g Turnline - Insert - Heavy morupted cutting
Positive type Bl steel eclecci ¢ | ¥ lex x ec cloecc| |oc oc °
M Stainless oc e cc ¥ ec c oc ¢ °
Rhombic, 55° Cast iron ecec ec c ec cocc| |oc oc °
Q with hole Non-ferrous ®
Positive 7° Superalloys ec o
H Hard materials
c Coated Coated cermet Cermet Uncoated
% Chipbreaker Designation EE-)'-% o Q Q
FFFRFFRFL<IFFIIS<GCO |G 4 =
wio DCGTO070200R-W10 |0.03 °
DCGTO070200L-W10 |0.03 °
DCGTO070202R-W10 | 0.2 ° °
P DCGT070202L-W10 | 0.2 ° °
v DCGT070204R-W10 | 0.4 ° ° °
o DCGT070204L-W10 | 0.4 ° ° ° °
%
Z |W15 DCGT11T302R-W15 | 0.2 ° °
" DCGT11T302L-W15 | 0.2 ° °
DCGT11T304R-W15 | 0.4 (]
'. DCGT11T304L-W15 | 0.4 [ ] ([ ] (] ®
w DCGT11T308R-W15 | 0.8 ° °
DCGT11T308L-W15 | 0.8 [ [
PM DCMTO070204-PM 04| © ® ®@ © 0 O [ ) () () ()
é’ DCMT070208-PM |08 |®@ ®© @ @ ®@ ® © e o |o °
E ; DCMT11T304-PM |04 (@ @ © @ ©@ © © eeo o |o °
E|@®8 5 peMT11T308-PM |0s|@ 0 @ 0 @ 0 @ oo o |o o
§ DCMT11T312-PM | 1.2 XX °
£ |CM DCMT070204-CM 0.4 o
% DCMT070208-CM 0.8 o
2 DCMT11T304-CM | 0.4 0
o3 ° DCMT11T308-CM | 0.8 oo
@ DCMT11T312-CM 1.2 °
i
® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel c ecec oc oc °
. . M Stainless c eceoc [ ]
R!1omb|c, 55 Cast iron c oc eoc °
with hole Non-ferrous L4
Positive 7° S  Superalloys ® ec
H Hard materials
- Coated Coated cermet Cermet Uncoated
g o 59
© |Chipbreaker Designation 5C|w v o ° =
g O=|R N PR Q S e
u', -
< I I I P> (2] I
<n on = P4 =
= |Js DCGTO70200FN-JS [003| ® ®
5o DCGTO70201FN-JS |01 | o @
c
°g DCGT070202FN-JS | 02| @ @
£ DCGT11T300FN-JS [0.03| ® @
%@0 DCGT11T301FN-JS | 01| ® @
58 DCGTI1T302FN-JS | 02| © ®
57 DCGT11T304FN-JS |04 | o ®
2
o |JS DCGTO070201N-JS | 0.1 |®
£8 DCGTO70202N-JS |02 |®
k=]
58 DCGT11T30IN-JS | 0.1 |®
SE ‘ DCGT11T302N-JS |02 |@
X
oc DCGT11T304N-JS | 0.4 |®
2
__|910 DCGTO070200FR-J10/0.03|®@ @ °
S DCGT070200FL-J10|003|® ® °
o DCGT070201FR-J10| 0.1 (@ @ ° °
% DCGT070201FL-J10| 0.1 (@ @ ° °
e DCGT070202FR-J10/ 02 (@ @ ° °
(0]
£ DCGTO070202FL-J10| 0.2 (@ @ ° °
= DCGTO070204FR-J10| 0.4 | ®
£ @ DCGT070204FL-J10| 04 | @
5 DCGT11T300FR-J10(0.03 | ® ° °
2 DCGT11T300FL-J10[0.03|®@ @ °
C
5 DCGT11T301FR-J10| 0.1 (@ @ ° °
Ei DCGT11T301FL-J10 [ 0.1 (@ @ ° °
g DCGT11T302FR-J10| 02 (@ @ ° °
L DCGT11T302FL-J10| 02 (@ @ ° °
2
Eg J10 DCGT070202R-J10 | 0.2 °
=38 ) DCGT11T302R-J10 | 0.2 °
= ._
£8| < ™
? 5
§T

® : Line up
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TUNGALOY

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel e oc
M  Stainless (2
@ Rhombic, 55° [l Castiron oc
with hole Non-ferrous
- ° Superalloys [
Positive 11 i
Hard materials
Coated Cermet
c
o S
ﬁ . . Q) g m o
© |Chipbreaker Designation £3 0 = &
g S¢la 8 0
< o> I &
=< P < z
PS DPMT070202-PS 02 |®@ @ [
o DPMT070204-PS 04 |@®@ @ [
o=
55 DPMT070208-PS 08 |e @ °
c O
22| G
-

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel e lecec oc oc
M Stainless ® ececC

Rhombic, 75° Cast iron [} oC Y=
@ with hole Non-ferrous
Positive 11° S | Superalloys °
H Hard materials

[ 3 B BN )
o0

[ ]
[,)

(@]
o
Y
=3
@
Q

Coated cermet Cermet Uncoated

R

Chipbreaker Designation g%
@

O =

Application

GH110
SH725
UX30

®© 060 00 000 0 00 0 O 0 O SH730
GT9530
NS9530

wos EPGTO03X100R-W08 |0.03
EPGT03X100L-W08 |0.03
EPGT03X101R-W08 | 0.1
EPGTO03X101L-WO08 | 0.1
EPGT03X102R-W08 | 0.2
EPGTO03X102L-W08 | 0.2
EPGT03X104R-WO08 | 0.4
EPGTO03X104L-W08 | 0.4
EPGT040100R-W08 |0.03

0 EPGT040100L-W08 |0.03(®
EPGT040101R-W08 | 0.1
EPGT040101L-W08 | 0.1
EPGT040102R-W08 | 0.2
EPGT040102L-W08 | 0.2
EPGT040104R-W08 | 0.4
EPGT040104L-W08 | 0.4

Finishing

® ® 060 060 60 0 0 0 0 0 0 0 o THIO

wos EPGT03X100FL-WO08| 0.03
EPGTO03X100FR-W08| 0.03
EPGT03X101FL-WO08| 0.1
EPGTO03X101FR-W08 | 0.1
EPGTO03X102FL-W08| 0.2
EPGTO03X102FR-WO08| 0.2
EPGTO03X104FL-W08| 0.4
EPGTO03X104FR-W08| 0.4
EPGT040100FL-WO08 | 0.03

0 EPGT040100FR-W08| 0.03
EPGT040101FL-W08| 0.1
EPGT040101FR-W08| 0.1
EPGT040102FL-W08| 0.2
EPGT040102FR-W08| 0.2
EPGT040104FL-W08| 0.4
EPGT040104FR-W08| 0.4

Finishing (Sharp edge)

® : Line up
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TUNGALOY

® : Continuous cutting
€ : Light interrupted cutting

T u r n I—I n e - | n S e rt % : Heavy interrupted cutting
Positive type Bl steel eclecec
. M  Stainless eCcoecocC
Rhombic, 75° .
@ with hole Non-ferrous
Positive 11° Superalloys eoc
H Hard materials
Coated
c
(=] f
s g3
S |Chipbreaker Designation £5 o o
2 3%|a & o
N~ N~
< T I
n n s
Js EPGT03X101-JS 0.1 °
2. EPGT03X102-JS 02| ®
5< EPGTO3X104-JS |04 | @
g3 EPGT040101-JS |01 | @
25 EPGT040102-JS |02| ®
S5° EPGT040104-JS 04| @
_gJs EPGTO03X101F-JS | 0.1 |®
o3 EPGTO3X102F-JS |02 |®
cQ
€8 EPGTO03X104F-JS |04 |®
=}
g% EPGT040101F-JS |01 |®
52 EPGT040102F-JS |02 |®
c®
5= EPGT040104F-JS | 0.4 |®
=
(2]

Jos EPGT040100L-J0O8 [0.03| ® ®
=2 EPGT040102L-J08 (02| @ @
5. EPGT040104L-J08 (04| @ ®
2| <P,

L

Jos EPGT040100FL-J08 | 0.03 | ®
29 EPGT040102FL-J08 | 0.2 |®
5o EPGT040104FL-J08 | 0.4 |®

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

T u r n I_i n e - | n S e r't € : Light interrupted cutting
- % : Heavy interrupted cutting
Positive type Bl steel
M  Stainless
Round! Cast iron [ <
@ with hole Non-ferrous
Positive 7° Superalloys
H Hard materials
- Coated
o S
B A . [
O |Chipbreaker Designation £5
= Og|W0
Q Oo=|E
< o)
|—
gCM RCMT0502M0-CM - |®
28| .. RCMT0602MO-CM | - |e®
Ee @ RCMT0803MO-CM | - |®
=3
=2 G
€
POSITIVE TYPE -Steel ececck € ¥ €% % c oc oc
M Stainless ®oC ® € C X c
Square, 90° Cast iron ecec ec c ¢ (Y- oc
@ with hole Non-ferrous
Positive 7° Superalloys ()
H Hard materials
c Coated Coated cermet Cermet
% Chipbreak D 2% = 1
k3] ipbreaker esignation S8l wwoo QW 0 ® @
g SEA PR R i R 8 3
< PERRRRI<RRT o z
o PS SCMTO09T304-PS 04| @@ @@ 00O ® ) )
o-=
o5 SCMT09T308-PS (08|®@ © @ @ @ © © ° ° °
c O
=4 .ﬂ SCMT120404-PS |04 (0 @ @ @ @ © @ ° °
=3 -
C= 3 -
'Ig = SCMT120408-PS 0s|eo®eoe @0 0 0@ ® )
2| PM SCMTO09T304-PM 04| o0 @@ 00O ® )
€| _ SCMT09T308-PM [08|@e e @ @ @ @ @ ° °
o N
£ .{) SCMT120408-PM |08 |0 e @ @ @ © @ ° °
=) (z,, .
é — SCMT120412-PM 1.2 o0 000 ® )
g CM SCMT09T304-CM 0.4 [ )
3 SCMT09T308-CM | 038 o0
= SCMT09T312-CM | 1.2 °
o3 SCMT120404-CM | 0.4 0
5 SCMT120408-CM | 038 )
c
£

® : Line up
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® : Continuous cutting

_ € : Light interrupted cutting
T u r n I—I n e | n S e rt % : Heavy interrupted cutting
Positive type -Steel ececcy € | ¥ (XA - eoc ec )
o M Stainless oC o C € |% | €C [ J
Square, 90 Cast iron ecec ec ¢ c ocC ocC °
@ with hole Non-ferrous ®
Positive 11° Superalloys PY
H Hard materials
c Coated Coated cermet Cermet Uncoated
% Chipbreak D E:')g 1=
L ipbreaker esignation =5 o v 1 3 @
E SElgEd88u0223R 2 2 2
PERRRRRZITIZ o z =
o PS SPMT090304-PS 04| @ @ @O o0 0 ® ®
O-=
5 SPMT090308-PS 0.s|®@o @@ @@ o0 o ° °
Eg ‘.ﬂ SPMT120404-PS |04 |®@ @ ® ® ® co o
€3 L= SPMT120408-P 0s|ee e e e oo o
T3 — S s o
w15 SPGT090302L-W15 | 0.2 ®
SPGT090304L-W15 | 0.4 ® ®
= ‘]
SPGT090308R-W15 | 0.8 ®
o E§ i SPGT090308L-W15 | 0.8 ® ®
%
c (W20 SPGT120404L-W20 | 0.4 °
L
\(ﬁ“ :g
o CM SPMT090304-CM 0.4 ()
o-=
g,% SPMT090308-CM 0.8 ()
Eg SPMT120404-CM | 0.4 oo
E§ SPMT120408-CM | 0.8 o0
€
® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel eclecic: ¢ ocec oc oclec °
. . M Stainless oC c ececC ([ ]
Triangular, 60 Cast iron ecec ¢ oc eoclec °
with hole Non-ferrous ®
Positive 7° Superalloys °
H Hard materials
- Coated Coated cermet Cermet Uncoated
2
O |Chipbreaker Designation £3 ™ S SB
S og|l v L a 0 O o
3 TS5 ER 2 38 |T
< P25 (T} zZ2 E
01 TCGT090204-01 0.4 () [
2 TCGT110202-01 0.2 °
<
g TCGT110204-01 0.4 [ ) [ ) [}
c TCGT110208-01 0.8 °
(o]
:g TCGT16T304-01 0.4 [ )
g TCGT16T308-01 0.8 ) °
2 o1 TCGT110202F-01 | 0.2 °
< |
2 o
C O
=]
e
o 3
[$X7))
O S—
a
PSF TCMT090202-PSF 0.2 (]
TCMT090204-PSF 04 © @ @ @
. TCMT110202-PSF 0.2 ()
< TCMT110204-PSF | 0.4 (@ ®© ® @
= TCMT110302-PSF | 0.2 °
[T
TCMT110304-PSF 04| @ @ @ @
TCMT16T304-PSF 04| @ @ @
PSS TCMT090204-PSS 04| @ @ @
o TCMT090208-PSS 08| @ @ @ ©
5 TCMT110204-PSS |04 (@ ® ® ®
>
2 TCMT110208-PSS 08| @ @ @ @
5 TCMT110304-PSS |04 (@ ® ® ®
o TCMT110308-PSS 08| @ @ @ @
(@]
.E TCMT16T304-PSS 04| © @ @ @
£ TCMT16T308-PSS |08 (@ ® @ @
- TCMT16T312-PSS |12 |®@ @ @ @

® : Line up
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I STREAMIETSAR

® : Continuous cutting

I _ € : Light interrupted cutting
- T u r n I—I n e | n S e rt % : Heavy interrupted cutting
Positive type Bl steel ececcr ¢ | xlex x| c|e oc oc °
. . M Stainless oC e cCC  C C [ ]
Triangular, 60 Cast iron ecec cc oc oc [
with hole Non-ferrous ®
Positive 7° Superalloys (]
H Hard materials
- Coated Coated cermet Cermet Uncoated
% Chipbreak E:'ag Q
Ke] ipbreaker Designation 5 o
s ° SEle2gR 8828 2 2 o
< HHHH 2 3 T
FFFFFISISILSO (O] =z =
PS TCMT090204-PS 0.4 °
TCMT090208-PS 0.8 (]
2 TCMT110202-PS 02|eo®o®®@0® 0® 0 0 0 ) ®
% TCMT110204-PS 04| ®® ®0® 00 0 0O ® ®
g TCMT110208-PS 0s|®o®®@©®@ 00 0 00 ® ®
3 TCMT110302-PS 02|ee e 0000
£ TCMT110304-PS |04 |®0 @ ® @ © © ®
‘é TCMT110308-PS lc|e e e e e 00
'-g TCMT16T302-PS 02| ®© ®© ®© @ 606 00O ()
= TCMT16T304-PS lMujee 000000 °
TCMT16T308-PS 0s|®®®@ ®©@ 00 0 0O
W15 TCGT16T302L-W15 | 0.2 °
= TCGT16T304L-W15 | 0.4 [ [
X3 A\ TCGT16T308L-W15 | 0.8 °
€ 4’
L
® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel eclecci ¢ | xlex x| |oc/e oc
M Stainless (= ® € C X ([

: Triangular, 60° Il cast iron eclec eciec ¢ oc °
with hole Non-ferrous ®
Positive 7° Superalloys PY S

H Hard materials
c Coated Cermet Uncoated
g1 . . 59 o
% Chipbreaker Designation gg Lwoos g w© o 1 3 n
< HHHHE 3 3
FREFFFEI << P X
PM TCMT110202-PM 0.2 e 000 [
TCMT110204-PM 04| ©® ® @@ 0O [ ®
TCMT110208-PM 08 (@ ® 06 06 00 [
-g TCMT110302-PM 0.2 e e 00
N 0 TCMT110304-PM | 04 |® XX
S| /@), TCMTi10308-PM |03 O
é Y TCMT16T304-PM (04| e @ @ @ @ @ ° °
TCMT16T308-PM (03 (@ @ © @ @ @ @ ° °
TCMT16T312-PM 12| © © © © @ © [
CM TCMT090204-CM 0.4 (]
2 TCMT090208-CM | 0.8 °
5 TCMT110204-CM | 0.4 °
£ TCMT110208-CM | 0.8 °
g TCMT110304-CM 0.4 ()
£ TCMT110308-CM | 0.8 °
‘é TCMT16T304-CM | 0.4 o0
'-g TCMT16T308-CM 0.8 [ N )
= TCMT16T312-CM | 1.2 o0

® : Line up
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STREAMIETBAR

TUNGALOY

® : Continuous cutting

T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel c ececec oc °
. . M Stainless C ececec [ ]
T”angl“ar, 60 Cast iron C oC [ J
with hole Non-ferrous (]
Positive 7° Superalloys [ ) ec
H Hard materials
- Coated Cermet Uncoated
22
S |Chipbreaker Designation gg B =4
= O“IRRNRe 3 2
< zxx X 7] I
<N N> P4 ™=
. |Js TCGT110200FN-JS [0.03| @ ®
giy TCGT110201FN-JS 01| @ ®
EK TCGT110202FN-JS | 0.2 o0
320 TCGT110204FN-JS | 04| © @
g_|JS TCGT110201N-JS | 0.1 |®
£5 TCGT110202N-JS |02 |®
—_o
T3 TCGT110204N-JS | 0.4 |®
c
= |Jos TCGTO80200FR-J08 [0.03| © @ °
5.5 TCGT080200FL-J08 003 ® @ °
58 TCGT080201FR-J08| 0.1 | © @ o
£ 4 TCGT080201FL-JO8 (0.1 | © @ °
25 /W, TCGT080202FR-J08 02| e @ °
£ 8 ) TCGT080202FL-J08| 02| e @ °
8- TCGT080204FR-J08| 0.4 | @
o
[T

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

T urn I_i ne - | nse rt ¢ : Light interrupted cutting
- % : Heavy interrupted cutting
Positive type Bl steel oc/oc oc oc °
. . M Stainless eceoc ®
Triangular, 60 Cast iron oc oc °
with hole Non-ferrous [
Positive 7° Superalloys
H Hard materials
- Coated Coated cermet Cermet Uncoated
g 52
O |Chipbreaker Designation £5 1 3
- Qg | Q 0] o
o O [N © (5] e =
< N 3 @ I
n - ] 4 =
J10 TCGT110200FR-J10 (0.03|® ® ®
TCGT110200FL-J10 (0.03|® ® ®
§ TCGT110201FR-J10 (0.1 |®@ ® (]
© TCGT110201FL-J10 (0.1 (@ ® °
g TCGT110202FR-J10 | 0.2 (@ @ ° °
29 TCGT110202FL-J10 | 0.2 (@ ® ° °
28| 4. TCGT110204FR-J10 | 0.4 |@
C A )\
'é% /@% .. TCGT110300FR-J10 |0.03|® ® °
e 4 N
=2 ' TCGT110300FL-J10 |0.03|® ® °
g TCGT110301FR-J10 | 0.1 |®@ ® (]
% TCGT110301FL-J10 | 0.1 @ @ °
S TCGT110302FR-J10| 0.2 (@ @ ° o
TCGT110302FL-J10 | 0.2 |®@ ®© [ (]
@ _ J10 TCGT110302R-J10 | 0.2 [
[0)
% ey TCGT110302L-J10 0.2 [
— o
£3 //\-?»
|~ AN
o=
® : Line up
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® : Continuous cutting

g Turnline - Insert Heauy interrupted outing
Positive type Bl steel ececci ¢ ¢ ecec ecec °
M  Stainless (X= € C [ J
: Triangular, 60° JEN cast iron ecec ¢ ¢ ecec ecec °
with hole Non-ferrous [ J
Positive 11° Superalloys °
H Hard materials
- Coated Coated cermet Cermet Uncoated
% Chipbreak Designati 28 3 =
§ Ipbreaker esignation gg E ';::’ :‘c!., 5 § g g § § 9_
< 2PRIS 66 |22 =

01 TPGT090202-01 0.2 () (]
TPGT090204-01 0.4 () oo ()
TPGT110202-01 0.2 () (]

g TPGT110204-01 0.4 ° 2 o 5

% TPGT110208-01 0.8 (]

pa TPGT130302-01 0.2 ° °

j§ TPGT130304-01 0.4 [ ] oo ()

g::’ TPGT130308-01 0.8 o0
TPGT16T304-01 0.4 ([ ] o0 ()
TPGT16T308-01 0.8 (] [ )

PSF TPMT090202-PSF 0.2 (] (]
TPMT090204-PSF 04| @ @ @ (] [
TPMT110202-PSF 0.2 [ ] [ [
TPMT110204-PSF 04| @ ©@ @ () (]
TPMT110302-PSF 0.2 (] (]
TPMT110304-PSF 04| ®@ ©@ @ () ()
TPMT130304-PSF 04| ®@ ®@ @

o TPMT16T304-PSF 04| ®@ @ @

1)

£ |PF TPMT110204-PF | 0.4 ° ° °
TPMT110208-PF 0.8 () (]
TPMT110302-PF 0.2 [ o
TPMT110304-PF 0.4 [ ] () (]
TPMT130304-PF 0.4 () (]
TPMT130308-PF 0.8 (]
TPMT16T304-PF 0.4 () (]

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type -Steel eocoeccCH € - € 3 0C €C C oC eoC
M Stainless (= ®@ €C C neCccC C
ﬁ Triangular, 60°l0ast iron eclec ecc ¢ oc oc
with hole Non-ferrous
Positive 11° S  Superalloys eocC o
H Hard materials
c Coated Coated cermet Cermet
% Chipbreaker Designation EE-)'-% Q Q
FFEFRFRPIIIIO o Z
PSS TPMT090204-PSS |04|@ e @ @ @ @ @ @ ° °
TPMT090208-PSS |05 |06 e o @ @ @ @ @© ° °
2 TPMT110204-PSS (04|06 @ @ @ @ @6 @ @ ° °
% TPMT110208-PSS |03 |0 e e e @ @ @ @ ° °
% TPMT110304-PSS 041 © © 6 06 0 0 [ ]
E TPMT110308-PSS 08 ®© ® © ©6 @ 0 O [ ]
° TPMT130304-PSS (040 e @ @ @ @ @ ©
5 TPMT130308-PSS |03 |@e e @ @ @ @ @ @ ° °
£ TPMT16T304-PSS |04 |0e e @ 0o @ @0 @ @ ° °
TPMT16T308-PSS |03 |@e e e @ @ @ @ @ ° °
PS TPMT090202-PS (02 (e e @ 0o @@ @ o0 ° °
TPMTO090204-PS 04| © ®© ©6 6 00 [ BN ) o [ ]
TPMTO090208-PS 08| ® ®© ® ©6 @6 0 O [ BN ) o [ ]
2 TPMT110202-PS rc/eeeeeee oo ° °
5 TPMT110204-PS (04|60 0 @ 0 0 0 0 0 0 @ o o
g TPMT110208-PS 0s|o o0 00000 00 ° °
S e TPMT110304-PS tijleeeeeee oo ° °
£ J/@W). TPMT110308-PS |0s|e e e e e e e e e o o
o | CEEED TPMT130302-PS (020 @ @ ° ° °
< TPMT130304-PS |04|@ @ @ @ @ @0 @ © ° °
E TPMT130308-PS |0s8|e e @ @ @0 @ ® ° °
TPMT16T304-PS 041 @ © 6 06 0 0 [ ] ([ J [ ]
TPMT16T308-PS 08| ® ® ® ©6 ©6 0 O [ ] [ J [ ]

® : Line up
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I STREAMIETSAR

® : Continuous cutting

H _ ¢ : Light interrupted cuttin
- T u r n I— I n e | n S e rt % : Heavy interrupted cuttigg
Positive type Bl steel e ocec oc oc olc
. . M Stainless e ecec e C
Triangular, 60 Cast iron ° oc oc °
with hole Non-ferrous [ J
Positive 11° Superalloys e |ec
H Hard materials
c Coated Coated cermet Cermet Uncoated
5 50
8 |Chipbreaker Designati £2 Q Q
2 P gnation 58|low @ & @
% o= |- CN\I ("3 [Te] Te] o ©
(=] (<] - ™
< IIT T = n T X
S n un (O] 4 =2
wos8 TPGT070100R-W08 |0.03 [ ) [
TPGT070100L-W08 |0.03 [ o
TPGT070101R-W08 | 0.1 [ [
TPGT070101L-W08 | 0.1 [ ®
o TPGTO070102R-W08 | 0.2 [ ) ®
-_g TPGT070102L-W08 | 0.2 [ ®
2 TPGT070104R-W08 | 0.4 ° °
- TPGT070104L-W08 | 0.4 ° °
TPGT080200L-W08 |0.03 ® )
TPGT080202L-W08 | 0.2 | @ (] [ ) [ )
TPGT080204L-W08 | 0.4 | @ (] [ ) [ )
WwWo8 TPGT070100FL-WO08 | 0.03 [ )
< TPGT070100FR-WO08|0.03 o
(o))
3 TPGT070101FL-W08 | 0.1 )
% TPGT070101FR-WO08| 0.1 )
@ TPGT070102FL-W08 | 0.2 )
E’ TPGT070102FR-WO08/| 0.2 )
i) TPGT070104FL-W08 | 0.4 )
C
[ TPGT070104FR-WO08| 0.4 )

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel e oc oc oc
M Stainless ® oC

Triangmar’ 60° Cast iron @ oC oC (12
with hole Non-ferrous
Positive 11° S | Superalloys °
H Hard materials

Coated Coated cermet Cermet Uncoated

Chipbreaker Designation

Application
Corner
radius

GH330

GH110
TH10
UX30

w10 TPGH080202L-W10 | 0.2
TPGH080204L-W10 | 0.4
TPGH090204L-W10 | 0.4

&

w13 TPGH110204L-W13 | 0.4
TPGH110302L-W13 | 0.2
TPGH110304L-W13 | 0.4 [

®| @ @ GT9530
® | @ | ® NS9530

[

w15 TPGT090202R-W15 | 0.2
TPGT090202L-W15 | 0.2 °
TPGT090204R-W15 | 0.4
TPGT090204L-W15 | 0.4 (@ @ °
TPGT110202R-W15 | 0.2
TPGT110202L-W15 | 0.2 °
TPGT110204L-W15 |04 (@ @ °
TPGT110208R-W15 | 0.8
TPGT110208L-W15 | 0.8 °
TPGT110302L-W15 | 0.2
TPGT110304R-W15 | 0.4

A TPGT110304L-W15 | 04

/. TPGT110308L-W15 | 0.8

WS TPGT130302R-W15 | 0.2
TPGT130302L-W15 | 0.2 °
TPGT130304R-W15 | 0.4 | @
TPGT130304L-W15 (04 (@ @ °
TPGT130308L-W15 | 0.8
TPGT16T302R-W15 | 0.2
TPGT16T302L-W15 | 0.2 °
TPGT16T304R-W15 | 0.4
TPGT16T304L-W15 |04 (@ @ °
TPGT16T308L-W15 | 0.8

Finishing

® : Line up
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® : Continuous cutting

g Turnline - Insert  Hoavy interrupted cutting
Positive type Bl steel eclocicx ¢ | x e % eoc c oc ¢ oc oc
M Stainless oC @ €C € % eC € eC C
: Triangular, 60° JEl cast iron eclec ec c oc c oc ¢ oc oc
with hole Non-ferrous
Positive 11° Superalloys oc @
H Hard materials
- Coated Coated cermet Cermet
% Chipbreaker Designati 5:32 Q Q
S p e esignation Sgﬁeaaggﬁmu’R&’gg 8 3
2 N S boIITbBITTE i 3
FFFFFL<SL<IFRFI<SO0O (O] 4
PM TPMT090204-PM | 0.4 eoo o0 °
TPMT090208-PM | 0.8 eeeoo °
TPMT110204-PM |04 |@ @ @ @ @ © © o o ° °
TPMT110208-PM |08 |®@ @ @ @ @ @ ® oo o
g TPMT110304-PM |04|@ @ @ 0 ® @ ® o o o o
E i TPMT110308-PM |0s|@ e @ @ @ © ® o o
§| /@MW) TPMT130304-PM |04 eoocooe ° °
38 | &0 TPMT130308-PM | 08 XX ° ° °
= TPMT16T304-PM | 0.4 AR X ° °
TPMT16T308-PM | 0.8 AR X °
TPMT16T312-PM | 1.2 AKX °
cM TPMT090204-CM | 0.4 °
TPMT090208-CM | 0.8 °
2 TPMT110204-CM | 0.4 °
5 TPMT110208-CM | 0.8 °
E TPMT110304-CM | 0.4 °
5 TPMT110308-CM | 0.8 °
= TPMT130304-CM | 0.4 °
‘é TPMT130308-CM | 038 °
£ TPMT16T304-CM | 0.4 )
£ TPMT16T308-CM | 0.8 0
TPMT16T312-CM | 1.2 o0
® : Line up
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ACCELERATED MACHINING

® : Continuous cutting
€ : Light interrupted cutting

- T u r n I_I n e - | n S e rt % : Heavy interrupted cutting
Positive type Bl steel ecec
M  Stainless oCoC
Triangular, 60° —_—r
with hole Non-ferrous
Positive 11° Superalloys ec
Hard materials
Coated
[
-f_,—’ R
© . . . c3
© |Chipbreaker Designation 5% |w o
o o8|l ®
Q. N~ N~
< I
%)
2.,1Jds TPGT070101-JS 0.1 °
5< TPGT070102-JS |02 | @
E3 A TPGT070104-JS 04| o
@ E
o0
— C
56
[T
5 |JS TPGT070101F-JS 01 |@®
jo))
€49 TPGT070102F-JS |02 |®
S£0
s=gl TPGT070104F-JS | 0.4 |@
_é

® : Line up
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® : Continuous cutting

_ € : Light interrupted cutting
T u r n I—I n e | n S e rt % : Heavy interrupted cutting
Positive type Bl steel ececcx ¢ | ek % eoc ¢ oc oc
. o M Stainless ®C| @ €C | C X eCcC C o C
Rhombic, 35 Cast iron ocec ec ¢ ec ¢ oc oc
(@) with hole Non-ferrous
Positive 5° Superalloys ec o o ¢
H Hard materials
- Coated Coated cermet Cermet
§ Chipbreak 28 =
o ipbreaker Designation =5 0 v Q
-4 ’ g8ler9388%8,28883 |8 2
2 NS S5bbIIbbITIE |P 7
FFFFFS<I<FEFIS LTSI |G 4
PSF VBMT110302-PSF 0.2 () () ()
VBMT110304-PSF 04|©@ @ @ () o ()
o VBMT160402-PSF 0.2 [ () ()
VBMT160404-PSF 04|©@ @ @ [ () ()
(®)]
£
ﬁ PF VBMT110302-PF 0.2 () o
i VBMT110304-PF | 0.4 ° °
VBMT110308-PF 0.8 () ()
VBMT160404-PF 0.4 () ()
VBMT160408-PF 0.8 [ () ()
- PSS VBMT110304-PSS 04| ® @@ 0 O () () ()
5 VBMT110308-PSS |08 |®@ e @ @ @ @ @ ° ° °
% 2 VBMT160404-PSS |04 (@ © @ @ ©@ © © ™ ° °
£3 e VBMT160408-PSS |08 (@ © @ @ ® © ® ° ° °
:L% VBMT160412-PSS |12 |® @ ® °
PS VBMT110302-PS 02| ® ®©® ®@ @ 0 O e 00 o ()
VBMT110304-PS 04| ©® ® ®@ @ 0O e 0o () ()
o VBMT110308-PS (XN BN I BN BN BN BN ) e 0 00 () ()
£ . VBMT160402-PS 02| @@ ®@ 0 0@ @ e 00 ) ()
5 | S
o VBMT160404-PS 04| @@ @0 0 @ o0 00 ° °
é VBMT160408-PS 08| e e 00 0 @ o000 ° °
£
2 cm VBMT110304-CM 0.4 ()
(o))
£ VBMT110308-CM | 0.8 °
2 VBMT160404-CM | 0.4 o0
L
@@ vBMTi60408-CM | 08 0
VBMT160412-CM 1.2 [ I )

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

T u r n I_ i n e - | n S e r't € : Light in'terrupted cutting
- % : Heavy interrupted cutting
Positive type -Steel C ececeocC oC oC [ J
M Stainless € ececeocC [ ]
Rhombic, 35° Cast iron c oc oc °
With hole Non-ferrous [
Positive 5° Superalloys ° ec
H Hard materials
c Coated Coated cermet Cermet Uncoated
=1 . 59 o
% Chipbreaker Designation §§ g é, § o § § o
< 65 8 2 F
55 |JS VBGT110300FN-JS [003| e @
£e VBGT110301FN-JS |01 | @ ®
:@ ‘ VBGT110302FN-JS | 02| e @
i35 VBGT110304FN-JS | 0.4 o0
2,198 VBGT110301N-JS | 0.1 (@
= VBGT110302N-JS |02 |@
g3 VBGT110304N-JS | 0.4 |®
E [e]
2 |J10 VBGT110300FR-J10 [0.03| ® @ °
8 VBGT110300FL-J10 [003| ® @ o
g VBGT110301FR-J10 | 0.1| ® @ ° °
8 VBGT110301FL-J10 (01| ® e o o
§§ <y, VBCT110302FR-J10[02| o @ ° °
25 VBGT110302FL-J10 (02| e @ ° °
g VBGT110304FR-J10 | 04| © @ ° °
3 VBGT110304FL-J10 (04| e @ ° °
i
g_|J10 VBGT110302R-J10 | 0.2 °
g% VBGT110302L-J10 | 0.2 °
T3 - VBGT110304R-J10 | 0.4 °
§§ VBGT110304L-J10 | 0.4 °

® : Line up
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® : Continuous cutting

g Turnline - Insert = Homvy interupted cuting
Positive type -Steel @cCoecCCH € | C 3 0C € oC oC
M Stainless ®C| e C cC| eccCc o C
Rhombic, 35° Cast iron ocec ocC ¢ eoc ¢ oc oc
With hole Non-ferrous
Positive 7° Superalloys ec/® o € C
H Hard materials
- Coated Coated cermet Cermet
% Chipbreaker Designation EESE o v 10 S L2 2 3
s 38|ge888,2838888¢8 |2 o
g I EEEEEERE i
PSF VCMT080202-PSF 0.2 [ o (]
VCMT080204-PSF 04| ®@ @ © () [ [
VCMT110302-PSF 0.2 ()
VCMT110304-PSF 04| @ @ ® ()
> ‘ VCMT160404-PSF |04 (@ ® @ eeo0e0 |0 °
£ VCMT160408-PSF | 08 (@ ® ® o000 |o °
=
“ IPF VCMT080202-PF | 0.2 ° °
VCMT080204-PF 0.4 [ °
‘ VCMT160404-PF 0.4 [ ()
VCMT160408-PF 0.8 [ ()
+ |PSS VCMT110304-PSS 04| © @ ®@ @ O o o () [ )
= VCMT110308-PSS |08 |® ® ® @ @ oo o ° °
éé ° VCMT160404-PSS |04 |0 @ @ @ ® oo o000 |o °
§° VCMT160408-PSS |08 (@ @ ©@ @ @ oo o000 |0 °
[T
PS VCMT110302-PS 02| @ @ @ @ O [ N ) ( 2 I ) o [
VCMT110304-PS 04| © @ ®@ @ O [ ) e 00 [ (]
g VCMT110308-PS |03 (@ @ ® @ ® oo oo ° °
3 | @™ 5y VCMT160404-PS (04 (@ @ @ @ @ eo0co0ococe |o °
_g VCMT160408-PS os|e @@ @ @ ee0eo0e0000 |0 °
£
g CcM VCMT080204-CM 0.4 °
£ VCMT160404-CM 0.4 o0
e e VOMTeomeoM e oo
VCMT160412-CM 1.2 (]

® : Line up
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ACCELERATED MACHINING

® : Continuous cutting

- T u r n I_ i n e - | n S e rt € : Light interrupted cutting

% : Heavy interrupted cutting

Positive type Bl steel e ococ oc o c
M  Stainless @ ececC e C
Trigon, 80° Cast iron [ ] oC (]
with hole Non-ferrous [ J
Positive 5° Superalloys [ ec
H Hard materials
- Coated Cermet Uncoated
g 52
O |Chipbreaker Designation Esle wlo =
2 SEER_R 3 e 8
= S5 % 2 E3
wos WBGT030100R-W08 |0.03 °
WBGT030100L-W08 |0.03 ° ° ° 0
WBGT030101R-W08 | 0.1 °
o) WBGT030101L-W08 | 0.1 ° °
5 WBGTO030102R-W08 | 0.2 °
i WBGT030102L-W08 | 0.2 (@ @ ° )
WBGT030104R-W08 | 0.4 °
WBGTO030104L-W08 | 0.4 (@ @ ° ° 0
wos WBGTO030100FL-W08 [0.03| @
WBGTO030100FR-W08 [0.03| @
WBGTO030101FL-W08 [ 0.1 | @
_ WBGTO030101FR-W08 | 0.1 | @
§> 6 WBGTO030102FL-W08 | 0.2 | @
o WBGTO030102FR-W08 | 0.2 | @
8 WBGT030104FL-W08 | 0.4 | ®
< WBGT030104FR-WO08 | 0.4 | @
._%
z (w11 WBGT060102L-W11 | 0.2 |® °
- o WBGTO060104L-W11 | 0.4 °
. WBGT080202L-W11 | 0.2 °
u WBGT080204L-W11 | 0.4 °
Js WBGT030101R-JS | 0.1 °
2. WBGT030101L-JS | 0.1 °
5< WBGT030102R-JS | 0.2 °
= WBGT030102L-JS | 0.2 °
25 6 WBGT030104R-JS | 0.4 o
S 5 WBGT030104L-JS | 0.4 °
_3g|Js WBGT030101FL-JS [0.1| @
o8 WBGT030101FR-JS | 0.1 °
€ § WBGTO030102FL-JS | 02| @
o ‘ WBGTO030102FR-JS |02 | ®
§2 WBGT030104FL-JS |04 | @
¥ % WBGTO030104FR-JS | 04 | @
“5

® : Line up
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STANDARD CUTTING CONDITIONS

STREAMIETBAR

ISO Operation Work condition
Precision Continuous
finishing Light interrupted

Continuous
Finishing Light interrupted

Heavy interrupted
Continuous

Finishing to light

cutting Light interrupted

Heavy interrupted

Continuous to
Heavy interrupted

Finishing to
Medium cutting

Continuous to

Al @il Heavy interrupted

Chip-
breaker
01
01
PSS
BSS]
PSS
PS
PS
RS
PS
PS
PM
PM

Grade

NS9530
NS9530
NS9530
NS9530
NS9530
NS9530
NS9530
NS9530
T9215
T9125
T9215
T9125

Depth of cut
ap (mm)
0.05-0.5
0.05-0.5
0.1-0.5
0.1-0.5
0.1-05
0.3-2.0
0.3-2.0
0.3-2.0
05-25
05-25

1.0-3.0
1.0-3.0

Feed
f (mm/rev)
0.03 - 0.15
0.03-0.15
0.05-0.3
0.05-0.3
0.05-0.3
0.08-0.3
0.08 - 0.3
0.08 - 0.3
0.08 - 0.3
0.08-0.3
0.15-0.3
0.15-0.3

Cutting speed: Vc (m/min)

Low carbon
Augf' Stoels
150 - 250
150 - 250
150 - 250
150 - 250
150 - 250
150 - 250
150 - 250
150 - 250
120 - 300
120 - 250
120 - 300
120 - 250

Medium carbon
AII(S))? steels
80 - 220
80 - 220
80 - 220
80 - 220
80 - 220
80 - 220
80 - 220
80 - 220
100 - 300
80 -180
100 - 300
80 - 180

High carbon
Alﬁ))?%tse'els
80 - 180
80 - 180
80 - 180
80 - 180
80 - 180
80 - 180
80 - 180
80 - 180
80 - 250
80-120
80 - 250
80 -120

Low carbon steels, Alloy steels: S10C, SCM415, SS400, SCr420H, etc. C10, 18CrMo4, E275A, 20Cr4, etc. Medium carbon steels, Alloy steels: S45C, SCM440, etc.
C45, 42CrMo4, etc. Hi carbon steels, Alloy steels: SNCM439, etc. 41CrNiMo2, etc.

. - Chip- Depth of cut Feed Cutting speed
1SO Operation Work condition breaker Grade ap (mm) f (mm/rev) Ve (m/min)
Precision finishing Continuous Whh GH330 0.05-2.0 0.03-0.2 100 - 150
Continuous PSF AH725 0.1-0.5 0.05-0.3 50 - 150
Finishing Light interrupted PSF AH725 0.1-0.5 0.05-0.3 50 - 150
Heavy interrupted PSF AH725 01-0.5 0.05-0.3 50-120
Continuous PSS AH630 0.3-2.0 0.08-0.3 90 - 190
Finishing to PR
. . Light interrupted PSS AH630 0.3-2.0 0.08 -0.3 90 - 190
light cutting
M Heavy interrupted PSS AH630 0.3-2.0 0.08-0.3 90 - 190
Continuous PS T6130 0.5-25 0.08-0.3 100 - 200
Finishing to Light interrupted PS AH630 05-25 0.08-0.3 90 - 190
medium cutting ’ ’ : ’
Heavy interrupted PS AHB30 05-25 0.08-0.3 90 - 190
Continuous PM T6130 1.0 - 8.0* 0.15-0.3 100 - 200
Medium cutting Light interrupted PM AHB30 1.0 - 8.0* 0.15-0.3 90 - 190
Heavy interrupted PM AH630 1.0 - 3.0* 0.15-0.3 90 - 190

* For CCMT0602 and DCMT0702 type inserts, ap = 0.5 - 2.5
Stainless steels: SUS304, SUS316, etc. X5CrNi18-9, X5CrNiMo17-12-3, etc.

. - Chip-
ISO Operation Work condition breaker Grade
Continuous CM T515
Finishing
. Heavy interrupted CM T515
’\gﬁg:ﬂg‘ Light interrupted cM T515
Grey cast irons: FC250, etc. 250, etc.
Ductile cast irons: FCD450, etc. 450-10S, etc.
ISO Operation Work condition Chip- Grade
breaker
Continuous PSS AH8015
Finishing
Light interrupted PSS AH8015
Finishing to Continuous PS AH8015
medium
cutting Light interrupted PS AHB8015

Ni-base alloys: INCONEL718 etc.
Titanium alloys: Ti - 6AI - 4V etc.

Depth of cut
ap (mm)

0.05-2.0
0.05-2.0

0.05-2.0

Depth of cut
ap (mm)

0.3-2.0
0.3-20
05-25

05-25

Feed
f (mm/rev)

0.05 - 0.3
0.05-0.3

0.05-0.3

Feed
f (mm/rev)

0.02 - 0.3
0.02 - 0.3
0.02 - 0.3

0.02 - 0.3

Cutting speed: Vc (m/min)

Grey cast irons

150 - 700

100 - 200

100 - 300

Ductile cast irons

150 - 300

100 - 200

100 - 250

Cutting speed: Vc (m/min)

Titanium al

20 - 150

20 - 150

20 - 150

20 - 150

loys

Ni-base alloys

20 - 100

20 - 100

20 - 100

20 - 100
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ACCELERATED MACHINING

BLM sleeves
Standard Sleeves for SUB-Mini series with round shank

H S2 S3
) Syl T .
T AT | %)
ﬁ\) 1 8L & - 2
N 2% 8
= Al B C
8 <42 LF
Designation = DCONMS DCONWS BD LF H S1 S2 S3
BLM159-04 15.875 4 15 100 15 5 15 15
BLM159-05 15.875 5 15 100 15 5 15 15
BLM159-06 15.875 6 15 100 15 5 20 20
BLM159-07 15.875 7 15 100 15 5 20 20
BLM16-04 16 4 15 100 15 5 15 15
BLM16-05 16 5 15 100 15 5 15 15
BLM16-06 16 6 15 100 15 5 20 20
BLM16-07 16 7 15 100 15 5 20 20
BLM19-04 19.05 4 18 100 18 5 15 15
BLM19-05 19.05 5 18 100 18 5 15 15
BLM19-06 19.05 6 18 100 18 5 20 20
BLM19-07 19.05 7 18 100 18 5 20 20
BLM20-04 20 4 13 100 19 5 15 15
BLM20-05 20 5 14 100 19 5 15 15
BLM20-06 20 6 15 100 19 5 20 20
BLM20-07 20 7 16 100 19 5 20 20
BLM22-04 22 4 13 125 21 5 15 15
BLM22-05 22 5 14 125 21 5 15 15
BLM22-06 22 6 15 125 21 5 20 20
BLM22-07 22 7 16 125 21 5 20 20
BLM25-04 25 4 13 125 24 5 15 15
BLM25-05 25 5 14 125 24 5 15 15
BLM25-06 25 6 15 125 24 5 20 20
BLM25-07 25 7 16 125 24 5 20 20
BLM254-04 25.4 4 13 125 24 5 15 15
BLM254-05 25.4 5 14 125 24 5 15 15
BLM254-06 25.4 6 15 125 24 5 20 20
BLM254-07 25.4 7 16 125 24 5 20 20
SPARE PARTS & & ( @
Designation Clamping screw A Clamping screw B, C Wrench (Optional p:?ts:c?npner screw)
BLM159, 16... SSHM4-4 SSHM4-4 P-2 CA-16(M6)
BLM19-04 SSHM4-4 SSHM4-6 P-2 CA-16(M6)
BLM19-05, 06, 07 SSHM4-4 SSHM4-4 P-2 CA-16(M6)
BLM20-04, 05 SSHM4-4 SSHM4-6 (22 CA-16(M6)
BLM20-06, 07 SSHM4-4 SSHM4-4 P-2 CA-16(M6)
BLM22-... SSHM4-4 SSHM4-6 P-2 CA-16(M6)
BLM25-04, 05 SSHM4-4 SSHM4-8 P-2 CA-16(M6)
BLM25-06 SSHM4-4 SSHM4-8 22 CA-16(M6)
BLM25-07 SSHM4-4 SSHM4-6 BP-2 CA-16(M6)
BLM254-04, 05, 06 SSHM4-4 SSHM4-8 P-2 CA-16(M6)
BLM254-07 SSHM4-4 SSHM4-6 P-2 CA-16(M6)
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BLS sleeves

Sleeves for boring bars with square shank (regular length)

214 (10)
[a
| lpcon 25
v
o
(6)]

REEY

Designation DCONWS LF H
BLS16-08 8 125 28
BLS16-10 10 125 28
BLS16-12 12 125 28
SPARE PARTS (

BLS16-... P-3

BLS-C sleeves

Sleeves for boring bars with square shank (short type)

Designation DCONWS LF H
BLS16-08C 8 100 28
BLS16-10C 10 100 28
BLS16-12C 12 100 28
SPARE PARTS (

BLS16-**C P-3
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BLM sleeves

Sleeves for boring bars with round shank

DCONWS 3-M5X0.8

om _
H

Designation DCONWS DCONMS LF H B
BLM19-08 8 19.05 100 18 18
BLM20-08 8 20 100 19 18
BLM22-08 8 22 125 21 21
BLM254-08 8 25.4 125 24 24
BLM25-08C 8 25 55 24 23
BLM25-10C 10 25 55 24 23
BLM25-12C 12 25 655) 24 23

SPARE PARTS (

BLM... P-2.5

BLC sleeves

Standard Sleeves for boring bars with round shank

2 Flat
g . |
/'-\ 8‘7 % 7 g
F T 6 b4 _
- : :
o o)

Designation DCONWS LB LF DCONMS
BLC40-8 8 73 13 40
BLC40-10 10 73 13 40
BLC40-12 12 73 13 40
BLC40-16 16 73 13 40
BLC32-8C 8 45 20 32
BLC32-10C 10 45 20 32
BLC32-12C 12 45 20 32
BLC40-8C 8 55 13 40
BLC40-10C 10 55 13 40
BLC40-12C 12 55 13 40
BLC40-16C 16 55] 13 40
SPARE PARTS (

BLC40-8 P-3
BLC40-1... P-4
BLC32-8C P-3
BLC32-1*C P-4
BLC40-8C P-3
BLC40-1*C P-4
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PRACTICAL EXAMPLES

Workpiece type Machine parts Automotive parts
Toolholder A16Q-STUPR1103-D180 A12M-SDUCRO07-D160
Insert TPMT110308-PS DCMT070204-PS
Grade T6130 GT9530
SUS304 (X5CrNi18-9) S45C (C45)

F\AAA\AAEQJEHlAA\AA" lIIIIIl (—;4OanL_a

Workpiece material

o< |Cutting speed: Vc (m/min) 300 170
£.2|Feed : f (mm/rev) 0.25 015
gg Depth of cut : ap (mm) 1.5 0.25
8 [Coolant Water soluble (External supply) Water soluble (Internal supply)

150 300

Tool life
41.5 times!

-
o
o

200 [------- g - coeceo-

o
o

100 [ .

Number of work-
pieces machined:
Number of work-

pieces machined:

Results ° Competitor STREAMJIETSAR 0 Competitor STREAMJIETSAR
When competitor’s tools are used, inserts often Compared with the previously used competitor’s
fractured due to chip re-cutting and tool life is tool, the tool life was increased by 50 % and the
unstable. With excellent chip control, the Stream | surface finish was also improved. Even when
Jet Bar excels in chip control and eliminates machining the small diameter (217) portion, chip
unexpected insert breakage caused by chip re- control was improved.

cutting and delivers consistent tool life. The
tool also disposes of chip tangling and gives
outstanding chip evacuation when taper boring.
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Workpiece type Machine parts Automotive parts
Toolholder E20S-SDUCR11-D270 A12M-SDUPL07-D180-P
Insert DCMT11T304-PS DPMT070204-PS
Grade T9215 T9215
S35C (C35) S45C (C45)

85 mm

Workpiece material

mg Cutting speed: V¢ (m/min) 70 - 160 130
£.2|Feed : f (mm/rev) 0.12-0.2 0.1
‘:':"'g Depth of cut : ap (mm) 1.0 15
© 8 [Coolant Water soluble (Internal supply) Water soluble (External supply)

100

Chattering was a common issue with
Tool life the competitor's tool. JetStreamBar and

1.6 times!

DPMT insert significantly reduced chatter,

o improving surface finish quality.

Number of work-
pieces machined:

0
Results Competitor STREAMJIETSAR

Compared with a competitor chipbreaker tool
for medium cutting, the PS-type chipbreaker
improved chip control. Under stable machining,
the Stream Jet Bar improved chip evacuation
and eliminated insert fracturing caused by chip
re-cutting. The result is improved tool life and
surface finish.
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