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B Groovel ine

TUNGCUT

Multi-functional tool reduces tool cost
and shortens set-up time.
Various insert grades are applicable for a wide range

of applications.
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TUNGCUT

High-pressure coolant
system improves
chip flow and tool life

New modular holder system adds
versatility to existing monoblock holder
and TungCap (PSC) lines.

& f*@@ B
Multi-functional grooving system y il

Suitable for diverse grooving operations

B External grooving, turning, and parting

@CTE R/L-CHP (r.25) &c AER/L-CHP r.40)
CTER/L r-2¢)
- Screw clamp @ CAER/L (r.44)
« W (for external coolant) =2 mm - 8 mm @
« W (for high pressure coolant) =2 mm -8 mm + Blade type
+ar =8 mm - 36 mm - Screw clamp
* Shank size: 16mm - 32 mm 1 « W (for external coolant) = 3 mm - 6 mm
JCTER/L (r3s) « W (for high pressure coolant) = 3 mm - 6 mm l
<« >
- Screw clamp - -ar=16 mm - 20 mm |
*W=14mm-3mm + Shank size: 20mm - 32 mm l - > _I/Z
«ar=10 mm - 16 mm -

» Shank size: 10mm - 20 mm
« For small auto lathe

CGER/L (r.37) CGP .38

+ Self clamp « Self clamp

*W=14mm-3mm W=14mm-8mm

car=10 mm - 16 mm + Max parting dia: l
- Shank size: 2120 mm

10 mm - 20 mm - Shank size: l
» For small auto lathe 20 mm - 25 mm

B External and internal undercutting

CGEUR/L (r.29) CGIUR/L 32

+Screw clamp
*W=3mm-6mm
car=2.8mm

- Shank size:

220 mm - 225 mm

+Screw clamp
*W=3mm-6mm
car=2.8mm - 3.4 mm
»Shank size:

16 mm - 25 mm
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I External and face grooving, and turning

CTEFR/L (r-28)

+ Screw clamp

*W=2mm-6 mm @
car=4.8 mm
- Shank size:
}
[ >

20 mm - 25 mm
+ Minimum face grooving diameter:
@Dmin 19 - -r—

al

Bl Face grooving and turning

CTFR/L (r33) CAFR/L (r.a5)

+ Blade type
+ Screw clamp
*W=3mm-6mm T -7
car=12 mm - 25 mm 4
+ Shank size: ,l:l‘_ (@)

20 mm - 32 mm

+ Minimum face grooving

diameter: gDmin 240 -

+ Screw clamp

*W=3mm-6mm

car=10 mm - 25 mm

+ Shank size: 25 mm

+ Minimum face grooving
diameter: gDmin @24 -

CTFVR/L (r349)

« Screw clamp
*W=3mm-6mm T
car=10 mm - 20 mm
+Shank size: 25 mm Al— h_i‘
+ Minimum face grooving M

diameter: gDmin @24 -

Dmin

Bl Face grooving, internal face grooving and turning

CTIFR/L (r.31)

- Screw clamp
*W=3mm-6mm ]
car=55mm [

TleDmin
BN
B‘
~
<> |
0 |
@
oDm

- Shank size:
225 mm - 632 mm 4 <
+ Minimum face grooving diameter: gDmin @19 - \ 4 T

* Minimum bore diameter: 6Dm 226.3 -

Bl [nternal grooving and turning

CTIR/L r.30)

- Screw clamp
W=2mm-8mm =
car=4mm - 10 mm T }%
- Shank size: @16 mm - @40 mm |

* Minimum bore diameter: | _
oDm @25 - =
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I TUNGCUT
\New

TungTurndJet's effects
Bl Drastically improved tool life with high pressure coolant

Material 1 S45C

. i Toolhold : CHSL2525-CHP + CAEL-3T20-CHP
Steel : External grooving Toohakder : CHSL2526-GHP +_
(S45C / C45 5 245H B) Cutting speed : Vc = 180 m/min
Feed :f=0.12 mm/rev

Groove width : W =3 mm

0.16
T 014
E External coolant e External coolant 1.5MPa Normal pressure 1.5MPa
g 012 1.5MPa TUNG TJET 46min 46min
.. Internal coolant [
< 0.10 Normal pressure
°
= 0.08
g
2 0.06
g 0.04 Plastic deformation
8 0.0 TUNG‘I'JE‘I' Corner wear
: Internal coolant 7MPa
0 . Internal coolant 7MPa

10 20 30 40 50 46min
Cutting time(min.)

Il Excellent chip control with high pressure coolant

. Material 1 S45C
Steel : External Grooving Holder : CHSL2525-CHP + CAEL-3T20-CHP
Insert : DGS3-020 AH7025
(S45C / C45 y 245H B) nee DTX3-030 AH7025
Cutting speed: Vc = 180 m/min
Feed rate 1 f=0.05 mm/rev
DGS Groove width : W =3 mm
TUNGTIET 7MPa  |Normal pressure coolant 1.5MPa
TV, Y~
C N G "fb @/‘
2 ©) @) > ) ©99®
v Y T\q - h.-fk\f\‘f\\{\\f\
cs e e —
- - :

DTX
TUNGﬂE‘I’ 7 MPa Normal pressure coolant 1.5MPa

l -‘ _'i‘x - ' 1-"1.‘
5~ —a |

J= @.‘j"_‘-"

\ o © _ (@) ,:.\(@} 3

VY a . .' " A r@ \)/
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ACCELERATED MACHINING

Il Excellent chip control with high pressure coolant

Material :Inconel718
Inconel 718 Holder : CBCHSL45050 + CAEL-3T20-CHP
Insert : DGS3-020 AH7025
DGG300-020 KS05F
DGS Cutting speed : Vc = 40 m/min

Feed rate 1 f=0.05 mm/rev
Groove width : W =3 mm

T UNGﬂE‘l’ 7 MPa Normal pressure coolant 1.5MPa

2%0 s, /

T UNGﬂE‘I’ 7 MPa |Normal pressure coolant 1.5MPa
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TUNGCUT

3 GROOVING, PARTING, AND TURNING

(NewXr}; Y DTX

First choice - Good cutting
chipbreaker for performance in

DTE

Good chip evacuation
in turning at high

feed due to the wide general purpose. grooving.
distance between the Optimized chipbreaker - Excellent chip formation
cutting edge and the width facilitates in turning at low feed as
chip former. smooth chipbreaking the distance between
and flow. the cutting edge and
the chip former is small.
Carbon steel Stainless steel
(S45C / C45) (SUS304 / X5CrNi18-9)
DTE4-040 DTE4-040
.'-) ’)
£ 3 £ 3 .
£ £ € ’
Q Q
B s
32 32
£ 2 o O
- g v o
a1 a 1
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) @ Feed: f (mm/rev)
DTM4-040 DTM4-040
- 3 —
€ 3
E £
8 8
3 2 52
S 5
S <
Q_ -
8 1 g
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) Feed: f (mm/rev)
DTX4-040 DTX4-040
= 3 € 3
£ E
8 g
5 ©
£ £
a o
a8 1 3 1
0.1 0.2 0.3 0.1 0.2 0.3

Feed: f (mm/rev) Feed: f (mm/rev)
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ACCELERATED MACHINING

Unique chipbreaker provides excellent chip formation under various conditions.

1 GROOVING AND PARTING

Carbon steel
(S45C / C45)

DGM4-030

DTE4-040

wi

kS

Low

DTE400-040

Low Feed

|

DGS4-030

NC)

© ©

e ©

Low Feed
DTX4-040

Q e @\9

\9 (@ @9

®/®/ \69®

Low Feed
@& DTM4-040

& o

e ®

Y o

Low Feed

GROOVING AND PARTING

V) ¥E v

Stainless steel

(SUS304 / X5CrNi18-9)

DGM4-030 DGS4-030
o © S 0 ® e 0 -
6 O o 0 o N> e 9
Lo ) o0° e © 6 © o 0
Low Feed High> Low Feed High
DTE4-040 DTX
2 @ e 9 @ SIN@ 0 @ © o
? e 6 & e 9 o0 o o 20
© ® G 7 @ 00O @@ 9 9
Low Feed High» Low Feed High»
DTE400-040 @ DTM4-040
i ® 0 e @ e @
. e LY ) @ ® ® ®
v @ o ° ® @ @ o ®
Low Feed High»> Low Feed High»-
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I TUNGCUT

I CUTTING PERFORMANCE

First choice grade for grooving application

New AH7025 grade - Drastically improved reliability with world’s first technology
J| Tool life comparison in grooving

AH7025 Conventional grade
Alloy steel
il  (SCM440 / 42CrMo4)

Insert : DTE3-040 AH7025
Cutting speed : Vc = 150 m/min
Feed :f=0.17 mm/rev
Groove depth : 17 mm

New AH7025 grade allows stable machining without peeling off, even ~ Machining : External grooving
in twice longer cutting time than conventional grade. Coolant - Wet

No. of grooving: 60 pcs No. of grooving: 30 pcs

— The combination of Nano-multi-layered AITiN Coating with
high Al content and tough substrate provides highly efficient
machining in various grooving operations.

I GRADES

(New,
Canrozs ) TUME anzs U oizs N
s s

- First recommended grade for - Recommended for general - Suitable for steel machining at
general purpose purpose machining high speed
- New PVD coating with high - Newly developed coating with - New CVD coating and substrate
Al content provides excellent well controlled crystal structure deliver an outstanding balance of
adhesion strength and fracture resistance wear and chipping resistance
- Improved wear and chipping - Improved adhesion strength
resistance
| Ns9o530 | BN cHizo i LU AHoos B
- Advanced cermet for finish - Recommended for interrupted - Remarkable for machining of heat
cutting of steel machining resistant alloy
- Innovative grade with incredible - TICNO PVD coating layer with - Exclusive coating layer improves
fracture and high wear resistance high wear resistance adhesion strength and wear
- High hardness and wear resistance
resistance
TH10o N | el H B NS
- Recommended for - Suitable for hardened - Recommended for
non-ferrous materials steel machining non-ferrous materials and
- Ideal balance of wear and titanium

chipping resistance due to the
optimum CBN content and grain
size

10 Tung-Cut



ACCELERATED MACHINING

Il High clamping rigidity

For stable tool life and accuracy

J Clamping system

. &

points!

@ Stable and safe contact

High repeatability
and durability due
to long pocket!

l Limited cutting edge displacement

- Direction of
— <+ Competitor ? load
£ 0.03/|eConventional
£ + TUNGCUT /
T
O 002
€ /
)
%)
©
o o.01
2
° //
0 56 10|00 1500
Load (N)

NOTICE IN “TURNING”

When turning, the insert is pushed by the

directional cutting force feed. As a result of this
condition the diameter of the workpiece may
change. (see Fig. 1) In such cases, trial cutting is

Fig. 1
<@ Feed direction
iﬁ“ """"""

A!
A

essential to measure the actual diameter. For your

reference, sample of compensated values are

shown in Fig. 2.

Fig. 2 Value of compensation

Insert : DTE300-040
Toolholder : CTER2525-3T09
€0'24 ap=2.0
5 £0.20
*5‘;0 16 ap=3.0
£8°
5 B 012 e NP
£g008 P=
=] -
(6]

0 0.1 02 03 04 05 0.6

Feed : f (mm/rev)

Outer diameter

Insert : DTE400-040
Toolholder :CTER2525-4T10
€0.24 ap = 3.0 20
ap £ 2.
£0.20 / 4P
N R S S
s 0.16 apd1.0
© 012w e
GCJ 0.08
o ap =[0.5
€0.04 'f.l. —
(6]

0

0.1 02 03 04 05 06
Feed : f (mm/rev)

www.tungaloy.com
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I TUNGCUT

] GRADES

Substrate Coating layer .
Grade 'gpecific Hard- Main  Thickness eatures
gravity | ness | Composition | (um)
AH7Q 144 913 (ALT)N 35 First recommended grade with excellent wear resistance and
’ HRA ’ ’ toughness, that is suitable for machining of a wide range of materials.
: 14.4 9H1R'£ (Ti,AN 2 PVD coated "Flash-coating" fine grain cemented carbide
0 13.7 3%2 TiICN + Al20s| 16 | This versatile grade dramatically improves chipping resistance
5530 Y- IR ) _ Versatile cermet grade with incredible fracture and wear
’ HRA resistance
89.5 , Superior resistance to chipping and fracture
AT ra TICNO 8 Excels in interrupted cutting
AHO( 15.0 QH?;"'S (AL TN 1.5 | Excels in both cutting edge sharpness and wear resistance
0 14.7 zﬁg - - Carbide grade with excellent wear resistance and toughness
0 150 930 _ ~ Carbide grade with excellent wear, fracture, and chip-welding
: HRA resistances
B Y36 _ 332280' _ _ CBN grade with exceptional balance of wear and chipping
Hv resistance

I NSERT APPLICATION

Application
Grooving . Turning
External Internal Face Parting External Internal Face
Insert l. —
[ ] ] (— -7 - ]
e R = ey Cf—
—.! - // | L - //
DGM / SGM o [ o
DGS / SGS ® ® ®
DTE o [ [ o
New DTM ® [ ® ® ®
DGG [ [
DGE ®
DTX o [ ) o o (] [ ] [ )
DTI () ®
DGIM / DGIS ()
DTF [ o
DTR ® [ ® ®
[ ) [ )
DTIU Undercutting Undercutting
[ ®
DTA Al wheel Al wheel
machining machining
SGN ®
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ACCELERATED MACHINING

g FEATURES OF INSERTS

External grooving and parting

)]V BN PR -g)| 1st choice for external grooving g standard feed (4] .! ' H
e R e R ] and parting off 05 Dl // /

@ Smooth chip evacuation 04 . I I
4 5 6 8

@ Well-designed edge with 03 :

high strength o 02| I A

@ Handed insert available 01 | -
053

Groove width: W (mm)

N e iaey] Lower cutting force and M Standard feed N
SGS type (1 corner) superior sharpness 05 Qs j//

Feed: f (mm/rev)

@ Unique-designed edge 04
and chipbreaker

0.3

@ Handed insert available 0.2

“oantll
92472 3 4 5 6

Groove width: W (mm)

Feed: f (mm/rev)

External and face grooving, and turning

B Standard feed and DoC YV ET H 0]
For general purpose
DTE type (2 corners) 5 pe J/ ) ] )

™
. . = 4
>
@ Unique chlpbreaker 3g, B Standard feed
makes chips shorter oE ) 04
e EEil T 3
@ Molded and ground &% 1 ] AN
insert available 0 ? E o2} I =5 :
0.1 02 03 0.4 05 06 «
Feed: f (mm/rev) g [REE S S S S =
Groove width: W (mm) & 03 7 5 5 8
N3 M4iW5EG N8 Groove width: W (mm)

New
DTM type(2 corners)

M St f D ¥ H
For general purpose ? andard feed ahd oC @
! u !
@ First choice chipbreakerfor 4 : Z J
grooving and groove-tuming  SF 4 3 H Standard feed
@ General purpose chipbreaker géz ! 04
for light to medium cutting of & ST ¢ | _ =m B
. K a 1 = 03
grooving and groove-turning ! g
@ Smooth chipbreaking in 7oz 03040506 2 WU B B
machining steel, alloy steel, Feed: f (mm/rev) 5 o041 |-I-0F -
stainless steel, and heat- Groove width: W (mm) ﬁ’g 0
; : 4 5 6 8
resistant superalloys E4m5m6 M8 Groove width: W (mm)
External and face grooving
For non-ferrous ¥ ]
PIClCRHIPALIOE O] materials and titanium M Standard feed - .4 )
@ Chipbreaker with low 3 04
cutting force E 03
=02
@ Sharp cutting edge that Z oa 18808
prevents vibration and § 0
; ) 2 3 4 5 6
delivers fine surface Groove width: W (mm)
finish

www.tungaloy.com 13




TUNGCUT

External, internal and face grooving, and turning

ey I.
P O] Multi-functional type ™ S:andarq feed and DoC e

@ Well balanced

r==)) 7))

3.3 M Standard feed
S
sharpness and strength SE 2 5 04
. . . FoEey S
@ Multi functional insert 8 1 < IR N 1
a P S
0 01 02 03 04 = I
Feed: f (mm/rev) § S e — —
Groove width: W (mm) -0 3 4 5 6
W3 M4 W5 m6 Groove width: W (mm)

External grooving

For high accurate and M Standard feed [
p1e| RVIAPALIGETS]  shallow groove 05 ]

@ Excellent chip control

Profiling and undercutting

W Standard feed and DoC l. M
DTR type (2 corners) LRI TERAY 1 5 o ﬁ

N
~

© o o
oW

Feed: f (mm/rev)

=
-
-
—
]

o

1 1.3 1.6 1.85 215
Groove width: W (mm)

@ Excellent chip control 3¢ |
Molded P 2Tl m—
@ Molded and ground £a2
. . ©
insert available 8 1
0 010203 04050607

Ground Feed: f (mm/rev)

Groove width: W (mm)
H3 W45 W6 W8

. [ +]])
0] VRN P A of| Full radius type M Standard feed and DoC !i! ﬁ

@ Excellent chip control
@ For undercutting

Feed: f (mm/rev)
o o o o
SO0 W b

5% 5 e
Groove width: W (mm)

' 4

Internal grooving and turning

1st choice for l Standard feed and DoC =
) BELIPALIGE SN | internal grooving 5 y ==
. . = 4 :
@ Unique chlpbreaker §’E X By Y B Standard feed
makes chips shorter o — 04
L~ >
Bo 2 [ i == g
® Molded and ground g° 4 e 03|
insert available ol i I ¢ £ ozf
0.1 02 03 04 05 06 *
Feed: f (mm/rev) g o1
Groove width: W (mm) hd 0
H3 H4m5He N8 Groove W|dth W(mm)

14 Tung-Cut




ACCELERATED MACHINING

Small diameter internal grooving

] e] |\ RV PRSI )| 2 mm insert width only (For general purpose) B Standard feed [
@ Unique chipbreaker for = 04 =

g
~
c 03

excellent chip control
£
. < 02
@ Excellent fracture resistance -
due to optimum land on the g 01
" [
cutting edge 0>
L Groove width
@ For general applications on W (mm)

steels & stainless steels

D] LRV YA o8  2 mm insert width only (Lower cutting force) Bl Standard feed 'E

@ Low cutting force due to s 0.4

a unique land geometry ‘\g‘ 0.3
@ Applicable for low =02

carbon steels & stainless § 01

steels L0

Groove width
(mm)

Face grooving and turning

1st choice for M Standard feed and DoC = =
DTF type (2 corners) R R e T1e ° & ) /] J
= 4
@ Unique chipbreaker Eg s B Standard feed
makes chips shorter ~ 2E | = 04
¥l S o nE k.
. o s 03
@ Handed insert o 1 — E ol I |
0 L “
0.1 02 03 04 05 06 y
Feed: f (mm/rev) § 01
[

Groove width: W (mm) 03—
H3 m4 Groove width: W (mm)

Aluminium wheel machining

Full radius type M Standard feed and DoC 1)
DTA type (2 corners) wp 5 ﬁ- E|
@ Excellent chip control *g,g 4 —
5E 3
@ For aluminium wheel %% ol
profiling 8% 4.
@ Ground insert 001 02 03 04 05 06
Feed: f (mm/rev)
Groove width : W (mm)
mG W3
External grooving of hardened steels
SGN-CBN type For hardened steel cutting M Standard feed ¥
(1 corner) @ Optimum cutting edge ot N
shape for grooving of § 008 p W
hardened steels £ oos| - W -
® High tolerance width for < oos/ M BB
finishing (W = +0.025 mm) § 0.02
0% 3 4
Groove width: W (mm)

www.tungaloy.com 15



I TUNGCUT

B '\NSERT

DGM

External grooving and parting off, 2 corner

Neutral

o

Insert

Designation seat W=z0.05 re
size
DGM2-020 2 2 0.2
DGM2-020-6R/L 2 2 0.2
DGM2-020-8R/L 2 2 0.2
DGM2-020-15R/L 2 2 0.2
DGM2-002-15R/L 2 2 0.02
DGM3-020 3 3 0.2
DGM3-020-6R/L. 3 3 0.2
DGM3-002-6R/L 3 3 0.02
DGMB3-020-15R/L 3 3 0.2
DGM4-030 4 4 0.3
DGM4-030-4R/L 4 4 0.3
DGM4-030-15R/L 4 4 0.3
DGM5-030 5 5 0.3
DGM5-030-4R 5 5 0.3
DGM6-030 6 6 0.3
DGM8-040 8 8 0.4
SGM

External deep grooving and parting off, 1 corner

re Neutral

Left hand re Right hand
ii_ H h
9°
7 7 L
Eﬁ ot- iRy
Coated Cermet
T9125 AH7025 AH725 AH905 GH130 NS9530

R L R L R L R L R L R L L h 0°
[ [ [ ] (] (] 20 5 0

(] e o e o 19.8 5

([ ) e o e o 19.8 5
(] e o e o 19.8 5 15
e o e o 19.35 5 15

(] [ ] (] [ ] [ ] (] 20 5

(] e o e o 19.9 5
([ [} [} [ ] 19.45 5 6
e o e o 19.9 5 15
(] [ ] [ ] [ ] [ ] (] 20 5 0
() e o e o 19.8 5 4
(] e o e o 19.8 5 15
(] (] () () () [} 25 55 0
(] [ [ ] 24.9 5.5 4
[ ) [ ] [ ] [ ] [ ] 25 5.5 0
[ [ [ J [ ] 30 6.7 0

® : New product
@ : Line up
Left hand r Right hand
re Y

SR

i L . 7 ia L -
- wiiy b

Nl S

Insert Coated
Designation seat W=z005 re AH725 GH130

size R L R L L h @
SGM2-020 2 2 0.2 ° ° 20 5
SGM2-020-6R/L 2 2 0.2 ° ° ° ° 19.8 5
SGM3-020 3 3 0.2 ° ° 20 5
SGM3-020-6R/L 3 3 0.2 ° ° ° ° 19.6 5 6
SGMB3-020-15R/L 3 3 0.2 ) ° ) ° 19.6 5 15
SGM4-030 4 4 0.3 ° ° 20 5 0
SGM4-030-4R/L 4 4 0.3 ° ° °® ® 1965 5 4
SGMS5-030 5 5 03 ° ° 25 5.5 0
SGM6-030 6 6 0.3 ° ° 25 5.5 0 ®:Lineup

16 Tung-Cut



ACCELERATED MACHINING

DGS
External grooving and parting off, 2 corner
Neutral Left hand re Right hand
A
gi- o F o [
o o
Insert @ Coated Cermet
Designation seat W=0.05 re T9125 AH7025 AH725 GH130 NS9530
size R L R L R L R L R L L h 6°
DGS1.4-016 1 1.4 0.16 () (] (] 16 4.3 0
DGS2-020 2 2 0.2 (] ° (] ° (] 20 5 0
DGS2-020-6R/L 2 2 0.2 (] (] (] ([ ] () 19.95 5 6
DGS2-002-6R/L 2 2 0.02 (] ] (] () 19.8 5 6
DGS2-020-15R/L 2 2 0.2 (] (] (] ([ ] () 19.95 5 15
DGS2-002-15R/L 2 2 0.02 ° [ ] (] (] 19.8 5 15
DGS3-020 3 3 0.2 [ ] [ J [ J [ J [ J 20 5 0
DGS3-020-6R/L 3 3 0.2 [ ) ® (] ( ° 19.9 5 6
DGS3-002-6R/L 3 3 0.02 [ J [ J [ J [ J 19.6 5 6
DGS3-020-15R/L 3 3 0.2 ([ [ J [ J ([ [ J 19.9 5 15
DGS3-002-15R/L 3 3 0.02 [ J [ J [ ] [ J 19.45 5 15
DGS4-030 4 4 0.3 (] ° (] ° (] 20 5 0
DGS4-030-4R/L 4 4 0.3 [ J [ J [ J [ ] [} 19.8 5 4
DGS5-030 5 5 0.3 (] [ ) (] ° (] 25 5.5 0
DGS6-030 6 6 0.3 ° () (] ° 25 5.5 0
@ : New product
@ : Line up
Caution
Designation oDmax (mm) Designation oDmax (mm) —_— - ‘
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34

www.tungaloy.com 17



TUNGCUT

SGS

External deep grooving and parting off, 1 corner
re Neutral Left hand Right hand

TR “EEETHT T SN e

Insert Coated
Designation seat W:0.05 re AH725 GH130
size
R L R L L h 0°
SGS2-020 2 2 0.2 ® () 20 5 0
SGS2-020-6R/L 2 2 0.2 [ [ [ ) 19.8 5 6
SGS2-020-15R/L 2 2 0.2 ® () ® ® 19.8 5 15
SGS3-020 3 3 0.2 ) ) 20 5 0
SGS3-020-6R/L 3 3 0.2 ® ® ® ® | 1964 5 6
SGS3-002-6R/L 3 3 0.02 ® ® ® ® 19.8 5 6
SGS3-020-15R/L 3 3 0.2 () e ® ® | 1964 5 15
SGS3-002-15R/L 3 3 0.02 () ® ® ) 19.8 5 15
SGS4-030 4 4 0.3 () ® 20 5 0
$GS5-030 5 5 0.3 e ® 25 5.5 0
SGS6-030 6 6 0.3 () ® 25 515 0
@ : Line up
DGE
External grooving (for high-precision machining)
Neutral
I’g G
L |-
;EH
)
i L
Insert
Designation seat Coated Cermet
size W=0.02 re
AH725 GH130 NS9530 G L h
DGE100-000 2 1 0 ® () ® 25 20 5
DGE130-000 2 1.3 0 ® ) ) 25 20 5
DGE160-010 2 1.6 0.1 ® () ® 25 20 5
DGE185-010 2 1.85 0.1 ) ) ® 35 20 5
DGE215-015 2 2.15 0.15 e () ® 35 20 5
@ : Line up
Caution
oDmax is limited as shown in the picture to the right according to gDmax
the groove depth, G.D. Please refer to the following table. \.r_GD.
Vo
G.D = Groove depth {777\77
. . Max. groove eDmax (mm) S
Designation !

9 depth("m) G.D.=1 G.D.=15 G.D.=2 G.D.=25 G.D.=3 r
DGE100-000 /
DGE130-000 2 - - Relevant area
DGE160-010 oo 18.6 11.5 (Interference)
DGE185-010
DGE215-015 s 8.8 7
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ACCELERATED MACHINING

DTE

External, face grooving and turning (for high-precision machining)

Designation Igzgtﬂ W=0.02 re Coated Cermet
size T9125 AH7025 | AH725 GH130 | NS9530 L h
DTE265-015 3 2.65 0.15 o [ J [ ] ([ J [} 20 5
DTE300-020 3 3 0.2 [ J [ J [ J [} [} 20 5
DTE300-040 3 3 0.4 o [} ([ ] [ J 20 5
DTE315-015 3 3.15 0.15 [ ] [ ] [ ] [ ] 20 5
DTE400-040 4 4 0.4 o [} ([ ] [} 20 5
DTE400-080 4 4 0.8 [ ] [ ] [ ] [ ] [ ] 20 5
DTE415-015 4 4.15 0.15 [ J [} ([ [} 20 5
DTE478-055 5 4.78 0.55 ° [ (] ° 25 5.5
DTE500-040 5 5 0.4 [ J [ J [ J [ J 25 5.5
DTE500-080 5 5 0.8 [ J [ J [ J [ J [ J 25 5.5
DTE515-015 5 5.15 0.15 [ J [ J ([ J 25 5.5
DTE600-080 6 6 0.8 [ J [ J [ J [ J 25 5.5
DTE600-120 6 6 1.2 [ J [ ] ([ J 25 5.5
DTE800-080 8 8 0.8 [ J [ J [ J 30 6.7
DTE800-120 8 8 1.2 [ J [ ] ([ J 30 6.7
@ : Line up

DTE
External, face grooving and turning

e

N

s —=

e L

gl
o Insert | Coated ‘ Cermet ‘
Designation seat W=0.05 re
aize To125 | AH7025 | AH725 | GH130  NS9530 =L L
DTE3-040 3 3 0.4 o [} ([ ] [ J [} 20
DTE4-040 4 4 0.4 [ ] [ J [ J [ J [ J 20 5
@ : Line up
www.tungaloy.com 19



TUNGCUT
DTM @

External, internal, face grooving and turning

) L
»
- =lis
. . Insert Coated Cermet
Designation seat W=0.05 re
size AH7025 & NS9530 L h
DTM4-040 4 4 0.4 o 20
DTM4-080 4 4 0.8 o 20 5
DTM5-080 5 5} 0.8 [ ) 25 585
DTM6-080 6 6 0.8 @ 25 5.5
DTM8-080 8 8 0.8 [ ) 30 6.7
® : New product
DGG

External and face grooving (for high-precision machining)

g L

B

o Insert Coated | Uncoated

Designation seat W=0.02 re
size NS9530 KSO05F L h
DGG200-020 2 2 0.2 [ J [ J 20 5
DGG300-020 3 3 0.2 [ J [ J 20 5
DGG400-040 4 4 0.4 [ J [ J 20 5
DGG500-040 5 5 0.4 [ J [ J 25 55
DGG600-040 6 6 0.4 [ J [ J 25 5.5
® : Line up
DTX
External, internal, face grooving and turning
e
Y ——]
7 L
-
L Insert Coated Cermet
Designation seat W=0.05 re
size T9125 AH7025 AH725 GH130 NS9530 L h
DTX3-030 3 3 0.3 [ J [ J [ J [ J [ ] 20
DTX4-040 4 4 0.4 [ ] [ J [ J [ J [ J 20 5
DTX5-040 5 5 0.4 [ J [ J [ J [ ] [ ] 25 5.5
DTX6-080 6 6 0.8 [ J [ J 25 5.5
@ : Line up
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ACCELERATED MACHINING

DTF

Face grooving and turning
re

re,
S a——t-1

12° o
T L -
i \E
L1 Right hand (R) shown.

Coated Cermet
o Insert  w.o05 T9125 AH725 GH130 NS9530
Designation seat
size R L R L R L R L L h L4
DTF3-040-R/L 3 3 0.4 o [ J [} [} [} 20 5 16
DTF4-040-R/L 4 4 0.4 [ ] [ ] [ ] [ ] [ J [ ] [ ] [ ] 20 5 16
@ : Line up
DTI

Internal grooving and turning (for high-precision machining)

Designation I::::t W=0.02 re Coated Cermet
size T9125 AH725 GH130 | NS9530 L h
DTI300-040 3 3 0.4 [ J [ J [ J [ ] 20 5
DTI400-040 4 4 0.4 [ J [ J [ J [ J 20 5
DTI400-080 4 4 0.8 [ J [ J [ J [ ] 20 5
DTI500-040 5 5 0.4 [ J [ J [ J [ J 25 5.5
DTI500-080 5 5 0.8 [ J [ J [ J [ ] 25 5.5
DTI600-080 6 6 0.8 [ J [ J [ J 25 5.5
DTI600-120 6 6 1.2 [ J [ J [ J 25 5.5
DTI800-080 8 8 0.8 [ J [ J [ J 30 6.7
DTI800-120 8 8 1.2 [ J [ J [} 30 6.7
® : Line up
DTI
Internal grooving and turning
re
=l

i iy

Designation I:Z::t W=0.05 re Coated Cermet |

size T9125 AH7025 | AH725 GH130 | NS9530 L h

DTI3-040 3 3 0.4 [ J [ J [ J [ ] [ ] 20
DTI4-040 4 4 0.4 [ J [ J [ J [ J 20 5

@ : Line up
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TUNGCUT

DGIM

Small diameter internal grooving

giré—

147 L -
i iy
o Insert ‘ Coated ‘ Cermet ‘
Designation seat W=0.05 re
size T9125 AH725 GH130 NS9530 L h
DGIM2-020 2 2 0.2 [} [ J [ [} 20
@ : Line up
DGIS
Small diameter internal grooving
re
S
A
14 i L i
. . Insert ‘ Coated ’ Cermet ‘
Designation seat W=0.05 re
size T9125 AH725 GH130 NS9530 L h
DGIS2-020 2 2 0.2 [} [} [ [} 20
@ : Line up

22 Tung-Cut



ACCELERATED MACHINING

DTR
Profiling and undercutting (for high-precision machining)
re
g ——0
7 L
ol A
Insert
Designation seat W=0.02 re
size
DTR300-150 8] 8 1.5
DTR400-200 4 4 2
DTR478-239 5 4.78 2.39
DTR500-250 5 5 2.5
DTR600-300 6 6 8
DTR
Profiling and undercutting
re
=}
7 L
- oy
Insert
Designation seat W=0.05 re
size
DTR3-150 8 & 1.5
DTR4-200 4 4 2
DTR5-250 5 5 2.5
DTR6-300 6 6 3
DTR8-400 8 8 4

Coated Cermet
T9125 AH725 GH130 NS9530 L h
[ ] [ J [ [} 20
[ ] [ [ [ 20 5
[ [ ] [ J [} 25 515
[ J [ J [ J [ J 25 5.5
[ J [ J [ J 25 5.5
@ : Line up
Coated Cermet
T9125 AH7025 AH725 AH905 GH130 NS9530 L h
([ ] ([ ] ([ ] [ ] [ ] [ 20 5
([ ] [ ] [ ] [ ] [ ] [ 20 5
([ ] ([ ] ([ ] [ ] [ [ 25 5.5
[ ] [ ] [ ] [ ] 25 5.5
[ ] [ ] [ 30 6.7
@ : Line up
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TUNGCUT

DTIU

Profiling and undercutting (for high-precision machining)

re

=
e —
vl |

L Insert Coated
Designation seat W=0.02 re
size AH725 GH130 L h
DTIU300-150 3 3 1.5 ) ) 20
DTIU400-200 4 4 2 ° ° 20 5
DTIU500-250 5 5 2.5 ) ) 25 55
DTIU600-300 6 6 3 ® ® 25 5.5
@ : Line up
DTA
Aluminium wheel machining (for high-precision machining)
Insert Uncoated
Designation seat W=0.02 re .
size TH10 L h A
DTA600-300 6 6 3 [ ] 25 5.5 7
DTA800-400 8 8 4 [ ] 30 6.7 10
@ : Line up
SGN
External grooving of hardened steels
Insert CBN
Designation seat W=x0.025 r:
size BX360 L h
SGN200-020 2 2 0.2 [ ] 20 5!
SGN300-020 3 3 0.2 ‘ [ ] ‘ 20 5
SGN400-020 4 4 0.2 ‘ [ ] ‘ 20 5!
@ : Line up
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ACCELERATED MACHINING

CTER/L-CHP

External toolholders for grooving, parting & turning, with channels for high pressure coolant

Insert:
DGS,SGS,DGM,
_:¢ SGM,DTX,DGE,

DTE,DGG,DTR,SGN

; ! DTM,DTA
" H; <
G1/8" BSPP < Right hand (R) shown.

1

Designation “ Seat size ar hi b h L1 f ha L> Torque*
CTER/L2020-2T17-CHP 2 17 20 20 20 125 19.1 4 45 5.5
CTER/L2525-2T17-CHP 2 2 17 25 25 25 150 24.1 - 45 5.5
CTER/L2020-3T20-cHP @ 3 20 20 20 20 125 18.8 4 48 55
CTER/L2525-3T20-CHP 3 3 20 25 25 25 150 23.8 - 48 5.5
CTER/L2525-3T25-cHP [N 3 25 25 25 25 150 238 - 51 55
CTER/L2525-4T25-CHP 4 4 25 25 25 25 150 235 - 55 8
CTER/L2525-5T20-cHP BN 5 20 25 25 25 150 23.08 - 49 8
CTER/L2525-6T20-CHP 6 6 20 25 25 25 150 22.58 7 52 12

¢ When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.

*Torque: Recommended torque (N-m) for clamping To be released in 2018

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2525-2T17-CHP CM5x0.8x25-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4
CTER/L2525-3T20-CHP CM5x0.8x25-A P-4
CTER/L2525-3T25-CHP CM5x0.8x25-A P-4
CTER/L2525-4T25-CHP CM6x1x25-A [P}
CTER/L2525-5T20-CHP CM6x1x25-A P-5
CTER/L2525-6T20-CHP CM8x1.25x25-A P-6

® See pages 43 for tube connections
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II‘T1JhMEKﬂer

B crerL

External toolholders for grooving, parting & turning

- K 4 il
- e TN

() Insert:
— DGM, SGM, DGS,
= & seser,
i ‘ oM
Q

< Right hand (R) shown.
Designation “ Seat size ar h b L L> h1 o h2
CTERL1616-2TO8 | 2 | 2 8 16 16 110 33 16 16.1 4
CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 -
CTER/L2525-2T08  [2000 2 8 25 25 150 33 25 25.1 -
CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4
CTER/IL2020-2T12 20 2 12 20 20 125 32 20 20.1 =
CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 -
CTER/L1616-2T17 [ 200 2 17 16 16 110 37 16 16.1 4
CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 -
CTER/IL2525-2T17 [0 2 17 25 25 150 37 25 25.1 =
CTER/L1616-3T09 3 3 9 16 16 110 32 16 16.3 4
CTER/L2020-3T09 [0 3 9 20 20 125 32 20 20.3 -
CTER/L2525-3T09 3 3 9 25 25 150 32 25 25.3 -
CTER/IL2020-3T12 8T 3 12 20 20 125 32 20 20.3 -
CTER/L2525-3T12 B 3 12 25 25 150 32 25 253 -
CTER/L1616-3T20 [0 3 20 16 16 110 385 16 163 4
CTER/L2020-3T20 3 3 20 20 20 125 38.5 20 20.3 -
CTER/IL2525-3T20 80 3 20 25 25 150 38,5 25 25.3 -
CTER/L2525-3T25 3 3 25 25 25 150 445 25 253 -
CTER/L1616-4T10 [ 4 0 4 10 16 16 110 32 16 165 4
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 -
CTER/IL2525-4T10  [AH 4 10 25 25 150 32 25 25.5 -
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 -
CTER/L2525-4T15 [ 40 4 15 25 25 150 33 25 25,5 -
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4
CTER/L2020-4T25  [AH 4 25 20 20 125 45 20 20.5 -
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 -
CTER/L3232-4T25 [ 4 0 4 25 32 32 170 45 32 325 -
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 -
CTER/IL2525-5T12 IS 5 12 25 25 150 37 25 25.6 -
CTER/L2525-5T20 5 5 20 25 25 150 37 25 256 -
CTER/L2525-5T32 [ 6 1 5 32 25 25 150 56 25 25.6 -
CTER/L3232-5T32 5 5 32 32 32 170 56 32 32.6 -
CTER/L2020-6T12  [T6H 6 12 20 20 125 37 20 20.6 -
CTER/L2525-6T12 6 6 12 25 25 150 37 25 25.6 7
CTER/L2525-6T20 [ 6 6 20 25 25 150 41 25 25.6 7
CTER/L2525-6T32 6 6 32 25 25 150 56 25 25.6 7
CTER/L3232-6T32 61 6 32 32 32 170 56 32 32.6 -
CTER/L2525-8T16 8 8 16 25 25 150 47 25 26.1 7
CTER/IL2525-8T25 [N 25 25 25 150 47 25 26.1 7
CTER/L3232-8T25 8 8 25 32 32 170 47 32 33.1 -
CTER/L2525-8T36 [ 8 8 36 25 25 150 60 25 26.1 7
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 -

When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.
 For applicable inserts, see pages 16-24.
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ACCELERATED MACHINING

SPARE PARTS

Designation
CTER/L1616-2T08

CTER/L2020-2T08
CTELR/L2525-2T08
CTER/L1616-2T12
CTER/L2020-2T12
CTER/L2525-2T12
CTER/L1616-2T17
CTER/L2020-2T17
CTER/L2525-2T17
CTER/L1616-3T09
CTER/L2020-3T09
CTER/L2525-3T09
CTER/L2020-3T12
CTER/L2525-3T12
CTER/L1616-3T20
CTER/L2020-3T20
CTER/L2525-3T20
CTER/L2525-3T25
CTER/L1616-4T10
CTER/L2020-4T10
CTER/L2525-4T10
CTER/L2020-4T15
CTER/L2525-4T15
CTER/L1616-4T25
CTER/L2020-4T25
CTER/L2525-4T25
CTER/L3232-4T25
CTER/L2020-5T12
CTER/L2525-5T20
CTER/L2525-5T32
CTER/L3232-5T32
CTER/L2020-6T12
CTER/L2525-6T12
CTER/L2525-6T20
CTER/L2525-6T32
CTER/3232-6T32
CTER/L2525-8T16
CTER/L2525-8T25
CTER/L3232-8T25
CTER/L2525-8T36
CTER/L3232-8T36

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM6X1X16-A
CM6X1X20-A
CMBX1X25-A
CMBX1X20-A
CMBX1X25-A
CM6X1X16-A
CMBX1X20-A
CMBX1X25-A
CMBX1X25-A
CM6X1X20-A
CMBX1X25-A
CMBX1X25-A
CM6X1X25-A
CM8X1.25X20-A
CM8X1.256X25-A
CMB8X1.25X25-A
CMB8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A

{

Wrench
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-5
[P=5)
P-5
P-5
P-5

P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6

www.tungaloy.com
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I TUNGCUT

B cieErFRL

Toolholders for External / Face grooving & turning

iy 3 V)
o £l % j/
510/ S

DGM, SGM, DGS,

L 2
- 'y \ DTX, DTR, DTF, SGN,
Ei < DTM

Y Right hand (R) shown.
Designation “ Seat size ar h1 b h L4 fo L2
CTEFR/L2020-4T04 | 4 2,34 4.8 20 20 20 125 20.5 33
CTEFR/L2525-4T04 4 2,3,4 4.8 25 25 25 150 255 33
CTEFR/L2020-6T04 [EH 56 48 20 20 20 125 20.6 37
CTEFR/L2525-6T04 6 5,6 4.8 25 25 25 150 25.6 37

(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.

 For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CMBX1X20-A P-5
CTEFR/L2525-4T04 CM6X1X25-A P-5
CTEFR/L2020-6T04 CMB6X1X20-A B85
CTEFR/L2525-6T04 CM6X1X25-A R=5;
Groove width Min. dia. Groove width Min. dia.
Insert for face grooving Insert W for face grooving
w oDmin eDmin
DGM / DGS / SGN 2 295 DTR 3 44
DGM /DGS / SGN 3 92 DTR 4 32
DGM /DGS / SGN 4 37 DTR 5 48
DGM /DGS 5 60 DTR 6 48
DGM /DGS 6 57 DTX 3 19
DTE/DGG 3 62 DTX 4 20
DTE/DGG /DTM 4 42 DTX 5] 20
DTE/DGG /DTM 5] 64 DTX 6 23
DTE/DGG /DTM 6 61 DTF 3 19
DTF 4 20
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ACCELERATED MACHINING

- CGEUR/L

External 45° toolholders for undercutting

%L

Right hand (R) shown.

Designation Seat size  ar h b L+ L2 h1 fo Insert
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU...

CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 233 DTWU..
CGEUR/L2525-3T02  [II@e2 Y s 28 25 25 150 30 25 283  DTIU..
CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 195  DTIU..
CGEUR/L2020-4T02 |4 g 4 28 20 20 125 31 20 235 DTIU...
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU..
CGEUR/L2525-6T03  [6 18 56 3.4 25 25 150 35 25 28.9 DTIU..

(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.

 For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CMBX1X16-A B=5;
CGEUR/L2020-4T02 CM6X1X20-A P-5
CGEUR/L2525-4T02/6T03 CMBX1X25-A P-5
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I TUNGCUT

- CTIR/L

Boring bars for Internal grooving & turning

= o L= 6
Q
H\; 7 g Q
4 — Insert:

oDm W S LA —rra Seat size 2:DGIM, DGIS

/ \ | Q Seat size 3-8:DTl, DTX
- / \ — < =
\ &/ l ' ©
i e | A Right hand (R) shown.
Designation Seat size ar oDs f L L2 h Insert

CTIR/L16-2T08-D250 2 8 16 16.5 125 - 14 DGIM..., DGIS...

CTIR/L20-2T06-D250 2 25 2 6 20 15.8 160 40 18 DGIM..., DGIS...
CTIRIL20-3Toe-D250 |8 25 % 3 6 20 15.8 160 40 18 DTL..., DTX...
CTIR/L25-3T05-D250 3 25 3 5.1 25 17.5 200 40 23 DTL..., DTX...
CTIRA25-3T08-D320 [N@ga s s 25 215 200 40 23 DTL..., DTX...
CTIR/L32-3T10-D400 3 40 3 10 32 27 250 60 30 DTl..., DTX...
CTIRIL20-4To6-D250 |4 25 1 4 6 20 15.8 160 40 18 DTL..., DTX...
CTIR/L25-4T08-D320 4 32 4 8 25 215 200 40 23 DTl..., DTX...
CTIRA32-4T04-D310  [AGi 4 4 32 20.8 250 60 30 DTL..., DTX...
CTIR/L32-4T10-D400 4 40 4 10 32 27 250 60 30 DTl..., DTX...
CTIRIL25-5Tos-D310 [ 5 5 25 17.3 200 60 23 DTL..., DTX...
CTIR/L32-5T10-D400 5 40 5 10 32 27 250 60 30 DTL..., DTX.
CTIRA32-6T04-D310  [E 81 6 4 32 20.8 250 60 30 DTL..., DTX...
CTIR/L32-6T10-D400 6 40 6 10 32 27 250 60 30 DTl..., DTX...
CTRIL32-8Tos-D370 | 8 87 | 8 5 32 213 250 60 30 DTL..., DTX...
CTIR/L40-8T05-D420 8 42 8 5.8 40 25.8 300 65 38 DTl..., DTX...

(1) The value for "f* is true when the insert with the width, indicated in "W" in the table is mounted.

 For applicable inserts, see pages 16-24.

SPARE PARTS @ ( @ Minimum diameters (eDm) for inserts other than the above
Designation Clamping screw Wrench :\:y;j['j gﬁfﬁhb Insert G"OOV;VWidth Min. dia.
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4  CA-16 M6 oDm
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS/SGN 3 50
CTIR/L20-3T06-D250  CMS5X0.8X12-A P-4  CA-20 M6 DGM/DGS/SGN/DTM 4 50
CTIR/L25-3T05-D250 CM5X0.8X16-A P-4  CA-25  Ri/8" DGM/DGS /DTM 2 60
DGM / DGS / DTM 6 60
CTIR/L25-3T08-D320 CM5X0.8X16-A P-4  CA-25  Ri/8" EEEYET 5 =
CTIR/L32-3T10-D400 CM5X0.8X16-A P-4  CA-32  Ri/8" DTE / DGG 3 40
CTIR/L20-4T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DTE / DGG 4 40
CTIR/L25-4T08-D320 CM5X0.8X16-A P-4  CA-25  Ri/8" DTE / DGG 5 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4  CA-32 R1/8" DTE/DGG 6 50
CTIR/L32-4T10-D400  CM5X0.8X16-A P-4  CA-32  Ri1/8" DTE/DGG 8 2
CTIR/L25-5T05-D310 CM6X1X16-A  P-5 CA-25  R1/8" DTR s 38
CTIR/L32-5T10-D400 CM6X1X20-A  P-5 CA-32  R1/8" 312 : 22
CTIR/L32-6T04-D310 CM6X1X20-A  P-5 CA-32  Ri/8" DTR 6 46
CTIR/L32-6T10-D400 CM6X1X20-A  P-5 CA-32  Ri/8" DTR 8 56
CTIR/L32-8T05-D370 CM6X1X25-A  P-5 CA-32  R1/8"
CTIR/L40-8T05-D420 CM6X1X25-A  P-5  CA-40  R1/8"
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ACCELERATED MACHINING

- CTIFR/L

Toolholders for face / internal face grooving & turning

e Jiy
S~ 7] A
o ()
a5 S ‘{1: /
! L1
Insert:
oDm - DGM, DGS,
= -t‘ S DGG, DTE,
) f DTF, DTX, DTR,
N\® X = DTM, SGN
== >——seal cap Right hand (R) shown.

Designation “ Seat size ar oDs hi L+ fo
CTIFR/L25-4T05-D270 [ 4 = 3,4 55 25 15 200 13.3
CTIFR/L32-4T05-D340 4 3,4 55 32 15 250 16.8
CTIFR/L25-5T05-D270  [E 5,6 55 25 115 200 13.3
CTIFR/L32-5T05-D340 6 56 55 32 15 250 16.8

(1) The value for "f* is true when the insert with the width, indicated in "W" in the table is mounted.

& {

 For applicable inserts, see pages 16-24.

&

SPARE PARTS

Designation Clamping screw Wrench Seal cap
CTIFR/L25-4T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-4T05-D340 CM6X1X20-A P-5 CA-32
CTIFR/L25-5T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-5T05-D340 CM6X1X20-A P=5] CA-32

: : Minimum diameter oDmin
Seat size Seat size
oDs = 25 mm oDs = 32 mm DGM, DGS, SGN DTE, DGG, DTF / DTX
3 26.3 33.3 3 92 62 19 44 o0
4 26.8 33.8 4 37 42 20 32 o0
5 26.3 33.3 5 60 64 20 48 o0
6 26.8 33.8 6 57 61 23 48 o0
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TUNGCUT

CGIUR/L

Boring bars for internal undercutting

L2
— =
o 8
oDm
4 N\ i
TL %‘ ‘Cél <
N / / I v
~ ] Right hand (R) shown.
Designation Seat size ar oDs fo L4 L2 h Insert
CGIUR/L20-3T02-D380 m 3 2.8 20 12.8 160 2 19 DTIU...
CGIUR/L25-3T02-D380 3 38 3 2.8 25 14.8 200 40 23 DTIU...
CGIUR/L20-4T02-D380 [V 2.8 20 12.9 160 - 19 DTIU..
CGIUR/L25-4T02-D460 4 46 4 2.8 25 14.9 200 40 23 DTIU...
CGIUR/L25-6T02-D460 e e s 2.8 25 15.2 200 = 23 DTIU..

(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.

® For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench
CGIUR/L20-3T02-D380 CM5X0.8X12-A P-4
CGIUR/L25-3T02-D380 CM5X0.8X16-A P-4

CGIUR/L**-4T02-D... CM5X0.8X16-A P-4
CGIUR/L25-6T02-D460 CM6X1X25-A P-5
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ACCELERATED MACHINING

CTFR/L

Toolholders for face grooving & turning

ar ===t
- =

s & I
""t Ajr N ‘ - “E oy |
!

L2 | oDm

|
h1
<Py
e
o
3
8

Right hand (R) shown.

Designation w oDm DI Seat size ar h b L+ L> h1 fo
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 255
CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 255
CTFR/L2525-3T10-034050 884 ""s0 = 3 10 25 25 150 38 25 255
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255
CTFR/L2525-3T15-064100  [Se4a o0 3 15 25 25 150 38 25 25,5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6
CTFR/L2525-4T20-028042 |4 28 a2 4 20 25 25 150 39 25 25,6
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6
CTFR/L2525-4T20-042070 [ g 4 20 25 25 150 39 25 25.6
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6
CTFR/L2525-4T20-112200 |4 442200 4 20 25 25 150 39 25 25,6
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6
CTFR/L2525-5T25-070110  [EZ0 10 s 25 25 25 150 49 25 25,6
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6
CTFR/L2525-5T25-140200 |6 140 200 @ 5 25 25 25 150 49 25 25,6
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6
CTFR/L2525-6T25-058100  [6 88 o0 6 25 25 25 150 49 25 25.6
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6

CTFR/L2525-6T25-168400

o
N
a

25 25 150 49 25 25.6

* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
(1) "f* value is calculated with groove width "W" shown in the table.

e \When DTF insert is installed, Max "ar" should be 15 mm.

 For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench Groove width Min. dia.
CTFR/L2525-3T - 4T... CMBX1X25-A P-5 Insert for face grooving
CTFR/L2525-5T - 6T... CM8X1.25X25-A P-6 W 220l

DGM / DGS / SGN 3 92
INSERT DGM / DGS / SGN 4 37
e — DGM / DGS 5 60
Designation =y Insert DGM /DGS 6 57
CTFR/L2525-3T10-024035 3 DTF, DTX DTE / DGG 3 62
CTFR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM 4 42
CTFR/L2525-3T10-034050 3 DTF, DTX (D= / DEE /i g o
DTE / DGG / DTM 6 61
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG . . "
CTFR/L2525-3T15-064100 3 D10 DTX DTE, Dch(;;quGM' PGS, PTR, DTR 4 32
CTFR/L2525-4T10-022036 4 DTF, DTX Bk g el
DTR 6 48
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR o7y . S
CTFR/L2525-4T20-034050 4  DTH DTX, DTE, DGG, DGM, DGS, DTR, DTX 4 20
DTM

DTF, DTX, DTE, DGG, DGM, DGS, DTR, DTX 5 20
CTFR/L2525-4T20-042070 4 o oTY 5 23
CTFR/L2525-4T20-062120 4  D'rDTX, DTE, DGG, DGM, DGS, DTR, 2l € ie
SGN, DTM DTE 4 20

DTF, DTX, DTE, DGG, DGM, DGS, DTR

CTFR/L2525-4T20-112200 4 e
CTFR/L2525-5T25-... 5  DTX, DTE, DGG, DGM, DGS, DTR, DTM
CTFR/L2525-6T25-... 6  DTX, DTE, DGG, DGM, DGS, DTR, DTM
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I TUNGCUT

- CTFVR/L

Perpendicular toolholders for face grooving and turning

v

b,
gDmax

ar
o

A
iy
Q
o
3

(e
_h_H EF
WX

|Td

Right hand (R) shown.

Designation w ODm BDmax Seat size ar h b L1 L2 h1
CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25
CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25
CTFVR/L2525-3T10-034050 |8 "84 = "s0 = 3 10 25 25 150 18 25
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25
CTFVR/L2525-3T15-054085  [@sa gs . 3 15 25 25 150 18 25
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 18.5 25
CTFVR/L2525-4T15-032050 |4 g2 " s0 4 15 25 25 150 185 25
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 185 25
CTFVR/L2525-4T15-052085  [Asa sy 4 15 25 25 150 18.5 25
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25
CTFVR/L2525-5T20-070110 [0 o 5 20 25 25 150 22 25
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25
CTFVR/L2525-5T20-140200 [ 40 200 s 20 25 25 150 22 25
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25
CTFVR/L2525-6T20-073150 [ 78 s s 20 25 25 150 22 25
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25

(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.

 For applicable inserts, see pages 16-24.

SPARE PARTS & (

Designation Clamping screw Wrench Groove width Min. dia.
CTFVR/L2525-3T... CM5X0.8X25-A P-4 Insert for face grooving
CTFVR/L2525-4T... CMBX1X25-A P-5 w eDmin

CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 DGM/DGS /SGN 3 92
DGM/ DGS / SGN 4 37
INSERT DGM / DGS 5 60
Sesiana contei et DGM/DGS 6 57
esignation eat size nser DTE / DGG 3 62
CTFVR/L2525-3T10-024035 3 DTF, DTX DTE / DGG / DTM 4 42
CTFVR/L2525-3T10-029040 3 DTF, DTX DTE/DGG /DTM 5 64
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTE/DGG/DTM 6 61
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTE, DTR 31:: j ;;’
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR TR 5 18
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR e 5 e
CTFVR/L2525-4T15-032050 4  DTH DTX, DTE DGG, DGM, DGS, DTX 3 19
DTR, DTM B 4 20
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-042060 4 DTR, SGN, DTM DTX 5 20
DTF, DTX, DTE, DGG, DGM, DGS, DTX 6 23
CTFVR/L2525-4T15-052085 4 it et Y oTE 3 19
CTFVR/L2525-5T20-... 5 DI, [ DG%TD,\AGM’ RCS I DTF 4 20
CTFVR/L2525-6T20-.. 6  DTXDTEDGG DGM, DGS, DR,
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ACCELERATED MACHINING

- CTER/L-15A

Toolholders for machining aluminum wheel, square shank

gl U
%L 1 -

Sl d

\

| &

< L2 | < Right hand (R) shown.
Designation Seat size  ar h b L1 f L> h1 h2 Insert

CTER/L2525-6T25-15A 6 25 25 25 150 32.2 50.5 25 7 DTA...

CTER/L2525-8T30-15A 8 8 30 25 25 150 32.9 55 25 7 DTA...

 For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2525-****-15A CM6X1X25-A P-5

- CGIUR/L-15A

Boring bars for machining aluminum wheel

@

Right hand (R) shown.

Designation Seat size  ar oDs f L+ L> h h1 Insert
CGIUR/L40-6T50-D160-15A 6 50 40 19.7 320 60 38.5 19 DTA...
8 160
8 200

CGIUR/L40-8T83-D160-15A 8 83 40 20.5 320 85 38.5 19 DTA...
CGIUR/L50-6T85-D200-15A 6 85 50 25.2 350 85 48.5 23.5 DTA...
CGIUR/L50-8T85-D200-15A 8 85 50 25.9 350 85 48.5 23.5 DTA...

* For applicable inserts, see pages 16-24.

SPARE PARTS @ (

Designation Clamping screw Wrench
CGIUR/L™*-15A CMBX1X25-A P-5

Nozzle parts

Coolant pipe Coolant nozzle

PNZ5 CNz125
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I TUNGCUT

- JCTER/L

External grooving & parting toolholders for swiss lathes

- |+
o) ke
L1 Insert:
Seat size 1 = DGS1.4-016

Seat size 2, 3, = DGM,
SGM, DGS, SGS, DGE, DTE,

H DGG

Right hand (R) shown.

Designation “ Seat size  @Dmax h b L1 L> hi fo h2
JCTER/L1010X1.4T10 | 44 | 1 20 10 10 120 18 10 10.2 -
JCTER/L1010-1.4T10 1.4 1 20 10 10 125 18 10 102 -
JCTERL1212F1.4T12 [ H4 T 1 24 12 12 85 195 12 12.2 -
JCTER/L1212X1.4T12 14 1 24 12 12 120 195 12 12.2 -
JCTERL1212-1.4712 [T 1 24 12 12 125 195 12 122 -
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 195 14 142 -
JCTERL1616X1.4T16 [ 4 1 32 16 16 120 24 16 16.2 -
JCTER/L1616-1.4T16 14 1 32 16 16 125 24 16. 16.2 -
JeTER/L10t0x2T10 2R 2 20 10 10 120 19 10 101 2
JCTER/L1010-2T10 2 2 20 10 10 125 19 10 10.1 2
JeTERLI212F2Ti2  [2 2 24 12 12 85 19 12 12.1 2
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 12.1 2
JCTER/L1212-2T12 B 24 12 12 125 19 12 124 2
JCTER/L1414-2T12 2 2 24 14 14 125 19 14 14.1 -
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 16.1 -
JCTER/L1616-2T16 2 2 32 16 16 125 24 16 16.1 -
JeTERL1212FaTi2 [ 3 24 12 12 85 19 12 12.3 2
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 12.3 2
JeTERL1212.3Ti2 G 3 24 12 12 125 19 12 12.3 2
JCTER/L1616X3T16 3 3 32 16 16 120 24 16 16.3 -
JCTER/L1616-3T16 [ 32 16 16 125 24 16 16.3 -
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 -
JCTER/L20203T16 @ 3 32 20 20 125 24 20 20.3 -

(1) The value for "f" is true when the insert with the width, indicated in "W" in the table is mounted.
® oDmax: Maximum parting-off diameter
 For applicable inserts, see pages 16-24. g

SPARE PARTS /6

Designation Clamping screw Wrench
JCTER/L... CSHB-4-A T-15F
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ACCELERATED MACHINING

- CGER/L

External deep grooving & parting toolholders for swiss lathes

»)—H—ar +
o Iz Y I
Ll L1 .
QDmaX _ :\ L2 > Insert:
¢ AN Seat size 1 =DGS1.4-016
; 5 _‘E Seat size 2, 3, 4, = DGM,
—Al . SGM, DGS, SGS, SGN,
Q¢ S T Hg DGG, DTM
\ i/
Te=—= W Right hand (R) shown.
Designation “ Seat size  @Dmax" ar h b L L> h1 @ h2
CGER/L2020-1.4T14 [ 44 | 1 29/29 9.7 20 20 125 31 20 20.2 -
CGER/L1212-2T17 2 2 35/35 1.8 12 12 150 31 12 12.1 6
CGERL16t6-2T17 2 2 35/35 11.8 16 16 150 31 16 16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 e s 38/40 12 12 12 150 31 12 12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/A2020-3T19 [ 8 | 3 38/45 132 20 20 125 31 20 20.3 -
CGER/L2020-4T19 4 4 38/55 203 20 20 125 33 20 204 -

* Wrench, CRW**, should be ordered separately. Insert is clamped by the elastic deformation of upper jaw.

* For applicable inserts, see pages 16-24.

(1) DG*/SG* Maximum diameter of parting off Dmax, can be increased by using SG* insert for some toolholders.
(2) "f* value is calculated with groove width "W" shown in the table.

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

. ocr

Blades for external deep grooving & parting

D
/j:&zf L1 é" S EE—
150 150°

oDmax Insert:
2 w + Seat size 1:DGS1.4-016
5 o | Seat size 2-6:SGM, SGS,
K DGM, DGS, DTX, DGG, DTM

150 - Seat size 8:DGM8-040

-

Designation [  Seat size 0D rmex hi b h Li Fig
CGP26-1.4S 14 1 26 21.4 1 26 150 1
CGP32-1.4D 1.4 1 26 24.8 1 32 150 2
CGP26-2S s 2 40 21.4 1.8 26 150 1
CGP32-2D 2 2 50 24.8 1.8 32 150 2
CGP26-3S I 3 50 214 24 26 150 1
CGP32-3D 3 3 100 24.8 2.4 32 150 2
CGP26-4S e 4 80 21.4 3.2 26 150 1
CGP32-4D 4 4 100 24.9 3.2 32 150 2
CGP45-4D e 4 120 38.1 3.2 45 150 2
CGP32-5D 5 5 120 24.9 4 32 150 2
CGP32-6D e 6 120 24.9 5.2 32 150 2
CGP32-8S-CL 8 8 80 24.9 6.2 32 150 3

* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
® oDmax. Maximum parting-off diameter
 For applicable inserts, see pages 16-24.
SPARE PARTS @ ( ?
Designation Clamping screw Wrench Wrench(Option)
CGP**-1.4* 2 2 CRW23
CGP**-2/3/4/5/6 - - CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -
* Wrench, CRW**, should be ordered separately.
M Caution
Newly developed wrench ®—@: unclamp
Insert is clamped by the elastic deformation of upper jaw. @—@: clamp

Low clamping stress increases the stability and tool life.
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ACCELERATED MACHINING

I cTBF

Tool block for CGP blades(fixed clamp)

— R e EEE
e | ==============-------.
A i) T i
— <
‘ | |
L2 ] l< L1 .
-
- LS > Right hand (R) shown.
. . Bl
Designation h B L L+ b h he ha Ls Siade,
CTBF25-45 25 45 22 110 515) 38.1 25 66 40 CGP45...
CTBF32-45 32 45 28 120 5.5 38.1 18 66 45 CGP45...
SPARE PARTS @ (
Designation Clamping screw Wrench
CTBF... CM6X1.0X40-A P-5
. crev
Tool block for CGP and EGP blades
fi — 1 S, 2
J:j . Q ol . Q o
v <
A
<L—2>E L1 -
L3 .
Right hand (R) shown.
. . Bl
Designation  h: b B Li h he ha L Ls (oaade,
CTBU20-26 21.4 4 26 86 20 9 43 21 38 CGP26...
CTBU25-26 21.4 4 26 110 25 5 45 23 42 CGP26...
CTBU20-32 24.8 5.3 32 100 20 13 50 19 38 CGP32...
CTBU25-32 24.8 5.3 32 110 25 8 50 23 42 CGP32...
CTBU32-32 24.8 53 32 110 32 54 29 48 CGP32...
SPARE PARTS % @ (
Designation Clamp Clamping screw Wrench
CTBU20-26 CT-86 CM6X30-S P-5
CTBU25-26 CT-105 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5
CTBU25-32 CT-110 CM6X30-S P-5
CTBU32-32 CT-110 CM6X30-S P-5
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TUNGCUT

CAER/L-CHP
Modular blade for parting & grooving, with channels for high pressure coolant

g
O

DGS,SGS,DGM,
SGM,DTX,DTE,
DGG,DTR,SGN,
DT™M

Right hand (R) shown.

Designation Seat size ar f2 B L1 A+
CAER/L-3T20-CHP 3 20 5.95 33 45.7 7.2

CAER/L-4T20-CHP 4 4 20 5.95 33 45.7 7.2

LHT
N

¢ When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert. To be released in 2018

- CHSR/L-CHP

Shank for CAER/L-CHP, with channels for high pressure coolant

K|
L1
A
'Q’ *f = f1(shank) + f2(blade)
Right hand (R) shown.
Designation h b L+ f1 fs ha
CHSR/L2020-CHP 20 20 130 151 16.5 10
CHSR/L2525-CHP 25 25 130 20.1 11.5 5
* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert. To be released in 2018

SPARE PARTS @ /é @ & ( @ @

Designation screw Wrench Clamping screw Clamping screw Wrench O-ring Plug
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 OR5X1IN PLUGG1/8ISO1179

*See page 42 for instruction on installing and removing the blade and insert

® See pages 43 for tube connections

Recommended torque

SRM5-04451 5
SRM6X12DING912 8.5
SRM6X20-XT 8.5

40 Tung-Cut



ACCELERATED MACHINING

C*CHSN-CHP TUNGCUT

TungCap shank for CAER/L-CHP, with channels for high pressure coolant

g
==

*f = f1(shank) + f2(blade)

Designation SS L1 f1 Blade
C4CHSN21047-CHP 40 46.5 21 CAER/L...-CHP
C5CHSN26047-CHP 50 47 26 CAER/L...-CHP
C6CHSN33050-CHP 63 50 32.5 CAER/L...-CHP

) To be released in 2018
¢ \When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.

SPARE PARTS & %’g @ & ( @

Designation Clamping screw Wrench Clamping screw Clamping screw Wrench O-ring
C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N

*See page 42 for instruction on installing and removing the blade and insert

I C'CHFVN-CHP TUNGCUT

TungCap shank for CAER/L-CHP, with channels for high pressure coolant

THT o g Li T @

Designation SS L f Blade
C4CHFVN26046-CHP 40 46 26 CAER/L...-CHP
C5CHFVN26046-CHP 50 46 26 CAER/L...-CHP
C6CHFVN33046-CHP 63 46 33 CAER/L...-CHP

¢ When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert. To be released in 2018
SPARE PARTS & S & P { (&
Designation Clamping screw Wrench Clamping screw Clamping screw Wrench O-ring
C*CHFVN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N

*See page 42 for instruction on installing and removing the blade and insert
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I TUNGCUT

I How to install and remove the blande and insert TUNGCLUT

Installing the insert

Place the blade in the place and
tighten 2 bottom clamping
| screws.

Remove all 4 screws and ensure
| the O rings are all in place.

Place the insert in the pocket
and tighten the fixing screw in
the center.

| Place the long screw in the
angular direction and tighten to
clamp the insert.

Please follow the installation order as shown above.
When the screws are tightened in the @—® order,
the insert clamping may be insufficient and unstable.

Removing the insert

Loosen the Fixing screw in the
center and remove the insert.

First loosen the long screw in
the angular direction.

Loosing the long screw alone may not release the insert.

Plug Screw Long diagonal screw
l SRM6X20-XT

PLUG G1/81SO1179

(Wrench : HW5.0) (Wrench : HW5.0)

O-ring
OR5X1N

—=| ong diagonal screw
| SR M6X20-XT
(Wrench : HW5.0)

Plug screw for oil hole

O ¥ SRM4X81S014580

» (Wrench : HW5.0)

o<+—O-ring
OR5X1N -<+—— Center screw

(2]
s « Center screw \\ SRM6X12DING912

S SR M6X12DING912 (Wrench : HW5.0)
T ‘ (Wrench : HW5.0)
Short bottom screws Short bottom screws

SRM5-04451
SR M5-04451
(Wrench : T-20/5) (Wrench : T-20/5)

P All parts listed here are included in the tool holder.
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ACCELERATED MACHINING

Bl PARTS FOR COOLANT HOSE

Connecting hose

Fig. 1 Fig. 2
Th Th1
L
|
- ~Theaa
Length Threading size
Designation
L Th Thi
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF 7/16"-20 UNF
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF G1/8"-28 BSPP
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP
Adapter Seal washer
HEX9/16”

71620 UNF /o 1/8™-28 BSPP
Y 5

©

o [ep]

‘37 ﬁ el

4, 7.1

< 2875

Designation
CHP-NIPPLE-G1/8-7/16UNF

Designation
CHP-COPPER-SEAL1/8

CHP-COPPER-SEAL5/16
CHP-COPPER-SEAL5/16-2.5

H.P. Coolant Hose
1/8” BSPP Adapter
Washer

Plug Screw B

Max. pressure
(Mpa)

26
26
20
20
26
26

oD
15
11

11

% . Th1

Fig.

od w
8 1
8 1
8 25
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TUNGCUT

- CAER/L

Blades for external grooving & parting & turning

_ (0 ol
]

]
@ ar
o O |
Insert:
E l @ k. DGS, SGS, DGM,
SGM, DTX, DTE,
rb‘jtl gf ‘<L—1J DGG, DTR, SGN,
&% DTM

Right hand (R) shown.

Designation “ Seat size ar L+ f Shank

CAER/L-3TI6 | 8 3 16 45 10.4 CHFVL/R..., CHSRIL...

CAER/L-4T16 4 4 16 45 105 CHFVL/R..., CHSRIL...
CAERL-5T20 [E 5 20 49 105 CHFVL/R.., CHSRIL...
CAER/L-6T20 6 6 20 49 105 CHFVL/R..., CHSRIL...

* For applicable inserts, see pages 16-24.

SPARE PARTS (SB (

Designation Clamping screw Wrench
CAER/L... BHM6-20-A P-4
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- CAFR/L

Blades for face grooving & turning

Designation
CAFR/L-3T12-040055
CAFR/L-3T12-055075
CAFR/L-3T12-075100
CAFR/L-3T12-100140
CAFR/L-3T12-140200
CAFR/L-4T16-050070
CAFR/L-4T16-070100
CAFR/L-4T16-100150
CAFR/L-4T16-150250
CAFR/L-5T20-055080
CAFR/L-5T20-080120
CAFR/L-5T20-120180
CAFR/L-5T20-180300
CAFR/L-5T20-300000
CAFR/L-6T25-060090
CAFR/L-6T25-090150
CAFR/L-6T25-150250
CAFR/L-6T25-250400

w oDm @D max

3 55 75

3 100 140

4 50 70

4 100 150

5 55 80

5 120 180

5 300 oo

6 90 150

6 250 400

* When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
) "f" value is calculated with groove width "W" shown in the table.

) Seat sizes of DTF are Only 3 and 4

(
(2) Not applicable for CAFR/L-3T12-040055
3
.

For applicable inserts, see pages 16-24.

SPARE PARTS

Designation
CAFR/L...

& {

Clamping screw Wrench
BHM®6-20-A P-4

Min. diameter eDm of DTE, DGS and DGM insert

Insert

oDm Note

DTE3/DGS 3/DGM 3 292

When diameter is smaller

DTE4/DGS4/DGM 4 /DTM 4 042

DTE5/DGS5/DGM5/DTM 5 064

insert is recommended.

DTE6/DGS 6 /DGM 6/ DTM 6 261

than eDm, DTF or DTX type

O
Seat size
3
3
3
3
3
4
4
4
4
5
5
5
5
5
6
6
6
6

)
Insert:

CAFR/L-3T12-040055:DTF
Seat size 37-6:DTF",

eDm ¢ 56 oty pes,

gDmax pGM, DTR, DTM, SGN
Shank:

- CHFVR/L, CHSR/L

Right hand (R) shown.

ar L1 fo

12 45 10.4
12 45 10.4
12 45 10.4
12 45 10.4
12 45 10.4
16 45 10.5
16 45 10.5
16 45 10.5
16 45 10.5
20 49 10.5
20 49 10.5
20 49 10.5
20 49 10.5
20 49 10.5
25 55] 10.5
25 55 10.5
25 58] 10.5
25 55 10.5
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B CHSR/L

Shank of toolholders for CAER/L & CAFR/L blades

L1

7~ =

e N T
&} °°jv <)
e

Right hand (R) shown.

Designation h b L1 Lo h1 h2 Blade
CHSR/L2020 20 20 133 35 20 12 CAER/L..., CAFL/R...
CHSR/L2525 25 25 133 28 25 7 CAER/L..., CAFL/R...
CHSR/L3232 32 32 153 28 32 = CAER/L..., CAFL/R...
SPARE PARTS & (

Designation Clamping screw Wrench
CHSRI/L... CSHB-6-A P-4

- CHFVR/L

Shank of perpendicular toolholders for CAER/L & CAFR/L blades

‘ L1
\ Y
F | *a =
L2
) %q ' =
(Y]
< Right hand (R) shown.
Designation h b L L> h h2 b1 Blade
CHFVR/L2020 20 20 150 25 20 12 8 CAEL/R..., CAFR/L...
CHFVR/L2525 25 25 150 25 25 7 3 CAEL/R..., CAFR/L...
CHFVR/L3232 32 32 170 25 32 - - CAEL/R..., CAFR/L...
SPARE PARTS & (
Designation Clamping screw Wrench
CHFVR/L... CSHB-6-A P-4

Combination of blade and toolholder

Toolholders Blade
CAER... CAEL... CAFR... CAFL...
CHSR... . .
CHSL... ® ()
CHFVR... () ()
CHFVL... () o

@ : Corresponding
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- C-CHSRI/L

TungCap shank of toolholders for CAER/L & CAFR/L blades

1 9
] ¥
=
vl ‘
e STy
S
Right hand (R) shown.
Designation 2SS L+ Ls f1
C3CHSR/L22050N 32 50 35 115
C4CHSR/L27050N 40 50 36 16.5
C5CHSR/L35060 50 60 36 245
C5CHSR/L35060N 50 60 36 245
C6CHSR/L45065N 63 65 41 34.5

* The last character of designation is "N": Capable for 7 Mpa coolant pressure.

SPARE PARTS g !—FJ/; & & ((

Designation Coolant parts Coolant parts 1 Plug Clamping screw Wrench
C3CHSR/L22050N
C4CHSR/L27050N SATZ-M8X1-M3 - SSHM4-4 CSHB-6-A P-4
C5CHSR/L35060 CNZz125 PNz5 - CSHB-6-A P-4
C5CHSR/L35060N SATZ-M10X1-M5 - SSHM4-4 CSHB-6-A P-4
C6CHSR/L45065N SATE-M10X1-M5 = SSHM4-4 CSHB-6-A P-4

Combination of blade and toolholder

Toolholders Blade
CAER... CAEL... CAFR...
C*CHSR... () [ )
C*CHSL... () o
C*CHFVR... () ()
C*CHFVL... () [ )

@ : Corresponding
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C-CHFVR/L
TungCap shank of perpendicular toolholders for CAER/L & CAFR/L blades

@

§
=
i
2SS

Ll L1
T o Right hand (R) shown.
Designation 0SS L4 Ls f1
C3CHFVR/L22040N 32 32.5 35 22
C4CHFVR/L27050N 40 42,5 36 27
C5CHFVR/L35060N 50 495 36 35
C6CHFVR/L45065 63 54.5 41 45
C6CHFVR/L45065N 63 54.5 41 45

* The last character of designation is "N": Capable for 7 Mpa coolant pressure.

SPARE PARTS g > & & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 - SSHM4-4 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 - SSHM4-4 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 - SSHM4-4 CSHB-6-A P-4

C6CHFVR/L45065 CNz125 PNz5 - CSHB-6-A P-4
C6CHFVR/L45065N SATZ-M10X1-M5 - SSHM4-4 CSHB-6-A P-4
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B STANDARD CUTTING CONDITIONS

Cutting
ISO Workpiece material Hardness Priority Grade speed
Ve (m/min)

<300 HB First choice AH7025, AH725 50 - 180

. Steels < 300 HB Priority for wear resistance T9125 80 - 200
C45, 34CrMod, etc. < 300 HB Priority for impact resistance GH130 50 - 120

< 300 HB Priority for surface finish NS9530 80 - 220

M Sefinlss secle <200 HB First choice AH7025, AH725 50-120
X10CrNiS18-9, etc. <200 HB Priority for impact resistance GH130 50 - 120

Grey cast irons GG25, 250, etc. = First choice GH130 50 - 180

. Ductile cast irons GGG45, 450-10S, etc. 5 First choice GH130 50 - 120
. - First choice TH10 100 - 500

Aluminium alloys

Si<12% - First choice KSO5F 100 - 600

< HRC 40 First choice AH7025 20 - 60

< HRC 40 Priority for wear resistance AH905 20 - 80

. < HRC 40 First choice AH905 20 -80

Titanium alloys L . .

Ti-6AI-4V, etc. < HRC 40 Priority for impact resistance AH7025, AH725 20 - 80

< HRC 40 Priority for surface finish KS05F 20 - 60

Hardened steels > HRC 50 First choice BX360 80 - 150

34CrMod4, etc.
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I Guideline for ordering special inserts
Specially designed inserts are available upon request.

Acceptable specification

e Specialized inserts must be manufactured from the main insert styles shown below.
e AH725, GH130 and TH10 grades are available.
X Please contact Tungaloy for more details.

External grooving & Internal grooving & - '
turning turning Profiling & undercutting
DTE DGE DTI DTR DTIU
(Ground)

(Ground) (Ground) (Ground)

.

I Designation system for special inserts (sample)

DTE 320 - 000R-025L AH725

Bl Sample of shape

Shape Samples of designation Note

Main style: DTE type
Special corner radius

DTE400-050 GH130

Main style: DTE type
Special corner radius, asymmetric type

DTE320-000R 025L AH725

Main style: DTR type
DTR330-165 TH10 Full radius type with special insert width

o)

= s} oy

& B a2 [g 40 P
33 o8 » i o

Main style: DTE type

DTES30-120R-25LA TH10 Special figure of groove, asymmetric type

Main style: DTE type
Special figure of groove

38 2 DTE440-035-29A TH10

Main style: DTE type
DTE400-030R-005RA TH10 | Right handed insert with special angle and

corner radius.
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Expedited aelivery service for
special grooving insert

Expedited delivery service for special grooving inserts is rendered under
the following lead time and quantity terms. Please note that this service
is applicable only for the order for an initial test batch; a repeat order is
to be placed through the regular ordering process.

ORDER LEAD TIME DELIVERY
3 - 15 pos. Gy

COATED INSERT m
= 4 weeks =
NON-COATED INSERT
3 weeks )

TUNGCUT Grace

DGN Chipbreaker Coated carbide Cermet
AH725 NS9530
Special width With chamfer DGN200 o o
& corner radii edges DGN300

DGN400
DGN500
DGN600
DTE Chipbreaker DTE300

DTE400
DTE500
DTE600
DTE800
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Special width & corner radii

Groove width:

W
A A A
Groove depth: G
Y
A Al
Corner radius (L): R1 / \Corner radius (R): R2
External dia.: D1 External dia.: D2
Groove bottom dia.: d

TUNGCUT

TUNGALOY

Edge Insert Seat Groove width Max. groove Corer radii Toolholder
type blank size (W) depth (G) (R1/R2)
WROEOR R ] ~ 1.5 mm
* 0.75 ~ 0.99 ~1.8
A DGN* 2~6 AL mm CTEFR/L
DTE RS LT ~ 2.5 mm
LRGN ~ 4.8 mm 0.05 or W/
DGN300/DTE300 3 2.65 ~ 3.0 mm Up to holder (i:u" radius is
DGN400/DTE400 4 TR N B (Max.18 mm)  available) CTER/L
E type A E t B
B DGN500/DTE500 5 [ELSSKi N Up to holder CTEFR/L dge type dge type
DGN60O/DTE600 6 NPIRsGRoN Ty N (Max.28 mm)
DTE800 8 6.40 ~ 8.0 mm CTER/L

*Tolerances of the insert are based on the standard item.

Grooving & chamfering

Groove width:

w
., [ A
\ Groove depth: G
y

Chamfer (L): C1 ry ~_ Chamfer (R): C2
Corner radius (L): R1 / Corner radius (R): R2
External dia.: D1 External dia.: D2
Groove bottom dia.: d

TUNGCUT

TUNGALOY

Insert Seat Groove width Max. groove Corner radii Toolholder
blank size (W) depth (G) (R1/R2)

DGN200 0

DGN300 or CTEFR/L
DGN400 2~6 g O N 1.0 ~ 4.0 mm 0.05 ~ W/2 CTEFR/L
DGN500 (Full radius is »
DGN600 available) (MOdIfled)

*Tolerances of the insert are based on the standard item.

Max. width of chamfer is 0.5 mm.

Some combinations of a groove width, depth, a corner radius(R), and
chamfer may be unable to be manufactured.
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PRACTICAL EXAMPLES

Workpiece type Automotive parts Machine parts
Toolholder CTER1616-2T08 CTER2525-4T10
Insert DGM2-020 DGM4-030
Grade AH725 AH725
SCr440 / 41Cr4 SCr440 / 41Cr4

Workpiece material

214 mm

Grooving width: W (mm) 2 4
o & Cutting speed: Vc (m/min) 94 150
£2 Feed: f (mm/rev) 0.08 0.10
58 Machining Parting off Grooving
o 8 Cutting edge depth (mm) - 6
Coolant Water soluble Water soluble
1400 2000
1] 1200 -------- B Y 1] 1600 rrrrrrrr
§oom
S goglee Q1200 [ [
Results S Zgg ________________________ S
g 8800 [
E 400 €
> S snn | @ B |
Z o0l B =z 400
OTUNGCU'I' Competitor OTUNGCUT Competitor
TungCut has higher wear resistance and TungCut provides better chip
achieves tool life improvements of 150%. control and doubles tool life.
Workpiece type Machine parts Gear
Toolholder CTEL2020-3T09 CTER2525-2T08
Insert DTE3-040 SGN200-020
Grade T9125 BX360
S§53C / C53 SCM415H (58HRC) / 18CrMo4
Workpiece material
Grooving width: W (mm)
o 2| Cutting speed: Vc (m/min) 200 120
E;S Feed: f (mm/rev) 0.2 0.05
5T Machining Grooving Grooving
o S Cutting edge depth (mm) 5 0.8
Coolant Water soluble Water soluble
250
§ 2000 . \ ----------- g
S 150 . =
° °
S 100[ - . 2
Results 2 2
2 2

S

0‘I'UNGCL.I'I’ Competitor

The excellent wear resistance of
TungCut improves tool life by 25%,
even when machining at high speed.

0 TUNGCUT Competitor

TungCut extends tool life by 1.5 times
when hardened steel cutting. This is a
result of the extremely stable CBN grade.
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Tungaloy Corporation (Head office) Tungaloy Scandinavia AB Tungaloy Cutting Tool
(Thailand) Co.,Ltd.

T loy Rus, LLC
Tungaloy America, Inc. e e

Tungaloy Singapore (Pte.), Ltd.
Tungaloy East LLC

Tungaloy Canada
Tungaloy Vietnam
Tungaloy de Mexico S.A. Tungaloy Polska Sp. z 0.0.
Tungaloy India Pvt. Ltd.
Tungaloy UK. Ltd
Tungaloy do Brasil Ltda.

Tungaloy Germany GmbH Tungaloy Korea Co., Ltd

Tungaloy Hungary Kft

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

Tungaloy Italia S.r.I.

Tungaloy Benelux b.v. Tungaloy Australia Pty Ltd

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

Tungaloy Ibérica S.L.
Tungaloy Cutting Tool
(Shanghai) Co.,Ltd.

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

u n follow us at: Tung_Tv

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

Member IMC Group I

Distributed by:
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