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About this Tools for Swiss type machines catalog

B Note in using this catalog:

% This catalog provides the information of Tungaloy’s cutting tools as of December 2020.

% The specifications are subject to change without prior notice for product improvements. Also, the products may
be discontinued in the future due to the development of new products.

% The dimensions of all products are shown in millimeters (mm).

% For indexable tools, such as toolholders, cutters, drill bodies, applicable inserts or heads need to be ordered
separately.

M How to use this catalog:

o IGrade 1
Insert 2

External Toolholder 3

Internal Toolholder a
Threading Tool 5

I Parting, Grooving 6

I Endmill 7

I Drilling Tool 8

I Technical Reference 9

Fotaronce pages - JSDJZGR/L-GHP, JSDJCRF. Inserts — 215 GBN — 2-63, PGD — 2.70
Parts for coolant hose

O Select the tool category at the product group index on the right pages.
@ Select the tool type at the application index on the left pages.
© Check the tool designation on the page of the tool details.

B How to read the list for the standard items:

% Designations for indexable tools - toolholders, cutters, drill bodies, etc.
- Orders are to be received for the tools with the designations in the catalog.
- For the tool with right- and left-hand options, the designation includes **R/L** as shown below.
Ex. 1: Designation: A16Q-STFPR/L13-D180

You can order both right- and left-hand tools. A16Q-STFPR13-D180 (a right-hand tool) and
A16Q-STFPL13-D180 (a left-hand tool) will be available.

Ex. 2: Designation: A16Q-SNGR09-D200
You can order only right-hand tools. Please contact us when you need left-hand tools.
% Line up for inserts and solid tools
Blank : Please contact us regarding the product.

Bl When ordering:

% Please specify the designation, grade, and quantity.
e.g. ACLNR2020K12-A ... 1 (one external toolholder per package)
*Inserts are not included. Please order those separately.
e.g. CNMG120408-TM T9205 ... 10 pieces (10 inserts per package)
*You will find a note if the number per package is not 10.
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1. Grade




Grade

Quick Guide

Coated Grade PVD

Coated Grade CVD

Cermet

CBN (T-CBN|

PCD (T-DIA)

Uncoated Cemented Carbide
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Grade - Quick Guide

Steel

Stainless

Non-ferrous

Superalloy

Hard
material

Application ranges of
G-tolerance positive
turning inserts

Application ranges of
M-tolerance negative
turning inserts

7
High speed N\ High speed GT9530
(> 150) (>150) NS9530 u
Medium speed SH725 AH725 Medium speed )
(80 < 150) (80 < 150) D — ; <
| -
Low speed J740 Low speed AH120 I
) AH645
(< 80) J (< 80) \
Continuous Light interrupted |Heavy interrupted Continuous Light interrupted |Heavy interrupted
[
High speed High speed ‘
(> 150) Y (> 150)
Medium speed Medium speed ‘ v
(80 < 150) SH725 AH725 ©0<150) |[ ] |
AH8015 AH645
Low speed J740 Low speed
(< 80) J (< 80)
Continuous Light interrupted |Heavy interrupted Continuous Light interrupted |Heavy interrupted
High speed DX110 High speed
(> 150) DX120 (> 150)
Medium speed DX140 Medium speed
(80 < 150) ) (80 < 150) )
KSO5F THi0
Low speed TH10 Low speed
(< 80) (< 80)
Continuous Light interrupted |Heavy interrupted Continuous Light interrupted |Heavy interrupted
High speed High speed
(>150) (>150)
BX480
Medium speed Medium speed
(80 < 150) (80 < 150)
AH8005 AH8005
Low speed Low speed \
° SH725 | AH8015 P AH8015
(< 80) (< 80)
Continuous Light interrupted |Heavy interrupted Continuous Light interrupted |Heavy interrupted
High speed BXA10 High speed BXA10
(>150) (> 150)
BXA20 BXA20
Medium speed Medium speed
(80 < 150) (80 < 150)
Low speed TH10 Low speed TH10
(< 80) \ (< 80) \
Continuous Light interrupted |Heavy interrupted Continuous Light interrupted |Heavy interrupted




PVD - Coated Grade

Grade

Coating
Grade Main  Thick- Ap'i)(l;ﬁa_ Feature
. ness
composition /pm
AH120
P15 - P25 B m - Good balance between wear and fracture resistance
M15-M25  (Ti, AN 3 ®s Suitable for machining steel, stainless steel, and cast iron under general
K15 - K30 cutting conditions
$10-S25
AH130 - High chipping and fracture resistance
P25 - P40 (Ti, ADN 3 . M - Designed for machining austenitic stainless steel under general cutting
M25 - M40 conditions
AH630 ) - Good resistance to wear and fracture in machining stainless steel at low to
P15-P30  (Ti, AN 5 Bwm i o .
M15 - M30 medium cutting spee
AH645
P30 - P40 (Ti, AN 5 . M - High fracture resistance in machining stainless steel
M30 - M40
AH725
P15 - P30 . M - Good balance between wear and chipping resistance
M15-M30  (Ti, AN 2 - Suitable for machining steel and stainless steel under general cutting
K25 - K30 . conditions
S15 - S25
AH7025
P20 - P30 (Ti, ADN 35 . M _ Excellent wear resistance and high rigidity
M20 - M30 ’ ’ (3 - First choice for grooving of various materials
S15 - S25
ﬁgso&% . M S . Good resistance to wear and adhesion
= (ALT)N 3.5 . - ) )
301 - 810 H - Excellent performance in machining heat-resistant alloy at high speed
AH8015 ) - o Good balance between wear and fracture resistance
M10 - M20 (ALT)N 3.5 B - First choice for machining heat-resistant alloy under general cutting
§10-520 H conditions
AH3135 - High fracture resistance
P30 - P40 (Ti, AN 4 . M - Suitable for machining steel and stainless steel under general cutting
M30 - M40 conditions
AH9130
P15- P35 B m ) )
M25 - M35 (Ti, AN 45 - H|gh wear reS|sFa_nce _ _
K10 - K25 . S - Designed for drilling various materials
S15 - S30
H72 ) .
P820 _ Pgo (Ti, AN 2 . M - ngr] wear resstangg ;
M20 - M30 - Designed for machining steel and stainless steel
SH730
P20 - P35 (Ti, AN 1 . M High wear resistance
M20 - M35 ' S - Designed for machining steel, stainless steel, and difficult-to-cut material
S05 - S15
GH110 Bm
kio-k25  TiC,N,O) 3 BN - High wear resistance
NO5 - N15 S
GH130
P25 - P40 Ti(C, N, O) 3 . M High chipping and fracture resistance
M25 - M40 T K - Suitable for steel, stainless steel, and cast iron
K25 - K40
GH330
P15 - P30 . Bwm High resistance to wear and fracture
Ti(C, N, O) 3 J . . . .
M15 - M30 K - Suitable for continuous to medium interrupted cutting
K05 - K30
J7_40 TiN 1 F(l);tir::" - Ultra-fine-grain cemented carbide coated with TiN-based compound I
nglj,zgf) TiC, N) 15 . M - High resistanceltp wear and fracture .
M20 - M35 - Designed for drilling carbon steel and stainless steel
YH180 High ist
P20 - P35 Ti(C, N) 15 @ m - High wear resistance

M20 - M35 - Designed for drilling carbon steel and stainless steel 1 _3



CVD - Coated Grade

Grade

T9205
P01 - P10

K10 - K20

T9215
P10 - P20

T9225
R15=R25

@ 19235

P30 - P40

T6120
P10 - P20
M10 - M20

T6130
P15 - P30
M15 - M30

T313V

Coating
: Thick- Applica-
Main tion
. ness
composition /pm

Ti compound
o3 0 B8

Ti compound 18
+AI203 K
Ti compound
+AI203 18 .
Ti compound 18
+AI203 .
TicN 6 Bwm
TicN 6 Bwm

- High wear resistance
- Excellent performance in high speed cutting

Feature

- Well-balanced between wear and chipping resistance
- First choice for steel
- High versatility for a wide range of applications

- First choice for roughing to medium cutting
- High fracture resistance

- High fracture resistance in heavy interrupted cutting

- Excellent wear resistance in high speed continuous cutting

- High wear resistance in cutting at medium to high speed
- First choice for stainless steel

TiCN-AI203 3 Threading - High resistance to plastic deformation

Cermet

2
232
S 08
=GE =

Grade

@ A9530

GT9530
J9530

NS9530

1-4

Coating
. Thick- Applica-
Main ness tion
composition /um
(Ti, AN
laminated 3 .
coating

Ti(C, N, 0) 3 P K

TiN 1 lathes

Uncoated - . .

- High wear resistance
- First choice for machining alloy steel

- High wear resistance
- Excellent surface quality in finishing

P Sl Suitable for small-part machining

- High fracture resistance
- Suitable for finishing to medium cutting of steel

Feature

Drilling

Grooving
Milling

[ |Tuming
I



CBN

Grade

@ sxa10

BXA20
BXM10
BXM20
BX310
BX330
BX360

BX470
BX480

BX815

Hardness
(Hv)

3200 ~ 3400

3300 ~ 3500

2700 ~ 2900

3500 ~ 3700

2700 ~ 2900

2800 ~ 3000

3200 ~ 3400

4100 ~ 4300

4100 ~ 4300

3000 ~ 3200

T.R.S. Applica-

(GPa)

1.00 ~ 1.10

1.30 ~ 1.50

0.80 ~ 0.90

1.35 ~1.50

0.80 ~ 0.90

0.85 ~ 0.95

1.00 ~ 1.10

1.90 ~ 210

Sintered
metal " Hardest T-CBN

1.90 ~ 2.10

1.00 ~ 1.10

tion

Sintered - Excellent sharpness
metal - Suitable for ferrous sintered metal

PCD (T-DIA)

Grade

Feature

Turning
Grooving

- Coated T-CBN for excellent performance in continuous cutting of hardened
steel

- Coated T-CBN for excellent performance in machining hardened steel

- Coated T-CBN for excellent performance in high speed continuous cutting
of hardened steel

- Coated T-CBN for machining hardened steel in a wide range of application
area

- High wear resistance
- Designed for high-speed continuous cutting of hardened steel

- Excellent sharpness
- Designed for finishing hardened steel

- Suitable for general machining of hardened steel

- Ideal for ferrous sintered metal
- Suitable for high-speed face milling of cast iron

- High wear resistance and thermo stability
- Suitable for high-speed machining of Inconel

Grade

@ oxi10

DX120
DX140

DX160

o
Grain . =
- Hardness T.R.S. Appli- =
size X Feature )
Hv, P cation
(um) (Hv) (GPa) o
O
- Excellent sharpness for high surface quality
<1 8500 18 . - Suitable for finishing non-ferrous metal and nonmetal
4.5 9000 1.8 [N - Suitable for finishing non-ferrous metal and nonmetal

12.5 10000 1.7

28 11000 1.6

. - High wear resistance
- Designed for non-ferrous metal and nonmetal

EE—

(N) - Designed for ceramic, cemented carbide, and nonmetal

L [Tuming

Uncoated Cemented Carbide

Grade

UX30
P30

M30
TH10
P10
M10
K10
N10
KSO05F
K05
S05
NO5

Hardness
(HRA)

91.1

92.0

T.R.S.
(GPa)

2.3

2.4

2.9

App

lication |

Grooving

o
=
=

1-5



2. Insert




Insert

Positive type

Coated CVD/PVD, Cermet, Uncoated cemented carbide

Negative type

Coated CVD/PVD, Cermet, Uncoated cemented carbide

CBN / PCD Insert

CBN (T-CBN), PCD (T-DIA)
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Positive Inserts - Quick Guide

Depth of cut: ap (mm)

0 - - - :
0.05 0.1 0.15 0.2 0.25 0.3 0.4
Feed: f (mm/rev)
WXGU insert DXGU insert
B Corner radius RE = 0.1, 0.2, (0.4 for JS only) o Corner radius RE = 0.1, 0.2, (0.4 for JS only)
3 ‘ T
251 Js* X0
E €
£ E o L
o a
ERG \
% 5 AT
= s 1
& 53 N
o [a} )/
0.5
0 0.05 0.1 0.15 0.2 0.25 0 0.05 0.1 0.15 0.2 0.25

Feed: f (mm/rev)

Feed: f (mm/rev)

M Stainless Steel

7

........................................................................

6 .. ..........

Depth of cut: ap (mm)

0.05 0.1

WXGU insert

. Corner radius RE = 0.1, 0.2, (0.4 for JS only)

0.15 0.2 0.25 0.3 0.4
Feed: f (mm/rev)

DXGU insert
2 Corner radius RE = 0.1, ?.2, (0.4 for JS only)

o
o

N

N
&l

=

Depth of cut: ap (mm)

Depth of cut: ap (mm)

o
&l

0 0.05 01 015 0.2
Feed: f (mm/rev)

2-2

0.25 0 0.05 01 015 02 025
Feed: f (mm/rev)

Coated grades

300 1 :
SH725 |
= VA
S ! |
~ 1 :
E o200l F N N\ AH725.------
< Y |
g ! ]
@ i :
8 ol £
2 100 & N
o :
£ '
— ]
5 — J740
© 3 3 ;
0 0.1 0.2 0.3 0.4
Feed: f (mm/rev)
VXGU insert
. Corner radius RE = 0.1, 0.2, (0.4 for JS only)
25
€
E o
=8
Lol e
515 N\,
o [
5| ds N
Ky
= 1 \\
[0
° \ \
0.5
'*JR‘P./
0 005 01 015 02 025
Feed: f (mm/rev)
Coated grades
300
= SH725
€ i
= ;
o
o ' —
> : i AH725
k) 4 ]
(0] H
3 1004
ot A
) ] \
£ H
£ ile J740
O H H i
0 0.2 0.4 0.6 0.8

Depth of cut: ap (mm)

Feed: f (mm/rev)

VXGU insert

. Corner radius RE = 0.1, 0.2, (0.4 for JS only)

N
&)

N

—
&)l

-

o
2]

X

JS ¢ \\

an\ N\

| o

0 0.05 01 015 0.2

Feed: f (mm/rev)

0.25



Positive Inserts - Quick Guide

(N Non-ferrous Metal

7
__ 6
=
E 5
o t
©
S 4 3
3 [
2 £
%5 &
c
Q 2
()
(=}
1
0 I ¢ g g g g
0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)
Aluminium alloy (Si < 12%) Aluminium alloy (Si = 12%) Copper alloy
3000 ; ; ; 1000 ; ; ; 2000
=300 I N N < e <
= E 800 [y £ S S N N
E ol N £ £
S . N
o g B b SR Rol e——-DX110 S 1000 | T
3 b | DX140 o -\ —DX140
a Q o e 2 \
e B s S @ ; @ DX110; —_ KSO5F
= 1000 > > DX120 | s ,,,,,,,,,,,,,,,,,
= £ 200 |- ] rrrrrrrrrrrrrrrrrrrrr =
> 500 ([ | [T =] KSOSF ; = S ] S
(©) : (@) ; ; : (@)
DX120 i i i i i a a a
0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8 0 0.2 0.4 0.6 0.8
Feed: f (mm/rev) Feed: f (mm/rev) Feed: f (mm/rev)

S Superalloys and titanium

4

—JRP SH72§5

Depth of cut: ap (mm)

o : o AHB015

0.1 0.2 0.3 0.4 0.5 0.6 0.7
Feed: f (mm/rev)

Titanium alloy Ni-base alloy

1010 USSR S A— SR S— 4]0 ) S — S —

3 | AH8005
SH725 | AH8015

100f- / ¢ N 100 - / Y AN S—

Cutting speed: Vc (m/min)
>
T
(]
(4]
Cutting speed: Vc (m/min)

0 0:1 0:2 0‘.3 0 0.1 0:2 0‘.3
Feed: f (mm/rev) Feed: f (mm/rev)

2-3



Positive Inserts - Quick Guide

o
2
=
(2]
e
o

H Hard Materials

4

Depth of cut: ap (mm)
N

0
Feed: f (mm/rev)
Coated T-CBN T-CBN PVD coating
Coated T-CBN T-CBN 100

= 300 =300+ =

<L & &

=0 I - S

B 200+ 3 2004 B

[o) [0] (0] p

Q o a 35

%) 7] 7

= | g, 00 BX360 2

£ 1007 ER! E AHB005 AH8015

O O BX330 ()

Continuous Light Medium Heavy Continuous Light Medium Heavy Continuous Light Medium Heavy
interrupted interrupted  interrupted interrupted interrupted  interrupted interrupted interrupted  interrupted
—_— — — — — — — —

2-4



Positive Inserts - Chipbreaker Overview

Application Chipbreaker design Applicable range

. M Precision 0 1

. finishing

| —1
0.1 0.2 0.3 0.4 0.5
f (mm/rev)

Insert

RO.1

5

4

3 RO.

2 moz 1\
1

0

| Finishing JS

|
-R0.03

0.05 0.1 0.15 0.2 0.25
f (mm/rev)

! |
0.g| Ro.08 RO0.18_]
Rot /|

/
AN
% 0.4 | “
02[1 ||
I
0 0.03 0.06 0.09 0.12 0.15

f (mm/rev)

10° 10° 10°

. M Precision
. . finishing J PP

0.8| R0.08 RO0.18_]

. £ o. |
. M Precision J RP g £06 i RO.2
. . finishing = Chad | IR
0.2
! 1 |
0 0.03 0.06 0.09 0.12 0.15

f (mm/rev)

! |
0.8} R0.08 RO0.18_]
RO /|

!

. £ 0] | |
B m Precision JSP g | EOO| A o2
NS finishing = | §04 )
0.2 [ |
0 0.03 0.06 0.09 0.12 0.15
f (mm/rev)
10
8
P m N Ee
Finishing to 2 E
wshingto .1 J10 § &
- . medium cutting ©
2
0 0.04 0.08 0.12 0.16 0.2

f(mm/rev)
10
8
0.2 T
Finishing to E

N medium cutting AL S g4
v 2

0 0.20.4 0608 1

f (mm/rev)

2-5
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Positive Inserts - Chipbreaker Overview

Application Chipbreaker design Applicable range
5
4
. M 0.12 Es
S - E
. Finishing PSF IS a2
1
L
0 0102030405
f (mm/rev)
5
4
. M S 0.2 = E,s
. Finishing PF g2l
1
00102030405
f(mm/rev)
5
4
N . Es
. M Finishing to light Pss 0.15 . i
s cutting (< &2
T
00102030405
f (mm/rev)
4
. M Finishing to E U ]
umoutting | P'S & | g7
. medium cutting = ©
1 |
0 010.20.30405
f (mm/rev)
5
4
B M | Finishing to TSF 22 . £ s pu
[§ | medium cutting 2§
] ||
0 005 010150202503
(mm/rev)
5
4
. M L 0.15 E 3
Finishing to TM g s | |
. medium cutting N g 2
. ||
0 005 040150202503
f (mm/rev)
5
4
. M 0.15 £ 3f7—<ff
. Medium cutting PM Wg\&f g2 |
L]
0 010.20.30405
f(mm/rev)

2-6



Double-sided positive inserts - Chipbreaker Overview

Application Chipbreaker design ‘ Applicable range
2
B m Precision N E15 \
vt S
NS finishing Jss S 2 1
0.5 | "
0 0050100.15 0.20 0.25 ]

f (mm/rev)

=: Finishing JS

10°

ap (mm
o
[3,]

|

0 005 01 02
f (mm/rev)

. M e 0.1 ELS \\
Finishing o 1
.. JTS S : ‘l

0 0.050.10 0.15 0.20 0.25
f (mm/rev)

10°
1)

25
2
€
B m N o | ETS
NS Finishing JRP & | 5 1~
0.5(]
0 0.05 0.10 0.15 0.20 0.25
(mm/rev)
5
4
3
. M Finishi 2 £ 8
inishing ss a2
N s 2 "D
1
00102030405
f (mm/rev)
5
4
0.1 B
B m - e E3
- . Finishing Tsw S a2
=
+H
L L
0 0.10.20.3 0405

f (mm/rev)

{

mE st TS

5

4

.M 0.1 E,s
%2

1

0

I
0.1 0.2 0.3 0.4 0.5
f (mm/rev)

2-7
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Other inserts - Chipbreaker Overview

Application Applicable range
8
. M )ﬁ‘ﬂ E 6 —\
Front turni
. . ront turning JXF S 8 : N
0 0.04 0.08 0.12 0.16 0.2
f(mm/rev)
10
8
Bwm | EEC
Back turning JXB 8 o 4 N
Ns v,
0 0.04 0.08 0.12 0.16 0.2
f(mm/rev)
5
4
Bwm £l
Back turning JTB 22\
NS ) \

0 0.04 0.08 0.12 0.16 0.2

f (mm/rev)

o
LI)
\ Q‘,.
8
E
B m . = | E°
Back turning J 1 OE I Q4
— o
NS N\
2 N
0 0.04 0.08 0.12 0.16 0.2
f (mm/rev)
10
8
€
Bm . > N0
Reverse turning JXR ) Q4 <
NS =T
2
0 0.04 0.08 0.12 0.16 0.2

f (mm/rev)




® : Continuous cutting
€ : Light interrupted cutting

| n S e rt POSITIVE TYPE % : Heavy interrupted cutting

- Steel c oc
M Stainless | € ([@c|ec|@ocC RE g
Castiron | € 5
Rhombic, 80° l o ’O‘ = E
with hole fanols N 1%
. S Superalloy| ® oc IC 4
Positive 7° Hard -
H material
5 Coated Dimension (mm)
,8 Chipbreaker Designation % S g
g TEES 5
< SvnS RE/IC| S |D1| —
o 01 CCGT060202-01 [ ] 0.2 |6.35/2.38| 2.8
5 09T302-01 ° 0.2 [9.525/3.97| 4.4
=
'
K]
@
3] X i%
<t e
o
o |01 CCGTO060202F-01 ® <0.2|6.35(2.38| 2.8
5 B 04F-01 ° <0.4/6.35/2.38] 2.8
£7 CCGTO09T302F-01 ° <0.2]0.525(3.97 4.4
s g 04F-01 ° <0.4)9.525[3.97| 4.4
D c
own 3
o~ S
o
JS CCGT03X101-JS () <0.1/3.57(1.39| 1.9
2 02-JS ° <0.2|3.57|1.39 1.9
& 04-JS ™ <0.4/3.57[1.39] 1.9
C
= CCGT04T101-JS () <0.14.37(1.79| 2.2
E 02-JS o <0.2(4.37]1.79| 2.2
[0}
j= r<},c_> 04-JS () <0.4(4.37(1.79| 2.2
JS CCGTO03X101F-JS () <0.1]3.57(1.39| 1.9
25 02F-JS ° <0.2|3.57|1.39 1.9
%%’ 04F-JS ° <0.4/3.57|1.39] 1.9
<a CCGTO04T101F-JS ° <04(437[179 22
%% 02F-JS o <0.2]4.37[1.79] 2.2
- r@@ 04F-JS ° <0.4|4.37|179 2.2
JS CCGT060201N-JS ® 0.1 |6.35(2.38| 2.8
02N-JS ® 0.2 [6.35/2.38| 2.8
o 04N-JS ® 0.4 [6.35/2.38| 2.8
) CCGTO09T301N-JS |@ 0.1 |9.525/3.97 | 4.4
£ 02N-JS |@ 0.2 [0.525(3.97| 4.4
r<‘Zg 04N-JS |@ 0.4 [9.5253.97| 4.4
JS CCGT060200FN-JS [ N ) 0.03(6.35/2.38| 2.8
01FN-JS o0 <0.1/6.35|2.38| 2.8
5 02FN-JS o0 <0.2|6.35(2.38| 2.8
o8 04FN-JS () <0.4|6.35|2.38| 2.8
ﬁ qé_ CCGTO09T300FN-JS [ N ) 0.03(9.525/3.97| 4.4
£ g 01FN-JS o0 <01/9.5253.97| 4.4
= r@g 02FN-JS 0 <0.29.5253.97| 4.4
04FN-JS o0 <0.4(9.525/3.97 | 4.4
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

Reference pages: External toolholder — 3-22 - 3-25 Internal toolholder — 4-16
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Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

CC -Steel ecc¥ € | ¥ c¥ ¥ |0oC € c ecoC ecec oc )
M Stainless @€ e/ c c|xecjc|o c|c ° RE g
R Cast iron @€ oC C [ ecec ( 13 [ ) #fﬂ
Rhombic, 80° l“°"' B o) 5¢ .
witnole (G178, clelofe| | e = TH-
Positive 7° W Hard
material
g Coated Coated cermet| Cermet |Uncoated| Dimension (mm)
= 0 10 o o
% Chipbreaker Designation E § ‘8_ ‘8_ § g ‘8_ g § é § ?!" § § § § o
< PP REIZIZIZG55 6 & g = RE|IC| S |D1
J10 CCGT060200FR-J10 [ N ) [ ] 0.03(6.35/2.38| 2.8
00FL-J10 [ N} [ ) 0.03]6.35|2.38| 2.8
01FR-J10 [ N J [ J [ ] 0.1 |6.35/2.38| 2.8
2 01FL-J10 00 ° 041 |635|2.38| 2.8
3 02FR-J10 o0 ° ° 0.2 |6.35(2.38 2.8
g’g 02FL-J10 [ ) () ) 0.2 |6.35/2.38 2.8
kS CCGTO09T300FR-J10 () (] 0.03(9.525(3.97 | 4.4
g% 00FL-J10 ") ™ 0.03/9.525[3.97| 4.4
b~ 3 01FR-J10 o0 ° 0.1 19.525/3.97| 4.4
= /% 01FL-J10 0 ° 0.1 (9.5253.97| 4.4
E 02FR-J10 [ N ) [ ) 0.2 [9.525/3.97 | 4.4
02FL-J10 [ N} () 0.2 |9.525(3.97| 4.4
04FR-J10 [ 0.4 9.525/13.97| 4.4
PSF CCMT060202-PSF [ J o o 0.2 |6.35/2.38| 2.8
04-PSF (N o000 (] (] 0.4 |6.35|2.38| 2.8
CCMT09T302-PSF [ ® 0.2 [9.525/3.97 | 4.4
04-PSF o0 [ N ] [ J [ J 0.4 (9.525/3.97| 4.4
»P:f%i? 08-PSF |@ @ ° ° ° 0.8 |9.5253.97| 4.4
(o)) N
£
S |PF CCMT060202-PF ° ° ° 0.2 |6.35/2.38| 2.8
T 04-PF ° ° ° ° 0.4 |6.35/2.38| 2.8
08-PF ® ® 0.8 |6.35(2.38| 2.8
CCMT09T302-PF [ J [ J 0.2 [9.525/3.97| 4.4
0.2 04-PF (] ® ® 0.4 |9.5253.97| 4.4
’@5 08-PF (] (] ) 0.8 |9.525(3.97| 4.4
PSS CCMT060204-PSS o00000 [ ] (] 0.4 |6.35|2.38| 2.8
£ 08-PSS @0 0000 ° ° 0.8 [6.35|2.38] 2.8
E o CCMT09T304-PSS @@ ®@ 0@ @ @ ° ° 0.4 9.525/3.97| 4.4
_g;g 08-PSS o000 0O0 ([ ® 0.8 [9.525/3.97 | 4.4
ﬁ ° 0.15
=
o |SW CCMT060204-SW |@ @ [ 0.4 [6.35/2.38| 2.8
';% 08-sw e @ (] 0.8 |6.35(2.38( 2.8
3% CCMT09T304-SW @ @ ° 0.4 [9.525(3.97| 4.4
SE 08-SW @ @ () 0.8 9.525/3.97| 4.4
? 0.2 “Wiper
= #é
c |PS CCMT060202-PS 000000 OCGOGCOOS o0 ® 0.2 6.35/2.38| 2.8
% 04-PS 000000000 OCO [ N J (] 0.4 |6.35(2.38| 2.8
£ o 8PS 000000 OGOGOEOEO oo ° 0.8 |6.35(2.38 2.8
g’é CCMT09T302-PS 0000000O0COOCO o0 ® 0.2 |9.525/3.97| 4.4
£ © 04-PS 000000O0OCGCOOOOS ( N ] ® 0.4 [9.525/3.97 | 4.4
2 rﬁyg* 08-PS e0000000O0COCO0 o0 ° 0.8 [0.5253.97| 4.4
[T
®: Lineup

Reference pages: External toolholder — 3-22 - 3-25

Internal toolholder — 4-16




Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

CC - Steel eccxecec °
M Stainless @€ ° RE g
. Cast iron (@€ ° 7*\’7
Rhombic, 80° l”°”‘ . OJs E
winboie (Gl > Hy
Positive 7° h H;; Y IC,.
material
5 Coated Uncoated Dimension (mm)
© . . .
% Chipbreaker Designation E § '-é’ § °
< 2256 = RE|IC| S |D1
TSF CCMT060204-TSF o0 0.4 |6.35/2.38 2.8
° 08-TSF ( N ] 0.8 |6.35/2.38| 2.8
£ CCMTO09T304-TSF  |® @ 0.4 (9.525/3.97| 4.4
3 08-TSF (@ @ 0.8 (9.5253.97| 4.4
= 0.2
> )
3 E
Eltm CCMT060204-TM |@ @ 0.4 |6.352.38| 2.8
> 08-TM o0 0.8 6.35/2.38| 2.8
= CCMTO09T304-TM |@ ® 0.4 [0525/3.97| 4.4
= 08-TM e 0 0.8 (9.5253.97| 4.4
i 0.15
&
wos8 CCGTO03X100R-W08 [ ] [ ] 0.03(3.57(1.39| 1.9
00L-WO08 ) () 0.03(3.57(1.39| 1.9
01R-WO08 [ ) () 0.1 [3.57/1.39| 1.9
01L-Wo08 [ ) () 0.1 (3.57/1.39| 1.9
02R-W08 [} [} 0.2 |3.57|1.39| 1.9
02L-W08 [ ] [ ] 0.2 |13.57|1.39| 1.9
2 04R-W08 [ ® 0.4 (3.57|1.39 1.9
Kz 04L-W08 ° ° 0.4 |3.57[1.39 1.9
= CCGTO04T100R-W08 ° ° 0.034.37|1.79| 2.2
g A i 00L-W08 [ [ ) 0.03(4.37|1.79| 2.2
€ ~ 01R-W08 ® ® 0.1 |4.37|1.79| 2.2
01L-W08 ) () 0.1 [4.37|1.79| 2.2
02R-WO08 ® () 0.2 4.37(1.79] 2.2
02L-Wo08 () () 0.2 4.37(1.79] 2.2
04R-W08 [ J [ ] 0.4 |4.37|1.79| 2.2
04L-W08 ) () 0.4 |4.37(1.79] 2.2
wos CCGTO03X100FL-WO08 () 0.03|3.57(1.39| 1.9
O00FR-W08 (] 0.03|3.57|1.39| 1.9
01FL-W08 (] 0.1 [3.57(1.39| 1.9
01FR-WO08 ® 0.1 (3.57/1.39| 1.9
T 02FL-W08 ® 0.2 |3.57(1.39| 1.9
kS 02FR-W08 ° 0.2 [3.57|1.39| 1.9
= 04FL-W08 ° 0.4 357|139 1.9
) 04FR-W08 ° 0.4 [3.57[1.39] 1.9
.8 CCGT04T100FL-WO08 [ J 0.03(4.37(1.79| 2.2
é 0.1 2 00FR-WO08 (] 0.03]4.37|1.79| 2.2
% ~ 01FL-WO08 ° 0.1 |4.371.79| 2.2
g 01FR-WO08 [ ) 0.1 [4.37]1.79| 2.2
< 02FL-W08 o 0.2 [4.37|1.79| 2.2
02FR-WO08 ® 0.2 |4.37(1.79] 2.2
04FL-W08 (] 0.4 |4.37(1.79] 2.2
04FR-W08 [ ) 0.4 |4.37|1.79| 2.2

Reference pages: External toolholder — 3-22 - 3-25

Internal toolholder — 4-16

®:Lineup
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Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

CC -Steel ecci € | ¥ C¥ % @C/ C | @ oC C eoc oc e c
M Stainless @€ e/ c c|xec/ic| o occC o c RE s
R ° Cast iron @€ @eC/ C o oC C oC { 13 [} [ ) 7*\’7
Rhombic, 80 lNon_ o o O 5
withhote |8 e HEE D TER
Positive 7° Y H;d Y IC,
material
< Coated Coated | Cermet | Uncoated | Dimension (mm)
% Chipbreaker Designation E § g ‘8_ § g ‘8_ g 'g_ § § § é °g §
< PPReRZEIZIZISSS G 2 352 RE|IC | S |D1
w15 CCGT060200R-W15 o 0.03(6.35/2.38| 2.8
00L-W15 ) ® 0.036.35|2.38| 2.8
02R-W15 [ J [ ] 0.2 16.35|2.38| 2.8
02L-W15 [ [ J [ J 0.2 16.35|2.38| 2.8
01 04R-W15 ° ° ° 0.4 |6.35/2.38] 2.8
o K 04L-W15 o0 (] (] [ ) 0.4 |6.35(2.38( 2.8
£
2 w20 CCGTO09T302R-W20 ° ° 0.2 [0.525/3.97| 4.4
- 02L-W20 ° ° ° 0.2 |9.525(3.97 4.4
04R-W20 ® 0.4 (9.525/3.97| 4.4
04L-W20 () ) ) ® 0.4 9.525/3.97| 4.4
0.1 08R-W20 ) 0.8 (9.5253.97| 4.4
A4 08L-W20 ° ° 0.8 [9.525/3.97| 4.4
PM CCMT060204-PM 000000O0CO0 [ J [ ] [} 0.4 16.35|2.38| 2.8
= 08-PM 0000000 o [ ] [ J 0.8 [6.35(2.38| 2.8
£ CCMT09T304-PM @000 00 OO O ° ° ° 0.4 9.5253.97| 4.4
; 08-PM 0000000 [ J [ ] [ J 0.8 (9.525/3.97| 4.4
21 o1s 122PM (000000 o 12 (9.5253.97| 4.4
AL CCGT060202-AL ® 0.2 |6.35/2.38| 2.8
04-AL ® 0.4 [6.352.38] 2.8
CCGT09T302-AL [ J 0.2 9.525/3.97| 4.4
04-AL ) 0.4 (9.5253.97| 4.4
08-AL ® 0.8 (9.5253.97 | 4.4
0.2 CCGT120402-AL () 0.2 [12.7|4.76| 5.5
*@ 04-AL o 0.4 [12.7|4.76| 5.5
- 7 08-AL ° 0.8 [12.7]4.76| 55
£
§ All-round CCGT060202 [ 0.2 [6.35/2.38| 2.8
E 04 ° 0.4 |6.352.38| 2.8
3 CCGT09T302 [ J 0.2 |9.525/3.97| 4.4
g 04 ) 0.4 9.525/3.97| 4.4
> Tﬁ 08 ° 0.8 [9.525/3.97| 4.4
£ |Angular CCGT060200R ® 0.03/6.35(2.38| 2.8
02R o 0.2 [6.352.38| 2.8
02L ® 0.2 [6.352.38| 2.8
04L ® 0.4 [6.35/2.38| 2.8
CCGTO09T302R () 0.2 19.525/3.97 | 4.4
02L o 0.2 [9.525/3.97| 4.4
\\@? 04R ° 0.4 19.5253.97| 4.4
04L ® 0.4 (9.5253.97| 4.4
®:Lineup

Reference pages: External toolholder — 3-22 - 3-25

Internal toolholder — 4-16




® : Continuous cutting

€ : Light interrupted cutting
| n S e rt POSITIVE TYPE % : Heavy interrupted cutting
- Steel @CCx € % C¥ % OC € (2 oCoC eoC
P M Stainless @€/ |® €| ¢ *|oec/c @ Cc € RE s
Cast iron (@€ eC C (3 eocec oC B =
Rhombic, 80° l”°”‘ ecioe o) 5
with hole s fserro:su ecie o ¢ 3 %3‘:
u rallo
Positive 11° Hafd Y <IC
H material
S Coated Coated cermet| Cermet Dimension (mm)
Bl o 0 10 o o
S |Chipbreaker Designation LoogQ = EY a9 SHE 2 ug) i 5
g NN EEEEEES: 2E 3 2
< FFFRFFI<S<I<I<ILO O < z RE|IC| S |D1| —
PSF CPMT060202-PSF [ 0.2 |6.35|2.38| 2.8
04-PSF o0 [ ] 0.4 |6.35|2.38| 2.8
CPMT080202-PSF [ ) 0.2 |7.94|2.38| 3.4
04-PSF (N J o 0.4 [7.94|2.38| 3.4
CPMTO090302-PSF [ () () 0.2 [9.525/3.18 | 4.4
912y 04-PSF o0 [ ] () ) 0.4 9.525/3.18| 4.4
2 & CPMTO09T302-PSF ° 0.2 [0.525(3.97| 4.4
@ 04-PSF @ @ [ 0.4 9.5253.97 | 4.4
£
PF CPMT090302-PF () ) 0.2 [9.525/3.18 | 4.4
04-PF ) ) 0.4 [9.525/3.18| 4.4
0.2 -
S
o PSS CPMT060204-PSS ( M o [ ] [} 0.4 |6.35|2.38| 2.8
':g CPMT080204-PSS 00000 [ ] o [ ] 0.4 |7.94|2.38| 3.4
° 08-PSS o000 0O0 O (J (J 0.8 |7.94|2.38| 3.4
5 CPMT090304-PSS @00 e e®e® o ° ° 0.4 9.5253.18 4.4
o 08-PSS o000 O0O ® o ) 0.8 9.525/3.18| 4.4
g »\g:f’—%x_r CPMTO09T304-PSS (@ @ ° 0.4 19.525/3.97| 4.4
2 = 08-PSS o0 [ ] 0.8 |9.525/3.97| 4.4
£
PS CPMTO060202-PS (N J o000 ) 0.2 |6.35/2.38 2.8
04-PS o0 0000 o0 [ ) 0.4 16.35|2.38| 2.8
CPMT080202-PS 00000 [ ] o0 o 0.2 |7.94|2.38| 3.4
04-PS 00000 [ ] o0 [ ] 0.4 |7.94|2.38| 3.4
08-PS 00000 [ J [ N J [ ) 0.8 |7.94|2.38| 3.4
CPMTO090304-PS o000 0O0 [ [ N () 0.4 [9.525/3.18| 4.4
¥ 08-PS 00000 [ ] o0 o 0.8 [9.525/3.18 | 4.4
o rﬂ‘é CPMTO09T302-PS o0 XK 0.2 [9.525(3.97| 4.4
£
£ 04-PS ( N ] [ 3 X J [ ) 0.4 |9.525/3.97| 4.4
; 08-PS L ) o000 0.8 |9.525(3.97| 4.4
3
e
g TSF CPMTO09T304-TSF (W ) 0.4 9.5253.97| 4.4
e 08-TSF (N J 0.8 [9.525/3.97 | 4.4
2
<
o
< 0.2
LL o
Q
N
™ CPMTO09T304-TM (N ] 0.4 |9.525/3.97| 4.4
08-TM (N J 0.8 [9.525/3.97| 4.4
50.15 :
:?'

®: Lineup

Reference pages: Internal toolholder — 4-17
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Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel CH € |3 ©F ' C { 14 [ ]
P M Stainless| | ®|¢|e|% € ° RE g
Cast iron c oc ° B =
Rhombic, 80° [ =as! fo‘ 5¢
with hole ferrous ® Nk ):’-
. S Il ° —
Positive 11° H H:fde r,a > =
material
5 Coated Cermet Uncoated Dimension (mm)
. N =3
% Chipbreaker Designation L8 § g v Q °
3 SEBITET @ T
< (= = == = 4 = RE|IC| S |D1
W15 CPGT050202L-W15 [ 0.2 |5.56(2.35| 2.5
04L-W15 ) 0.4 |5.56|2.35| 2.5
CPGTO080202R-W15 o 0.2 |7.94|2.38| 3.4
02L-W15 [ ] [ ] 0.2 [7.94(2.38| 3.4
0.1 04R-W15 ) 0.4 [7.94|2.38| 3.4
2 3 04L-W15 ™ ° 0.4 |7.94|2.38| 3.4
X7
| W20 CPGT090302R-W20 ° ° 0.2 (9.5253.18| 4.4
02L-W20 [ ] [ ] 0.2 [9.525/3.18| 4.4
04R-W20 ) ® 0.4 9.525/3.18| 4.4
04L-W20 ) ) 0.4 [9.525/3.18| 4.4
L 2
Ay
> PM CPMT060204-PM 0000 0.4 |6.35/|2.38| 2.8
-é 08-PM o000 0O0 0.8 [6.35(2.38| 2.8
3 CPMT090304-PM e0o000O0 ® 0.4 [9.525/3.18| 4.4
E 08-PM XX XXX ° 0.8 [9.5253.18| 4.4
5 0.15
(0] FZ )
2 ©

Reference pages: Internal toolholder — 4-17

®: Line up




Insert posiTIvE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel
M Stainless

R ti
Rhombic, 55° lCalS fron

Non-
ferrous

W|th_ l_mole . S | Superalloy
Positive 7 H Had

material

RE
fes

Insert

g Coated cermet Dimension (mm)
_8 Chipbreaker Designation g 3 g o
g EEER |2
< <555 S RE|IC| S |D1
o |01 DCGT070202-01 () () 0.2 |6.35/2.38| 2.8
< 11T302-01 ° 0.2 [0.5253.97| 4.4
E | =
E \\/
S
K% .
5} )
o
o
@ |01 DCGT070202F-01 [ <0.2|6.35(2.38| 2.8
50 04F-01 ° <0.4/6.35|2.38] 2.8
£3 @ DCGT11T302F-01 ° <0.2[0.5253.97| 4.4
sg 04F-01 ° <0.4/9.525(3.97 | 4.4
0 = =
o )
ge | <}
o
JS DCGTO070200FN-JS [ N ) 0.03/6.35(2.38| 2.8
01FN-JS o0 <0.1/6.35|2.38| 2.8
mg 02FN-JS o0 <0.2/6.35|2.38| 2.8
£3 0 DCGT11T300FN-JS (X 0.03(9.525(3.97| 4.4
2g 01FN-JS o0 <0.1]0.525/3.97 | 4.4
-5 r@g 02FN-JS o0 <0.2(9.5253.97| 4.4
04FN-JS ) <0.4]9.525/3.97| 4.4
JS DCGTO070201N-JS () 0.1 |6.35(2.38| 2.8
> 02N-JS ) 0.2 |6.35/2.38] 2.8
£ 6DCGT11T301N-JS ° 0.1 [9.525/3.97| 4.4
2 02N-JS ° 0.2 0.525(3.97| 4.4
. r@g 04N-JS ° 0.4 9.5253.97| 4.4
JPP DCET0702008MFR-JPP [ N ) <0.08/6.35|2.38| 2.8
01MFR-JPP o0 <0.1/6.35(2.38] 2.8
% 01MFL-JPP o0 <0.1/6.35|2.38] 2.8
g_ 02MFR-JPP o0 <0.2(6.35|2.38| 2.8
E 02MFL-JPP [ ) <0.26.35|2.38| 2.8
% DCET11T3008MFR-JPP [ N ) <0.08/9.525/3.97| 4.4
£ 01MFR-JPP o0 <0.1]9.5253.97 4.4
2 01MFL-JPP o0 <0.1/9.5253.97 | 4.4
= i i&’ 018MFR-JPP o0 <018/9.525(3.97 4.4
]
@ 018MFL-JPP [ ] <0.18(9.525(3.97 | 4.4
§ 02MFR-JPP o0 <0.2[0.525/3.97| 4.4
02MFL-JPP C ) <0.219.525|3.97 | 4.4

*Corner radius (RE) with a sign of inequality (<) means minus tolerance.

Reference pages: External toolholder — 3-12 - 3-17

Internal toolholder — 4-22, 4-23

®: Line up
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(0]
= ® : Continuous cutting
5= € : Light interrupted cutting
8 | n S e rt POSITIVE TYPE % : Heavy interrupted cutting
o
- Steel ececec oC oC [
D M Stainless @c/ec@c o RE
i Foo
. Cast iron oC oC °
Rhombic, 55° l cast . A0/ Bt
with hole ferrous l[‘.i i
Positi o S | Superalloy ocC
ositive 7 W Hard
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
R N =3
% Chipbreaker Designation g § ° S § o
3 Ty 3 2] T
< non- ) z - RE|IC| S |D1
JRP DCET0702008MFR-JRP (@ @ <0.08/6.35|2.38| 2.8
0iMFR-JRP @ @ <0.1/6.35(2.38| 2.8
01MFL-JRP [ ] <0.1/6.35/2.38| 2.8
018MFR-JRP () <0.18|6.35|2.38| 2.8
01SMFL-JRP (@ @ <0.18|6.35|2.38| 2.8
02MFR-JRP @ @ <0.2|6.35(2.38| 2.8
& o 02MFL-JRP |[@ @ <02|6.35|2.38| 2.8
g DCET11T3008MFR-JRP |@ @ <0.08[0.5253.97 | 4.4
o g 0IMFR-JRP (@ @ <0.1(9.5253.97 | 4.4
(“ —
< 018MFR-JRP () <0.18(9.525/3.97| 4.4
o 018MFL-JRP | @ <0.18/9.525|3.97 | 4.4
5 02MFR-JRP | ® @ <0.2/9.5253.97| 4.4
£ 02MFL-JRP |®@ @ <02]9.525(3.97] 4.4
S
§ JSP DCET0702008MFN-JSP (@ @ <0.08/6.35|2.38| 2.8
a 01IMFN-JSP (@ @ <0.1/6.35/2.38| 2.8
02MFN-JSP (@ @ <0.2(6.35|2.38| 2.8
o; DCET11T3008MFN-JSP | @ ® <008(9.525(3.97| 4.4
0IMFN-JSP (@ @ <0.1(9.5253.97 | 4.4
Fﬁ!j_g 018MFN-JSP (@ @ <0.18/9.525/3.97 | 4.4
02MFN-JSP (@ @ <0.219.525(3.97| 4.4
J10 DCGT070200FR-J10 | @ [ J o 0.03/6.35(2.38| 2.8
& 00FL-J10 (@ @ () 0.03/6.35(2.38| 2.8
%’ 01FR-J10 (@ @ () ) 0.1 [6.35/2.38| 2.8
Q 01FL-J10 (@ @ ® ® 0.1 [6.35/2.38| 2.8
2 02FR-J10 (@ @ ° ° 0.2 |6.35/2.38| 2.8
é 02FL-J10 (@ @ ) ° 0.2 [6.35/2.38| 2.8
£ = 04FR-J10 | @ 0.4 [6.35/2.38| 2.8
= a S
; 04FL-J10 (@ 0.4 |6.35/2.38| 2.8
3 - DCGT11T300FR-J10 (@ [ ] (] 0.03(9.525/3.97| 4.4
°
g \ \F( s 00FL-J10 (@ ® () 0.03/9.525(3.97| 4.4
fe) 01FR-J10 (@ @ () () 0.1 [9.525/3.97| 4.4
2 O1FL-J10 (@ @ ° ° 0.1 [0.5253.97| 4.4
% 02FR-J10 (@ @ ° ° 0.2 9.525/3.97| 4.4
[ 02FL-J10 (@ [ ] ([ J (] 0.2 9.525/3.97| 4.4
gg J10 DCGT070202R-J10 () 0.2 |6.35/2.38 2.8
o3 11T302R-J10 ° 0.2 9.5253.97 | 4.4
Eg é\_\
o Cc |
+ O
o<
5L E
2E
i 3
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

Reference pages: External toolholder — 3-12 - 3-17 Internal toolholder — 4-22, 4-23
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Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel eCCH € | % C¥ '+ |0C C (3 oCoC eoC
DC M Stainless @€ e Cc c wecc o C c ’E‘*S_‘
Rhombic, 55° l ﬁ:nst iron @€ ec C c ecec oc @5 .
with hole IGHelS IC %“‘
Positive 70 S | Superalloy ec/ e o Cc C
H ﬂgrtgrial
5 Coated Coated cermet| Cermet Dimension (mm)
% Chipbreaker Designation E § ‘8_ ‘8_ § g ‘8_ g g § § § § g § §
< PPRRETIIZIZIZZS o & 2 RE|IC| S D1| =
PSF DCMTO070202-PSF [ () o 0.2 |6.35|2.38| 2.8
04-PSF (N [ [} o 0.4 |6.35|2.38| 2.8
DCMT11T302-PSF [ ] [ ] [ ) 0.2 (9.525/3.97| 4.4
012 04-PSF (@ @ o000 [ ° 0.4 19.525(3.97| 4.4
'@éﬁ 08-PSF @ @ XXX 0.8 [9.525(3.97| 4.4
2
S |PF DCMT070202-PF ° ° ° 0.2 |6.35/2.38| 2.8
i 04-PF ° ° ° 0.4 |6.35/2.38| 2.8
08-PF [ ] [ ] 0.8 |6.35(2.38| 2.8
DCMT11T302-PF [ J [ [ ] 0.2 9.525/3.97| 4.4
0.2 X 04-PF [ () ) 0.4 [9.525/3.97 | 4.4
- 08-PF o 0.8 [9.525/3.97 | 4.4
= PSS DCMTO070204-PSS o00000 [ o () 0.4 |6.35|2.38| 2.8
2 08-PSS @0 0000 O () () 0.8 |6.35(2.38( 2.8
g g DCMT11T304-PSS o000 0O0 o000 () o 0.4 |9.525/3.97| 4.4
£3 08-PSS o000 00 0000 ® ® 0.8 [9.525/3.97| 4.4
2 —n 12PSS 000000 o000 1.2 [0.5253.97| 4.4
[T -
PS DCMTO070202-PS 0o00000O0C0COCOO [ [ X o 0.2 |6.35|2.38| 2.8
04-PS 000000000 [ J o0 o 0.4 16.35|2.38| 2.8
08-PS (N o000 [ ( N ) o 0.8 |6.35/2.38| 2.8
DCMT11T302-PS 0000000000 [ J [ N J [ ] 0.2 9.525/3.97| 4.4
04-PS 0000000 O0CODOGCOGFS [ N J [ ] 0.4 19.525/3.97| 4.4
> é 08-PS 0000000 OCOOOOOS [ N ) [ ] 0.8 9.525/3.97| 4.4
£ 12-PS 00000 o000 1.2 [9.525|3.97| 4.4
E
E |TSF DCMT070202-TSF (@ ©® 0.2 |6.35/2.38| 2.8
S 04-TSF @ @ 0.4 |6.35/2.38| 2.8
g 08-TSF ( N ] 0.8 |6.35/2.38 2.8
*é) 02 DCMT11T304-TSF ( N 0.4 9.525/13.97| 4.4
% 5 08-TSF ( M 0.8 (9.525/3.97| 4.4
= 5
- ™ DCMT070202-TM (N 0.2 [6.35/2.38| 2.8
04-TM () 0.4 |6.35(2.38| 2.8
08-TM () 0.8 |6.35(2.38| 2.8
015 y DCMT11T304-TM o0 0.4 [0.525(3.97 4.4
’ﬁ;’g 08TM @@ 0.8 195253.97| 44

Reference pages: External toolholder — 3-12 - 3-17

Internal toolholder — 4-22, 4-23

®: Line up
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o
2
=
(0}
o
o

2-18

Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel eCC* € % C¥ % OC C OC C ecocC oC [ ]
DC M Stainless @€ @ c c| xeccecc [ RE s
R Cast iron @€ ®C C oC C ecec oC [ BN ) =
Rhombic, 55° lNon_ 5 .
with hole ferrous LR g %{l\
Positive 70 S  Superalloy eoc o °
H r';']grtgrial
5 Coated Coated cermet| Cermet Uncoated | Dimension (mm)
© o
% Chipbreaker Designation E § g 592 § g ‘8_ g § § § g § o §
< PPReREIZIISS o k& 2 = RE|IC| S |D1
w10 DCGT070200R-W10 [ ) 0.03|6.35/2.38| 2.8
00L-W10 ° 0.03/6.35(2.38| 2.8
02R-W10 [ ] [ ] 0.2 |6.35(2.38| 2.8
02L-W10 [ ] [ J 0.2 |6.35(2.38| 2.8
i 0-1 2 04R-W10 ° ° ° 0.4 |6.35/2.38 2.8
o m 04L-W10 ° ° ° ™ 0.4 |6.35/2.38| 2.8
£
2 [w15 DCGT11T302R-W15 ° ° 0.2 9.5253.97| 4.4
= 02L-W15 ° ° 0.2 |9.525(3.97 4.4
04R-W15 ° 0.4 |9.5253.97| 4.4
04L-W15 ° ° ° ° 0.4 19.5253.97| 4.4
- 2 08R-W15 ° ° 0.8 9.525(3.97| 4.4
| 08L-W15 ° ° 0.8 (9.5253.97| 4.4
. PM DCMT070204-PM 0000000 [ J [} [} 0.4 16.35|2.38| 2.8
= 08-PM e0000O0O0GCO O ® ° 0.8 [6.352.38| 2.8
3 DCMT11T304-PM 0000000 [ J [ J [ ] 0.4 19.525/3.97| 4.4
1 uis 08-PM 0000000 e o ° ° 0.8 9.5253.97| 4.4
g \\w%: 12-PM 0000 o 1.2 10.525(3.97| 4.4
AL DCGTO070202-AL () 0.2 |6.35|2.38| 2.8
04-AL ° 0.4 |6.35/2.38| 2.8
g DCGT11T302-AL ° 0.2 [0.525/3.97| 4.4
3 02 04-AL ° 0.4 19.5253.97| 4.4
E ﬁi 08-AL ° 0.8 [9.525/3.97| 4.4
S ®
g All-round DCGT070202 [ 0.2 [6.35/2.38| 2.8
> 04 ® 0.4 |6.35(2.38] 2.8
= DCGT11T302 ° 0.2 [9.525(3.97| 4.4
< 04 ° 0.4 19.5253.97| 4.4
R 08 [ J 0.8 [9.525/13.97 | 4.4
®: Lineup

Reference pages: External toolholder — 3-12 - 3-17

Internal toolholder — 4-22, 4-23




Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

Insert

- Steel )
D M Stainless | ® RE s
i =
. t °
Rhombic, 55° lﬁj‘:_ ron 5
. = o
with hole iCeTE G %"
. o S  Superalloy
Positive 7 W Hard
material
5 Uncoated Dimension (mm)
,8 Chipbreaker Designation
= c
o b
< = RE|IC| S |D1
= Angular DCGT070202R [ ) 0.2 |6.35/2.38 2.8
'g 02L o 0.2 |6.35/2.38| 2.8
g 04R () 0.4 |6.35/2.38| 2.8
._g 04L () 0.4 |6.35/2.38| 2.8
g DCGT11T302R () 0.2 9.5253.97| 4.4
je! 3 02L () 0.2 [9.525/3.97 | 4.4
e
g ‘\4\’ 04R () 0.4 [9.525/3.97 | 4.4
5 04L ° 0.4 [9.5253.97| 4.4
£
Bl steet o= oc
D P M Stainless c RE s
: y=
. ° Cast iron oc
Rhombic, 55 lNon_ 5:,_
with hole ferrous et i
cae o S Superalloy c
Positive 11 W Hard
material
5 Coated Cermet Dimension (mm)
- . . 0 o
© [Chipbreaker Designation 0 5 8
3 (3]
g 52 3
< 2z z RE IC | S |D1
o PS DPMT070202-PS [ M ) o 0.2 [6.35/2.38| 2.8
°F 04-PS () () 0.4 |6.35/2.38| 2.8
23 08-PS o0 ° 0.8 6.35/2.38| 2.8
< E
25
z3
(ol 3
E -

®: Line up

Reference pages: External toolholder — 3-12 - 3-17

Internal toolholder — 4-22 - 4-24
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é) o: Cpntir_mous cutting )
i Insert posiTive TYPE / DOUBLE SIDE - Hoty Inoruptectoutting
o
- Steel [ 3 eoC oC ( 1
DX M Stainless | € | € (@€ RE s
l Castiron | € oc oc ° =
Rhombic, 55° [N feffous . @ o
a with hole S Superalioy| ® | € ) J_C,
e
S Coated Coated | Cermet |Uncoated Dimension (mm)
% Chipbreaker Designation g g l‘é ; § §
< I35 |o 2 ¥ RE|IC | S |D1

& JRP DXGU070301MFRE-JRP** [ ) <0.1/6.35(3.18| 2.7
22 01MFLE-JRP** [ J <0.1]6.35|3.18| 2.7
Sa 02MFRE-JRP** ° <02[6.35/3.18| 2.7
E% DT 02MFLE-JRP"* ° <0.2(6.35/3.18] 2.7
ET JS DXGU070301MFR-JS® () <0.1/6.35(3.18| 2.7
o8 01MFL-JS" ® <0.1(6.35|3.18| 2.7
gg 02MFR-JS" ° <0.2|6.35/3.18| 2.7
_gi;/ 02MFL-JS" () <0.2|6.35/3.18| 2.7
3£ ) 04MFR-JS" () <0.4|6.35|3.18| 2.7
i 3 04MFL-JS™ ° <0.4|6.35|3.18| 2.7
ED JTS DXGUO070301MFR-JTS () <0.1/6.35(3.18| 2.7
RS 01MFL-JTS ® <0.1(6.35/3.18| 2.7
5 g 02MFR-JTS ° <0.2/6.35/318| 2.7
22 02MFL-JTS (] <0.2|6.35|3.18| 2.7
< 2™t
2% &

w o

o JTS DXGU070301MR-JTS | @ <0.1|6.35/3.18| 2.7
°F 01ML-JTS |® <0.16.35|3.18] 2.7
23 02MR-JTS |@ <0.2|6.35/3.18| 2.7
ég o1 02ML-JTS |@ <0.2|6.35|3.18| 2.7
i 3T —

= -

250 JSS DXGUO070301MFR-JSS () <0.1]6.35(3.18| 2.7
%ég 01MFL-JSS ° <0.1(6.35(3.18| 2.7
S0 02MFR-JSS ® <0.2]6.35/3.18| 2.7
222 . 02MFL-JSS ™ <0.2/6.35|3.18| 2.7
S35 G

g JSS DXGUO070301MR-JSS | @ <0.1]6.35(3.18| 2.7
g% 01ML-JSS @ <016.35/3.18] 2.7
gé 02MR-JSS| @ <0.2|6.35|3.18| 2.7
[T ; s 02ML-JSS | @ <0.2/6.35(3.18| 2.7

(o]

o TS DXGUO070302R-TS (N [ [ [ ] 0.2 [6.35/3.18| 2.7
°E 02L-TS o0 e ® e 0.2 |6.35/3.18| 2.7
23 04R-TS (@ @ ° ° ° 0.4 [6.35/318] 2.7
25 o 04L-TS (@ ® ° ° ° 0.4 |6.35/318| 2.7
9 ’Y% 08R-TS (@ @ ° ° ° 0.8 [6.353.18] 2.7

E = 08L-TS o0 ° ° ° 0.8 |6.35|3.18| 2.7

SS DXGUO070302R-SS o0 () () () 0.2 |6.35/3.18| 2.7

= 02L-SS (N ] () () () 0.2 |6.35/3.18| 2.7
5 04R-SS @ @ ° ° ° 0.4 6.35/318| 2.7
it 5 04LSS @ @ ° ° ° 0.4 |6.35]318] 27

3
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

** For external turning applications
(1) Due to chipbreaker profile, max ap for face or ID turning is 1 mm

Reference pages: External toolholder — 3-18 - 3-21 Internal toolholder — 4-25
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt POSITIVE TYPE % : Heavy interrupted cutting

- Steel [ ) oC oC o C
EP M Stainless | ® @€ @€ e ¢ RE_S_‘
Rhombic, 75° lﬁ:nst iron | ® oc oc ° 7OJ 5\0
with hole ferrous ° N =
Positive 11° : ﬁ:fder'auoy ¢ o€ BUCA
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
§ Chipbreaker Designation =] g 8 § § o o E
5 ELE e 8 z R g
< Snn (0] 4 (=] RE|IC | S |D1
wos8s EPGTO03X100R-W08 o [ ] 0.03|3.57/1.39| 1.9
00L-W08 () ® 0.03|3.57/1.39| 1.9
01R-WO08 ([ ) o 0.1 [3.57/1.39| 1.9
01L-WO08 [ ] [ 0.1 |3.57(1.39| 1.9
02R-W08 [ J [ ] 0.2 |3.57|1.39| 1.9
02L-Wo08 ® ® 0.2 [3.57(1.39] 1.9
2 04R-W08 ° ) 0.4 [3.57|1.39| 1.9
% 04L-W08 ° ° 0.4 |3.57/1.39] 1.9
= EPGTO040100R-WO08 [ J [ ) 0.03(3.97|1.59| 2.3
g 0.1 i 0o0L-w08 | @ () [ J () 0.03|3.97(1.59| 2.3
£ N 01R-W08 ) ® 0.1 (3.97|1.59| 2.3
01L-W08 ® ® 0.1 (3.97|1.59| 2.3
02R-W08 |@ [ [ ] [} 0.2 [3.97|1.59| 2.3
02L-W08 @ @ ® () o0 0.2 [3.97(1.59| 2.3
04R-W08 @ @ ® ® 0.4 |3.97(1.59| 2.3
04L-W08 @ @ ® ® o0 0.4 [3.97(1.59 2.3
wos EPGTO03X100FL-WO08 [ 0.03|3.57(1.39| 1.9
O0OFR-W08| @ 0.03/3.57/1.39| 1.9
01FL-W08 ® 0.1 [3.57(1.39| 1.9
01FR-WO08 ) 0.1 [3.57(1.39| 1.9
T 02FL-WO08 (] 0.2 |3.57(1.39| 1.9
k3 02FR-W08 | @ 0.2 [3.57|1.39] 1.9
= 04FL-WO8 | @ 0.4 |3.57[1.39] 1.9
@ 04FR-W08 | @ 0.4 |3.571.39| 1.9
2 EPGT040100FL-W08 | @ 0.03[3.97[1.59] 2.3
G |, o : 00FR-W08 | ® 0.03[3.97[1.59] 2.3
g Ay 01FL-WO08 ® 0.1 (3.97|1.59| 2.3
S 01FR-WO08 () 0.1 (3.97|1.59| 2.3
< 02FL-W08 (] 0.2 [3.97|1.59| 2.3
02FR-W08 [ 0.2 [3.97|1.59| 2.3
04FL-WO08 [ J 0.4 |3.97|1.59| 2.3
04FR-W08 () 0.4 [3.97(1.59| 2.3

®: Lineup

Reference pages: Internal toolholder — 4-13, 4-14
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt POSITIVE TYPE % : Heavy interrupted cutting

o
2
=
(0}
o
o

- Steel
E P M Stainless |ec/@ec®¢C RE‘.S>‘
Rhombic, 75° M Castiron ) 5 o
with hole ferrous \C— )/"F
Positive 11° ﬁ:fdera"(’y L !
H material
5 Coated Dimension (mm)
,8 Chipbreaker Designation 3 g
2 EES
< vunS RE|IC| S | D1
JS EPGT03X101-JS () <0.1/3.57(1.39] 1.9
2 02-JS ° <0.2|3.57|1.39| 1.9
é 04-JS ° <0.4|3.571.39) 1.9
= EPGT040101-JS [ J <0.1/3.97(1.59| 2.3
g 02-JS ° <02|3.97|159 2.3
Q
€ r@g 04-JS ® <0.4(3.97(1.59| 2.3
JS EPGT03X101F-JS () <0.1/3.57(1.39| 1.9
25 02F-JS |® <0.2|3.571.39| 1.9
é%’ 04F-JS |@ <0.4/3.571.39| 1.9
[0}
Ea EPGT040101F-JS () <0.1/3.97(1.59| 2.3
(“ —
g% 02F-JS ) <0.2|3.97(1.59| 2.3
k= @ 04F-JS ® <0.4(3.97(1.59| 2.3
C
> | J08 EPGT040100L-J08 o0 0.03|3.97|1.59 2.3
% 02L-J08 o0 0.2 [3.97|1.59| 2.3
D E 04L-J08 [ N 0.4 [3.97|1.59| 2.3
I
c
o
E At
> |JO8 EPGT040100FL-J08 |@ 0.03(3.97|1.59| 2.3
%g 02FL-J08 | @ 0.2 |3.97|1.59| 2.3
€3 04FL-J08 |@ 0.4 3.97/159| 2.3
\' "_(; o
cd
[CRZ) 5
B s
W £
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up
Y

Reference pages: Internal toolholder — 4-13, 4-14
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® : Continuous cutting

Insert

Insert posiTIVE TYPE - Hoty Inoruptectoutting
- Steel € oececeoc oC [ X3 I3 [ ]
TC M Stainless | € ® () RE \<S>\
Triangular, 60° l ﬁ::t ron | € o€ ocjee : ,_
with hole ferrous (N NP 2
Positive 7° : ﬁ:;r)der'alloy e B ﬁ)[
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
§ Chipbreaker Designation JHE o ,‘?’, 5 o
: EEER 2 L
< <nn-S ) zz = RE|IC | S |D1
> 01 TCGT090204-01 ([} o 0.4 |5.56|2.38| 2.5
£ TCGT110202-01 [ ) 0.2 |6.35(2.38| 2.8
2 04-01 [ 3 [ 0.4 [6.35/2.38| 2.8
g 08-01 ° 0.8 [6.352.38| 2.8
Zg TCGT16T304-01 o 0.4 |9.525/3.97| 4.4
g ) 08-01 ® ® 0.8 [9.525|3.97| 4.4
> 01 TCGT110202F-01 () <0.2|6.35(2.38| 2.8
c
Eg 04F-01 ® <0.4|6.35|2.38| 2.8
£3
5g
@8
g Vﬂ%
g S
JS TCGT110200FN-JS o0 0.03(6.35/2.38| 2.8
o9 01FN-JS o0 <0.1/6.35/2.38 2.8
£78 02FN-JS o0 <0.2/6.35|2.38| 2.8
;2 % 04FN-JS [ N <0.4/6.35/2.38| 2.8
L5
N r@é
JS TCGT110201N-JS () 0.1 |6.35(2.38| 2.8
o 02N-JS ® 0.2 |6.35(2.38] 2.8
£ 04N-JS () 0.4 [6.35/2.38| 2.8
2
[T
;'og
J0o8 TCGT080200FR-J08 o [ ) () 0.03(4.76|2.38| 2.3
= O0FL-J08 o [ ] () 0.03|4.76/2.38| 2.3
oty 01FR-J08 e o ® 0.1 |4.76]2.38] 2.3
Sa 01FL-J08 | ® @ ° 01 476[2.38] 23
-Eg 02FR-JO8| ®© @ ° 0.2 [4.76]2.38| 2.3
= m”: 02FL-J08 () [ ) o 0.2 |4.76|2.38| 2.3
04FR-J08 ® 0.4 [4.76]2.38] 2.3
J10 TCGT110200FR-J10 [ J [ ] o 0.03|6.35/2.38| 2.8
00FL-J10 e o o 0.03/6.35/2.38| 2.8
01FR-J10 [} [ ] o 0.1 [6.35/2.38| 2.8
T 01FL-J10 e o ° 0.1]6.35/2.38] 2.8
B 02FR-J10 e o ° M) 0.2 |6.35/2.38| 2.8
= 02FL-J10 e o ° ° 0.2 [6.35/2.38| 2.8
@ 04FR-J10 ° 0.4 |6.35/2.38| 2.8
=i TCGT110300FR-J10 o [ ] o 0.03|6.35/3.18| 2.8
< 8 OOFL-J10 e o ° 0.03[6.35/3.18 2.8
£ ® 0IFR-JI0 | ® ® ° 0.1 |6.35/3.18| 2.8
01FL-J10 [ J [ ] o 0.1 [6.353.18| 2.8
02FR-J10 e o ® ') 0.2 |6.35/3.18] 2.8
02FL-J10 e o ° ° 0.2 |6.35/3.18] 2.8
J10 TCGT110302R-J10 [ 0.2 |6.35/3.18| 2.8
g’_g, 02L-J10 ° 0.2 6.35/318| 2.8
%3
£5
< )
37

*Corner radius (RE) with a sign of inequality (<) means minus tolerance.

Reference pages: External toolholder — 3-38, 3-39

Internal toolholder — 4-21

®: Lineup
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® : Continuous cutting

[0}
>
= - wontr )
70 Insert posimive Type - Hoty Inoruptectoutting
o
- Steel eCCH € | €k | €C | C oC
TC M Stainless [@#¢| |®|c|ec|x|¢c ¢ RE _S>‘
Triangular, 60° l (Nij:t iron @€ c|c ecec oc Q ‘_
= ferrous (a) o
[\ riwee : AN
material
5 Coated Coated cermet| Cermet Dimension (mm)
® o
% Chipbreaker Designation E § g ‘(92 § g g § § g §
< PPRORTZES o & 2 RE|IC | S | D1
PSF TCMT090202-PSF () 0.2 [5.56/2.38| 2.5
04-PSF (N J ([ ) 0.4 |5.56|2.38| 2.5
> TCMT110202-PSF o 0.2 16.35|2.38| 2.8
£ 04-PSF @ @ ) 0.4 6.35/2.38| 2.8
2 TCMT110302-PSF ° 0.2 |6.35/3.18| 2.8
“ o 04-PSF (@ @ ° 0.4 |6.35]318] 2.8
’F@? TCMT16T304-PSF (@ @ ® 0.4 |9.525/3.97| 4.4
PSS TCMT090204-PSS o0 () 0.4 |5.56|2.38| 2.5
o 08-PSS 0 o 0.8 |5.56|2.38| 2.5
':; TCMT110204-PSS (N () 0.4 |6.35|2.38| 2.8
° 08-PSS ( N ® 0.8 |6.35(2.38( 2.8
) TCMT110304-PSS |@ @ ° 0.4 6.35/3.18) 2.8
2 08-PSS (N () 0.8 |6.35/3.18| 2.8
€| _ o, TCMT16T304-PSS [@ @ ° 0.4 |9525/3.97| 4.4
2 ’\t‘:%!? 08-PSS (@ @ ® 0.8 (9.5253.97 | 4.4
uw 12-PSS (N [ ) 1.2 19.525/3.97 | 4.4
PS TCMT090204-PS () 0.4 |5.56|2.38| 2.5
08-PS () 0.8 |5.56|2.38| 2.5
TCMT110202-PS 00000000 o0 [ ] 0.2 |6.35|2.38| 2.8
04-PS o0000O0O0CO ( N ) o 0.4 |6.35|2.38| 2.8
08-PS 0000000 [ N J [ ] 0.8 |6.35|2.38| 2.8
TCMT110302-PS 00000 0.2 |6.35/3.18| 2.8
04-PS 00000 0.4 16.35/3.18| 2.8
08-PS o000 0O0 0.8 |6.35/3.18| 2.8
g \‘ﬁyg TCMT16T302-PS 000 0 ® 0 ® ° 02 [9525/3.97| 4.4
3 04PS (0e000000® ° 0.4 |9.525(3.97| 4.4
E 08-PS o000 0O0O0 0.8 [9.525/3.97| 4.4
3
E |TsF TCMT110204-TSF  |@ @ 0.4 |6.35/2.38| 2.8
> 08-TSF (@ @ 0.8 |6.35/2.38 2.8
£ TCMT16T304-TSF @ ®© 0.4 [0.525(3.97| 4.4
kS 08-TSF ( N 0.8 [9.525/13.97| 4.4
b 0.2
™ TCMT110204-TM ( N ] 0.4 |6.35|2.38| 2.8
08-TM e 0 0.8 |6.35/2.38| 2.8
TCMT16T304-TM ( N 0.4 |9.525/13.97| 4.4
o5 08-TM () 0.8 [9.525/3.97| 4.4
;:%
®: Lineup
Reference pages: External toolholder — 3-38, 3-39 Internal toolholder — 4-21
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® : Continuous cutting

Insert posiTIVE TYPE - Hoty Inoruptectoutting
- Steel @CCH € | €% % | €C ocC [ ]
TC M Stainless @€/ |® € € ¥ € ° RE _S_‘
Triangular, 60° l ﬁ:nst ron o€ € = *® 6 ,-
with hole ferrous LR ‘ D‘ 4?\
‘:‘ . S  Superalloy ° ° |1C
A Positive 7° W Hard
material
5 Coated Cermet Uncoated Dimension (mm)
% Chipbreaker Designation E § g 592 § g g g o § E
< PRREeZIZZ g =Y, RE|IC| S D1| =
w15 TCGT16T302L-W15 () 0.2 [9.525|3.97 | 4.4
04L-W15 [ ] [ ) 0.4 |9.525/3.97| 4.4
o 08L-W15 ) 0.8 (9.525(3.97| 4.4
(z
£
i 01 :
X
PM TCMT110202-PM 0000 0.2 |6.35|2.38| 2.8
04-PM 0000000 [ ] 0.4 16.35|2.38| 2.8
- 08-PM 0000000 [ J 0.8 |6.35/2.38| 2.8
-é TCMT110302-PM o000 0.2 16.35/3.18| 2.8
3 04-PM o000 0.4 [6.35/3.18] 2.8
5 08-PM 000 0.8 6.35(3.18] 2.8
3 015y  TCMT16T304-PM o000 0 ° 0.4 [9.525/3.97| 4.4
= % 086PM 0000000 ° 0.8 [9525(3.97| 4.4
12-PM 0000000 1.2 19.525|3.97 | 4.4
SS TCGT110202-SS ) 0.2 |6.35/2.38 2.8
04-SS ® 0.4 |6.35(2.38( 2.8
o 08-SS [} 0.8 |6.35|2.38| 2.8
':; TCGT16T304-SS () 0.4 |9.525/3.97| 4.4
E AL TCGT110202-AL [} 0.2 |6.35/2.38| 2.8
Ie] 04-AL ® 0.4 |6.35/2.38| 2.8
2 TCGT16T302-AL ° 0.2 [9525[3.97| 4.4
5 04-AL ° 0.4 |9.5253.97| 4.4
[ os 08-AL [ 0.8 |9.525/3.97| 4.4
B
®: Lineup
Reference pages: External toolholder — 3-38, 3-39 Internal toolholder — 4-21
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® : Continuous cutting

(0]
>
= - ~onir )
70 Insert posimive Type - Hoty Inoruptectoutting
o
TP -Steel ®CCH € ¥ |CH ¥ | C | C )
M Stainless (@€ e c ¢c ¥ cCc|C ®
Triangular, 60° l (N;::t fron |e€ ce °
with hole ferrous ¢
- S  Superalloy °
Positive 11° W Hard
material
g Coated Coated cermet| Cermet |Uncoated Dimension (mm)
S Chipbreaker Designation wLwoo LRV 8 =] 8 o
E SN0 83IRR s & 3 o e
< PPRRZTEES GG 22 = RE|IC| S |D1
01 TPGT090202-01 [ ] [ ] 0.2 |5.56|2.38| 2.5
04-01 () [ ) () 0.4 |5.56(2.38| 2.5
> TPGT110202-01 [ [ ] 0.2 16.35|2.38| 2.8
£ 04-01 () ([ N J [} 0.4 |6.35/2.38| 2.8
2 08-01 ° 0.8 6.352.38| 2.8
'“g TPGT130302-01 ° ° 0.2 |7.94|318] 3.4
@ 04-01 () [ ) () 0.4 |7.94(3.18| 3.4
g Yﬁ@ 08-01 ( M 0.8 |7.94|3.18| 3.4
TPGT16T304-01 [ ] [ N J [ ] 0.4 |9.525|3.97| 4.4
08-01 ® () 0.8 (9.525(3.97| 4.4
PSF TPMT090202-PSF () o 0.2 |5.56|2.38| 2.5
04-PSF (N () [ J () 0.4 |5.56|2.38| 2.5
TPMT110202-PSF [ J [ ] o 0.2 |6.35/2.38| 2.8
04-PSF o0 (] () (] 0.4 |6.35(2.38( 2.8
TPMT110302-PSF o [ ] 0.2 |6.35|3.18| 3.4
04-PSF (N () [} () 0.4 |6.35/3.18| 3.4
»P:?L%iTTPMﬁSOSO*PSF ) ° 0.4 |7.94|318] 3.4
) S TPMT16T304-PSF @ @ ° 0.4 9525(3.97| 4.4
5
L.E_ PF TPMT110204-PF [ ] [ ] [ 0.4 16.35|2.38| 2.8
08-PF () () 0.8 |6.35(2.38| 2.8
TPMT110302-PF [ ] [ ] 0.2 |6.35/3.18| 3.4
04-PF (] () () 0.4 |6.35(3.18 3.4
TPMT130304-PF [ ] [ ] 0.4 |7.94|3.18| 3.4
*@g 08-PF () 0.8 [7.94|3.18| 3.4
~ TPMT16T304-PF [ [ ] 0.4 |9.525/3.97| 4.4
PSS TPMT090204-PSS © © @ ® © ® © [ J o 0.4 |5.56|2.38| 2.5
08-PSS 0000000 [} () 0.8 |5.56/2.38| 2.5
g TPMT110204-PSS 0000000 [ ] [ 0.4 |6.35(2.38| 2.8
3 08-PSS 0000000 ° ° 0.8 |6.35/2.38| 2.8
% TPMT110304-PSS e000000O0 0.4 [6.35/3.18| 3.4
o 08-PSS 000000 0.8 [6.35/3.18| 3.4
E» 04 TPMT130304-PSS 000000 0.4 |7.94|3.18| 3.4
5 T 08-PSS o0 00000 ([ ] (] 0.8 |7.94(3.18| 3.4
E ~ TPMT16T304-PSS 000000 [ ] [ ] 0.4 19.525|3.97| 4.4
08-PSS 0000000 [ J [ ] 0.8 [9.525/3.97| 4.4
®: Line up
Reference pages: Mounting hole specification — 2-29
Internal toolholder — 4-19, 4-20
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® : Continuous cutting

Insert posiTIVE TYPE - Hoty Inoruptectoutting
TP - Steel eCCH € | Ck '+ |0C €C | C ocCecC oC e C
M Stainless @€ e Cc c wecc C e C
Triangular, 60° l ﬁ:ns_t iron @€ eC C | C ececC ( 13 [ ]
with hole ferrous ° -
Positive 11° | o oo e | ‘
H Hard |
material
g Coated Coated cermet| Cermet | Uncoated Dimension (mm)
% Chipbreaker Designation E ﬁ ‘8_ ‘8_ § g ‘8_ g § % g § og §
< PPRRTIIIS o & 2 E3 RE|IC| S D1| =
PS TPMT090202-PS o000 0O0 [ N} ( N ] ® 0.2 |5.56|2.38| 2.5
04-PS o000 0O0 [ ) ( N ] () 0.4 |5.56|2.38| 2.5
08-PS o000 0O0 [ N} ( N ] () 0.8 |5.56|2.38| 2.5
TPMT110202-PS 00000 [ N J ( N [ ] 0.2 |6.35|2.38| 2.8
04-PS 0000000 O0O0 [ N J [ J 0.4 16.35|2.38| 2.8
08-PS 000000000 o0 o 0.8 16.35|2.38| 2.8
TPMT110304-PS 00000 [ N J o0 [ ] 0.4 |6.35/3.18| 3.4
08-PS o000 0O0 [ N} { N ] () 0.8 |6.35/3.18| 3.4
TPMT130302-PS [ N J [ ] [ N J [ ] 0.2 |17.94|3.18| 3.4
. IS 04PS |@eeeee0e o o0 ° 0.4 |7.04]3.18) 3.4
= 08-PS 00000 [ J o0 o 0.8 |7.94|3.18| 3.4
§ TPMT16T304-PS 00000 [ ] [ N ) [ ] 0.4 19.525|3.97| 4.4
E 08-PS e00000 o () ° 0.8 [0.525(3.97| 4.4
3
E |TsF TPMT110204-TSF @ @ 0.4 [6:35/2.38| 2.8
*é) 08-TSF @ @ 0.8 |6.35/2.38| 2.8
% TPMT110304-TSF [ N ) 0.4 16.35/3.18| 2.8
= 08-TSF [ ) 0.8 |6.35(3.18( 2.8
0.2 TPMT16T304-TSF [ ) 0.4 |9.5253.97| 4.4
ﬁ 08-TSF ( N 0.8 [9.525/3.97| 4.4
™ TPMT110204-TM o0 0.4 |6.35(2.38| 2.8
08-TM () 0.8 |6.35(2.38] 2.8
TPMT110304-TM ( M 0.4 |6.35/3.18| 3.4
08-TM () 0.8 |6.35(3.18| 3.4
015 v TPMT16T304-TM o0 0.4 19.525/3.97| 4.4
’Fﬁg 08-TM () 0.8 (9.525(3.97| 4.4
wos TPGTO070100R-WO08 () 0.03(4.37|1.59|2.58
00L-WO08 o 0.03(4.37|1.59|2.58
01R-WO08 ) 0.1 |4.37|1.59|2.58
01L-W08 ® 0.1 |4.37|1.59|2.58
o 02R-W08 ® 0.2 |4.37(1.59|2.58
£ 02L-W08 ° 0.2 [4.37]1.59|2.58
:g 04R-W08 (] 0.4 |4.37(1.59|2.58
= - 04L-W08 ) 0.4 |4.37(1.59(2.58
\\4?1 TPGTO080200L-W08 [ J o 0.03(4.76|2.38| 2.3
02L-WO08 ([ ([ [ N 0.2 |4.76|2.38| 2.3
04L-WO08 () () o0 0.4 |4.76|2.38| 2.3

®: Line up

Reference pages: Mounting hole specification — 2-29
Internal toolholder — 4-19, 4-20
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é) O:Cpntir_mous cutting )
70 Insert posimive Type - Hoty Inoruptectoutting
o
TP - Steel ® ecec oc oc e c
M Stainless | ® @c@¢C e ¢
Triangular, 60° l (N;::t iron | ® |@c oc oc °
witnholo S | )
Positive 11° W Hard
material
g Coated Coated cermet| Cermet Uncoated Dimension (mm)
§ Chipbreaker Designation =] 8 '-fN’ § § o o
8 £eE B 8§ £§
< (GO NT,) (&) 2 = 2D RE|IC | S |D1
wos TPGT070100FR-WO08 [ ) 0.03(4.37|1.59|2.58
00FL-WO08 (] 0.03]4.37|1.59|2.58
= 01FR-W08 (] 0.1 |4.37|1.59|2.58
o9 01FL-WO08 o 0.1 |4.37|1.59|2.58
5l 02FR-W08 ° 0.2 |4.37[1.59|2.58
£8 02FL-W08 ° 0.2 |4.37|1.50|2.58
e g 2 04FR-W08 ° 0.4 [4.37]1.59|2.58
| 04FL-W08 ° 0.4 [437|1592.58
w10 TPGH080202L-W10 [ ] [ ] 0.2 |4.76|2.38| 2.3
04L-W10 () () 0.4 |4.76|2.38| 2.3
TPGH090204L-W10 [ [ ] 0.4 |5.56|2.38| 3
el T
5
w13 TPGH110204L-W13 () () 0.4 |6.35/2.38| 3.4
TPGH110302L-W13 [ ] [ ] 0.2 |6.35/3.18| 3.4
04L-W13 [ ] [ 0.4 16.35|3.18| 3.4
0.1 ]
N
W15 TPGT090202R-W15 () 0.2 |5.56|2.38| 2.5
02L-W15 [ [ ] [ ] 0.2 |5.56|2.38| 2.5
04R-W15 o 0.4 |5.56|2.38| 2.5
04L-Wi5 @ @ [ [ ] o0 0.4 |5.56|2.38| 2.5
- TPGT110202R-W15 [ ] 0.2 |6.35|2.38| 2.8
£ 02L-W15 ) () () 0.2 |6.35/2.38| 2.8
2 04L-Wi5 (@ @ ° ° ) 0.4 |6.35/2.38| 2.8
. 08R-W15 ° 0.8 |6.35/2.38| 2.8
08L-W15 ® 0.8 |6.35(2.38| 2.8
TPGT110302L-W15 [ ] 0.2 |6.35/3.18| 3.4
04R-W15 () 0.4 |6.35(3.18 3.4
04L-W15 () 0.4 |6.35(3.18 3.4
08L-W15 o 0.8 |6.35/3.18| 3.4
01 a TPGT130302R-W15 [ ] 0.2 |17.94|3.18| 3.4
=~ 02L-W15 ° ° ° 0.2|7.94]318| 3.4
04R-W15 (@ () 0.4 |7.94(3.18 3.4
04L-W15 (@ @ () () () 0.4 |7.94(3.18 3.4
08L-W15 () () 0.8 |7.94(3.18| 3.4
TPGT16T302R-W15 [ ] 0.2 [9.525|3.97| 4.4
02L-W15 () () ® 0.2 (9.525(3.97| 4.4
TPGT16T304R-W15 [ [ ] 0.4 19.525|3.97| 4.4
04L-W15 @ @ () () () 0.4 (9.525(3.97| 4.4
08L-W15 [ ] o0 0.8 |9.525/3.97| 4.4
®: Lineup

Reference pages: Mounting hole specification — 2-29
Internal toolholder — 4-19, 4-20
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® : Continuous cutting

Insert posiTIVE TYPE - Hoty Inoruptectoutting
TP -Steel eCcCH € | C¥ '+ OC C OC C oC oC
M Stainless @€ @ C Cc | xecCc C oCC
Triangular, 60° l ﬁ::t iron @€ oc c joc ¢ oc oc 6 Q
withhole [ ke s i
Positive 11° W Hard ~
material
g Coated Coated cermet| Cermet Dimension (mm)
S Chipbreaker Designation wwool392owL388 a 3 <
s SNNeSIIESE & & 2
< PPRRZIIZIZSS G 2 RE IC| S |D1| —
PM TPMT090204-PM o000 [ ] 0.4 |5.56|2.38| 2.5
08-PM o000 [ ] 0.8 |5.56|2.38| 2.5
TPMT110204-PM o000 O0O0 [ ] [ J [ J [ J 0.4 16.35|2.38| 2.8
2 08-PM o000 0O0O0CO O 0.8 [6.35/2.38| 2.8
% TPMT110304-PM o000 O0O [ ] [ J [ J [ ] 0.4 |6.35/3.18| 3.4
- 06PM 00000 e o o 0.8 |6.35318| 3.4
% 045 TPMT130304-PM 00000 [ ] [ J 0.4 |7.94|3.18| 3.4
2 ’Ftﬁluf 08-PM eoeoco0e o ° ° 0.8 |7.94]3.18] 3.4
TPMT16T304-PM 0000 [ ] [} 0.4 |9.525/3.97| 4.4
08-PM 0000 [ ] 0.8 [9.525|3.97| 4.4
12-PM 0000 [ ] 1.2 19.525|3.97 | 4.4
SS TPGT110202-SS () 0.2 [6.35/2.38| 2.8
04-SS () ® 0.4 |6.35|2.38| 2.8
o TPGT130302-SS [ ] 0.2 |7.94|3.18| 3.4
£ 04-SS ° ° 0.4 |7.94|3.18| 3.4
E TPGT16T304-SS ° ° 0.4 9.5253.97| 4.4
%
S H11 TPGH110302L-H11 (] ) 0.2 |6.35/3.18| 3.4
2 04L-H11 ° ™ 0.4 [6.35/3.18| 3.4
-.6
=
[T
®: Line up
§ < TPGI:;I(I)9701 TPGM (,?099024603 TP8(1;°H 0701**|0802**|0902**1102**|1103**|1303*|1603**|16T3**
_SE \/\7 Ty g ™TW)| - | 23 | 25 | 28 | 34 | 34| - | 44
€% s B B Efremm| 27 [ - [s2 |30 |30]| - | 40| -
25 . | - eI 23 |30 | 34 | 34| - | 45| -
D1 D1 D1 :

Reference pages: Internal toolholder — 4-19, 4-20
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2-30

Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel eceoec oC [ ]
M Stainless |@c/@€ [ ] RE y<s>\
. t
Triangular, 60° S:: ren = ° é ,-
with hole ferrous ° ‘ D 4/‘;—
. o Superalloy| @€ I1C LA
Positive 11 Hard
H material
S Coated Cermet Uncoated Dimension (mm)
5 ) o
© |Chipbreaker Designation & g fg
2 EE 8 F
< nn z = RE|IC| S |D1
- TPGA090204 o 0.4 |5.56|2.38| 3.2
E | mungaloy stancers TPGA110202 ° ° 0.2 (6.35/2.38| 3
= hole specification)
8 1SO non-compliant 04 [ ] 0.4 |6.35/2.38| 3
Eg TPGA110302 ° ° 0.2[6.35/3.18| 3
é*g 04 ° 0.4 |6.35/318| 3
< TPGA160304 () () 0.4 [9.525/3.18| 4
= \ 08 ° 0.8 [9525/3.18| 4
o | IS TPGT070101-JS ® <0.1]4.37|1.59(2.58
% 02-JS o <0.2|4.37|1.59|2.58
< 04-JS () <0.4|4.37|1.59|2.58
©
c
40-) o
£ S}
o |JS TPGT070101F-JS ® <0.1|4.37|1.59|2.58
%g 02F-JS |@ <0.2|4.37|1.59|2.58
=k 04F-JS @ <0.4|4.37|1.59|2.58
hagrey
£s
[CR2S
£ r@é

*Corner radius (RE) with a sign of inequality (<) means minus tolerance.

Reference pages: Internal toolholder — 4-19, 4-20

®: Line up




® : Continuous cutting

Insert posiTIVE TYPE - Hoty Inoruptectoutting
- Steel @CCx € % €% % € OCecCcecC ocecC oC [ ]

VB M Stainless @€ @ C | C | ¥ C ececec ° RE
Rhombic, 35° l castiron (o€ € EE * 10,7 3
with hole ferrous ° IC Eo

. o S | Superalloy ) oC | 0
Positive 5 W Hard |
material
g Coated Coated cermet| Cermet Uncoated | Dimension (mm)

,g Chipbreaker Designation WWool3QYRK8 o 8 §

g SSPBEELEER EE |8 &

< FFFRFFRFI<I<<ONO®>S > O 4 = RE|IC | S |D1

JS VBGT110300FN-JS [ N J 0.03/6.35|3.18| 2.8
) 01FN-JS o0 <0.1/6.35|3.18| 2.8

é’s 02FN-JS o0 <0.2/6.35|3.18| 2.8

2 04FN-JS o0 <0.4/6.35/3.18] 2.8

“e r@?

JS VBGT110301N-JS o 0.1 6.35/3.18/ 2.8
> 02N-JS ° 0.2 |6.35/3.18] 2.8

£ 04N-JS ® 0.46.35(3.18| 2.8

=

£ =

o [J10 VBGT110300FR-J10 e o ° 0.03|6.35/3.18| 2.8

= O00FL-J10 e o ° 0.03|6.35/3.18| 2.8

ga 01FR-J10 e o () () 0.1(6.35/3.18/ 2.8

%%’ 01FL-J10 e o () () 0.1/6.35/3.18| 2.8

go 02FR-J10 e o () () 0.2 [6.35/3.18/ 2.8

9% 8 02FL-J10 e o ° ° 0.2 |6.35(3.18| 2.8

27 04FR-J10 o o ° ° 0.4 (6.35/3.18/ 2.8

é 04FL-J10 o o ° ° 0.4 6.353.18 2.8

[T

g?g J10 VBGT110302R-J10 [ J 0.2 [6.35/3.18/ 2.8

S8 02L-J10 ° 0.2 [6.35/3.18/ 2.8

gé 04R-J10 ° 0.4 |6.35/3.18/ 2.8

oL _ 04L-J10 ° 0.4 6.35(3.18] 2.8

52 S

£3

PSF VBMT110302-PSF [ ] [ J [ J 0.2 |6.35/3.18| 2.8
04-PSF ( N ] [ J [ [ 0.4 |6.35/3.18| 2.8
VBMT160402-PSF [ ] [ ] [ ] 0.2 [9.525/4.76| 4.4
012 04-PSF ( N ([ ] (J { 0.4 (9.525(4.76| 4.4
o izzjé

c

2 [PF VBMT110302-PF ° ° 0.2|6.35/3.18| 2.8

= 04-PF ° ° 0.4 |6.35/3.18| 2.8

08-PF ° ° 0.8 6.35[3.18] 2.8
02 _Y_ VBMT160404-PF o [ 0.4 |9525|4.76| 4.4
’F%g 08-PF ° ° ° 0.8 |9525(4.76| 4.4

= PSS VBMT110304-PSS 000000 o [ J 0.4 |6.35/3.18| 2.8

o 08-PSS 0000000 o ° 0.8 6.35/3.18] 2.8

%g VBMT160404-PSS o000 0O0O0 [ ] [ J 0.4 |9525|4.76| 4.4

£35] o1 08-PSS 0000000 ° ° 0.8 |9525|4.76| 4.4

2 3 12-PSS |@ @ () 1.2 (0.525(4.76| 4.4

[T

*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

Reference pages: External toolholder — 3-29 - 3-32

Internal toolholder — 4-26

Insert
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2-32

Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel eCCH € | C¥ ' |0C C eceoec oC
VB M Stainless (@€ @ C Cc xecc o C RE
Rhombic, 35° l (N.)::_t iron @€ eC C ecec oC ‘+S>1
with hole I=Tialls IC E@o
. o S  Superalloy ec/ e @ c|C | 0
Positive 5 W Hard |
material
5 Coated Coated cermet| Cermet Dimension (mm)
% Chipbreaker Designation E § ‘8_ ‘8_ § g ‘8_ g g § § § g §
< PRI IZIZZZZ o k& 2 RE|IC | S | D1
PS VBMT110302-PS 00000 [ 3 X J [ N J [ J 0.2 |6.35/3.18| 2.8
04-PS o0000O0COGOOOO [ N o 0.4 |6.35/3.18| 2.8
08-PS o0000O0COGCOOO [ N [ J 0.8 [6.35/3.18| 2.8
VBMT160402-PS 00000 00 [ N J [ J 0.2 (9.5254.76| 4.4
- 04-PS 00000 0OCGCOOOO [ N J [ J 0.4 |9.525|4.76| 4.4
o = 8PS |00eeeeceeceoe0 0 ° 0.8 [9525]4.76 4.4
E TSF VBMT110302-TSF [ N 0.2 6.35(3.18| 2.8
2 04-TSF o0 0.4 |6.35/3.18] 2.8
2 08-TSF oo 0.8 6.35/3.18/ 2.8
] VBMT160404-TSF o0 0.4 |9525|4.76| 4.4
2 \ i? 08-TSF @ @ 0.8 9.525(4.76| 4.4
@
i [T™ VBMT110302-TM |® ® 026.35/3.18| 2.8
04-TM o0 0.4 |6.35(3.18| 2.8
08-TM o0 0.8 |6.35(3.18| 2.8
VBMT160404-TM ( M 0.4 (9525|4.76| 4.4
’ﬁg 08-TM () 0.8 [9525|4.76| 4.4
PSF VCMT080202-PSF () () (] 0.2 4.76(2.38| 2.3
04-PSF o0 [ ] [ J [ J 0.4 |4.76|2.38| 2.3
VCMT110302-PSF [ ] 0.2 |6.35/3.18| 2.8
04-PSF (@ @ ® 0.4 |6.35/3.18/ 2.8
o »E:S—@f VCMT160404-PSF ( M o0 00 [ J [ J 0.4 9.525|4.76| 4.4
£ &Y 08-PSF (@ @ XXX ° ° 0.8 [9.525\4.76| 4.4
2
“ IPF VCMT080202-PF ° ° 0.2 |4.762.38 2.3
04-PF ° ° 0.4 |4.76/2.38] 2.3
02 VCMT160404-PF [ J [ J 0.4 9.525|4.76| 4.4
& 08-PF ) ® 0.8 [9.525(4.76/ 4.4
;:‘; PSS VCMT110304-PSS o0000O0 [ ® [ 0.4 |6.35(3.18| 2.8
O 08-PSS 000000 [ ] [ J [ J 0.8 [6.35/3.18| 2.8
é’é ois VCMT160404-PSS 000000 o000 [ J [ J 0.4 9.525|4.76| 4.4
i, o = 08-PSS 00000 o000 [ J [ ] 0.8 |9.525|4.76| 4.4
£ S
o_g’ PS VCMT110302-PS o0000O0 o000 [ ® 0.2 |6.35(3.18| 2.8
*;,,% 04-PS 000000 [ 3 N J [ J [ J 0.4 [6.35/3.18/ 2.8
%g 8PS 000000 o000 ° ° 0.8 |6.353.18| 2.8
Eg f’g VCMT160404-PS 00000000 O0CGOO [ J [ J 0.4 |9.525|4.76| 4.4
IS 08-PS 000 00000O0GDOO [ ] [ ] 0.8 |9.525|4.76| 4.4

Reference pages: External toolholder — 3-29 - 3-32

Internal toolholder — 4-26

®: Line up




® : Continuous cutting

€ : Light interrupted cutting
| n S e rt POSITIVE TYPE % : Heavy interrupted cutting
- Steel () c c
v M Stainless @€ ec/ c o RE
. ° Castiron @€/ |@€c € [ S
Rhombic, 35 l o . ‘
with hole ferrous g &
. . S  Superalloy ec/ o o ° ™~
Positive 7 W Hard
material
5 Coated Uncoated Dimension (mm)
k- 0
§ Chipbreaker Designation © 10 S Q = s E
Q AN FXN o o @«
o oo I II D c
< FFRFI< K<L ¥ RE|IC | S |D1
TSF VCMT160404-TSF o0 0.4 (9.525(4.76| 4.4
08-TSF () 0.8 [9.525(4.76| 4.4
2
5 0.2
o o
e || —
=
ElTm VCMT160404-TM o0 0.4 [0525/4.76| 4.4
‘é 08-TM 0 0.8 [9.525(4.76/| 4.4
£
7]
= :0.15 z
L o
g
o All-round VCMT160404 00 0.4 |9.525/4.76| 4.4
5 08 "X X 0.8 |9.525/4.76| 4.4
3 12 "X X 1.2 9.525(4.76| 4.4
£
5 Tﬁ
[0}
S
o AL VCGT160404-AL o 0.4 9.525|4.76| 4.4
°F 08-AL ° 0.8 (9.525(4.76| 4.4
23 12-AL ° 1.2 0.525(4.76| 4.4
é% 02 VCGT220520-AL L 2 |12.7|5.56| 5.5
9 30-AL ° 3 [12.7/5.56] 5.5
S o

®: Lineup

Reference pages: External toolholder — 3-37 Internal toolholder — 4-27, 4-28
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt POSITIVE TYPE % : Heavy interrupted cutting

0
=
=
(72]
o)
o

- Steel eocec
VP M Stainl.ess ecec RE
Rhombic, 35° lﬁ::_‘ ron
with hole ferrous ic ol 1
Positive 110 [= o (*° - -
material
5 Coated Dimension (mm)
§ Chipbreaker Designation g 8
8 zE
< nn RE|IC | S |D1
JPP VPET0802008MFR-JPP @ @ <0.08/4.76|2.38| 2.3
008MFL-JPP | @ <0.08|4.76|2.38| 2.3
01MFR-JPP @ @ <0.14.76|2.38| 2.3
01MFL-JPP @ @ <0.1|4.76|2.38| 2.3
018MFR-JPP | @ <0.184.76|2.38 | 2.3
018MFL-JPP |@ <0.18|4.76|2.38| 2.3
02MFR-JPP (@ @ <0.2]4.76|2.38| 2.3
o 02MFL-JPP (@ @ <0.2]4.76|2.38| 2.3
Vﬁg VPET1103008MFR-JPP ©® ® <0.08/6.35|3.18 | 2.8
= 01MFR-JPP (@ © <0.1/6.35/3.18| 2.8
. 01MFL-JPP | @ <0.1]6.35|3.18| 2.8
gu 018MFR-JPP (@ @ <0.18/635|3.18] 2.8
> 02MFR-JPP (@ @ <0.2|6.35|3.18| 2.8
3 02MFL-JPP (@ @ <02/635]3.18| 2.8
o
-_g JRP VPET0802008MFR-JRP | ® @ <0.08/4.76|2.38 | 2.3
£ 0IMFR-JRP |@® @ <0.1/4.76|2.38| 2.3
E 0IMFL-JRP @ @ <0.1]4.76|2.38] 2.3
Ig 018MFR-JRP |® <0.18/4.76|2.38 | 2.3
g 018MFL-JRP | @ <0.18|4.76|2.38| 2.3
02MFR-JRP (@ @ <0.2]4.76]2.38| 2.3
02MFL-JRP (@ @ <0.2]4.76|2.38| 2.3
@VPETHOSOOSMFR-JRP o0 <0.08]6.35]3.18] 2.8
v ¥ 008MFL-JRP () <0.08/6.35|3.18| 2.8
[T 0IMFR-JRP |® ® <0.1/6.35(3.18| 2.8
01MFL-JRP (@ @ <0.1]6.35/3.18| 2.8
018MFR-JRP @ @ <0.18/6.35|3.18 | 2.8
018MFL-JRP | @ <0.18/6.35|3.18 | 2.8
02MFR-JRP (@ © <0.2|16.35/3.18| 2.8
02MFL-JRP @ © <0.2|6.35/3.18| 2.8
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

Reference pages: External toolholder — 3-36

2-34



® : Continuous cutting
€ : Light interrupted cutting

| n S e rt POSITIVE TYPE % : Heavy interrupted cutting

- Steel ecec
VP M Stainless (@ocj®oc RE
Rhombic, 35° l castiron =
withhole (1B 1 e ERS
Positive 11° W Hard
material
5 Coated Dimension (mm)
§ Chipbreaker Designation '-fN'-' 8 E
g TE 2
< N7 RE|(IC| S |D1| —
JSP VPET0802008MFN-JSP (@ @ <0.08(4.76(2.38| 2.3
2 01IMFN-JSP (@ @ <0.1]4.76]2.38/ 2.3
= 018MFN-JSP |® ® «.18]4.76/2.38] 2.3
£73 02MFN-JSP (@ @ <02(4.76/2.38/ 2.3
_§ % VPET1103008MFN-JSP (@ @ <0.08(6.35|3.18| 2.8
§fu§ FQ{E 0IMFN-JSP |®@ ® <0.1/6.35[3.18| 2.8
a 018MFN-JSP ©® @ <0.18|6.35(3.18| 2.8
02MFN-JSP (@ @ <0.2(6.35/3.18/ 2.8
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

INnsert pPosITIVE TYPE / DOUBLE SIDE

- Steel oc
M Stainless (@€ RE

l Cast iron ‘W S
Non- —
Rhombic, 35° ferrous ﬁ

S S Il
with hole s

H Hard

material

5 Coated Dimension (mm)
§ Chipbreaker Designation &

g T

< (7)) RE|IC | S |D1

JRP VXGU09T201MFRE-JRP** | @ <0.1|5.56(2.47| 2.5

Oy 01MFLE-JRP* | @ <0.1]5.56[2.47| 2.5
£3 02MFRE-JRP** | @ <0.2|5.56[2.47| 2.5
Zg 02MFLE-JRP* |@ <0.2[5.562.47| 2.5
b‘.% ‘\&

EQ JS VXGUO09T201MFR-JS" | @ <0.1]5.56(2.47| 2.5
53 01MFL-JS" | @ <0.1]5.56(2.47| 2.5
ES 02MFR-JS"| @ <0.2|5.56(2.47| 2.5
é% 02MFL-JS" | @ <0.2|5.562.47| 2.5
58 FQ% 04MFR-JS"| @ <04[5.562.47| 2.5
i3 : 04MFL-JS" |@ <0.4|5.562.47| 2.5
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up

** For external turning applications
(1) Due to chipbreaker profile, max ap for face or ID turning is 1 mm

Reference pages: VPET... : External toolholder — 3-36
VXGU...: External toolholder — 3-32 - 3-35
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o
2
=
(0}
o
o

2-36

Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel [} oc e C
WB M Stainless | ® | @c @€ e |C RE y<S-1
Trigon, 80° l (NJ::_t iron | ® oC ° @ 5
with hole ferrous * =SS
. S  Superalloy| ® oc IC
Positive 5° W Hard
material

g Coated Cermet Uncoated Dimension (mm)

E Chipbreaker Designation =] g 8 § o o

g Ik & T
< Snn Z > RE|IC| S |D1
Wos8 WBGT030100R-W08 [ J 0.03/3.97|1.59| 2.3
00L-W08 ° ° o0 0.03(3.97/1.59] 2.3
2 01R-W08 [ 0.1 [3.97[1.59| 2.3
5 01L-W08 ° ° 0.1[3.97[1.50] 2.3
= 02R-W08 ° 0.2 [3.97/159] 2.3
g 02L-W08 @ ® ° ) 02 |3.97/1.59| 2.3
£ 3 04R-W08 ° 0.4[3.97/159] 2.3
04L-W08 @ @ ° ') 0.4 |3.97|1.59| 2.3
wos8 WBGT030100FR-W08 ([ J 0.03/3.97|1.59| 2.3
00FL-WO08 o 0.03|3.97(1.59| 2.3
01FR-W08 ° 0.13.97/1.59] 2.3
01FL-W08 ([ J 0.1 3.97|1.59| 2.3
02FR-W08 ° 0.2 |3.97[1.59| 2.3
=3 02FL-W08 ° 0.2 |3.971.59| 2.3
59 ) 04FR-WO8 | ® 0.4[3.97/1.59| 2.3
& O 04FL-W08 ° 0.4 [3.97[1.59] 2.3
%’3 w11 WBGTO060102L-W11 | @ [ ] 0.2 |3.97|1.59| 2.3
= 04L-W11 ° 0.4 3.97[1.59| 2.3
WBGT080202L-W11 [ ) 0.2 |4.76/2.38| 2.3
04L-W11 ° 0.4 |4.762.38] 2.3
> JS WBGT030101R-JS o <0.1/3.97|1.59| 2.3
£ 01L-JS ° <0.1|3.97/1.59] 2.3
2 02R-JS ° <0.2|3.97/1.59] 2.3
= 02L-JS ° <0.2|3.97/1.59] 2.3
g 04R-JS ° <0.4|3.97/159] 2.3
£ r@g 04L-JS ° <0.4/3.97/1.59| 2.3
o JS WBGT030101FR-JS ([ J <0.1/3.97|1.59| 2.3
5 01FL-JS ° <0.1[3.97/1.59] 2.3
'%’% 02FR-JS ° <0.2[3.97/1.59] 2.3
= 02FL-JS ° <0.2[3.97/1.59] 2.3
gs 04FR-JS ° <0.43.97[1.59) 2.3
£Y r@g 04FL-JS ° <0.4[3.97/1.59] 2.3

*Corner radius (RE) with a sign of inequality (<) means minus tolerance.

Reference pages: Internal toolholder — 4-15

®: Line up



® : Continuous cutting
€ : Light interrupted cutting

INnsert pPosITIVE TYPE / DOUBLE SIDE % - Heavy interrupted cutting

- Steel € oC oC oC
WX M Stainless | € |@€ RE '_Sﬂ
l Castiron | € oc oc °
Trigon, 80° ferous ° "
. i S | Superalloy| ® ° 1C
with hole Hard ]
H material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
] ) o
,8 Chipbreaker Designation % Q Q 3 ) g
g £ 2 3 3 :
< < W (6] 2 'S RE|IC| S |[D1| —
JS WXGU040301MFR-JS" [ J <0.1|6.35|3.18| 2.7
01MFL-JS" ® <0.1|6.35/3.18| 2.7
02MFR-JS" () <0.216.35/3.18] 2.7
. 02MFL-JS® () <0.216.35/3.18] 2.7
£ 04MFR-JS" () <0.4]6.35/3.18] 2.7
3 _ 04MFL-JS" | @ <046.35/3.18| 2.7
ET S
ER=
o8
Eciuts WXGU040301MFR-JTS ° <0.1/6.35[3.18| 2.7
58 01MFL-JTS ° <0.1/6.35/3.18 2.7
c
< 02MFR-JTS ® <0.2|6.35/3.18| 2.7
ZUE: 02MFL-JTS () <0.2]6.35/3.18] 2.7
0.1 %n
JTS WXGUO040301MR-JTS | @ <0.1/6.35(3.18| 2.7
g 01ML-JTS |®@ <0.1/6.35/3.18| 2.7
3 02MR-JTS |@ <0.2/6.35|3.18| 2.7
Eg 02ML-JTS |@ <0.2(6.35(3.18] 2.7
o5
c O
< 0.1
@ -
€ S
[T
25/JSS WXGU040301MFR-JSS [ ] <0.1/6.35|3.18| 2.7
ERS 01MFL-JSS ° <0.16.35/3.18] 2.7
ze 02MFR-JSS () <0.2/6.35|3.18| 2.7
é@ 02MFL-JSS ® <0.26.35|3.18| 2.7
=
= o &S
o JSS WXGUO040301MR-JSS | @ <0.1/6.35/3.18| 2.7
(8]
58 01ML-JSS |@ <0.1/6.35|3.18| 2.7
£9 02MR-JSS |® <0.2/6.35/3.18] 2.7
gE 02ML-JSS | @ <0.2|6.35(3.18] 2.7
w o
2 -
k) S
c |TS WXGUO040302R-TS ) o ® 0.2 |6.35|3.18| 2.7
3 02L-TS ° ° ° 0.2 |6.35(3.18| 2.7
g o 04R-TS ° ° ° 0.4 6.35/3.18] 2.7
C
83; 04L-TS o o ® 0.4 |6.35(3.18| 2.7
£3 y 08R-TS ° ° ° 0.86.35/3.18| 2.7
g T\ﬁ 08L-TS ° ° ° 0.8 |6.35(3.18| 2.7
£ S

*Corner radius (RE) with a sign of inequality (<) means minus tolerance. ®: Line up
(1) Due to chipbreaker profile, max ap for face or ID turning is 1 mm

Reference pages: External toolholder — 3-26 - 3-28 Internal toolholder — 4-18
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® : Continuous cutting
€ : Light interrupted cutting

INnsert pPosITIVE TYPE / DOUBLE SIDE % - Heavy interrupted cutting

o
2
=
(0}
o
o

- Steel c |ec oc oc
WX M Stainless | € (@€ RE _S"
l Castiron | € oc oc °
Trigon, 80° fertous ° \’
. i S Superalloy| ® ° IC
with hole W Hard
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
s ) )
,8 Chipbreaker Designation % g Q 3 e
g =z £ e & @
< << (O] z 4 RE|IC| S |D1
TSW WXGUO040304R-TSW |@® @ o ] 0.4 |6.35|3.18| 2.7
04L-TSW @ @ o () 0.4 |6.35|3.18| 2.7
2~ 08R-TSW |®@ ® (] (] 0.8 |6.35/3.18| 2.7
= O
ﬁg 08L-TSW (@ @ ° ° 0.8 6.35/3.18| 2.7
C
e
0.1 !
~_ is
SS WXGUO040302R-SS |® @ (] ® ® 0.2 [6.35|3.18| 2.7
o 02L-SS ( M [ ] [ ] [ ] 0.2 (6.35(3.18| 2.7
£ 04R-SS (@ @ o o o 0.4 6.35/3.18| 2.7
£ 04L-SS (@ @ ° ° ° 0.4|6.35/3.18| 2.7
[T
&
®: Line up
® : Continuous cutting
I .t € : Light interrupted cutting
n S e r POSITIVE TYPE *# : Heavy interrupted cutting
Bl steel | oc
YW M Stainless c RE
. i S
Rhombic, 25° lﬁf:_t ron as ﬁ
with hole g oo Ic| & 2EVE
Positive 7° - Ha?dv Y
material
5 Coated |Coated cermet Dimension (mm)
R 10 Q
© |Chipbreaker Designation eI 5]
a Vo >
Q ST [
< = < (6} RE|IC| S |D1
ZF YWMT11T202-ZF (N [ ) 0.2 |4.679/2.78| 2.3
04-ZF ( M o 0.4 14.679/2.78| 2.3
g YWMT16T302-ZF [ N [ ) 0.2 |7.018/3.97|2.86
3 0.2 04-ZF (@ ® ° 0.4 7.018/3.972.86
g © 08-ZF o0 ([ J 0.8 |7.018/3.97|2.86
g
Elzm YWMT11T204-ZM (@ @ ° 0.4 |4679[2.78] 2.3
> YWMT16T304-ZM [ N [ 0.4 |7.018|3.97|2.86
C
% 08-ZM ( M [ J 0.8 (7.018/3.97|2.86
IS %
i 5
N

®: Lineup

Reference pages: WXGU...: External toolholder — 3-26 - 3-28 Internal toolholder — 4-18
YWMT...: External toolholder — 3-39, 3-40 Internal toolholder — 4-29

2-38




Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel [ 13 [
JXF M Stainless @€ [
Cast iron [
Non- °
©O| Front turning ferrous
S | Superalloy
H ﬂgrtgrial
5 Coated Uncoated Dimension (mm)
,8 Chipbreaker Designation
S (=) =S
2 X T
< ) = RE|IC | S |D1
g’ - JXFR8000F ([ ([ 0.03| 8 |3.97| 4.4
= 10F ° ° 01| 8 [3.97|44
c
o
[
-Steel oc ° IC S
. = RE &
M Stainless @€ ° “_
Cast iron [ D
R o N e o &
©O| Reverse turning B <ooioy )/ ?
H Hard
material
5 Coated Uncoated Dimension (mm)
_8 Chipbreaker Designation
s =) =
* o
o ~ T
< - - RE|IC| S |D1
. - JXRR8000F [ J [ J 0.03| 8 [3.97/4.4
£ 10F ° o 0.1| 8 [3.97]4.4
3
@
o
9]
>
[9)
o
-Steel oc ° IC g RE
JXB M Stainless @€ ° im ™
Cast iron ° © “ ()
g‘ Non- PY ,\',,
0| Back turning ferrous ~ P&
l' S  Superalloy "
H Hard r
material
5 Coated Uncoated Dimension (mm)
_8 Chipbreaker Designation
s e 2
* ol
Q ~ T
< = = RE|IC | S |D1
- JXBR800OF [ ] [ ] 0.03| 8 (3.97|4.4
L8000F [ J [ ] 0.03| 8 (3.97|4.4
R8005F [ J [ J 0.05| 8 (3.97| 4.4
L8005F [ J [ J 0.05| 8 [3.97|4.4
R8005 [ ] 0.05| 8 |3.97|4.4
o L8005 [ ] 0.05| 8 (3.97|4.4
£ R8010F ° ° 0.10| 8 [3.97|4.4
2 L8010F [ ] [ ] 0.10| 8 |3.97|4.4
X
S R8010 [} 0.10| 8 [3.97|4.4
@ L8010 ° 0.10| 8 [3.97/4.4
R8015F [ ] [ ] 0.15| 8 (3.97|4.4
L8015F [ J [ J 0.15| 8 (3.97| 4.4
R8015 [ ] 0.15| 8 |3.97|4.4
L8015 [ ] 0.15| 8 |3.97|4.4
®: Line up

Reference pages: External toolholder — 3-57

Insert

2-39




o
2
=
(0}
o
o

Negative

2-40

Insert posiTive TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel oc oc °
M Stainless |@#c/@€ °
l Cast iron oc oc °
AT ‘ . Pe?P()_us L4
\(@ Back turning o Superalioy
N
H Hard
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
g Chipbreak Desi ti 0 8
o ipbreaker esignation o
sl ’ R g 2 % 2
Q T (7]
< » 5 2 2 = RE|IC| S |D1
- JTBR3000F [ Y ) [ ] 0.03| 9.5 |3.18| 4.4
L3000F ( M [ ] 0.03] 9.5 |3.18| 4.4
R3005F o0 [ ] 0.05| 9.5 |3.18| 4.4
L3005F [ N (] 0.05| 9.5 |3.18| 4.4
2 R3005 ° ° 0.05| 9.5 [3.18] 4.4
5 L3005 o 0.05] 9.5 [3.18] 4.4
% R3010F o0 ° 0.10| 9.5 |3.18] 4.4
= L3010F [ N J [ ] [ ] 0.10| 9.5 |3.18| 4.4
R3010 ([ J [ ] 0.10( 9.5 (3.18| 4.4
L3010 o 0.10] 9.5 |3.18| 4.4
R3015F o0 0.15] 9.5 |3.18| 44
L3015F () 0.15| 9.5 |3.18| 4.4
- Steel oc [ 13 )
1 OI M Stainless |@#c @€ )
Cast iron [ 13 [ 12 °
/ Non- °
O/ Back turning terrous
/ S Superalloy
H r':r‘gtgrial
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
E Chipbreak Desi ti 0 8
ipbreaker
S pl esignation Q5 3 3 o
< 0 =
o I N o [22] I
< n S S 4 = RE|IC | S |D1
- J10ERO05BF o0 [ ] [ ] 0.05/6.35/3.18| 3.0
LOO5BF o0 [ ] 0.05(6.35(3.18| 3.0
R005B o [ ] 0.05/6.35|3.18| 3.0
2 L005B ° 0.05]6.35]3.18] 3.0
S RO10BF N0 ° ° 0.10/6.35/3.18] 3.0
% LO10BF 0 ° 0.10/6.35(3.18] 3.0
S R010B o [ ] 0.10]6.35|3.18| 3.0
LO10B [ ] 0.10/6.35|3.18| 3.0
LO15BF [ J 0.15/6.35/3.18| 3.0
RO15BF [ J 0.15(6.35(3.18| 3.0
- Steel °
1 M Stainless | ®
Castiron | @
/ Non- °
O/ Back turning terrous
/ S | Superalloy
H Hard
material
5 Uncoated Dimension (mm)
,8 Chipbreaker Designation
5 =
o I
< = RE|IC | S | D1
- 10ER100B o 0.0316.35|3.18| 3.0
2 L100B ° 0.03]6.35]3.18] 3.0
s R150B ° 0.03]6.35(3.18] 3.0
% L150B ° 0.03]6.35|3.18] 3.0
8 R300 o - 16.35(3.18| 3.0
L300 o - 16.35/3.18| 3.0

®: Line up

Reference pages: JTB...: External toolholder — 3-59

J10E...: External toolholder — 3-58




® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

-Steel ® eccx ¥ € ¥ CHOC |O ecjec ecjec ° RE
CN M Stainless | |@€ e/ clclec/c|o ° 'ﬁMSM
Cast iron |@cj@€ eoC [ ecec ecocC [ ] i ] J
Rhombic, 80° !ze%us ° O ' 5
. uperalloy ec/ c o =
with hole W Hard IC
material
g Coated Coated cermet| Cermet Uncoated | Dimension (mm)
% Chipbreaker Designation uaa E ﬁ § ‘8_ ,8_ § ‘8_ g g § ; § § o §
2 PEPRRPRRZEZES 6 & 22 E RE|IC| s D1| =
TF CNMG120404-TF () ® 0.4 (12.7|4.76|5.16
08-TF () 0.8 [12.7/4.76|5.16
<)é
> 01 CNGG090302-01 () 0.2 [9.525/3.18|3.81
£ 04-01 () 0.4 9.525/3.18(3.81
2 08-01 ° 0.8 [9.525/3.18/3.81
'“g CNGG120402-01 ) ° 0.2 |12.7]4.76]5.16
@ 04-01 [ ) () 0.4 [12.7|4.76|5.16
§ & 08-01 () () 0.8 [12.7/4.76|5.16
C CNGG120404R-C [ ] () 0.4 (12.7|4.76|5.16
04L-C () 0.4 [12.7|4.76|5.16
08R-C ® 0.8 (12.7|4.76|5.16
08L-C () 0.8 (12.7|4.76|5.16
0.15 i%,
TSF CNMGO090402E-TSF [ N 0.2 [9.525/4.76 |3.81
04E-TSF o0 o0 o0 [ J 0.4 9.5254.76|3.81
08E-TSF e [ N J ( N J ® 0.8 9.525/4.76 (3.81
CNMG120404-TSF ( 3 N J [ ) [ N J [ J 0.4 [12.7|4.76|5.16
08-TSF e @ @ @ () [ 3 () 0.8 [12.7/4.76|5.16
B 12-TSF () o0 1.2 [12.7]4.76|5.16
ZF CNMGO090404E-ZF [ N J 0.4 (9.525(4.76|3.81
o CNMG120404-ZF [ N J [ N J [ J 0.4 |12.7|4.76|5.16
g 08-ZF o000 [ N o 0.8 [12.7|4.76|5.16
E 12-ZF 1.2 [12.7|4.76|5.16
0.2 L
2
SF CNMGO090304-SF 00 0.4 (9.525/3.18(3.81
08-SF 00 0.8 [9.525/3.18(3.81
CNMG120404-SF 00 0.4 |12.7|4.76|5.16
08-SF 00 0.8 (12.7|4.76|5.16
ngT 12-SF 00 1.2 [12.7(4.76|5.16
@ : Line up

Reference pages: External toolholder — 3-45 - 3-47
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

CN -Steel ® @CCi| ¥+ €% |C¥ | @ eC C c |ecjec
M Stainless (12 e c c w oeecc o C eoc
g l Castiron jecee e oc ¢ ececec |ocec
© - ano e
g RT:]T‘bIIc’ 80 S  Superalloy elec/o 0o c
Z W ole H r';']grtgrial
g Coated Coated cermet| Cermet Dimension (mm)
© ) . . 0 19
% Chipbreaker Designation § 2 uﬁ) § g ,‘?_’ § g g ‘8_ § § é § § § § §
< N L 555 22 RE|IC| S |D1
HRF CNMG120404-HRF [ ) 0.4 |12.7|4.76|5.16
08-HRF [ N ) 0.8 [12.7|4.76|5.16
12-HRF [ ) 1.2 |12.7/4.76|5.16
2 &
<
jé’ TS CNMG120404-TS o000 (N (N 0.4 |12.7]4.76|5.16
= 08TS eeee o ) ) 0.8 |12.7|4.76|5.16
12-TS o000 1.2 |12.7|4.76|5.16
S
B AS CNMG120404-AS o0 () 0.4 |12.7|4.76|5.16
§ 08-AS { ) ) 0.8 [12.7|4.76|5.16
§§ 12-AS [ N J 1.2 |12.7]4.76|5.16
=5
o0
I3 0.2
5 Fliik
NS CNMG120404-NS () 0.4 |12.7|4.76|5.16
08-NS [ N o 0.8 |12.7|4.76|5.16
=i /\_;jc‘b
%
€ |SS CNMGO090404E-SS e 0.4 (9.5254.76|3.81
= 08E-SS (N} 0.8 9.525/4.76(3.81
CNMG120404-SS o000 O () 0.4 [12.7|4.76|5.16
08-SS o000 o () 0.8 [12.7|4.76|5.16
’\f 12-SS o000 () 1.2 |12.7|4.76|5.16
™ CNMG090304-TM [ N 0.4 19.525/3.18 |3.81
08-TM o000 0.8 [9.525/3.183.81
2 CNMGO090404E-TM o0 o000 () () 0.4 [9.525|4.76|3.81
£ 08E-TM oo oo0o ° ° 0.8 19.5254.76|3.81
- 126TM | e®@ oo 6@ ° ° 12 195254.76|3.81
% CNMG120404-TM 0000000 [ J ([ J 0.4 |12.7|4.76|5.16
[0} 0.2
= *f;:%o— 08TM eeeeeeee o0 o 0.8 |12.7]4.76/5.16
12-TM 0000000 O0O0CO0 (] 1.2 |12.7|4.76|5.16

@ : Line up
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

- Steel ® 0CCH oCoeC oC
N M Stainless ocC
Cast iron [@c @€ ec ecC oC
Non-
@ Rhombic, 80° ferrots
. S | Superalloy
with hole W Hard
material
5 Coated Coated cermet| Cermet Dimension (mm)
S |Chipbreaker Designation 0w i @ 8 E
Q N NN A o o =3 2]
o R R) = = (72] =
< FFFF O < z RE|IC | S |D1
AM CNMG120408-AM [ N 0.8 |12.7|4.76|5.16
12-AM [ ) 1.2 |12.7|4.76|5.16
0.25
2 lliéé
3 [Nm CNMG120408-NM (@ @ @ ® ° 0.8 |12.7]4.76|5.16
E 12-NM o000 1.2 [12.7|4.76|5.16
E
(9]
€
o
2| =
£ &
%
ZE TQ CNMG120404-TQ o0 o0 ® 0.4 |12.7|4.76|5.16
08-TQ () [ ) () 0.8 [12.7|4.76|5.16
; ,,g
o TA CNMG120408-TA [ N ) 0.8 |12.7|4.76|5.16
= 12-TA o0 1.2 [12.7]4.76|5.16
3
€
=}
2
9] a
I g
o ZM CNMGO090408E-ZM o0 0.8 9.525/4.76|3.81
°E CNMG120408-ZM o000 ° ° 0.8 |12.7|4.76|5.16
23 12-ZM 'YX ® 1.2 |12.7]4.76|516
< £
@25
23
ol i,
£ R
DM CNMG120404-DM o0 0.4 [12.7|4.76|5.16
2 08-DM e @ @ ® 0.8 [12.7|4.76|5.16
% 12-DM e @ @ @ 1.2 [12.7]4.76]5.16
€
3
S 0.25
= Fﬁk

@ : Line up
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

- Steel €3 % € |k |CH | @ OC C e ocC oC oC [ ] RE
o M Stainless @ C C | + @oeeCc C o C o ocC [ ] /MSM
= Cast iron ® ec c ® joc oc oc e ocx | )
L Non- O ‘ t‘_
© Rhombic, 80° ferrous ® o cxf {[1a)
% @ . ’ S  Superalloy elec/o o cic e o lcx =
= with hole Hard IC
H material
.S Coated ggrant%ti Cermet |Uncoated| Dimension (mm)
§ Chipbreaker Designation QLoow 82w o Q (=] 3 L
o I 1 0N v oo
: S§ggiigiiasizs B 7 els
< PEPRRIIIIIIII0O0 o z =< ¥|RE|IC| S |D1
SM CNMGO090404E-SM 00 0.4 |9.525/4.76|3.81
08E-SM o000 0.8 9.525/4.76|3.81
12E-SM [ 3 N ) 1.2 9.525|4.76|3.81
CNMG120404-SM o000 [ J 0.4 |12.7|4.76|5.16
_g’ 025 08-SM o000 ([ J [ 0.8 [12.7|4.76|5.16
£ ’F?#g 12-SM XXX ° 1.2 [12.7]4.76|5.16
(6] —
IS
2 |P CNGG120404R-P ° ° ° 0.4 [12.7|4.76|5.16
s 04L-P ° ° ° 0.4 |12.7]4.76]5.16
08R-P () [ ) 0.8 [12.7|4.76|5.16
08L-P () () 0.8 [12.7|4.76|5.16
- HRM CNMG120404-HRM [ N 0.4 |12.7|4.76|5.16
°F 08-HRM o0 0.8 [12.7]4.76|5.16
23 12-HRM o0 1.2 [12.7|4.76|5.16
< £
25
Ug_g 0.25
S 5
HMM CNMG120404-HMM [ 0.4 |12.7|4.76|5.16
08-HMM [ [ 0.8 [12.7|4.76|5.16
12-HMM ® 1.2 [12.7|4.76|5.16
» f0.25 #
FQ
- SA CNMG120404-SA o000 o 0.4 [12.7|4.76|5.16
5 08-SA o000 0O0 ®| 0.8 |12.7]4.76|5.16
3 12-SA o000 o @ 1.2 [12.7]4.76|5.16
§
E
O )
= rﬁ"?
S CNMG120404R-S o0 o000 () () () 0.4 [12.7|4.76|5.16
04L-S ( M [ 3 X J [ J o 0.4 |12.7|4.76|5.16
CNMG120408R-S o0 [ N NN J [ J o o 0.8 |12.7|4.76|5.16
08L-S o0 [ N ) o ® 0.8 [12.7|4.76|5.16
0.15
[
SH CNMG120408-SH [ N J 0.8 [12.7|4.76|5.16
%’ 12-SH o000 1.2 [12.7/4.76|5.16
2o
2£
ES
30
ke 0.4
[0} S
= %r%

@ : Line up
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

- Steel ® OCCi % € | |CHOC [ ] ecoeceocC eceocC [ ]
DN M Stainless oc e c/cec o c|o ) RE
l Cast iron |@c /@€ oc ° oc ° yS
e N e o Aoy fe
winhole | B Rk |
material
5 Coated Coated cermet| Cermet Uncoated | Dimension (mm)
% Chipbreaker Designation § 2 uﬁ) § ‘8_ ,‘?_’ § 18_ g § g § g g § § o §
< PeRPRRRTTZIES 6k6 22 = RE|IC| S D1| =
TF DNMG150404-TF [ () 0.4 |12.7|4.76|5.16
08-TF [ 0.8 [12.7|4.76|5.16
="
£ A
£
c |01 DNGG110402-01 () 0.2 |9.5254.76|3.81
;% 04-01 [ ) 0.4 [9.525|4.76|3.81
3 08-01 o |o 0.8 [9.525(4.763.81
. DNGG150402-01 o0 ° 0.2 |12.7]4.76]5.16
04-01 () ([ N [} 0.4 [12.7|4.76|5.16
]ﬁ? 08-01 ° o0 ° 08 |12.7|476/5.16
TSF DNMG110402E-TSF [ (] 0.2 9.525/4.76 | 3.81
04E-TSF [ N [ ] [ J [ N ) [ J 0.4 |9.525/4.76|3.81
08E-TSF [ N J [ [ [ N J [ 0.8 9.525/4.76 | 3.81
12E-TSF o0 [ ] [ J o0 [ J 1.2 19.525|4.76|3.81
DNMG150404-TSF o000 [ ] [ J [ ) [ J 0.4 |12.7|4.76|5.16
08-TSF o000 e o [ ) [ 0.8 [12.7|4.76|5.16
'\ﬁfi 12TSF e e @ @ e o 1.2 [12.7]4.76]5.16
< DNMG150604-TSF ) o0 ° 0.4 |12.7|6.35|5.16
08-TSF o000 [ N ) () 0.8 |12.7|6.35|5.16
12-TSF o000 1.2 |12.7/6.35|5.16
ZF DNMG110404E-ZF [ N 0.4 9.525/4.76 | 3.81
DNMG150404-ZF o000 [ N ) [ J 0.4 |12.7|4.76|5.16
08-ZF 00 [ N ) [ J 0.8 [12.7|4.76|5.16
o 12-ZF o000 1.2 |12.7|4.76|5.16
5 DNMG150604-ZF o0 0.4 [12.7[6.35/5.16
£ 02 08-ZF o0 o0 0.8 [12.7/6.35/5.16
S 12-ZF M) 1.2 [12.7]6.35/5.16
SF DNMG150404-SF o000 0.4 |12.7|4.76|5.16
08-SF 00 0.8 [12.7|4.76|5.16
DNMG150604-SF o000 0.4 |12.7|6.35|5.16
08-SF o000 0.8 |12.76.35|5.16
=%
HRF DNMG150404-HRF o0 0.4 |12.7|4.76|5.16
08-HRF o0 0.8 [12.7|4.76|5.16
DNMG150604-HRF (N ] 0.4 [12.7|6.35|5.16
08-HRF [ ) 0.8 [12.7|6.35|5.16
@ : Line up
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

-Steel e occ % (e ¥ | @ @c| |@C ecec ecec
M Stainless eoc e/ c | c | o|ec coc FéE
’ |

£
L
(L]

02, l Cast iron l@cl@ec o ocC ( 13 ec ecC ocC ocC (LJ =
g Rhombic, 55° |1 ferous = Ao/ D1
s with hole S  Superalloy e ec ¢ ¥ Te)
Z H r';']grtgrial
g Coated Coated cermet| Cermet |Uncoated| Dimension (mm)
§ Chipbreaker Designation B w9 wY 283 = = g 2 § § § g -
g SS88ps2EEz 2?22 38 |3
< FFFFFF<SS<JI<K<O O < zz ¥ RE|IC | S |D1
TS DNMG150404-TS o000 (N [ N 0.4 |12.7|4.76|5.16
08-TS o000 ( M ] [ N 0.8 |12.7|4.76|5.16
o 12-TS 000 1.2 |12.7|4.76|5.16
E DNMG150604-TS [ N J o0 0.4 |12.7|6.35|5.16
i ]\ﬁL 08-TS o0 o0 o0 0.8 |12.7/6.35/5.16
= 12-TS L ) 1.2 |12.7/6.35|5.16
_|AS DNMG150404-AS e o () 0.4 [12.7|4.76|5.16
3 08-AS 'YX ° 0.8 |12.7|4.76|5.16
'§E 12-AS XX 1.2 [12.7/4.76|5.16
pag=1 DNMG150604-AS ° 0.4 [12.7(6.35|5.16
%’% 02 4 08-AS () 0.8 |12.7|6.35/5.16
£ <l§ 12-AS ) 1.2 [12.7/6.35/5.16
NS DNMG150404-NS () ® 0.4 |12.7|4.76|5.16
E 08-NS XX ° 0.8 [12.7]4.76|5.16
;é
2 |SS DNMG110404E-SS () 0.4 |9.525/4.76|3.81
E 08E-SS ( N 0.8 [9.525(4.76|3.81
i_.E_ DNMG150404-SS o000 [ J 0.4 |12.7|4.76|5.16
08-SS o000 [ ® 0.8 |12.7]4.76|5.16
12-SS o000 1.2 |12.7|4.76|5.16
DNMG150604-SS o000 [ [ 0.4 |12.7|6.35|5.16
Ff 08-SS o000 [ ] [ ) 0.8 |12.7|6.35|5.16
12-SS o000 1.2 |12.7/6.35|5.16
™ DNMG110404E-TM L ) L ) 0.4 |9.525/4.76|3.81
08E-TM o0 [ N ) 0.8 9.525/4.76|3.81
12E-TM [ N ) [ N ) 1.2 9.525|4.763.81
o 04-TM o000 0.4 |9.5254.76|3.81
5 08-T™M XX 0.8 [9.5254.76|3.81
3 DNMG150404-TM o000 [ N 0.4 |12.7|4.76|5.16
§ 08-TM 000 { ] 0.8 |12.7]4.76|5.16
3 *F;L,%i 122TM e @0 0 @ "X X 1.2 |[12.7]4.76]5.16
= “" DNMG150604-TM @ ® @ ® ° 0.4 | 12.7]6.35|5.16
08-TM o000 L ) 0.8 |12.7]6.35/5.16
12-T™M o000 L ) 1.2 |12.7/6.35|5.16
o AM DNMG150408-AM L2 ) 0.8 |12.7|4.76|5.16
e 12-AM o0 12 [12.7]4.76|5.16
23 DNMG150608-AM Y0 0.8 [12.7]6.35/5.16
gé 00 12-AM ( N ) 1.2 |12.7/6.35|5.16
o - 5
€ ©

@ : Line up
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® : Continuous cutting

INSert NEGATIVE TYPE - Hoty Inoruptectoutting
- Steel ® OCCH | € | |CF | O 0C eocCoecC eceocC [ ]
DN M Stainless| |o€ e clc| v ooc ° RE
l Cast iron |@c /@€ Y oclec ° S
Rhombic, 55° || feous ¢ lg m
ﬂ . S | Superalloy o eoC | C
with hole W Hard |
material
g Coated Coated cermet| Cermet Uncoated | Dimension (mm)
% Chipbreaker Designation § 2 uﬁ) § ‘8_ ,‘?_’ § g ?_ ‘8_ § g é § o §
2 PPRPRPRREEEZ 6 k& 22 E RE|IC| S |D1| =
NM DNMG150408-NM o000 [ [ 0.8 |12.7|4.76|5.16
12-NM o000 1.2 |12.7|4.76|5.16
DNMG150608-NM [ ] [ 0.8 [12.7|6.35|5.16
o &
ERE ) DNMG150404-TQ ° o0 ° 0.4 |12.74.76|5.16
£ 08-TQ ® o0 ® 0.8 [12.7|4.76|5.16
g
2 FQL
) [S
_%
i.% zZM DNMG110408E-ZM [ N 0.8 9.525/4.76 |3.81
DNMG150408-ZM o000 [ [ 0.8 [12.7|4.76|5.16
12-ZM o000 1.2 |12.7|4.76|5.16
DNMG150608-ZM o000 0.8 [12.7|6.35|5.16
F%K 12-ZM [ N 1.2 [12.7/6.35|5.16
DM DNMG150408-DM o000 0.8 [12.7|4.76|5.16
12-DM o000 1.2 |12.7|4.76|5.16
DNMG150604-DM () 0.4 [12.7|6.35|5.16
025 08-DM o000 0.8 [12.7|6.35|5.16
= 12-DM o000 1.2 |12.7/6.35|5.16
All-round DNMG110404 [ N J () [ ) 0.4 |9.525/4.76|3.81
08 o000 [ [ 0.8 [9.525|4.76|3.81
DNMG150404 [ 2 X ] ( N ] [ J [ N ) [ 0.4 [12.7|4.76|5.16
08 o000 ( N ] [ J [ N ) [ ) 0.8 [12.7|4.76|5.16
12 o000 [ Y ) L ) () 1.2 |12.7|4.76|5.16
02 DNMG 150604 o0 () 0.4 [12.7|6.35|5.16
> 5 08 o000 o 0.8 [12.7|6.35|5.16
5 12 o000 ) 1.2 |12.7(6.35|5.16
3
g Parallel DNGG150404R [ [ ) 0.4 |12.7|4.76|5.16
3 04L ™ ™ 0.4 [12.7]4.765.16
= 08R [ ) 0.8 [12.7|4.76|5.16
08L [ 0.8 [12.7|4.76|5.16
0.15 i
§’3
SM DNMG110404E-SM o000 0.4 |9.525/4.76|3.81
08E-SM o000 0.8 9.525/4.76 | 3.81
DNMG150404-SM 000 0.4 |12.7|4.76|5.16
08-SM o000 0.8 [12.7|4.76|5.16
12-SM o000 1.2 |12.7|4.76|5.16
0.25 DNMG150604-SM o000 0.4 |12.7|6.35|5.16
’Fﬁg 08-SM o000 0.8 |12.76.35|5.16
12-SM o000 1.2 |12.7/6.35|5.16
@ : Line up
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel €3 3 | o C3 B | OC o oC oC [ ]
DN M Stainless clc xeco | c e loc ° RE
l Cast iron oc o oc oc ° S
Rhombic, 55° || fetous ¢ A@ D1
a . S Superalloy ec/e c|c o C
with hole W Hard
material
g Coated Cermet Uncoated Dimension (mm)
§ Chipbreaker Designation wwoQW o g 2w o Q 8
s R R 3 =
< PPREZTIZIZZISS 2 = RE|IC| S |D1
P DNGG150402R-P [ ] o 0.2 |12.7|4.76|5.16
o 02L-P () [ ) 0.2 [12.7|4.76|5.16
£ 04R-P ° ° 0.4 |12.7|4.76|5.16
= 04L-P ° ° 04 [12.7]4.76]5.16
= - 08R-P ° 0.8 [12.7[4.76[5.16
2 W 08L-P (] 0.8 [12.7|4.76|5.16
< |HRM DNMG150404-HRM (N J 0.4 |12.7|4.76|5.16
3 08-HRM 0 0.8 |12.7|4.76|5.16
g o 12-HRM 0 1.2 [12.7]4.76]5.16
%‘% DNMG150604-HRM L) 0.4 |12.7]6.35|5.16
£ © 0.25 08-HRM (N} 0.8 [12.7|6.35|5.16
2 ’F:%% 12-HRM (] 1.2 |12.7|6.35|5.16
[T
HMM DNMG150404-HMM ([ 0.4 |12.7|4.76|5.16
08-HMM (] 0.8 [12.7|4.76|5.16
12-HMM (] 1.2 [12.7|4.76|5.16
0.25
%9
SA DNMG150404-SA [ 0.4 |12.7|4.76|5.16
08-SA ([ 0.8 |12.7|4.76|5.16
= DNMG150604-SA [ J 0.4 |12.7/6.35|5.16
= 08-SA () 0.8 [12.7|6.35|5.16
=y
3
3
s |S DNMG150404R-S o000 00O () () 0.4 |12.7|4.76|5.16
04L-S 0000 [ J [ ] 0.4 |12.7|4.76|5.16
08R-S 0000 ([ ) [ ] 0.8 [12.7|4.76|5.16
08L-S o0 00O () () 0.8 |12.7|4.76|5.16
DNMG150604R-S o000 O 0.4 |12.7|6.35(5.16
015 04L-S 0000 0.4 (12.7|6.35|5.16
I A 08R-S o000 0 ° 0.8 [12.7/6.35/5.16
" 08LS eeeee 0.8 [12.7/6.35/5.16

Reference pages: External toolholder — 3-50 - 3-52
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

- Steel [} ecec ecec o [ ]
TN M Stainless | ® @c o€ )
l Castiron | ® @€ ecec ecoC o [ ]
Non- °
Triangular, 60° ferrous
. S | Superalloy| ®
with hole W Hard
material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm)
- S =3 =3
% Chipbreaker Designation E % é’ § g § § . o é
< ok TR 223 [E RE/IC| S |D1| —
o |W TNGG160404R-W () () 0.4 9.525|4.76 |3.81
< 04L-W ® ® 0.4 9.525/4.76 |3.81
E 08R-W ® 0.8 [9.525(4.76|3.81
é 08L-W ° 0.8 |9.525/4.763.81
2 &
o
o |W TNGG160402FR-W () 0.2 (9.525|4.76 |3.81
ﬁg 02FL-W o 0.2 |9.525|4.76|3.81
£3 04FR-W (] 0.4 |9.525(4.76|3.81
sg 04FL-W ° 0.4 |9525|4.76|3.81
§f¢ o 08FR-W ) 0.8 [9.525/4.76 |3.81
a = 08FL-W ® 0.8 |9.525/4.76|3.81
TF TNMG160404-TF o0 [ ] 0.4 |9.525|4.76|3.81
08-TF [ ) 0.8 [9.525(4.76|3.81
2
G &
C
< o1 TNGG110302-01 (] 0.2 |6.35/3.18|2.26
:% 04-01 ° 0.4 [6.35(3.18|2.26
3 08-01 o0 0.8 |6.35/3.18(2.26
& TNGG160402-01 [ J [ N J [ ] 0.2 |9.525|4.76|3.81
04-01 ® e ® 0.4 (9.5254.76|3.81
& 08-01 ® o0 0.8 [9.5254.76|3.81
12-01 ® ® 1.2 |9.525|4.76|3.81
> |01 TNGG160402F-01 ® 0.2 |9.525/4.76|3.81
£ 04F-01 ° 0.4 [9.525/4.76|3.81
£ 08F-01 ° 0.8 |9.525|4.76|3.81
c o
38
2 s
o ~
A, C TNGG110304R-A o () 0.4 |6.35/3.18(2.26
04L-A ® ® 0.4 [6.35/3.18/2.26
08R-A ® ® 0.8 [6.35/3.18/2.26
08L-A ® ® 0.8 [6.35/3.18/2.26
TNGG160304R-C [ ] ([ 0.4 |9.525|3.18|3.81
2 04L-C ° 0.4 |9525|3.183.81
@ 08R-C ° 0.8 [9.525|3.18]3.81
£ 08L-C ° 0.8 [9.525/3.18(3.81
S TNGG160400R-C ® 0.03[9.525/4.76|3.81
§ 015 43 00L-C ® 0.03[9.525/4.76|3.81
a ) 02R-C ® e o o 0.2 [9.525/4.76|3.81
02L-C () () 0.2 |9.525|4.76|3.81
04R-C o0 ® o060 O 0.4 |9.525/4.76|3.81
04L-C o0 ® e o |o 0.4 |9.525/4.76|3.81
08R-C (N (] 00 () 0.8 |9.525/4.76(3.81
08L-C (N (] () (] () 0.8 |9.525|4.76|3.81

@ : Line up
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

TN -Steel ® @0CCi € | |CHOC O oC { I ] [ )
M Stainless eoc @ C | C oc o eococC °
l Castiron ([ecl@c oC o oC ocC oC o [ ]
Non- °
Triangular, 60° ferrous
. S  Superalloy oCc o
with hole W Hard
material
g Coated Coated cermet| Cermet Uncoated | Dimension (mm)
S Chipbreaker Designation LW QW 3 2
g Sy8gf2esgk 8 25 |2
< PRPRRRRZZ55H G 23 = RE|IC | S | D1
TSF TNMG110404E-TSF [ N [ 0.4 |6.35|4.76(2.26
08E-TSF [ N () 0.8 |6.35|4.76(2.26
=i TNMG160402-TSF ([ ] [ ] 0.2 [9.525|4.76|3.81
5 04-TSF XX ° ° 0.4 |9.525|4.76|3.81
T 08-TSF @eeo @@ ° ° 0.8 |9.525|4.76|3.81
Fﬁ\? 12-TSF o0 0 1.2 |9.525/4.76|3.81
P TNGG160402R-P ( N ] [ [ ) 0.2 |9.525|4.76|3.81
2 02L-P [ N J [ J [ J 0.2 |9.525|4.76|3.81
£ 04R-P o0 ° ° 0.4 [9525(4.763.81
= 04L-P 0 ° ° 0.4 |9.525|4.76|3.81
= 08R-P () [ [ 0.8 9.525|4.76|3.81
2 W 08L-P o0 ° ° 0.8 |9.525|4.76|3.81
P TNGG160402FR-P [ J 0.2 |9.525|4.76|3.81
_g’,a 02FL-P (] 0.2 |9.525(4.76|3.81
£9 04FR-P () 0.4 (9.525|4.76 |3.81
= 04FL-P ° 0.4 |0.525|4.76/3.81
28 08FR-P [ 0.8 |9.525|4.76|3.81
< W 08FL-P ° 0.8 |9.525|4.76|3.81
ZF TNMG160404-ZF o000 [ [ 0.4 |9.525|4.76(3.81
08-ZF [ 3 N ] [ J [ J 0.8 |9.525|4.76(3.81
12-ZF (] 1.2 19.525/4.76|3.81
o 0.2
£ 3
K%
if SF TNMG160404-SF 00 0.4 9.525|4.76|3.81
08-SF 00 0.8 |9.525|4.76 |3.81
12-SF o000 1.2 19.525(4.76|3.81
@ : Line up

Reference pages: External toolholder — 3-41 - 3-45




® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

Insert NEGATIVE TYPE

-Steel @ CHCH 3 | € | T CF oC € oC eCoeC eCoeC
I N M Stainless @ €C| C * @ C ecC C oC
Cast iron (@€ oC C oC ec ec [ 140 I3 (LJ
. reon cx
Triangular, 60° errous
. S | Superalloy e C oc o (3
with hole W Hard
material
< Coated Coated | Cermet |Uncoated| Dimension (mm)
g ) 0 o o o
. . =
S |Chipbreaker Designation LWL oY 283 A3 B S QL3 2 Q = - 5
8 SSSSZZEEE2zEE B2 28 [3 :
< FFFRFFRFFFS<<S< <SSO o< |22 ¥4 RE|IC| S |D1| —
HRF TNMG160404-HRF o0 0.4 |9.525|4.76|3.81
08-HRF (N} 0.8 9.525|4.76 | 3.81
2 &
@
€ | TS TNMG160404-TS 00 [ N o0 0.4 9.525|4.76 |3.81
t 08-TS o000 ( N ] [ N} 0.8 |9.525|4.76|3.81
12-TS o000 1.2 |9.525/4.76|3.81
)
— |AS TNMG160404-AS o0 () 0.4 |9.525|4.76 | 3.81
©
gg 08-AS o000 ® 0.8 |9.525|4.76|3.81
55 12-AS o000 1.2 |9.525/4.763.81
D =
L3
Lo 0.2
el -
£ ’fﬁ;
NS TNMG160404-NS [ N ) ® 0.4 9.525|4.76|3.81
08-NS 00 () 0.8 |9.525|4.76 |3.81
)] ’\@
£ o
o
2
T |ss TNMG110404E-SS o0 0.4 |6.35|4.76|2.26
08E-SS o0 0.8 |6.35|4.76|2.26
TNMG160404-SS o000 [ J ([ J [ ] 0.4 9.525|4.76|3.81
08-SS o000 () () ) 0.8 9.525|4.76 3.81
Ff 12-SS o000 () 1.2 |9.525(4.76|3.81
™ TNMG110304-TM [ N N J 0.4 |6.35/3.18(2.26
08-TM o000 0.8 |6.35/3.18(2.26
.g’ TNMG110404E-TM o0 0.4 |6.35|4.76|2.26
= 08E-TM o0 0.8 |6.35|4.76|2.26
o
c 12E-TM [ N ) 1.2 |6.35(4.76|2.26
% TNMG160404-TM [ N N J o0 0.4 9.525|4.76|3.81
2 *F;O*.%i 08-TM XXX 0 0.8 [9.525/4.76|3.81
©
12-TM o000 1.2 |9.525/4.76|3.81
@ : Lineup

Reference pages: External toolholder — 3-41 - 3-45
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel ® ecCx | @0 eC eCcCoecoecC eCOeC [ ]
M Stainless ocC e eoc ()
Cast iron j@ecl@€ o oC ec ecec [}
Non- °

A Triangular, 60° (EITeL

. S  Superalloy o eoC
with hole Hard

H material

s Coated Coated cermet| Cermet Uncoated Dimension (mm)
:g Chi i i o 8 o 2 8 o
9 ipbreaker Designation g 10 uN> 3 =2 = 8 ol R -

3 SSYSEz 2P 38 [T
< FFFRFFI< oo |22 = RE|IC | S |D1

AM TNMG160408-AM o0 0.8 |9.525|4.76|3.81
12-AM [ N} 1.2 |9.525/4.76|3.81
0.25

o &
£ ;

3 |NM TNMG160408-NM ° 0.8 |9.525|4.76|3.81
§ 12-NM [ N 1.2 [9.525|4.76|3.81
2

(0]

€
o

2| 8
£ &

@
E TQ TNMG160404-TQ [ N J () ® () 0.4 |9.525|4.76 | 3.81
08-TQ ( N ) () () o 0.8 |9.525|4.76|3.81
; "g

o TA TNMG160404-TA o0 0.4 9.525|4.76|3.81
-g 08-TA [ ) 0.8 [9.525|4.76|3.81

3 12-TA [ ) 1.2 |9.525|4.76|3.81

€

>
2

m o
= j&

o ZM TNMG160404-ZM o000 () ® 0.4 |9.525|4.76|3.81
£ 08-ZM o000 () ® 0.8 [9.525|4.76|3.81
23 12-ZM o000 1.2 |9.525/4.76/3.81
cEe
QS
23
(ol i

€ R

DM TNMG160408-DM o000 0.8 |9.525|4.76 3.81
12-DM () 1.2 |9.525/4.76|3.81
0.25

m o
£ 2 o
3

€ All-round TNMG110304 [ N ) [ J [ J 0.4 16.35|3.18 |2.26
% 08 [ N ) [ ) () 0.8 |6.35|3.18(2.26
S TNMG160304 ° 0.4 |9525(3.18[3.81

08 ) 0.8 |9.525/3.18 |3.81

TNMG160404 00000 [ N J [ J 0.4 19.525/4.76 |3.81

02 08 000000 [ J ( M () 0.8 |9.525|4.76|3.81
§i‘ 12 o000 O0O () 1.2 |9.525|4.76 |3.81

Reference pages: External toolholder — 3-41 - 3-45
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting

% : Heavy interrupted cutting

-Steel @C CH| % | € 2 (CF B C oC eoC [ ]
RE S
M Stainless @€ e/ c ¢c | o C c oC ® ¥ =]
l Cast iron |@€ cloc oc ° /\
Non- I
Triangular, 60° ferrous ¢ / O\
. S | Superalloy e c c|e
with hole W Hard IC
material
5 Coated Cermet Uncoated Dimension (mm)
:g i i i o g l;f_) n v o 8
S |Chipbreaker Designation 10 g g 8 8 AR 3 =
5 SSSE2EEE22EE 3§
< ERPRRRIII<<<0 z ¥ RE|IC| S |D1
SM TNMG110404E-SM 00 0.4 |6.354.76|2.26
@ 08E-SM 00 0.8 [6.35|4.76|2.26
§ TNMG160404-SM o000 o 0.4 19.525|4.76|3.81
[&]
£ 08-SM o000 0.8 |9.525|4.76|3.81
= 12-SM o000 1.2 |9.525|4.76|3.81
9] 0.25
o HRM TNMG160404-HRM [ N ) 0.4 |9.525|4.76|3.81
°E 08-HRM L) 0.8 |9.525|4.76|3.81
23 12-HRM 0 1.2 |9.525|4.76|3.81
< E
@5
,_%8 0.25
E B
HMM TNMG160404-HMM () 0.4 |9.525|4.76|3.81
08-HMM () 0.8 [9.525|4.76|3.81
12-HMM () 1.2 |9.525|4.76|3.81
0.25
o)
SA TNMG160404-SA o000 0.4 9.525|4.76|3.81
o 08-SA o000 [ ] 0.8 9.525|4.76|3.81
= 12-SA o000 [ 1.2 9525(4.76|3.81
3
€
=}
] r d—
] ©
E ~
S TNMG160404R-S ( 3 N J ( 3 N J o0 [ 0.4 9.525|4.76|3.81
04L-S [ N ) ( 3 N J [ J [ ] 0.4 9.525|4.76|3.81
08R-S [ N J o000 [ N () 0.8 [9.525|4.76|3.81
08L-S o0 o000 [ ) [} 0.8 |9.525|4.76|3.81
0.15
&

Reference pages: External toolholder — 3-41 - 3-45
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel ® 0CCi x| € cec o ececec eoCcCocC [
N M Stainless ocC o C ocC o () RE S
==l
Cast iron l@cl@e€c oC o ocC ec oC oc ocC [ ] —
l . A&~ F5
Rhombic, 35° [ ferrous IS
. S  Superalloy oCc o
with hole Hard
H material
g Coated Coated cermet| Cermet Uncoated Dimension (mm)
S |Chipbreaker Designation L wY 28 = Qe Q e Q 2 °
g HH-HH: ERE &9 T
< FFFRFFFF<<<O o< (22 = RE|IC | S |D1
TF VNMG160404-TF [ ] 0.4 9.525/4.76|3.81
08-TF () ) 0.8 9.525/4.76 | 3.81
(o))
£ .
£
,é 01 VNGG160402-01 ([ J [ N ) o 0.2 9.525/4.76 |3.81
g 04-01 [ ) o 0.4 (9.525|4.76|3.81
a 08-01 [ ) 0.8 |9.525(4.76|3.81
&

TSF VNMG120402E-TSF o0 o0 [ ] 0.2 | 7.15|4.76|3.81
04E-TSF [ N ) [ N J [ ] 0.4 |715|4.76|3.81
08E-TSF [ N J o0 ® 0.8 | 715 |4.76(3.81

VNMG160402-TSF { ] o0 [ ] 0.2 9.525/4.76|3.81
\ 04-TSF o000 () [ N} o 0.4 |9.525/4.76|3.81
‘\ﬂé 08-TSF @@ @ @ ° ) ° 0.8 |9.525|4.76|3.81
12-TSF o000 1.2 9.525/4.76 |3.81
> ZF VNMG160404-ZF [ 3 N ] o0 [ ] 0.4 9.525/4.76|3.81
£ 08-ZF 0o [ ) ° 0.8 [9.525/4.76|3.81
£ 12-ZF 00 1.2 (9.525(4.76[3.81
[T
0.2
S

SF VNMG160404-SF o000 0.4 |9.525/4.76|3.81
08-SF o000 0.8 9.525/4.76 3.81

I\Qg’?

Reference pages: External toolholder — 3-52 - 3-55
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® : Continuous cutting

€ : Light interrupted cutting
| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting
- Steel ® OCCH % (€ | % €3 | © OC oC eceoec eCoeC
VN M Stainless ocC @ C| C * @ ec o C oC RE S
2
Cast iron [@c@c o ocC ( 13 ecec ocC ocC —
fe 4 Bs
Rhombic, 35° | & feous ic
. S | Superalloy e ec o | C
with hole W Hard
material
s Coated Coated cermet| Cermet Dimension (mm)
R N 19 10 oo Q
S |Chipbreaker Designation B w9 wY 283 = = =M1 Q Q = 5
B SSNSGEEIIIZEIZ B2 ©9 £
< FFFRFFRFFF<<<I<I<<O o< zZz RE|IC| S |D1| —
HRF VNMG160404-HRF o0 0.4 |9.525/4.76|3.81
08-HRF () 0.8 [9.525|4.76|3.81
<<jé
TS VNMG160404-TS o000 o0 o0 0.4 |9.525/4.76|3.81
- 08-TS o000 [ N o0 0.8 |9.525/4.76|3.81
£ 12-TS o000 1.2 0.525/4.76|3.81
= \
L )
SS VNMG120404E-SS o000 0.4 | 715 |4.76|3.81
08E-SS o000 0.8 |7.15|4.76|3.81
VNMG160404-SS o000 [ J ([ J 0.4 (9.525|4.76|3.81
08-SS o000 () () 0.8 9.525/4.76|3.81
— 12-ss XXX ° 12 (9.525/4.76| 3.81
- ™ VNMG120404E-TM [ N ) 0.4 |715|4.76|3.81
5 08E-TM o0 0.8 |7.15|4.76|3.81
3 VNMG160404-TM o000 o ° 0.4 [9.5254.76|3.81
| . 8-TM @@ @@ o0 0.8 [0.525(4.76[3.81
é #‘“7!@7 122TM (e @ @ @ ° 1.2 [9.525|4.76|3.81
TQ VNMG160404-TQ () o0 () 0.4 [9.525|4.76|3.81
08-TQ e 0 (N [ ] 0.8 [9.525|4.76|3.81
2
5
° F< IR
E ~
=}
-
g ZM VNMG160408-ZM o000 0.8 [9.525|4.76|3.81
> 12-ZM o000 1.2 19.525/4.76|3.81
E
@
=
[N FQE
/A
> DM VNMG160408-DM o000 0.8 9.525/4.76 |3.81
£ 12-DM o000 1.2 19.525/4.76|3.81
3
£ 0.25
o] &5
3 ﬂt
=
@ : Line up

Reference pages: External toolholder — 3-52 - 3-55
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel ® OCCH| % | € | T CF o oC ocC [}
M Stainless oc e/ ¢c|c x| o € e eC ) RE S
==l
Cast iron |ecjec e ec ec ) —
: ol
Rhombic, 35° [ ferrous IS
R Superalloy @ c | c o ec
with hole Hard
H material
5 Coated Cermet Uncoated Dimension (mm)
.‘g i i i o g ‘l.f_) 7o) 8
S |Chipbreaker Designation uc': 0 3 g 8 8 @96 s5a8°8 8 3 o
g S§SYoe22RR2EXT 3 g
< FFFRFFRFFRFF<<<I<I<I<I z = RE|IC| S |D1
All-round VNMG160404 o000 [ ) [ ] [ 0.4 9.525/4.76|3.81
08 o000 o0 ® [ 0.8 9.525/4.76 | 3.81
12 () [ ] 1.2 [9.525/4.76|3.81
o 0.2
= r\*<ﬁ
= w
-5' -
o
g SM VNMG120404E-SM o000 0.4 |715|4.76|3.81
® 08E-SM XXX 0.8 |7.15]4.76|3.81
= VNMG160404-SM o000 0.4 9.525(4.763.81
025 08-SM o000 0.8 19.525/4.76 |3.81
’f:ﬁlg 12-SM o000 1.2 [9.525/4.76|3.81
o HRM VNMG160404-HRM [ ) 0.4 [9.525/4.76(3.81
of 08-HRM o0 0.8 [9.525/4.76 |3.81
23 12-HRM o0 1.2 |9.5254.76|3.81
£E
8 2 0.25
=0
) b
2 %._
o HMM VNMG160404-HMM o 0.4 9.525/4.76|3.81
£ 08-HMM () 0.8 [9.525(4.76|3.81
3 12-HMM () 1.2 [9.525/4.76|3.81
€
3 0.25
B ’F: j
[0} ©
S L
@ : Line up

Reference pages: External toolholder — 3-52 - 3-55




® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

- Steel ® OCCH | € | % |CF oC eCcCoecoecC oCOeC RE
WN M Stainless oc @ c c c|cec Vol \§.1
Cast iron [@c@c eoC ececec ececC
: l o 4@; D1
Trigon, 80°
. S  Superalloy c|clec | IC_
with hole W Hard |
material
5 Coated Coated cermet| Cermet Dimension (mm)
® 0 10 o o
% Chipbreaker Designation § 2 uﬁ) § ‘8_ ,‘?_’ § é é ‘8_ § g g § § §
< PRRRRReITES 66 22 RE|IC| S D1| =
TF WNMGO080404-TF () 0.4 |12.7|4.76|5.16
08-TF ® 0.8 |12.7]4.76|5.16
2
) :
IS &
5 [o1 WNGG080402-01 ) 0.2 [12.7]4.76|5.16
§ 04-01 o oo 0.4 |12.7|4.76|5.16
a 08-01 e |0 0.8 |12.7]4.76|5.16
TSF WNMGO060402E-TSF [ ) [ 0.2 9.525/4.76 | 3.81
04E-TSF [ N J [ ] [ J [ N ] [ J 0.4 9.525/4.76|3.81
08E-TSF [ N [ [ ] (N () 0.8 |9.525/4.76|3.81
12E-TSF L ) e o () e 1.2 19.525/4.76|3.81
04-TSF [ N J 0.4 9.525/4.76 | 3.81
08-TSF L ) 0.8 [9.525/4.76|3.81
’\% WNMG080404-TSF o000 e o (I ol 0.4 |12.7|4.76|5.16
T 08-TSF "X e o o0 ® 0.8 |12.7]4.76|5.16
12-TSF o000 [ ] [ J 1.2 |12.7|4.76|5.16
ZF WNMGO060404E-ZF [ N J 0.4 |9.525/4.76|3.81
04-ZF L ) 0.4 |9.525/4.76|3.81
08-ZF ( N ) 0.8 9.525/4.76|3.81
WNMG080404-ZF o000 o0 ® 0.4 [12.7]4.76|5.16
08-ZF [ 2 N ] ( N o 0.8 [12.7|4.76|5.16
02 5 12-ZF ® 1.2 |12.7|4.76|5.16
o =
£ |SF WNMG060404-SF XX 0.4 [9.525/4.76 | 3.81
z 08-SF X0 0.8 [9.625/4.76|3.81
- WNMG080404-SF o0 o0 0.4 [12.7]4.76|5.16
08-SF o000 0.8 |12.7]4.76|5.16
HRF WNMG080404-HRF [ N J 0.4 |12.7|4.76|5.16
08-HRF [ ) 0.8 |12.7|4.76|5.16
TS WNMGO080404-TS [ N ] (N o0 0.4 |12.7|4.76|5.16
08-TS 00 ( N ( M 0.8 [12.7|4.76|5.16
12-TS o000 1.2 |12.7|4.76|5.16
&

@ : Line up

Reference pages: External toolholder — 3-48, 3-49
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® : Continuous cutting
€ : Light interrupted cutting

| n S e rt NEGATIVE TYPE % : Heavy interrupted cutting

-Steel ® OCCi | € | ¥ |CF eoC € oC eocoecC oC
. RE s
) M Stainless ocC @ C C|cCc ec C oC F
2 Cast iron l@clec oC C oC ecoecC { 13
‘E,' Non- / \ 11D1
Trigon, 80° ferrous
% with hole S  Superalloy c ec o IC_
z H r';']grtgrial
5 Coated Coated cermet| Cermet Dimension (mm)
:g . . . 0 o o o
S |Chipbreaker Designation 0w 28 = A8 = Q 2 3
g SN SsE2EST e 2 &
< FFFFFF<<I<SO O < 4 RE|IC | S |D1
| AS WNMGO080404-AS o [} 0.4 [12.7|4.76|5.16
3
5 08-AS o000 [ 0.8 |12.7|4.76|5.16
B2 12-AS XXX 1.2 |12.7|4.76|5.16
23
Lo
ke
I(=u 0.2
£ T~z
CB WNMGO060404-CB () [ 0.4 (9.525/4.76|3.81
™ 08-CB (] ® 0.8 9.525/4.76|3.81
o3
Lo
e
@3
o
<
NS WNMGO080404-NS [ N J [ 0.4 |12.7|4.76|5.16
08-NS L ) ® 0.8 |12.7]4.76|5.16
2 ::;§
%
< |SS WNMGO060404E-SS ® 0.4 {9.525/4.76 | 3.81
L 08E-SS ° 0.8 [0.525/4.76|3.81
12E-SS ® 1.2 19.525/4.76|3.81
WNMGO080404-SS 00 [ 0.4 [12.7|4.76|5.16
08-SS o000 [ 0.8 |12.7|4.76|5.16
E l\f 12-SS o000 1.2 [12.7|4.76|5.16
™ WNMGO060404E-TM [ N [ N ) 0.4 |9.525/4.76|3.81
08E-TM [ ) o0 0.8 9.525/4.76|3.81
2 12E-TM ") ) 1.2 0.5254.763.81
3 04-TM o000 0.4 9.525/4.76|3.81
= 08-TM o000 (] 0.8 9.525/4.76|3.81
3 WNMG080404-TM (@ © © © (X 0.4 [12.7]4.76|5.16
3 *Fojz%i 08-TM @@ @6@ o0 0 0.8 |12.7]4.76|5.16
= 12-TM o000 [ N} 1.2 |12.7|4.76|5.16
AM WNMGO080408-AM [ N 0.8 [12.7|4.76|5.16
o 12-AM [ ) 1.2 [12.7|4.76|5.16
C
=
o
g 0.25
g &
g TQ WNMG080404-TQ [ [ N [ 0.4 |12.7|4.76|5.16
> 08-TQ ® o0 () 0.8 |12.7]4.76|5.16
£
X7
£
[T
=1

@ : Lineup

Reference pages: External toolholder — 3-48, 3-49
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

-Steel ® 0CCx % [ €C | O @CCI ' € oC ecocC [ ]
. RE s
M  Stainless ocC e c oeocC ¥ C ° F
l Cast iron |ec /@€ o |oc oc ° @
Non- D1
Trigon, 80° ferrous ® ‘ l
. S  Superalloy e oc ° IC
with hole Hard -
H material
5 Coated Coated cermet| Cermet Uncoated | Dimension (mm)
R N =3 o
S |Chipbreaker Designation B w9 wY 283 = 829 Qa 4 = ° 5
B S3SSBLIIZIIT | 88 I -
< FFFRFFRFFF<<I<S<I (4] zZz = RE|IC| S |D1| —
TA WNMGO080408-TA o0 0.8 |12.7|4.76|5.16
o 12-TA [ ) 1.2 |12.7|4.76|5.16
g
(6]
€
3
E
— ,\<:j
((\\‘l
NM WNMGO060412E-NM () 1.2 9.5254.763.81
WNMGO080408-NM [ N N J 0.8 |12.7|4.76|5.16
2 12-NM (@ @ @ © 1.2 |12.7|4.76|5.16
g
(6]
£ 1
g [
£ |ZM WNMGO060408E-ZM o0 0.8 |9.525/4.76|3.81
2 08-ZM 'YX 0.8 9.525/4.76[3.81
g 12-ZM o000 1.2 19.525(4.76|3.81
g WNMG080408-ZM 00 [ J [ J 0.8 |12.7|4.76|5.16
[ 12-ZM [ N N ] 1.2 |12.7|4.76|5.16
f,"\
DM WNMGO080408-DM o000 0.8 [12.7|4.76|5.16
12-DM o000 1.2 |12.7|4.76|5.16
0.25 i
VFQ
All-round WNMG060404 o0 0.4 |9.525/4.76|3.81
.g’ 08 o0 0.8 9.525/4.76 |3.81
= WNMG080404 o000 o0 ) ° 0.4 [12.7|4.76|5.16
(8]
€ 08 o000 [ ) [ ) () 0.8 [12.7|4.76|5.16
3 12 XXX ) ™ 1.2 [12.7]4.76|5.16
[0} .
S 0.2 _
#9
SM WNMGO060404E-SM ( M o 0.4 |9.525/4.76|3.81
08E-SM o0 o 0.8 9.525/4.76|3.81
12E-SM ( M ([ J 1.2 9.525|4.76|3.81
08-SM [} 0.8 (9.525|4.76|3.81
025 WNMG080404-SM o0 ( N 0.4 |12.7|4.76|5.16
’F‘:ﬁl@, 08-SM ‘X XX 0.8 [12.7]4.76|5.16
12-SM o0 o000 1.2 |12.7|4.76|5.16
@ : Line up

Reference pages: External toolholder — 3-48, 3-49
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Insert NEGATIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel €| % ex ¥ oc € RE
WN M Stainless| @ | € €| oec/c @ € I \«S.1
Cast iron oc| ¢ o @ i
Trigon, 80° e ox LON 1P
. Superalloy ec/e @ c ¢ (T3 IC
with hole Hard -
material
5 Coated Uncoated Dimension (mm)
§ Chi i ; cwowdluw
9 |Chipbreaker Designation 8 8 et Rasca o
2 zz52::852 §
< PRII<I<<< ¥ RE IC| S | D1
- HRM WNMG080404-HRM (N 0.4 [12.7|4.76|5.16
°F WNMG020408-HRM B0 0.8 [12.7(4.76|5.16
23 WNMG080412-HRM o0 12 [12.7]4.76]5.16
©E
-L.E_g 025
E B
HMM WNMG080404-HMM [ ] 0.4 |12.7|4.76|5.16
WNMG080408-HMM ([ J 0.8 |12.7|4.76|5.16
WNMG080412-HMM () 1.2 |12.7]4.76|5.16
= 0.25
£ &
5 &
c | SA WNMGO080408-SA 00000 ([ 0.8 |12.7|4.76|5.16
3 WNMGO30412-SA (e @ @ @ @ 1.2 [12.7]4.76]5.16
(9]
=
)
Bl steel  [exlex = oc oc
YN M Stainless c RES
Cast iron eoc oc =
& o
Rhombic, 25° ;el:s:;"oy . IC
with hole Hard
material
5 Coated Coated cermet| Cermet Dimension (mm)
s )
,S Chipbreaker Designation Lo w5 8 L%
2 Ao Y 3
=3 586 I = 2]
< FFF< (0} z RE|IC| S |D1
ZF YNMG160404-ZF o000 [ [ ] 0.4 (9.525|4.76|3.81
> YNMG160408-ZF o000 ° o 0.8 9.525|4.76 |3.81
._g
2
£ 0.2
S
o ZM YNMG160404-ZM o000 (] (] 0.4 9.525|4.76|3.81
°F YNMG160408-ZM o000 () ® 0.8 (9.525/4.76|3.81
23
©E
3 ~
IS

Reference pages: WNMG...: External toolholder — 3-48, 3-49
YNMG... : External toolholder — 3-52 - 3-55

@ : Lineup




CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

- Steel
M  Stainless LE RE
&l castiron oc| ¥ 'ﬁ
- Non-ferrous @ i #‘_
S Superalloy (14 e
H Hard material @ oC o oC
- Sintered metal oC Cx Ic
Dimension (mm) Edge prep. oy
©oQ oo e I é” g § ©
i i R [} =
Shape Designation E g E g g § gg g :.9, 0 O S e e § ,'S- 2
“H H B Z3LE|RE|IC|S D158 5 =
2QP-CCGW 2QP-CCGW060202 @ @ @ © 2 |23(02(6.35/2.38 2.8 |O
04 000000 2 (230463523828 |O
08 [ Y ) 2 (2208635238 2.8 |O
2QP-CCGW09T302 [ N J 2 |2.30.2(9525(3.97| 44 |O
04 000000 2 (2304 (9525(397| 44 |O
08 ee0000 2 (2208 (9525(397| 44 |O
2QP-CCGW**-L 2QP-CCGW060202-L (N} 2 [2.3]02(6.35/2.38] 2.8 o
04-L o0 2 (2304 (6.352.38] 2.8 o)
08-L [ Y ) 2 [22]086.35[2.38] 28 o)
2QP-CCGWO09T302-L [ Y ) 2 (2302 (9525(397|4.4 o)
04-L [ N ) 2 (2304 (9525(3.97| 4.4 o)
08-L [ Y ) 2 [22]0.8(9525(3.97| 4.4 o
2QP-CCGW**-LF 2QP-CCGW060202-LF o0 2 |23026.35/2.38] 2.8 o
04-LF [ N J 2 12304 |6.35/2.38| 2.8 [e)
08-LF o0 2 [22]086.35[2.38] 2.8 o
2QP-CCGWO09T302-LF o0 2 [23]02(9525(397| 4.4 o
04-LF o0 2 (2304 (9525(397|4.4 o
08-LF [ N J 2 [2.20.8(9525(3.97| 4.4 e)
2QP-CCGW**-LC 2QP-CCGW060202-LC o0 2 [23]02(6.352.38] 2.8 o
04-LC [ Y ) 2 (2304 (6.35(2.38]28 o
08-LC o0 2 [22]086.352.38] 2.8 0
2QP-CCGW09T302-LC (N} 2 [2.30.2(9525(3.97| 4.4 @)
04-LC o0 2 (2304 (9525(3.97| 4.4 0
08-LC o0 2 [220.8(9525(3.97| 4.4 o
2QP-CCGW**-H 2QP-CCGWO09T302-H () 2 | 23029525397 4.4 o
04-H () 2 (2304 (9525(3.97| 4.4 o
08-H () 2 [220.8(9525(397|4.4 o
2QP-CCGW**WL 2QP-CCGWO09T304WL (N} 2 | 23049525397 4.4 o)
08WL o0 2 [220.8(9525(397| 4.4 o)
2QP-CCGT**-HP 2QP-CCGT060204-HP ® @ @ 2.3 0.4 |6.35/2.38| 2.8 le)
2QP-CCGT09T304-HP | @ [ 3N J 2.3]0.4 |9525(3.97| 4.4 e}
08-HP (@ ( N ] 22| 0.8 (9.525(3.97| 4.4 o)
2QP-CCGT**WL-HP 2QP-CCGTO09T304WL-HP (@ @ 2.3 | 0.4 |9525/3.97| 4.4 olo
08WL-HP | @ () 2.2 | 0.8 9.525(3.97| 4.4 olo

@ : Line up

Reference pages: External toolholder — 3-22 - 3-25 Internal toolholder — 4-16
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CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

o
2
=
(0}
o
o

BBl steel
M St::ﬂess LE RE
P&l castiron oc 'ﬁ
['N" Non-ferrous @ ty—
- Superalloy e
H  Hard material ® oc| o ecec IC
- Sintered metal oc
Dimension (mm) Edge prep. >
oo <
Shape Designation eQo99o Eg 5| g g
II5388% GE 2| a|E|L LFLCLTH|Z
XX X X XX Z9 S s =
mMmMOomMmamMm SILERE|IC| S D1 |6 o
2QP-CCMW 2QP-CCMW060202 o000 2 |23(02(6.35/2.38 2.8 |O
> 04 o000 2 2304 (6.35/2.38 28 |O
m 2QP-CCMWO09T304 00 2 | 23|04 (9525(3.97| 44 |O
2 08 00 2 [2.208(9525(3.97| 44 |O
()
&_) Q-CCMw Q-CCMW060204 () 12504 |6.35/2.38) 2.8 |O
09T304 [ J 12504 (9525397 44 |O
1QP-CCGW 1QP-CCGWO03X102 () [ 11402 (357(1.39| 1.9
04 [ ] [ J 1 {1304 (357|1.39| 1.9
1QP-CCGWO04T102 o [ ) 111902 4.37/1.79] 2.3
04 () [ 11804 |437(1.79 2.3
2QP-CPGW 2QP-CPGW080202 (@ @ 2 (2302 (7.94(238]34 [0
04 @0 2 2304 7.94/2.38/ 34 | O
08 ee 2 (220817.94/2.38 3.4 | O
2QP-CPGW090302 @ © 2 | 23|02 (9525(3.18| 44 |O
E 04 @0 2 | 2304 (9525/3.18| 4.4 | O
08 [ N ) 2 12208 (9525/3.18| 4.4 | O
T CPGA**-QBN  CPGA090204-QBN ° 1 [ 40704 [9525/238] 40 [0
08-QBN () 1 [3.8|0.89525/2.38| 4.0 |O
')
w Q-CCMW: 2 pieces per package @ : Line up
Y
Edge preparation specification I Selections of edge preparations
BXM10 o Allows you to select the most suited types
Bxm2o0 | A0 | pygeo | BX470 of edge prep for your applications
BX480 g pp
Standard S01325 | S01325 | S00515 | 101315 Problem Solution
Sharp edge - = - E
-L - S01315 -
Generate -LF
-LF - S00515 -
G - Sae . burr’ (S00515)
-.H - S01835
Wiper = S01315 Generil ’ L
Negative land width: W flank wear S01315
- S 0011/3 2 5 Standard ( )
Rake face (so1 325) Lc
Edg(IeD Negative ‘I’snd width Negative land angle c?aetgsﬁtteeasr 860535
Negative land angle: a \R-hnning "F)---p(-:hamfered a ( )
S .- Chamfered + R-honing
. E --- R-honing alone
Relief face F .- Sharp edge Generates ’ _H
fractures (S01835)

Reference pages: CC...: External toolholder — 3-22 - 3-25

CP... : Internal toolholder — 4-17

Internal toolholder — 4-16
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® : Continuous cutting

CBN Insert prosiTive TYPE - Hoty Inoruptectoutting
- Steel
M Stainless
- Cast iron oC| X
- Non-ferrous *#5
S Superalloy oc é -
H Hard material @ 0C o oC
- Sintered metal
Dimension (mm) prep. E
: : o Q o =34 £ §’ g S hud
Shape Designation E g § 2 g § E ZQE) § ; S §. 5 5
X X X X X X X Z3 g8 | £
mMmoOoMmMmmM LE|RE|IC| S |D1|& |5 (&)
2QP-DCGW 2QP-DCGW070202 @ @ @ © 2 [27]02|6.35[2.38/ 2.8 |O
04 000000 2 (2504635238 2.8 |O
08 o000 2 (2108635238 2.8 |O
2QP-DCGW11T301 ©®@ ®@ @ © 2 | 27|01 (9525(3.97| 44 |O
02 eo00 0 2 [27]02(9525(397| 44 |O
04 0e00000 2 (2504 (9525(397| 44 |O
08 00000 2 [21]0.8(9525(397| 44 |O
2QP-DCGW**-E 2QP-DCGW11T304-E [} 2 | 25|04 (9525397|4.4 @)
2QP-DCGW**-L. 2QP-DCGW070202-L o0 2 | 2502 6.35/2.38] 2.8 o
04-L (N} 2 [25/04(6.352.38] 28 o
08-L [ ) 2 |2.1/086.35/2.38] 2.8 o
2QP-DCGW11T302-L (N} 2 2502 (9525(3.97| 4.4 e)
04-L [ Y ) 2 [ 2504 (9525(397| 4.4 o
08-L [ N} 2 [21]0.8(9525(397| 4.4 o
2QP-DCGW**-LF 2QP-DCGW070202-LF (N} 2 [250.2|6.35(2.38] 2.8 o)
04-LF o0 2 [25/04(6.35[2.38] 28 o
08-LF (N} 2 [21]0.86.352.38] 28 o
2QP-DCGW11T302-LF [ N ) 2 | 2502 (9525/3.97| 4.4 [e)
04-LF (N} 2 | 2.5 0.4 (9525|397 4.4 o
08-LF o0 2 [21]0.8(9525(3.97| 4.4 o
2QP-DCGW**-LC 2QP-DCGW070202-LC [ Y ) 2 [25(02(6.352.38] 2.8 o
04-LC o0 2 |25/|04|6.35/2.38| 2.8 e}
08-LC [ Y ) 2 [21]0.8(6.35[2.38] 28 o
2QP-DCGW11T302-LC o0 2 [25(02(9525(397| 4.4 0
04-LC ( N 2 |250.4(9525(3.97| 4.4 o
08-LC o0 2 | 2108 (9525(3.97| 4.4 o
2QP-DCGW**-LT 2QP-DCGW11T304-LT () 2 | 25|04 9525397 | 4.4 e}
2QP-DCGW**-H 2QP-DCGW11T302-H () 2.5 | 0.2 |9525(3.97| 4.4 0
04-H () 2.5 (0.4 9525/3.97| 4.4 o
08-H () 2.1 0.8 |95253.97| 4.4 o
2QP-DCGT**-HP 2QP-DCGT070204-HP @ @ @ 2 [25(04(6.35(2.38] 238 o
2QP-DCGT11T304-HP (@ o0 2 | 25|04 |9525(3.97| 4.4 @)
08-HP [ @ e @ 2 [21]0.8(9525(3.97| 4.4 o)
@ : Line up
Reference pages: External toolholder — 3-12 - 3-17 Internal toolholder — 4-22, 4-23
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CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

o
2
=
(0}
o
o

- Steel
M  Stainless
- Cast iron oC
- Non-ferrous
- Superalloy é
H Hard material °
- Sintered metal oC
Dimension (mm) E
Sh Designati oo 58 ik 8|3
ape esignation o o o o=
P ° H8es SE B2 |E|L|LFLCLT/H|S|8
X X X X P S\ s =
momoMmaMm O|LE|RE|IC| S |D1|® |5 o
2QP-DCMW 2QP-DCMW070202 @ ® ® 2 [2.7]0.26.352.38/ 2.8 |O
> 04 @0 O 2 |2.5(0.4(6.35/2.38/ 2.8 | O
m 2QP-DCMW11T302 (@ ®@ © 2 |2.7/0.2(9525(3.97| 4.4 |O
2 04 @00 2 [2.5]0.4(9525(397| 4.4 | O
o 08 ee o 2 [2.1]0.8(9525/3.97| 4.4 | O
£
2QP-DCGW**F 2QP-DCGW11T302F ® 2 |2.7]0.2 9525397 44| |O
04F [ ] 2 |12.5|0.4|9525/3.97| 4.4 (@)
Q-DCMW Q-DCMW070204 [ 1 [2.1/0.46.35/2.38/2.8|0O
11T304 [ 1 [2.1/0.4(9525(397| 4.4 O
C
E Q-DCMW: 2 pieces per package @ : Line up
EEE LE RE
M Stainless ral
- Cast iron ec
['N" Non-ferrous @ $5
A 'S Superalloy oc /
H Hard material ° T 1c ‘ S ‘
- Sintered metal ec —
') Dimension (mm) Edge prep. E
sh Desianati P 28 g3
ape esignation [=N=} o 2|5
W P ° a5 SE Bl o|E|L LFLCLT|H £ |8
X X Z9 S s =
mm OILE|RE|IC|S D1|®n| & O
Y 1QP-EPGW 1QP-EPGWO03X102 (@ ® 11402357139 1.9
04 o0 1 (1.3]04[357(1.39| 1.9
1QP-EPGWO040102 [ N J 1 [1.7]0.2|3.97(159| 2.3
04 { N ] 1 [1.6|04397/1.59(23
@ : Lineup
Edge preparation specification Il Selections of edge preparations
BX310 :
B0 | opn | BX30 | o Allows you to select the most suited types
BXM20 BX360 of edge prep for your applications
BX480
Standard S01325 | S01325 | S00515 | T01315 Problem Solution
Sharp edge - - - F
T E 501315 = Generate! -LF
-LF - S00515 5
c . 00535 . bu rr’ (S00515)
-H - 501835
Wiper - S01315 Genoran ’ L
Negative land width: W flank wear S01315
s S'0/1.3 25 Standard ¢ )
Rake face
‘ Edge Negative land width Negative land angle (SO1 325) Generates -Lc
_ prep. ID w a crater wear (S00535)
Negative land angle: a \R-honing T ... Chamfered
S --- Chamfered + R-honing
N E --- R-honing alone
Relief face F .- Sharp edge Generates } _H
fractures (S01835)

Reference pages: DC...: External toolholder — 3-12 - 3-17
EP... : Internal toolholder — 4-13, 4-14

Internal toolholder — 4-22, 4-23
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® : Continuous cutting

CBN Insert prosiTive TYPE - Hoty Inoruptectoutting
- Steel
M Stainless
- Cast iron oC| X
- Non-ferrous -
S Superalloy =
H Hard material @ 0C o oC
- Sintered metal
Dimension (mm) Edge prep. ]
X
Shape Designation 2ReQoo 55 g §7 g |«
S53353 - 2|alE|LLFLCLTH S 8 2
“H H B Z3|LE|RE|IC| S D1/ & 5~
3QP-TPGW 3QP-TPGW080202 o0 3 |22|02|4.76/2.38] 2.3 |O
04 0000 3 (2204 (476[2.38/ 2.3 |O
08 o0 3 (1908 (476(2.38/ 2.3 |O
3QP-TPGW090202 [ ) 3 |22|02|556(2.38/ 2.5 |O
04 0000 3 (2204 (556(2.38| 2.5 |O
08 [ Y ) 3 (1908 (556(2.38 2.5 |O
3QP-TPGW110202 o000 3 [23[026.35[2.38/ 2.8 |O
04 00000 3 (2204 635238/ 2.8 |0
08 o000 3 (1908635238 2.8 |O
3QP-TPGW110302 o060 o 3 [23(026.35(3.18/ 34 |O
04 000000 3 (2204 (635(3.18/34 |O
08 000000 3 (19/086.35(3.18/34 |O
3QP-TPGW130302 [ N ) [ 3 |23|02(7.94/3.18/ 34 |O
04 o000 O 3 (2204 (7.94(3.18/34 |O
08 [ Y ) 3 (19(08(7.94(3.18/ 34 |O
3QP-TPGW**F 3QP-TPGW110304F () 3 |22046.35/3.18| 3.4 o)
08F () 3 (1908 (6.35(3.18] 3.4 o)
3QP-TPGW**-L. 3QP-TPGW110302-L (N} 3 |22026.35/3.18| 3.4 e}
04-L ( Y ) 2.2 |04 |6.353.18| 3.4 o
08-L [ ) 3 (1908 (6.35(3.18] 3.4 o
3QP-TPGW**-LF 3QP-TPGW110302-LF o0 2.2 (0.2 (6.35/3.18| 3.4 o
04-LF [ Y ) 2.2 |04 |6.353.18| 3.4 o
08-LF o0 1.90.8(6.353.18| 3.4 @)
3QP-TPGW**-LC 3QP-TPGW110302-LC (Y ) 2.2/ 0.2 (6.353.18| 3.4 o
04-LC o0 22|04 (6.35(3.18| 3.4 o
08-LC o0 1.9 /0.8 |6.35/3.18| 3.4 e}
3QP-TPGW**-H 3QP-TPGW110302-H ) 3 |22|02|6.35(3.18| 3.4 o
04-H () 2.2 0.4 |6.35(3.18| 3.4 o
08-H () 3 (1908 (6.35(3.18] 3.4 o
3QP-TPGT 3QP-TPGT110304-HP @ @ @ 3 (2204 (6.35(3.18] 3.4 o
08-HP @ @ @ 3 (1908 (6.35(3.18] 3.4 o)

@ : Line up

Reference pages: Internal toolholder — 4-19, 4-20
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é) ® : Continuous cutting
i CBN Insert posimive tvpe - Hoty Inoruptectoutting
o
- Steel
M  Stainless
- Cast iron
- Non-ferrous -
S Superalloy =
H Hard material @ 0C © oceocC
- Sintered metal
Dimension (mm) Edge prep. E
T2 ]
Shape Designation ocQoo9oo "Sg 3|2 g ¢
II588 o< S 2 E|LLFLCLTH =8
“HEH =3 LE|RE|IC| 5 D135 &
moMmaMmmMm D5
3QP-TPMW 3QP-TPMWO080204 00 3 (22|04 |476(2.38/ 23 |0
> 3QP-TPMW090202 [ N ) 3 |23|02|556(2.38/ 25 |O
m 04 00 3 22|04 |556(2.38/ 25 |O
Q 3QP-TPMW110202 00 3 |23 02 [6352.38 28 | O
o 04 o000 3 |2204(6.35/2.38/ 28 |O
Q 3QP-TPMW110302 00 3 |23 |02 [6353.18] 34 | O
04 00 3 |2204(6.35/3.18| 3.4 |O
08 00 3 (1908635318 34 |O
3QP-TPMW130302 o000 3 |2302(7.94/3.18/ 34 |O
04 00 3 |2204|7.94/3.18| 3.4 |O
3QP-TCGW 3QP-TCGW090202 (@ @ 3 [22]02(556(2.38/ 25 |0
04 ( N 3 (22|04 |556(2.38/ 25 |0
08 @@ 3 (1.908556/2.38/ 25| 0O
3QP-TCGW110202 (@ @ 3 (220263523828 |0
04 @@ 3 (2204163523828 |0
08 ( N ] 3 (1.9|08(6.35(2.38/2.8 |0
Q-TPMW Q-TPMW080204 () 12204 |4.76/2.38) 2.3 |O
Q-TPMW090202 o 12402 556(2.38/ 25 |0
04 [} 1 ]23|04 (556(2.38/ 25 |0
Q-TPMW110202 () 12402635238/ 2.8 |0
04 () 1 /22|04 635238/ 28 |0
Q-TPMW110304 o 1 22|04 6.35(3.18/ 3.4 |O
08 [ J 1]20/08(6.35(3.18/ 3.4 |O
Q-TPMW130302 () 1 /24]02(7.94(3.18/ 3.4 |O
04 () 1 /23(04(7.94[3.18/3.4 |O
TPGW**-QBN TPGW090202-QBN () 1 (33|02 556|238/ 25 |0
04-QBN () 1 /32|04 |556[2.38/25 |0
TPGW110202-QBN () 1 /3902 |6.35/2.38/ 2.8 |O
04-QBN ® 1 (37|04 6.35/2.38/ 2.8 |O
TPGW130302-QBN o 1 (39|02 7.94/3.18/ 34 |O
04-QBN ® 1 /37]04(7.94(3.18/3.4 |O
TPGA**-QBN TPGA090202-QBN () 1 /31]02|556(2.38/3.2 |0
04-QBN () 1 (29|04 556|238/ 32 |O
TPGA110202-QBN () 1 /39/0.2(6.35/2.38/3.0 |O
04-QBN () 1 (37|04 6.35/2.38/3.0 O
TPGA110302-QBN () 1 /39/02(6.35[3.18/3.0 |O
04-QBN () 1 (37|04 6.35/3.18/ 3.0 |O
@ : Line up
Edge preparation specification
BX310 Negative land width: W
2010 | poen | 59 | ouno . 9/ 0/113/2/5
BX480 ‘ pridpgelD Negative‘lznd width Negative(lxand angle
Shapeige T e e g\ NN g T Cmees
-L - S01315 - = . E --- R-honing alone
-LF - S00515 - - Relief face F .- Sharp edge
-LC - S00535 - -
-H - S01835
Wiper = S01315

Reference pages: Internal toolholder — 4-19, 4-20
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® : Continuous cutting

CBN Insert posiTive TYPeE - Hoty Inoruptectoutting
- Steel
M Stainless
- Cast iron
- Non-ferrous
S Superalloy
H Hard material @ oC © oC o
- Sintered metal
Dimension (mm) Edge prep. E
Shape Designation 2RQeQooo 55 g g’ g  «
SS33598 o6& 2lalE L LFLOLTH|S 8| 8
R 28Le RE/IC| S |D1|33 |2 5~
mMmoOomoMmM ?| 5 o
2QP-VBGW 2QP-VBGW110202 (N} 2 [3.1]02|6.35[2.38/ 2.8 |O
04 o0 2 (3104635238 2.8 |O
08 o0 2 (2208635238 2.8 |O
2QP-VBGW110301 o000 2 |3.1/01(6.35/3.18/ 2.8 |O
02 eeeoo 2 [31]026.35(3.18/ 2.8 |O
04 0000 2 (3104 (6.35(3.18/ 2.8 |O
08 eee0 o0 2 [22]086.35(3.18/ 2.8 |O
2QP-VBGW160402 o000 2 |3.1(0.2(9525/4.76| 4.4 |O
04 o000 2 (3104 (9525(4.76| 4.4 | O
08 ee0ee0e0 2 (2208 (9525(4.76| 4.4 | O
12 [ Y ) 2 [3.0[129525(4.76| 4.4 |O
2QP-VBGW**-L 2QP-VBGW110302-L o0 2 |31|02|6.35/3.18| 2.8 o)
04-L o0 2 (3104 (6.35[3.18] 28 o)
08-L [ Y ) 2 [22]0.8(6.35(3.18] 28 e)
2QP-VBGW160402-L [ N J 2 |3.1]02 (9525/4.76| 4.4 e}
04-L o0 2 | 3.10.4(95254.76| 4.4 o
08-L [ Y ) 2 [22]0.8(9525(4.76| 4.4 e}
2QP-VBGW**-LF 2QP-VBGW110302-LF [ ) 2 [31]02(6.35(3.18] 2.8 o)
04-LF o0 2 (3104 (6.35[3.18] 2.8 o)
08-LF o0 2 [22]086.35[3.18] 28 e)
2QP-VBGW160402-LF ( Y ) 2 (3102 (9525(4.76| 4.4 o)
04-LF o0 2 | 3.10.4(95254.76| 4.4 Ie)
08-LF ( N ] 2 | 2208 |9525(4.76| 4.4 @)
2QP-VBGW**-LC 2QP-VBGW110302-LC [ ) 2 [3.1]02(6.35/3.18] 2.8 o
04-LC [ Y ) 2 (3104 (6.35(3.18] 238 o
08-LC (N 2 |22/086.35/3.18| 2.8 e)
2QP-VBGW160402-LC o0 2 | 31|02 |95254.76| 4.4 @)
04-LC o0 2 (3104 (9525(4.76| 4.4 o
08-LC [ Y ) 2 [22]0.8(9525(4.76| 4.4 o)
2QP-VBGW**-H 2QP-VBGW160402-H ® 2 | 31|02 |9525(4.76| 4.4 0)
04-H () 2 (3104 (9525(4.76| 4.4 o)
08-H () 2 [22]0.8(9525(4.76| 4.4 o)
2QP-VBGT**-HP 2QP-VBGT110304-HP (@ @ @ 2 | 3|04 635/3.18] 2.8 o
08-HP (@ o0 2 [22]0.86.35[3.18] 28 le)
2QP-VBGT160404-HP (@ (N ] 2 | 3|04 (9525/4.76| 4.4 o)
08-HP @ @ @ 2 [22]0.8(9525(4.76| 4.4 o)
2QP-VBMW 2QP-VBMW110304 o000 2 [31]04(6.35(3.18/ 2.8 |O
08 [ N I J 2 [22]08(6.35[3.18/ 28 |O
2QP-VBMW160404 o000 2 (3104 (9525(4.76| 4.4 | O
08 00 2 (2208 (9525(4.76| 4.4 | O

@ : Lineup

Reference pages: External toolholder — 3-29 - 3-32 Internal toolholder — 4-26
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CBN Insert

POSITIVE TYPE

® : Continuous cutting
€ : Light interrupted cutting
% : Heavy interrupted cutting

o
2
=
(0}
o
o

Reference pages: External toolholder — 3-37

Internal toolholder — 4-27, 4-28

2-68

- Steel
M Stainless
- Cast iron
- Non-ferrous
- Superalloy ec
H Hard material @ oC o oC
- Sintered metal
Dimension (mm) Edge prep. E
Sh Designati ©RoQwoo 55 gg’ g’.g
ape esignation N o o s
SS345898 Gt 2la|E|LLFLCLTH S 4
=20 S|s =
YR 8 Le|Re|Ic| s |D1|33 |2 5
2QP-VCGW**E 2QP-VCGW160408-E [ ) 2 [2.2]0.8(9525(4.76| 4.4 e)
= 12-E [ ] 2 | 3 |1.2/9525/4.76| 4.4 (@)
m
(&)
~
()
&_) 2QP-VCGW**LT 2QP-VCGW160408-LT () 2 [2.2]0.8(9525(4.76| 4.4 e}
12-LT [ ] 2 | 3 [1.2]9525(4.76| 4.4 (@)
2QP-VCGW 2QP-VCGW080202 [ N ) 2 [31]02(476(2.38/ 2.3 |O
04 [ ) 2 (3104 (476(2.38/ 2.3 |0
08 [ N ] 2 [22]08|4.76(2.38/ 23 |O
2QP-VCGW160402 o0 2 [3.1]0.2 (9525/4.76| 4.4 | O
(o] 04 o000 2 | 31|04 (9525/4.76| 4.4 | O
08 [ N ) 2 | 22|08 (9525/4.76| 44 | O
D 2QP-VCGW**-H 2QP-VCGW160402-H [ ) 2 [3.1]02 (95254.76| 4.4 o
04-H [ ) 2 | 31|04 (95254.76| 4.4 o
E 08-H [ N ) 2 | 22|08 9525/4.76| 4.4 (@)
T 2QP-VCMW  2QP-VCMW160404 o0 2 | 31|04 [9525/4.76] 44 | O
w @ : Lineup
Y
OTHERS
Edge preparation specification I Selections of edge preparations
BXM10 o Allows you to select the most suited types
Bxm2o0 | A0 | pygeo | BX470 of edge prep for your applications
BX480
Standard SO01325 | S01325 | S00515 | T01315 Problem Solution
Sharp edge - - - [
-L - S01315 - Generate -LF
-LF - S00515 -
c . ST . burr: (S00515)
-H - S01835
Wiper = S01315 Generil } L
Negative land width: W flank wear S01315
- S 0011/3 2 5 Standard ( )
Rake face (so1 325) Lc
Edge Negative land width Negative land angle Generates N
Neaati ] prep. ID w a crater wear (S00535)
egative land angle: a X T ... Chamfered
R-honing S .- Chamfered + R-honing
. E --- R-honing alone
Relief face F .- Sharp edge Generates ’ _H
fractures (S01835)




® : Continuous cutting

CBN Insert GRroovING INSERT * Heavy mtorrupied cutting
For TungCut BN steel
M  Stainless
- Cast iron
- Non-ferrous
- Superalloy
H Hard material (14
Dimension (mm) Edge prep.
[
Shape Designation o Seat 2
§ size % S| H E
o CW=0.025| RE |INSL| h |2 2
SGN SGN200-020 ° 2 2 02 | 20 5 |0
-S (] 2 2 02 | 20 5 @)
-H o 2 2 02 | 20 5 0]
SGN300-020 [ ) 3 3 02 | 20 5 |O
-S ( 3 3 02 | 20 5 (@)
-H () 3 3 02 | 20 5 @)
SGN400-020 (] 4 4 02 | 20 5 |O
-S () 4 4 02 | 20 5 0]
-H () 4 4 02 | 20 5 (@)
SGN500-020-S (] 5 5 02 | 25 | 55 @)
-H () 5 5 02 | 25 | 55 0]
@ : Line up
B Application area of coated T-CBN grades
@ Continuous cutting @ Interrupted cutting
— - T 300 - pL
g 800 BXM10 (’ £ 30 BXM10 (ﬂ
< 230 £ 230 1 —
E BXA10 Continuous o BXA10 Lightly
3 3
G
o 100 BXA20 & 100 BXA20 &
-:% g Interrupted
3 0 . ' . S
0 015 0.2 0.3 Light «—— Interrupted ———> Heavy
Feed (mm/rev)

Reference pages: SGN...: Toolholder — 6-12 - 6-16
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é, ® : Continuous cutting
7t PCD Insert = Homvy interrepted cutting
o
Positive type Bl Steel LE,. .. RE
with rake M Stainless _ VS
- Cast iron
['N" Non-ferrous ecececec \ ©
- Superalloy 4 2
H Hard material IC
Dimension (mm) Edge prep. | o
. . ) ) 2
Shape Designation e Qe 4 oo E g
X X X % 25 s S
nononon O/LE|RE|IC| S |[D1|5 o
CCMT**-DIA CCMT060202-DIA [ ] 1 (2.4]0.2(6.35/2.38/2.8| O le)
04-DIA [ ] 1 (2.4|0.4(6.35/2.38/2.8| O o)
= CCMTO09T302-DIA o 1 12.4|0.29525(3.97| 4.4 | O le)
[ai] 04-DIA ® 1 |2.4]0.49525(397|4.4| O o
2 1QP-CCMT060204 o 1 [2.4|0.4(6.35/2.38/2.8| O o)
8 09T304 ® 1 [2.4]04]635)397[44] 0 o)
o
DCMT**-DIA DCMT070202-DIA [ ] 1 (2.3]0.2(6.35/2.38/2.8| O o)
04-DIA [ ] 12104635238/ 2.8 | O o)
DCMT11T302-DIA [ ] 1 /3.2|0.2(9525(3.974.4 | O e}
04-DIA [ ] 1 (3.0]0.4(9525(3.97| 4.4 | O o
TCMT**-DIA TCMTO080202-DIA [ ] 1 (2.2|0.2(4.76|2.38/2.7| O o)
04-DIA [ ] 1 2.0/0.4(476(2.38/2.7 | O o
TCMT110202-DIA [ ] 1 (2.4|0.2(6.35/2.38/2.8| O 0
04-DIA ° 1 (2.2]0.4(6.35/2.38/2.8| O o)
TCMT110302-DIA [ ] 1 /2.4]0.2/6.35(3.18/2.8| O e}
04-DIA [ ] 1 22/0.4(6.35(3.18/2.8| O o)
1QP-TCMT110304 [ ] 1 (22|04 6.35/3.18/2.8 | O e}
E VCMT**-DIA VCMT160402-DIA [ ] 1 (4.8|0.2(95254.76| 4.4 | O o)
04-DIA [ ] 1 4.4|0.4(9525(4.76| 4.4 | O o
CCGW**-DIA CCGWO060200-DIA ) 1 |2.4]0.05/6.35(2.38/2.8| O
02-DIA () 1 (2.4|0.2(6.35/2.38/2.8| O
04-DIA () 1 (2.4|0.4(6.35/2.38/2.8| O
w CCGWO09T302-DIA () 1 (3.5(0.2(9525(3.97| 4.4 | O
04-DIA oo 1 |3.5|0.4(9525(3.97|4.4| O
Y 08-DIA () 1 (3.4|0.8(9525(3.97| 4.4 | O
CPGA**-DIA CPGA080202-DIA () 1 2.4|0.2(9525(2.38/4.0 | O
04-DIA () 1 (3.5/0.4(9525/2.38/4.0| O
DCGW**-DIA DCGWO070200-DIA () 1 |2.4|0.05|6.35/2.38/ 2.8 | O
02-DIA [ ) 1 (2.3|0.2(6.35/2.38/2.8 | O
04-DIA () 1 (2.1]0.4(6.35/2.38/2.8| O
DCGW11T302-DIA () 1 (3.2]0.2(9525(3.97| 4.4 | O
04-DIA ° 1 [3.0]04]95253.97/ 4.4 | O
08-DIA [ ] 1 |2.7|0.8(9525/3.97|4.4| O
EPGW**-DIA EPGW040102-DIA () 1 /2.0/0.2(3.97(1.59|2.3| O
04-DIA () 1(1.9]0.4(3.97|1.59|2.3| O

@ : Line up
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® : Continuous cutting

PCD Insert ey intorrupted g
Positive type Bl Steel
M  Stainless
- Cast iron
- Non-ferrous oC 0C
S Superalloy
H Hard material
Dimension (mm) Edge prep.
Sh Designati o o 55 '“g”
ape esignation &S gg g E
58 23 LE|RE|IC|S D1 & 2
TPGA**-DIA TPGA090202-DIA [ ] 1 /2.4|0.2|556(2.38/2.5| O
04-DIA [ ] 1 (2.2/0.4(556(2.38/2.5| O
TPGA110202-DIA [ J 1 ]2.4/0.2(6.35/2.38/2.8| O
04-DIA [ ] 112.2]0.4(6.35(2.38/2.8| O
TPGA110302-DIA [ ] 1 (2.4/0.2(6.353.18/3.0| O
04-DIA [ ] 1]2.2/0.4(6.353.18/3.0| O
TPGA110308-DIA [ J 1 (2.9/0.8(6.353.18/3.0| O
02-DIA [ ] 1 (3.3/0.2(95253.18/4.0 | O
TPGA160304-DIA [ ] 1 (3.2/0.4(95253.18/4.0 | O
08-DIA ) 1 /2.9]0.8(9525(3.18/4.0| O
TPGW**-DIA TPGW080202-DIA [ ] 1 (2.4/0.2(4.76]2.38/2.3| O
04-DIA [ ] 1 12.3]10.4(4.76|2.38|2.3| O
TPGW090202-DIA [ N J 1 (2.4/0.2(556(2.38/2.5| O
04-DIA ® 1 [2.2]0.4556(2.38/25| O
TPGW110202-DIA (BN ] 1 (2.4/0.2(6.35/2.38/2.8| O
04-DIA [ ] 1 12.2/0.4|6.35/2.38/2.8| O
TPGW130302-DIA [ N J 1 (3.3/0.2(7.94(3.18/3.4| O
04-DIA ® 1 [3.2]0.4(7.94]3.18/3.4| O
TPGW16T302-DIA [ ] 1 (3.3/0.2(9525(3.97|4.4| O
04-DIA [ ] 1 13.210.4|9525/3.97|4.4| O
08-DIA [ ] 1 12.9/0.8(9525/3.97|4.4| O
VCGW**-DIA VCGW160402-DIA [ J 4.8)0.2(9525/4.76| 4.4 | O
04-DIA [ J 1 14.410.4|9525/4.76|4.4| O

@ : Line up
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3. External Toolholders




Main products

MINIFTURN

Economical double-sided inserts with excellent sharpness

J-SERIES

Stepped-head off-set toolholder

J-SERIES

Round shank toolholder series

J-SERIES

Interchangeable head toolholder

J-SERIES

Back turning toolholder

Parts for coolant

DC** 3-19
DXGU 3-19
CC* 3-24

DC** 3-12
DXGU 3-18
CcC* 3-22

DXGU 3-18
WXGU 3-26
VXGU 3-32

WXGU 3-17
vB** 3-30
VXGU 3-34

DC** 3-17
DXGU 3-21
VXGU 3-35

WXGU 3-26
vB** 3-29
VXGU 3-32

Shank 3-60

3-1



Quick Guide

For DC** inserts

Application Cutting angle Designation Insert Clamping style Offset Page
93° JSDJ2CR/L 88:?17 Screw-on Without 3-12
93° JTDJ2CR/L o Back-clamp Without ~ 3-12
93° JSDJ2CR/L-CHP Bg:?: Screw-on Without 3-13
93° JSDJCR/L-F15 e Screw-on With 3-13
93° JSDJCR/L DC**07 Screw-on With 3-14

DC**11
93° QC12-JSDJ2CR o Screw-on Without  3-14

o DC*07 .

93 QC12-JSDJ2CR-CHP DC**11 Screw-on Without 3-15
107.5° SDQCR/L DC**11 Screw-on With 3-15
91° JSDFCR/L DC**O7 Screw-on With 3-15

DC**11
62.5° JSDNCN Ao Screw-on With 3-16

DC**11
62.5° SDNCN DC**11 Screw-on With 3-16

‘ 62.5
. DC**07 .
; 62.5 JSDN3CR DC*11 Screw-on With 3-16
| — . DC**07 . _ B}
HQ“: 93 JS***-SDUCL DC*11 Screw-on 3-17
For DXGU inserts

Application Cutting angle Designation Insert Clamping style Offset Page
93° JSDJ2XR/L DXGU Screw-on Without 3-18
93° JPDJ2XR/L DXGU Back-clamp Without 3-18
93° JSDJ2XR/L-CHP DXGU Screw-on Without 3-19
93° JSDJXR/L-F15 DXGU Screw-on With 3-19




Application Cutting angle Designation Insert Clamping style Offset Page
]
- 93° JSDJXR/L DXGU Screw-on With 3-20
93° ?
'
TR N g 93° QC12-JSDJ2XR DXGU Screw-on Without 3-20
AN
'
o N ‘SOO 93° QC12-JSDJ2XR-CHP DXGU Screw-on Without 3-20
93
L |=
1=l _ 93° JS***-SDUXL DXGU Screw-on - 3-21
93° ‘.‘LQj:
For CC** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
o CC*06 )
91 JSCGCR/L CC09 Screw-on With 3-22
o CC*06 .
95 JSCL2CR/L CC09 Screw-on Without 3-22
o CC*06 )
95 JTCL2CR/L CC09 Back-clamp Without 3-23
95° JSCL2CR/L-CHP CC*09 Screw-on Without 3-23
o CC*06 )
95 JSCLCR/L CC*09 Screw-on With 3-24
95° JSCLCR/L-F15 CC*09 Screw-on With 3-24
15 95° QC12-JSCL2CR CC*09 Screw-on Without 3-24
95°
1 95°
L ? 95° QC12-JSCL2CR-CHP CC*™09 Screw-on Without 3-25
95°
For WXGU inserts
Application Cutting angle Designation Insert Clamping style Offset Page
i
Ly 95° JSWL2XR/L WXGU Screw-on Without ~ 3-26
95°
1 95°
5 52 95° JPWL2XR/L WXGU Back-clamp Without 3-26
95°
7 95°
95° JSWL2XR/L-CHP WXGU Screw-on Without 3-27
95° JSWLXR/L-F15 WXGU Screw-on With 3-27

Ext. Toolholder



Quick Guide

Application Cutting angle Designation Insert Clamping style Offset Page
1 95°
L 95° QC12-JSWL2XR WXGU Screw-on Without 3-28
95° QC12-JSWL2XR-CHP WXGU Screw-on Without 3-28
For VB** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
93° JSVJ2BR/L VB**11 Screw-on Without 3-29
93° JSVJ2BR/L-CHP VB*11 Screw-on Without 3-29
93° JSVJBR/L-F15 VB**11 Screw-on With 3-30
93° JSVJBR/L VB*11 Screw-on With 3-30
93° QC12-JSVJ2BR VB**11 Screw-on Without 3-31
93° QC12-JSVJ2BR-CHP VB*11 Screw-on Without 3-31
91° JSVABR/L VB**11 Screw-on Without 3-31
7050 1 72.5° JSVNBN VB**11 Screw-on With 3-32
— |—
For VXGU inserts

Application Cutting angle Designation Insert Clamping style Offset Page
93° JSVJ2XR/L VXGU Screw-on Without 3-32
Y 93° JPVJ2XR/L VXGU Back-clamp Without 3-33

93°
LS 93° JSVJ2XR/L-CHP VXGU Screw-on Without 3-33

93°

=Ly

93° RSES 93° JSVJXR/L-F15 VXGU Screw-on With 3-34
93° JSVJXR/L VXGU Screw-on Without 3-34
93° QC12-JSVJ2XR VXGU Screw-on Without 3-34




Application Cutting angle Designation Insert Clamping style Offset Page
93° QC12-JSVJ2XR-CHP VXGU Screw-on Without 3-35
93° JS***-SVUXL VXGU Screw-on - 3-35
For VP** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
95° JSVL2PR/L Vi Screw-on Without ~ 3-36
! VP08
117.5° JSVP2PR/L - Screw-on Without 3-36
117.5° VP 11
For VC** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
93° SVJCR VC**16 Screw-on With 3-37
72.5° SVVCN VC*16 Screw-on With 3-37
117.5° SVQCR/L VC**16 Screw-on With 3-38
For TC** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
e J 91° JSTACR/L o Screw-on With 3-38
\z‘ TC*11
91°
ae 91° JTTACRIL L Back-clamp With 3-39
91
For YWMT inserts
Application Cutting angle Designation Insert Clamping style Offset Page
93:_ 60" 93° SYJBR/L YWMT16 Screw-on With 3-39
100° SYHBR/L YWMT16 Screw-on With 3-40
77.5° SYIBN YWMT16 Screw-on With 3-40
122.5° SYQBR/L YWMT16 Screw-on With 3-40

Ext. Toolholder



Quick Guide

For TN** inserts

Application Cutting angle Designation Insert Clamping style Offset Page
95° PTL2NR/L TN**1604 Lever-lock Without 3-41
95° JTTLNR/L TN**1604 Back-clamp Without 3-41
91° JTTANR/L TN**1604 Back-clamp Without 3-41
91° ATGNR/L TN**1604 Double-clamp With 3-42
o TN**1104 )
91 PTGNR/L TN*1604 Lever-lock With 3-42
o TN**1104 )
91 PTGNR/L -CHP TN*1604 Lever-lock With 3-43
93° ATINR/L TN**1604 Double-clamp With 3-43
93
Nw
105° ATQNR/L TN**1604 Double-clamp With 3-44
105°H
! 91°
91° ATFNR/L TN**1604 Double-clamp With 3-44
‘I\vw TN**1104
91° PTFNR/L TN*1604 Lever-lock With 3-45
For CN** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
95° PCL2NR/L CN**1204 Lever-lock Without 3-45
o CN**0904 )
95 ACLNR/L CN*1204 Double-clamp With 3-46
CN*0904
95° PCLNR/L CN*0903 Lever-lock With 3-46
CN**1204
o CN*0904 )
95 PCLNR/L-CHP CN*1204 Lever-lock With 3-47
91° PCFNR/L CN**1204 Lever-lock With 3-47




For WN** inserts

Application Cutting angle Designation Insert Clamping style Offset Page
i
o WN**0604 )
w}%l 95 AWLNR/L WN0804 Double-clamp With 3-48
95°
95°
o =21 95° PWLNR/L WN**0604 Lever-lock With 3-48
95°
i
1 | o ) WN**0604 ) ) )
t@% 95 PWLNR/L-CHP WN"0804 Lever-lock With 3-49
95°
For DN** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
! DN**1104
93° ADJNR/L DN**1504 Double-clamp With 3-50
DN**1506
DN**1104
93° PDJNR/L DN**1504 Lever-lock With 3-50
DN**1506
o DN**1104 )
93 PDJNR/L-CHP DN**1504 Lever-lock With 3-51
62.5° ADPNN DN**1504 Double-clamp With 3-51
11075 DN**1104
107.5° ADQNR/L DN**1504 Double-clamp With 3-52
1075 DN**1506
For V/YN** inserts
Application Cutting angle Designation Insert Clamping style Offset Page
o VN**1204 )
93 AVJNR/L V/YN*™1604 Double-clamp With 3-52
93° PVJNR/L VN**1204 Lever-lock With 3-53
93° PVJ2NR/L VN**1204 Back-clamp Without 3-53
o VN**1204 )
93 PVJNR/L-CHP V/YN*1604 Lever-lock With 3-54
o VN**1204 )
72.5 AVVNN V/YN™1604 Double-clamp With 3-54
72.5° PVVNN VN**1204 Lever-lock With 3-55
T g7 AVGNR/L V1204 Double-clam With 3-55
: V/YN*1604 P

117.5°

Ext. Toolholder



Quick Guide

0~ For V/YN** inserts

Application Cutting angle Designation Insert Clamping style Offset Page
I 117.5°
\' 117.5° PVQNR/L VN**1204 Lever-lock With 3-55
117.5°
I 117.5°
117.5° PVQNR/L-CHP V/YN**1604 Lever-lock With 3-56
117.5°
.
For JXF inserts
Application Designation Insert Clamping style Offset Page
Front turning
== =as ’ JXFR/L8 .
il ﬁ E] Revgrse JSXGR/L JXRR/L8 Screw-on Without 3-57
turning
g
U For JXB inserts
Application Designation Insert Clamping style Offset Page
zﬁt Back turning JSXBR/L JXBR/L Screw-on Without 3-58
v For J10E inserts
Application Designation Insert Clamping style Offset Page
IR
ﬁ%"—fﬁ Back turning JSEGR/L J10ER/L Screw-on Without 3-58
o=
Fy"_'é@—‘ Back turning QC12-JSEGR J10ER/L Screw-on Without 3-58
e
<0 .
& For JTB inserts
Application Designation Insert Clamping style Offset Page
KET Back turning JSTBR/L3 JTBR/L3 Screw-on Without 3-59
=1 Back turning JS-TBL3 JTBR/L3 Round shank - 3-59




TUNEGE TJET

5

Thru-coolant holder system S
B High pressure coolant is supplied through the holder to facilitate .
smooth chip evacuation, improved chip breaking and reduced %
machine down-time 8
External coolant supply at normal pressure High pressure coolant (7 MPa) =

£

Grooving

-

Il Coolant jets from two outlets ensure high cutting efficiency and
extended tool life

Directly to the cutting edge

Reliable chip control
Reduces crater and notch wears

Endmill

5
1 g
(@)}
£
5
Excessive wear with High pressure coolant Excessive crater wear with High pressure coolant
external coolant supply (7 MPa) external coolant supply (7 MPa)
(at normal pressure) (at normal pressure)

Reference pages: 3-13, 3-15, 3-19, 3-20, 3-23, 3-25, 3-27 - 3-29, 3-31, 3-33, 3-35, 3-43, 3-47, 3-49, 3-51, 3-54, 3-56

co Technical Reference
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TUNG TUET

Tube-free design streamlines tool setup.
Through-coolant supply enables high productivity

Conventional Direct connection without coolant tube

No need for coolant
tube setup.

Eliminates chip
entanglement on tubes

and streamlines tool
} replacement.

Hose

Coolant is supplied from the tool post directly to the tools.

—Tool post External coolant tube
connection

‘. ‘\

Direct connection
Tool — Coolant outlet without coolant tube
on the tool post

Use a non-coolant-through tool when a coolant
supply is not needed through the tool.

- Nozzle tube delivers coolant
directly to the cutting edge

Reference pages: 3-13, 3-15, 3-19, 3-20, 3-23, 3-25, 3-27 - 3-29, 3-31, 3-33, 3-35, 3-43, 3-47, 3-49, 3-51, 3-54, 3-56




MINIFTURN

Economical double-sided positive insert
Innovative geometry and seat interface ensures stability
and high performance.
M Insert B High rake angle
WXGUO0403-- 6 positive cutting edges External turning Internal turning
o RN L
1) (1 (5 4
DXGUO0703-- 4 positive cutting edges External turning Internal turning
) o “a ® 1
o (4]
VXGUO09T2:- 4 positive cutting edges External turning
1) ’ B " [3) 1
O o

Reference pages :3-18 - 3-21, 3-26 - 3-28, 3-32 - 3-35
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DXGU
cc*
WXGU
VB**
VXGU
VP**
o
TC**
YwmT
TN
CN**
WN*
DN**
VN**
JXF
JXB
J10E

JTB

3-12

J-SERIES

JSDJ2CR/L

Screw-on toolholder with 93° approach angle, for positive

55° rhombic inserts

Without offset
L
| Em ‘ﬂ % JSDJ2CR/L1010X11
LH ‘ A JSDJ2CR/L1212F11
—lop™ 30° i . @i JSDJ2CR/L1212X11
93° .
=] 2
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF HBKW RE** Insert Torque*
JSDJ2CR/L0808F07 8 8 85 14 8 8 - 0.2 DC*0702... 1.2
JSDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 1.2
JSDJ2CR/L1010X11 10 10 120 20 10 10 4 0.2 DC*11T3... 1.2
JSDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC**0702... 1.2
JSDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 1.2
JSDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T3... 1.2
JSDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
SPARE PARTS &
Designation Clamping screw Wrench
JSDJ2CR/L**07 CSTB-2.5
JSDJ2CR/L**11 CSTB-4SD
S SERIES
JTDJ2CR/L
Back-clamp toolholder with 93° approach angle, for positive 55° rhombic inserts
Without offset
w JTDJ2CR/L1212F11
m
EL@ ‘ # g JTDJ2CR/L1212X11
‘ LH ‘ =
L
£ D Ex]
Cutting edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF HBKW RE** Insert Torque*
JTDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC*0702... 0.9
JTDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC*11T83... 1.2
JTDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC*11T83... 1.2
JTDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC*11T3... 1.2

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

SPARE PARTS

Designation Clamp
JTDJ2CR/L**07 JCP-2
JTDJ2CR/L**11 JCP-3

Clamping screw

JDS-3525
JDS-5040

o

Wrench
P-2F
P-2.5F

Reference pages : JSSDJ2CR/L, JTDJ2CR/L: Inserts — 2-15 -, CBN —2-63, PCD — 2-70




TUNG LLET
JSDJ2CR/L-CHP JSERIES

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts, with high pressure coolant capability

o %} 30°
QSK- )

Without offset

Cutting edge style J2 Fig.3 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert  Torque*  Fig.
JSDJ2CR1012H07-CHP © 10 12 100 17 10 0 16.4 0.2 DC*0702... 1.2 1
JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2  DC*0702.. 1.2 3
JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC*11T3... 1.2 S
JSDJ2CR1212X11-CHP ¢ 12 12 120 19 12 0 20.5 0.2 DC*11T3... 1.2 2
JSDJ2CR1616X11-CHP ) 16 16 120 19 16 0 20.5 0.2 DC*11T3... 1.2 2

(+) Direct coolant supply *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius

SPARE PARTS & = & /@ @ ( & (

Ext. Toolholder

Designation Cfg?gwg Coolant nozzle Nozzslirree\:,ainer Coolant unit  Wrench 1 Coolant plug Wrench DirectJet plug Wrench 2
JSDJ2CR1012H07-CHP CSTB-2.5  NZ-1.10-7-CHP  SSHM4-4-TB - T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSDJ2CR/L1212F07-CHP ~ CSTB-2.5 - - S-CU-CHP T-8F SR5/16UNFTL360 P-4 - -
JSDJ2CR/L1212F11-CHP ~ CSTB-4SD - - S-CU-CHP T-8F SR5/16UNFTL360 P-4 - -
JSDJ2CR**11-CHP CSTB-4SD - S-CU-CHP - T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

J-SERIES

JSDJCR-F
Screw-on stepped-head toolholder with 93° approach angle, for positive 55° rhombic inserts

== ) i
r— _ - HBKL
o 0,
" Sist »
wi o |2
gl
: [ [T}
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 15 26 0.2 DC*0702... 1.2
JSDJCR1216F07-F15 12 16 85 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC*0702... 1.2
JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1216X11-F15 12 16 120 12.5 27 20 12 15 28 0.2 DC*11T3... 1.2
JSDJCR1620X11-F15 16 20 120 12.5 27 20 16 15 28 0.2 DC*11T3... 1.2

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

SPARE PARTS & %ﬁ

Designation Clamping screw Wrench
JSDJCR**07-F15 CSTB-2.5 T-8F
JSDJCR**11-F15 CSTB-4SD T-8F

Reference pages : JSDJ2CR/L-CHP, JSDJCR-F: Inserts — 2-15 -, CBN — 2-63, PCD — 2-70
Parts for coolant hose — 3-61
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DXGU
cc*
WXGU
VB**
VXGU

VP**
o
TC**
YwmT
TN
CN**
WN**
DN**
VN**
JXF

JXB

J10E

JTB
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J-SERIES

JSDJCR/L

Screw-on toolholder with 93° approach angle, for positive 55° rhombic inserts

l ;i ° m¢
=IDNS g == U 4

93°

Cutting edge style J

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSDJCR/L0808HO7 8 8 100 14 8 10 0.4 DC*0702... 1.2
JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC*11T3... 1.2
JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC*0702... 1.2
JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC*11T3... 1.2
JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC*11T3... 1.2

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
SPARE PARTS & /8
Designation Clamping screw Wrench
JSDJC**HO7 CSTB-2.5 T-8F
JSDJC**H11 CSTB-4SD T-8F
J-SERIES
QC12-JSDJ2CR
Screw-on head with 93° approach angle, for positive 55° rhombic inserts
Without offset
] =i
<
S ] Oy
- \ 300
93°
Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2CR07 12 12 19.5 12 6 15 0.2 DC*0702... 1.2
QC12-JSDJ2CR11 12 12 19.5 12 6 15 0.2 DC*11T3... 1.2

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
\@ P4

SPARE PARTS

Designation Clamping screw Wrench
QC12-JSDJ2CR07 CSTB-2.5 T-8F
QC12-JSDJ2CR11 CSTB-4SD T-8F

Reference pages : JSDJCR/L, QC12-JSDJ2CR: Inserts — 2-15 -, CBN — 2-63, PCD — 2-70

QC-Shank — 3-60




TUNG TLET

QC12-JSDJ2CR-CHP

J-SERIES

Screw-on head with 93° approach angle, for positive 55° rhombic inserts, with high pressure coolant

capability
i 1L
* <§E ;\
Oy
= "™ . /30° y
93°
(N
T

Cutting edge style J2

Designation H B LH HF WF OAW RE**
QC12-JSDJ2CR0O7-CHP 12 12 19.5 12 6 18 0.2
QC12-JSDJ2CR11-CHP 12 12 19.5 12 6 21 0.2
Through-coolant head
*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
SPARE PARTS & /® o
Designation Clamping screw Coolant unit Wrench O-ring
QC12-JSDJ2CR0O7-CHP CSTB-2.5 S-CU-CHP T-8F ORSS-0454.5X1.0NBR70
QC12-JSDJ2CR11-CHP CSTB-4SD S-CU-CHP T-8F ORSS-0454.5X1.0NBR70

SDQCR/L

Without offset

Right hand (R) shown.

Insert Torque*
DC**0702... 1.2
DC*11T3... 1.2

Ext. Toolholder

Screw-on toolholder with 107.5° approach angle, for positive 55° rhombic inserts

NGES éﬁ. ‘ m¢
‘\ Ll LF

—
107.5°
LL

| £y Ty

Cutting edge style Q
Designation H B LF LH HF WF RE**

SDQCR/L2020K11 20 20 125 20.5 20 25 0.8
**RE : Standard corner radius
SPARE PARTS & [ V% ( /8

Wrench 2
T-15F

Wrench 1
P=3!5

Shim screw
DTS5-3.5

Clamping screw
CSTB-3.5L

Designation
SDQCRI/L...

J-SERIES

JSDFCR/L

Right hand (R) shown.

Insert Torque*
DC*11T3... &

Screw-on toolholder for facing with 91° approach angle, for positive 55° rhombic inserts

s g oy

o Y|
= .
1 w
]} [T =

Cutting edge style F

Designation H B LF LH HF WF RE**
JSDFCR/L1212H07 12 12 100 8 12 16 0.4
JSDFCR/L1616H11 16 16 100 10.5 16 22 0.8

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

& A8

SPARE PARTS

Designation Clamping screw Wrench
JSDFCR/L1212H07 CSTB-2.5 T-8F
JSDFCR/L1616H11 CSTB-4SD T-8F

Right hand (R) shown.

Insert Torque*
DC*0702... 1.2
DC*11T3... 1.2

Reference pages : QC12-JSDJ2CR-CHP, SDQCR/L, JSDFCR/L: Inserts — 2-15 -, CBN — 2-63, PCD — 2-70

QC-Shank — 3-60, Parts for coolant hose — 3-61

3-15



DXGU

CC**

WXGU

VB**

VXGU

VP**

VC**

TC**

YWMT

TN*

CN**

WN**

DN**

VN**

JXF

JXB

J10E

JTB
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J-SERIES

JSDNCN

Screw-on toolholder with 62.5° approach angle, for positive 55° rhombic inserts

w
5
i )}
O T - LH
62.5° % i LF
— —)
ITT E=]
Cutting edge style N t
Designation H B LF LH HF WF RE** Insert Torque*
JSDNCN1010X07 10 10 120 15 10 5 0.2 DC*0702... 1.2
JSDNCN1010X11 10 10 120 21 10 5 0.2 DC*11T3... 1.2
JSDNCN1212F07 12 12 85 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212X07 12 12 120 15 12 6 0.2 DC*0702... 1.2
JSDNCN1212F11 12 12 85 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1212X11 12 12 120 21 12 6 0.2 DC*11T3... 1.2
JSDNCN1616X11 16 16 120 21 16 8 0.2 DC*11T3... 1.2
SPARE PARTS & ﬁ :I'orque: Recommended c‘Iamping torque (N-m)
RE: Standard corner radius
Designation Clamping screw Wrench
JSDNCN**07 CSTB-2.5 T-8F
JSDNCN**11 CSTB-4SD T-8F
SDNCN
Screw-on toolholder with 62.5° approach angle, for positive 55° rhombic inserts
¥
ST o
Q) +— =
62.5° % V| ‘LH LE
~J [T A
. N E
Cutting edge style N
Designation H B LF LH HF WF RE** Insert Torque*
SDNCN1616H11 16 16 100 21 16 8 0.8 DC*11T3... 3
SDNCN2020K11 20 20 125 21 20 10 0.8 DC*11T3... 3
**RE: Standard corner radius
SPARE PARTS & [hmi VC% ( /@
Designation Clamping screw Shim screw Shim Wrench1 Wrench2
SDNCN... CSTB-3.5L DTS5-3.5 SSD32 P-3.5 T-15F
SSERIES
JSDN3CR
Screw-on toolholder with 62.5° approach angle (N3-style), for positive 55° rhombic inserts
62.5°
=}
(®)
LF
1 OAL
El
Cutting edge style N3 Right hand (R) shown.
Designation H B OAL LF HF WF RE** Insert Torque*
JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC*0702... 1.2
JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC*11T3... 1.2
SPARE PARTS & % “Torque: Recommended clamping torque (N-m)
Designation Clamping screw Wrench *"RE: Standard corner radius
JSDN3CR1212H07 CSTB-2.5 T-8F
JSDN3CR1616H11 CSTB-4SD T-8F

Reference pages : JSDNCN, SDNCN, JSDN3CR: Inserts — 2-15 -, CBN — 2-63 , PCD — 2-70




J-SERIES

JS-SDUCL

Screw-on round-shank toolholder with 93° approach angle, for positive 55° rhombic inserts

SDUCLO07 - LF _ SDUCL11
25 °
|-
0.0 . |20
™= 0,
) _ o
I ‘ m‘i
. H =
Cutting edge style U Left hand (L) shown.
Designation DCONMS WF LF H B wB RE** Insert Torque*
JS19K-SDUCLO7 19.05 6 125 18 18 11.5 0.4 DC**0702... 1.2
JS20K-SDUCLO7 20 6 125 19 19 11.5 0.4 DC*0702... 1.2
JS22K-SDUCLO07 22 6 125 21 21 11.5 0.4 DC*0702... 1.2 N
JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC*11T3... 1.2 8
JS20K-SDUCL 11 20 10 125 19 19 11.5 0.8 DC*11T3... 1.2 E
JS22K-SDUCL11 22 11 125 21 21 11.5 0.8 DC*11T3... 1.2 (_OD
JS25K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC*11T3... 1.2 |_
—
x
*Torque: Recommended clamping torque (N-m) L
**RE: Standard corner radius
SPARE PARTS & /@
Designation Clamping screw Wrench
JS**K-SDUCLO7 CSTB-2.5 T-8F
JS**K-SDUCL11 CSTB-4SD T-8F
Il INSERT SELECTION
Application Precision - q Medium to finish Medium to finish Application Precision . q Medium to finish Medium to finish
. areas finishing (AL GUiE cutting cutting areas Finishing Binishiclitting cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js Js J10
Breaker Breaker
Shape Shape
. Apg:i::;ion l:l':gltﬁ'ﬁg" Finish cutting Medium cutting . Apgl:g:;ion Finish cutting Medigﬂ:ﬁg gfinish
Grade DX120 DX140 KSO05F Grade SH725 AHT725
T-DIA with rake T_ DA AL Js Js
Breaker Breaker
Shape Shape
Applicati Precisi . .
H pgrlé:aaslon ﬁr:ig;ﬁ':; Finish cutting
Grade BXM10 BXM10
T-CBN T-CBN
Breaker
Shape

Reference pages : JS-SDUCL.: Inserts — 2-15 -, CBN — 2-63, PCD — 2-70
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DC**

cCH
WXGU
VB**
VXGU
VP**
o
TC**
YwmT
TN
CN**
WN*
DN**
VN**
JXF

JXB

J10E

JTB
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MINIFTURN

JSDJ2XR/L

Screw-on toolholder with 93° approach angle, for DXGU inserts

' é%.
1 LH

O "= /& <> LF
= 4
93°

Cutting edge style J2

Without offset

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGU0703*L/R... 0.9
JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGUO0703*L/R... 0.9
JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGU0703**L/R... 0.9
JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGU0703**L/R... 0.9
JSDJ2XR/L2020H07 20 20 100 18 20 0 0.2 DXGU0703**L/R... 0.9

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & /8
Designation Clamping screw Wrench

JSDJ2XR/L... SR34-514 T-7F
MINIFTURN
JPDJ2XR/L
Lever-lock toolholder with 93° approach angle, for DXGU inserts

Without offset
Th
' 2 ol =)
1 LH
o). & = LF -
- o? ;

93°

Cutting edge style J2

Designation H B LF LH HF WF
JPDJ2XR/L1010X07 10 10 120 14 10 0
JPDJ2XR/L1212F07 12 12 85 14 12 0
JPDJ2XR/L1212X07 12 12 120 14 12 0
JPDJ2XR/L1616X07 16 16 120 18 16 0

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS % @ % )
Designation Lever Pin Clamping screw Wrench
JPDJ2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

Reference pages : JSSDJ2XR/L, JPDJ2XR/L: Inserts — 2-20 -

RE**
0.2
0.2
0.2
0.2

Right hand (R) shown.

Insert

DXGU0703*L/R...
DXGU0703*L/R...
DXGU0703*L/R...
DXGU0703**L/R...

Torque*
0.9
0.9
0.9
0.9



TUNG TUET
JSDJ2XR-CHP MINIFTURN

Screw-on toolholder without offset, 93° approach angle, for DXGU inserts,
high pressure coolant compatible
Without offset

v LE LF o=

<LH> LH
: - w= o
~ < /30° Bgfg?%v@ (= 25l Pl i Eigf i et L
/16”-24UNF

o
93° y + /—5/16”-24UNF
E@E:—:}Z{:ﬁ&ﬂg T H ﬁ el 3
A
Cutting edge style J2 Fig.1 Fig.3 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque*  Fig.
JSDJ2XR1012HO7-CHP © 10 12 100 17 10 0 14.7 0.2 DXGU0703**L 0.9 1
JSDJ2XR/L1212F07-CHP 12 12 85 19 12 0 18.5 0.2 DXGUO0703**L/R... 0.9 3
JSDJ2XR1212X07-CHP ©) 12 12 120 19 12 0 18.5 0.2 DXGU0703**L 0.9 2 by
JSDJ2XR1616X07-CHP © 16 16 120 19 16 0 18.5 0.2 DXGU0703**L 0.9 2 %
(+) Direct coolant supply *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius %
Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R). |9
S
SPARE PARTS & S S l & { i
Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSDJ2XR1012H07-CHP SR34-514 - T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSDJ2XR**F/X07-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

MINIFTURN

JSDJXR-F

Screw-on stepped-head toolholder with 93° approach angle, for DXGU inserts

HBKL
2t v,/ 1
Sy |12 =}
§ - LF ~
L .LH
L
_ £ F | Exi
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DXGUO703**L... 0.9
JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DXGUO703*L... 0.9
JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DXGUO703*L... 0.9
JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2  DXGUO0703*L.. 0.9

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
JSDJXR*-F15 SR34-514 T-7F

Reference pages : JSDJ2XR-CHP, JSDJXR-F: Inserts — 2-20 -, Parts for coolant hose — 3-61

3-19



MINIFTURN

JSDJXR/L
Screw-on toolholder with 93° approach angle, for DXGU inserts

LF .
' LH
Y @5
= )
S 5
= >
93°
L
| H1 | £
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSDJXR/L2020K07 20 20 125 27 20 25 0.4 DXGUO0703*L/R... 0.9
4+ Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
DC Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
DXGU| SPARE PARTS & %3
Designation Clamping screw Wrench
JSDJXR/L... SR34-514 T-7F
CC**
Fo RCE
wel MINIFTURN
QC12-JSDJ2XR
VB** Screw-on head with 93° approach angle, for DXGU inserts
LH Without offset
VXGU ' = = yi =
< ‘ 7‘!!.! (|
\ & AR

VP** t\." NS Jage N
93° =

YRl =
Cutting edge style J2 IE — Y

TC** Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSDJ2XR07 12 12 19.5 12 6 15 0.2 DXGUO0703*L... 0.9

Right hand (R) shown.

Use right-hand toolholders (R) with left-hand inserts (L).

YWMT & %ﬁ *Torque: Recommended clamping torque (N-m)
SPARE PARTS *RE: Standard corner radius

ey Designation Clamping screw Wrench
TN QC12-JSDJ2XR07 SR34-514 T-7F

CN**

TUNG TJET
WN*  QC12-JSDJ2XR-CHP MINIFTURN

Screw-on head with 93° approach angle, for DXGU inserts, with high pressure coolant capability

DN**
Without offset
! w
VN** % ;
¥
(@)
= "™ /300
JXF 93°
: T ) T
JXB Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
J10E  QC12-JSDJ2XR07-CHP 12 12 19.5 12 6 18.4 0.2 DXGUO0703**L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
‘ /7> Through-coolant head
JTB SPARE PARTS & .© @ *Torque: Recommended clamping torque (N-m)
Designation Clamping screw Coolant unit Wrench O-ring **RE: Standard corner radius
QC12-JSDJ2XR07-CHP SR34-514 S-CU-CHP T-7F OR SS-045 4.5X1.0 NBR70

Reference pages : JSDJXR/L, QC12-JSDJ2XR, QC12-JSDJ2XR-CHP: Inserts — 2-20 -,
QC-Shank — 3-60, Parts for coolant hose — 3-61
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MINIFTURN

JS-SDUXL

Screw-on round-shank toolholder with 93° approach angle, for DXGU inserts

LF
F 25
w|| 20
Qs
! = Y
_ ' r.Y
& H
Cutting edge style U Left hand (L) shown.
Designation DCONMS WF LF H wWB RE** Insert Torque*
JS14H-SDUXL07 14 6 100 13 6.75 0.2 DXGUO0703**L... 0.9
JS159F-SDUXL07 15.875 6 85 15 7.687 0.2 DXGUO0703**L... 0.9
JS16F-SDUXL07 16 6 85 15 7.75 0.2 DXGUO0703**L... 0.9 -
JS19G-SDUXLO7 19.05 6 90 18 9.275 0.2 DXGUO0703**L... 0.9 %
JS19X-SDUXLO7 19.05 6 120 18 9.275 0.2 DXGUO0703**L... 0.9 E
JS20G-SDUXLO07 20 6 90 19 9.75 0.2 DXGUO0703**L... 0.9 (_OD
JS20X-SDUXLO7 20 6 120 19 9.75 0.2 DXGUO0703**L... 0.9 '_
JS22X-SDUXL07 22 10 120 21 10.75 0.2 DXGUO0703**L... 0.9 5
JS25H-SDUXL07 25 10 100 24 12.25 0.2 DXGUO0703**L... 0.9
JS254X-SDUXLO7 25.4 10 120 24 12.45 0.2 DXGUO0703**L... 0.9
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use left-hand toolholders (L) with left-hand inserts (L).
SPARE PARTS & /8
Designation Clamping screw Wrench
JS**-SDUXLO07 SR34-514 T-7F
I INSERT SELECTION
Swiss lathes
. Application Finishing ~ Medium cutting \f] ~ Application Finishing  Medium cutting
Grade SH725 SH725 Grade SH725 SH725
JSS Js JSS Js
Chipbreaker Chipbreaker
shape shape
Small CNC lathes
Application Finishing ~ Medium cutting \f]l ~ Application Finishing  Medium cutting
Grade AH725 AH725 Grade AH8015 AH8015
Ss TS SS TS
Chipbreaker Chipbreaker
shape shape

Reference pages : JS-SDUXL: Inserts — 2-20 -
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J-SERIES

JSCGCR/L

Screw-on toolholder with 91° approach angle, for positive 80° rhombic inserts

LH

—=e - LF i
91°: .

Cutting edge style G Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSCGCR/L1212H06 12 12 100 12 12 16 0.4 CC*0602... 1.2
DO JSCGCR/L1616H09 16 16 100 16 16 20 0.8 CC*09T3... 1.2

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

SPARE PARTS & /é

Designation Clamping screw Wrench
JSCGCR/L1212H06 CSTB-2.5 T-8F
WXGU JSCGCR/L1616H09 CSTB-4SD T-8F
VB**
el J-SERIES
JSCL2CR/L
*#* Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts
VP g
Without offset
VC** [T A
5 @ o
LH ‘
TC** LF -
=3 o
YWMT .
Cutting edge style L2 Right hand (R) shown.
- Designation H B LF LH HF WF RE** Insert Torque*
TN JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 1.2
JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC*0602... 1.2
N+ JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC*0602... 1.2
JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T83... 1.2
. JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
WN JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC**09T3... 1.2

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

SPARE PARTS & /é

VN** Designation Clamping screw Wrench
JSCL2CR/L**06 CSTB-2.5 T-8F
JSCL2CR/L*09 CSTB-4SD T-8F
JXF
JXB
J10E
JTB

Reference pages : JSCGR/L, JSCL2CR/L: Inserts — 2-9 -, CBN — 2-61, PCD — 2-70
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J-SERIES

JTCL2CR/L
Back-clamp toolholder with 95° approach angle, for positive 80° rhombic inserts

05° Without offset
t
[T
6 =1 /o] oy
‘\-» o LH
95° LF
Ll- T
5 O o
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC*0602... 0.9
JTCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC*09T3... 1.2
JTCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC*09T3... 1.2 g
*Torque: Recommended clamping torque (N-m) E
*RE: Standard corner radius ©
]
'_
SPARE PARTS & S £
Designation Clamp Clamping screw Wrench
JTCL2CR/L™*06 JCP-2 JDS-3525 P-2F
JTCL2CR/L**09 JCP-3 JDS-5040 P-2.5F

J‘g'CLLg (§§HPT-’ET JS~SERIES

Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts, with high pressure coolant capability

o 4 LF Without offset
1 Lz
o SO A — = L ]
i 1 _—5/167-24UNF
95° Pt 7 T
. [ —E
q A
Cutting edge style L2 e Right hand (R) shown.
Designation H B LF LH HF HBH WF OAW RE** Insert Torque*
JSCL2CR1212X09-CHP*** 12 12 120 18 12 4 0 20 0.2 CC*09T3 1.2
JSCL2CR1212X09B-CHP 12 12 120 18 12 15 0 20 0.2 CC*09T3 1.2
JSCL2CR1616X09-CHP 16 16 120 18 16 0 0 20 0.2 CC*09T3 1.2

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
***: This item will be replaced with a new product in the future.

SPARE PARTS @ /S

Designation Clamping screw Coolant unit Wrench
JSCL2CR**-CHP CSTB-4SD S-CU-CHP T-8F

Reference pages : JTCL2CR/L, JSCL2CR-CHP: Inserts — 2-9 -, CBN — 2-61, PCD — 2-70
Parts for coolant hose — 3-61
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J-SERIES

JSCLCR/L
Screw-on toolholder with 95° approach angle, for positive 80° rhombic inserts

95°
& s B =}

-|© —
LH
95:*’ — LF

Cutting edge style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSCLCR/L0808H06 8 8 100 12 8 10 0.4 CC*0602... 1.2
JSCLCR/L1010H06 10 10 100 12 10 12 0.4 CC*0602... 1.2
DC™ JscLoR/LI212H09 12 12 100 16 12 16 0.8 CC09T3... 12
JSCLCR/L1616H09 16 16 100 16 16 20 0.8 CC*09T3... 1.2

D)l RE: Standard corner radius

SPARE PARTS & %’g

Designation Clamping screw Wrench
JSCLCR/L**H06 CSTB-2.5 T-8F
WXGU JSCLCR/L**H09 CSTB-4SD T-8F
SSERIES
VB**
JSCLCR-F
Screw-on stepped-head toolholder with 95° approach angle, for positive 80° rhombic inserts
VXGU
|- LF >
VP** ol HBKL
SN
< |4 m¢
Oy=y L2
VC** 5 — IH
T
_ il E=
To** Cutting edge style L Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW  RE* Insert Torque*
VWMT  JSCLCR1216F09-F15 12 16 85 12 27 12.5 12 15 28 0.2 CC*09T83... 1.2
JSCLCR1216X09-F15 12 16 120 12 27 12.5 12 15 28 0.2 CC*09T3... 1.2
JSCLCR1620X09-F15 16 20 120 12 27 12.5 16 15 28 0.2 CC™09T83... 1.2
TN**

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

N+ SPARE PARTS & /é

Designation Clamping screw Wrench
JSCLCR**F15 CSTB-4SD T-8F

J-SERIES

ON™ QC12-JSCL2CR
Screw-on head with 95° approach angle, for positive 80° rhombic inserts

WN**

VN** ]
95° <HH Without offset
I 2ty e |
N A
e = 8l 1ok |
- Y
[T
JXB 95° =
Slmil =1
J10E Cutting edge style L2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
JTB QC12-JSCL2CR09 12 12 19.5 12 6 15 0.2 CC*09T3... 1.2

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

SPARE PARTS & ﬁ

Designation Clamping screw Wrench
QC12-JSCL2CR09 CSTB-4SD T-8F

Reference pages : JSCLCR/L, JSCLCR-F, QC12-JSCL2CR: Inserts — 2-9 -, CBN — 2-61, PCD — 2-70
QC-Shank — 3-60
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URN
TUNG TET
QC12-JSCL2CR-CHP S~SERIES
Screw-on head with 95° approach angle, for positive 80° rhombic inserts, with high pressure coolant

capability
95°
1}
A '
95°

Cutting edge style L2

LH Without offset

OAW

Right hand (R) shown.

Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSCL2CR09-CHP 12 12 19.5 12 6 21 0.2 CC*09T3... 1.2
Through-coolant head o
*Torque: Recommended clamping torque (N-m) [
**RE: Standard corner radius %
<
o
SPARE PARTS & <D Vs O ke
Designation Clamping screw Coolant unit Wrench O-ring -o>—<-
QC12-JSCL2CR09-CHP CSTB-4SD S-CU-CHP T-8F OR SS-045 4.5X1.0 NBR70 L
I INSERT SELECTION
Application Precision A . Medium to finish Medium to finish Application Precision . : Medium to finish Medium to finish
areas finishing alicEting cutting cutting M areas finishing Rinisblcitling cutting cutting
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
o1 Js Js J10 01 Js Js J10
Breaker Breaker
Shape Shape
. Apg:'lecaa;mn Zﬁ:ﬁfg Finish cutting Medium cutting . Appazlrlgaaélon Finish cutting Medlg::t}rc‘) gﬂn'Sh
Grade DX120 TH10 KSO05F Grade SH725 AHT725
T-DIA  withrake W20 AL Js Js
Breaker Breaker
Shape Shape
Application Precision - .
. areas finishing Finishicutting
Grade BXM10 BXM20
T-CBN T-CBN
Breaker
Shape

Reference pages : QC12-JSCL2CR-CHP: Inserts — 2-9 -, CBN — 2-61, PCD — 2-70
QC-Shank — 3-60, Parts for coolant hose — 3-61
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DC**
DXGU

CC**

VB*
VXGU
VP**
o
TC**
YwmT
TN
CN**
WN*
DN**
VN**
JXF
JXB
J10E

JTB
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MINIFTURN

JSWL2XR/L

Screw-on toolholder with 95° approach angle, for WXGU inserts

o Without offset
95
| m¢
©
-2 LF
|
95°
=
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGU0403*L/R... 0.9
JSWL2XR/L1212F04 12 12 85 1 12 0 0.2 WXGUO0403*L/R... 0.9
JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGU0403*L/R... 0.9
JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGU0403**L/R... 0.9
JSWL2XR/L2020H04 20 20 100 13 20 0 0.2 WXGU0403*L/R... 0.9
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & /8
Designation Clamping screw Wrench
JSWL2XR/L... SR34-514 T-7F
MINIFTURN
JPWL2XR/L
Lever-lock toolholder with 95° approach angle, for WXGU inserts
‘ Without offset
L
=2y &
LH
|- LF L
P =
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JPWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGU0403*L/R... 0.9
JPWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGUO0403*L/R... 0.9
JPWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGU0403*L/R... 0.9
JPWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGU0403*L/R... 0.9

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

5 & S b
SPARE PARTS 4

Designation Lever Pin Clamping screw Wrench
JPWL2XRI/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

Reference pages :JSWL2XR/L, JPWL2XR/L: Inserts — 2-37 -




TUNG LLET
JSWL2XR/L-CHP AN URN

Screw-on toolholder with 95° approach angle, for WXGU inserts, with high pressure coolant capability

95° \ LF LF Without offset
1 LH LH
sz =
= 3 et 1 o E— i
| 5/16"-24UNF
95°
::::::ﬁ::é:]}j I;
Cutting edge style L2 Fig.2 Right hand (R) shown.

Designation H B LF LH HF WF OAW RE** Insert Torque* Fig
JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGUO0403*L/R... 0.9 2
JSWL2XR1212X04-CHP © 12 12 120 18.5 12 0 16.5 0.2 WXGU0403*L... 0.9 1
JSWL2XR1616X04-CHP ) 16 16 120 18.5 16 0 16.5 0.2 WXGU0403*"L... 0.9 1

(+) Direct coolant supply *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS & ﬁ @ ( & (

Ext. Toolholder

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench
JSWL2XR/L1212F04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 = =
JSWL2XR**X04-CHP SR34-514 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

MINIFTURN

JSWLXR-F
Screw-on stepped-head toolholder with 95° approach angle, for WXGU inserts

HBKL
SR
[
g §¢ L2 m¢
LF
LH
[,
_ Sl EX
Cutting edge style L Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW  RE** Insert Torque*
JSWLXR1016X04-F15 10 16 120 12 27 11 10 15 26 0.2  WXGU0403*L.. 0.9
JSWLXR1216F04-F15 12 16 85 12 27 11 12 15 26 0.2  WXGU0403*L.. 0.9
JSWLXR1216X04-F15 12 16 120 12 27 11 12 15 26 0.2 WXGU0403*L.. 09
JSWLXR1620X04-F15 16 20 120 12 27 11 16 15 26 0.2  WXGU0403*L.. 0.9

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).

SPARE PARTS & /é

Designation Clamping screw Wrench
JSWLXR*-F15 SR34-514 T-7F

Reference pages : JSWL2XR/L-CHP, JSSWLXR-F: Inserts — 2-37 -
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MINIFFUaN
QC12-JSWL2XR MINIFFU2N

Screw-on head with 95° approach angle, for WXGU inserts

T 950 JLH, Without offset
s = é —i
s Oy %77 -
—
s
95° =
=T
Cutting edge style L2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSWL2XR04 12 12 19.5 12 6 15 0.2 WXGUO0403**L... 0.9

DC**
Use right-hand toolholders (R) with left-hand inserts (L).
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius

SPARE PARTS & 4

GEE: Designation Clamping screw Wrench
QC12-JSWL2XR04 SR34-514 T-7F

DXGU

URN

TUNG TUET
QC12-JSWL2XR-CHP MINIFFURN

Screw-on head with 95° approach angle, for WXGU inserts, with high pressure coolant capability

05° LH Without offset
?\V = A
VP** < -
a o
-—
s
VC** 95° B
o
TC** Cutting edge style L2 — Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
YWMT QC12-JSWL2XR04-CHP 12 12 19.5 12 6 16.5 0.2 WXGUO0403**L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head
TIN**  “Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
*% =
CN™ SPARE PARTS & A =
Designation Clamping screw Coolant unit Wrench O-ring
WN** QC12-JSWL2XR04-CHP SR34-514 S-CU-CHP T-7F OR SS-045 4.5X1.0 NBR70
DN**
I INSERT SELECTION
VN** Swiss lathes
. Apg:'i‘(::;ion Finish cutting Medigmt:::‘)gﬁnish M Apgl:::;ion Finish cutting Mediglr‘rt\-tﬁgﬁnish
Grade SH725 SH725 Grade SH725 SH725
JXF JSs Js JSs Js
Breaker Breaker
Shape Shape
JXB
Small CNC lathes
J1 OE Angig:;ion Finish cutting Medium cutting M Apgl:g:;ion Finish cutting Medium cutting
Grade AH725 AH725 Grade AH8015 AH8015
Ss TS SSs TS
Breaker Breaker
JTB Shape Shape

Reference pages :QC12-JSWL2XR, QC12-JSWL2XR-CHP: Inserts — 2-37, QC-Shank — 3-60,
Parts for coolant hose — 3-61
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J-SERIES

JSVJ2BR/L

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

Without offset
TR
! S oy
\ <—J
- A \) 50° - LH LF .
93°
L
T Ed
Cutting edge Style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVJ2BR/L1010X11 10 10 120 21 10 10 0.2 VB**1103... 1.2
JSVJ2BR/L1212F11 12 12 85 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1212X11 12 12 120 21 12 12 0.2 VB**1103... 1.2
JSVJ2BR/L1616X11 16 16 120 21 16 16 0.2 VB**1103... 1.2 g
*Torque: Recommended clamping torque (N-m) E
**RE: Standard corner radius ©
]
& B .
SPARE PARTS Q %
Designation Clamping screw Wrench w
JSVJ2BR/L... CSTB-2.5 T-8F

URN

TN T J-SERIES

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts, with high pressure coolant capability

Without offset
. l‘ 77777777777 E¥77777777:| Il mt
X RS./50° g
93> 5/16”-24UNF
~e IMi<T)

Cutting edge style J2

Right hand (R) shown.

Designation H B LF LH HF WF OAW  RE** Insert Torque*  Fig
JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB**1108... 1.2 1
JSVJ2BR1212X11-CHP ¢ 12 12 120 23.6 12 0 14.7 0.2 VB**1103... 1.2 2
JSVJ2BR1616X11-CHP ¢ 16 16 120 23.6 16 0 16 0.2 VB*1103... 1.2 2

(+) Direct coolant supply *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius

SPARE PARTS @ S @ ( & (

Designation Clamping screw Coolant unit Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSVJ2BR/L1212F11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 = -
JSVJ2B**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

Reference pages : JSVJ2BR/L, JSVJ2BR/L-CHP: Inserts — 2-31 -, CBN — 2-67, Parts for coolant hose — 3-61
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DC**
DXGU

CC**

VP*
VC*
TC**
YwmT
TN
CN**
WN**
DN**
VN**
JXF
JXB
J10E

JTB

3-30

J-SERIES

JSVJBR-F

Screw-on stepped-head toolholder with 93° approach angle, for positive 35° rhombic inserts

LF
= _HBKL
=4 v Le
i Sy || my
- \_7 A
93"l 50° o L2
T
\ LH
_ [mi | T
Cutting edge style J ) Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSVJUBR1216F11-F15 12 16 85 12.6 27 21 12 15 26 0.2 VB**1103... 1.2
JSVJBR1216X11-F15 12 16 120 12.6 27 21 12 15 26 0.2 VB**1103... 1.2
JSVJBR1620X11-F15 16 20 120 12.6 27 21 16 15 26 0.2 VB**1103... 1.2
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
SPARE PARTS & s
Designation Clamping screw Wrench
JSVJBR**-F15 CSTB-2.5 T-8F
SSERIES
JSVJBR/L
Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts
= m
! =P d
N LH
93° IR N = LF -
LL
't Ez]
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVJBR/L1010H11 10 10 100 20 10 12 0.4 VB**1103... 1.2
JSVJBR/L1212H11 12 12 100 22 12 16 0.4 VB**11083... 1.2
JSVJBR/L1616H11 16 16 100 22 16 20 0.4 VB**1103... 1.2

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

SPARE PARTS & %é

Designation Clamping screw Wrench
JSVJBRI/L... CSTB-2.5 T-8F

Reference pages : JSVUBR-F, JSVUBR/L: Inserts — 2-31 -, CBN — 2-67




J-SERIES

QC12-JSVJ2BR
Screw-on head with 93° approach angle, for positive 35° rhombic inserts

_ LH Without offset

-
|-t

QAW
Ol\
M

A
= |0 N 50° L;"
93°
. s T = |
Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2BR11 12 12 22 12 6 15 0.2 VB**1103... 1.2
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius o
[5)
& A s
SPARE PARTS § 2
Designation Clamping screw Wrench 8
QC12-JSVJ2BR11 CSTB-2.5 T-8F =
S
L

TUNG LET
QC12-JSVJ2BR-CHP MINIFFU2N

Screw-on head with 93° approach angle, for positive 35° rhombic inserts, with high pressure coolant
capability

LLH Without offset

A

OAW

K
-

50° w
93° y s

Cutting edge style J2

Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2BR11-CHP 12 12 21 12 6 15 0.2 VB**1108... 1.2

Through-coolant head
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius

SPARE PARTS & Vs o - & (

Designation Clamping screw Wrench 1 O-ring Coolant nozzle Screw Wrench 2
QC12-JSVJ2BR11-CHP CSTB-2.5 T-8F OR SS-045 4.5X1.0 NBR70  NZ-1.10-7-CHP SSHM4-4-TB p-2
J-SERIES
JSVABR/L
Screw-on toolholder with 91° approach angle, for positive 35° rhombic inserts
Without offset
[T
S o
— 50° ‘
LS SRR -
91°
L
T E
Cutting edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVABR/L1010K11 10 10 125 21 10 10 0.2 VB**1103... 1.2
JSVABL1212K11 12 12 125 21 12 12 0.2 VB**1103... 1.2

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

SPARE PARTS & /é

Designation Clamping screw Wrench
JSVABR/L... CSTB-2.5 T-8F

Reference pages : QC12-JSVJ2BR, QC12-JSVJ2BR-CHP, JSVABR/L: Inserts — 2-31 -, CBN — 2-67
QC-Shank — 3-60, Parts for coolant hose — 3-61
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DC**

DXGU

CC**

VP**

VC**
TC**
YWMT
TN**
CN**
WN**
DN**
VN**
JXF

JXB

J10E

JTB
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J-SERIES

JSVNBN

Screw-on toolholder with 72.5°

72.5° v T

— |—

Cutting edge style N

Designation H B
JSVNBN1010X11 10 10
JSVNBN1212F11 12 12
JSVNBN1212X11 12 12
JSVNBN1616X11 16 16

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

SPARE PARTS &
Designation Clamping screw
JSVNBN... CSTB-2.5

MINIFTURN

JSVJ2XR/L

approach angle, for positive 35° rhombic inserts

W i< LF -
= [ |
-~
= o}
L
T
i ES]
i
LF LH HF WF RE** Insert Torque*
120 22 10 5 0.2 VB**1108... 1.2
85 22 12 6 0.2 VB**1103... 1.2
120 22 12 6 0.2 VB**1103... 1.2
120 22 16 8 0.2 VvB**1103... 1.2

ad

Wrench
T-8F

Screw-on toolholder with 93° approach angle, for VXGU inserts

Cutting edge style J2

Designation H
JSVJ2XR/L1010X09 10
JSVJ2XR/L1212F09 12
JSVJ2XR/L1212X09 12
JSVJ2XR/L1616X09 16
JSVJ2XR/L2020H09 20
SPARE PARTS @

Designation Clamping screw

JSVJU2XR/L... SR34-508

I INSERT SELECTION

" Without offset
,A t
LH
LF -
T £
Right hand (R) shown.
B LF LH HF WF RE** Insert Torque*
10 120 17 10 0 0.2 VXGUO9T2*L/R... 0.9
12 85 19 12 0 0.2 VXGUO9T2**L/R... 0.9
12 120 19 12 0 0.2 VXGUO9T2*L/R... 0.9
16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9
20 100 19 20 0 0.2 VXGUO9T2*L/R... 0.9
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
ﬁ Use right-hand toolholders (R) with left-hand inserts (L).
Wrench Use left-hand toolholders (L) with right-hand inserts (R).
T-7F

. Application  iucp o\ tting  Medium to finish Medium to finish M Application i uop o itting  Medium to finish Medium to finish

areas cutting cutting areas cutting cutting
Grade SH725 AH725 SH725 Grade SH725 AH725 SH725
Js Js J10 Js Js J10
Breaker Breaker
Shape Shape
Application . q Medium to finish Application Precision . .
. areas (iR Gy cutting H areas finishing foshiceing
Grade SH725 AH725 Grade BXM10 BXM10
Js Js T-CBN T-CBN
Breaker Breaker
Shape Shape

Reference pages : JSVNBN: Inserts — 2-31 -, CBN — 2-67
JSVU2XR/L: Inserts — 2-35 -




MINIFTURN

JPVJ2XR/L

Lever-lock toolholder with 93° approach angle, for VXGU inserts

— u Without offset
5 &
bln
LF
L D)
£ | i

Cutting edge style J2 Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGUO9T2**L/R... 0.9
JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGUO9T2*L/R... 0.9
JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGUO9T2**L/R... 0.9
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
Use left-hand toolholders (L) with right-hand inserts (R).

5 V4 S S

SPARE PARTS 7

Designation Lever Pin Clamping screw Wrench

JPVJ2XR/L... SLLV-1 SL-PI-2 SR10400611 HW2.0/5RED

T URN

TUNG TET
JSVJ2XR-CHP MINIFFURN

Screw-on toolholder without offset, 93° approach angle, for VXGU inserts, high pressure coolant compatible

Without offset

LF
\ D . v
=l AT —————— oy — EYVD” - I — s —
—laa 500 S Berenn 22 #PT—F ame)
5 /16”-24UNF 5 5/16”"-24UNF
93° W = _ n
Im%:?f: o 1. H - -
Cutting edge style J2 Fig.1 Fig.2 Fig.3 Right hand (R) shown.
Designation H B LF LH HF WF OAW RE** Insert Torque* Fig.
JSVJ2XR1012H07-CHP © 10 12 100 17 10 0 13.4 0.2 VXGUO9T2*L 0.9 1
JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 13.5 02  VXGUO9T2"L/R.. 0.9 3
JSVJ2XR1212X09-CHP © 12 12 120 19.5 12 0 13.4 0.2 VXGUO9T2*L 0.9 2
JSVJ2XR1616X09-CHP ¢ 16 16 120 19.5 16 0 16 0.2 VXGUO09T2"L 0.9 2

(+) Direct coolant supply *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Right-hand toolholders (R) are used with left-hand inserts (L). Left-hand toolholders (L) are used with right-hand inserts (R).

& w» @

Clamping screw Coolant unit Wrench 1 Coolant plug

SPARE PARTS
Wrench 2

Designation

DirectJet plug

Wrench 3

JSVJ2XR/L1212F09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 = =
JSVJ2XR1012H07-CHP SR34-508 = T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB 22
JSVJ2XR**X09-CHP SR34-508 S-CU-CHP T-7F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Please see Tungaloy report (TR432) for tool overhang length and coolant plug.

Reference pages : JPVJ2XR/L, JSVJ2XR-CHP: Inserts — 2-35 -, Parts for coolant hose — 3-61

Ext. Toolholder
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MINIFTURN

JSVJXR-F
Screw-on stepped-head toolholder with 93° approach angle, for VXGU inserts
HBKL
<§: P 7l 1
5y | 12l o)
u_T - LF a
LH
L
. =i | T
Cutting edge style J Right hand (R) shown.
Designation H B LF L2 HBKL LH HF WF OAW RE** Insert Torque*
JSVJXR1016X09-F15 10 16 120 12 27 19 10 15 26 0.2  VXGUO9T2*'L... 0.9
JSVJUXR1216F09-F15 12 16 85 12 27 19 12 15 26 0.2 VXGUO9T2*L... 0.9
*%
DC JSVJUXR1216X09-F15 12 16 120 12 27 19 12 15 26 0.2  VXGUO9T2*'L... 0.9
JSVJUXR1620X09-F15 16 20 120 12 27 19 16 15 26 0.2 VXGUO9T2*L... 0.9
DXGU *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L).
**
€™ SPARE PARTS & /@
Designation Clamping screw Wrench
WXGU JSVUXR**-F15 SR34-508 T-7F
Fo RCE
ve MINIFTURN
JSVJXR/L
Screw-on toolholder with 93° approach angle, for VXGU inserts
P+ = my
=
LH
VC* = LF -
%§§§ T,
TC** i
Cutting edge style J Right hand (R) shown.
YWMT Designation H B LF LH HF WF RE** Insert Torque*
JSVJXR/L2020K09 20 20 125 35 20 25 0.4 VXGUO9T2**L/R... 0.9
- *Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
TN Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R).
(1.« SPAREPARTS & /@
Designation Clamping screw Wrench
JSVUXR/L... SR34-508 T-7F
WN**
Fo RCE
- MINIFTURN
ON™ QC12-JSVJ2XR
Screw-on head with 93° approach angle, for VXGU inserts
VN**
< H - Without offset
! =)
JXF z v o}
Y oy | L0 1]|
- N 50° §
JXB 93°
. il =E
J10E Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
JTB QC12-JSVJ2XR09 12 12 19.5 12 6 15 0.2 VXGUO09T2*L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
& %ﬁ *Torque: Recommended clamping torque (N-m)
SPARE PARTS *RE: Standard corner radius
Designation Clamping screw Wrench
QC12-JSVJ2XR09 SR34-508 T-7F

3-34

Reference pages : JSVUXR-F, JSVUXR/L, QC12-JSVJ2XR: Inserts — 2-35 -, QC-Shank — 3-60




TUNG TUET
QC12-JSVJ2XR-CHP MINIFTURN

Screw-on head with 93° approach angle, for VXGU inserts, with high pressure coolant capability

Without offset
! 2
<
Y Oy
\
o WV
93°
Cutting edge style J2 Right hand (R) shown.
Designation H B LH HF WF OAW RE** Insert Torque*
QC12-JSVJ2XR09-CHP 12 12 21 12 6 15 0.2 VXGUO9T2**L... 0.9
Use right-hand toolholders (R) with left-hand inserts (L).
Through-coolant head o]
*Torque: Recommended clamping torque (N-m) ie]
**RE: Standard corner radius _8
)
= ]
SPARE PARTS & A o =
Designation Clamping screw Coolant unit Wrench O-ring %
QC12-JSVJ2XR09-CHP SR34-508 S-CU-CHP T-7F OR SS-045 4.5X1.0 NBR70 w

MINIFTU2N

JS-SVUXL

Screw-on round-shank toolholder with 93° approach angle, for VXGU inserts

LF
Ti _25
20
L | | § e
N
ﬁ( Q9= o v
93° %}"\ : @ = % %
Cutting edge style U Left hand (L) shown.
Designation DCONMS WF LF H WB RE** Insert Torque*

JS159F-SVUXL09 15.875 10 85 15 7.7 0.2 VXGUO09T2*L... 0.9

JS16F-SVUXL09 16 10 85 15 7.7 0.2 VXGUO09T2**L... 0.9

JS19G-SVUXL09 19.05 10 90 18 9.2 0.2 VXGUO09T2*L... 0.9

JS19X-SVUXL09 19.05 10 120 18 9.2 0.2 VXGUO9T2**L... 0.9

JS20G-SVUXL09 20 10 90 19 9.7 0.2 VXGUO09T2*L... 0.9

JS20X-SVUXL09 20 10 120 19 9.7 0.2 VXGUO9T2**L... 0.9

JS22X-SVUXL09 22 10 120 21 10.7 0.2 VXGUO9T2**L... 0.9

JS25H-SVUXL09 25 10 100 24 12.2 0.2 VXGUO9T2**L... 0.9

JS254X-SVUXL09 25.4 10 120 24 12.4 0.2 VXGUO9T2**L... 0.9
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
Use left-hand toolholders (L) with left-hand inserts (L).

SPARE PARTS & Vs

Designation Clamping screw Wrench
JS**-SVUXL09 SR34-508 T-7F

I INSERT SELECTION

. Angié::éiun Finish cutting Medirl:ll.r::'t f:: gfinish Apgl:g:;icn Finish cutting Medirl:lst‘titr? gfinish

Grade SH725 SH725 Grade SH725 SH725
JRP Js JRP Js
Breaker Breaker
Shape Shape

Reference pages : QC12-JSVJ2XR-CHP, JS-SVUXL: Inserts — 2-35 -, QC-Shank — 3-60,
Parts for coolant hose — 3-61
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J-SERIES

JSVL2PR/L

Screw-on toolholder with 95° approach angle, for positive 35° rhombic inserts

Without offset
[T
! e S Ejl
T o N LH
LF
95°
LL
T E
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSVL2PR/L1010X08 10 10 120 16 10 10 0.2 VP**0802... 0.6
JSVL2PR/L1010K08 10 10 125 16 10 10 0.2 VP**0802... 0.6
DOC** JSVL2PR/L1212F08 12 12 85 16 12 12 0.2 VP*0802... 0.6
JSVL2PR/L1212F11 12 12 85 21 12 12 0.2 VP**1108... 1.2
DXGU JSVL2PR/L1212X08 12 12 120 16 12 12 0.2 VP**0802... 0.6
JSVL2PR/L1212X11 12 12 120 21 12 12 0.2 VP**1108... 1.2
JSVL2PR/L1212K08 12 12 125 16 12 12 0.2 VP**0802... 0.6
COC*"  JSVL2PR/L1616X08 16 16 120 16 16 16 0.2 VP**0802... 0.6
JSVL2PL1616K08 16 16 125 16 16 16 0.2 VP**0802... 0.6
WXGU JSVL2PR/L1616X11 16 16 120 21 16 16 0.2 VP**1108... 1.2
*Torque: Recommended clamping torque (N-m)
e SPARE PARTS & ﬁ **RE: Standard corner radius
Designation Clamping screw Wrench
JSVL2PR/L**08 CSTB-2L T-6F
VXGU JSVL2PR/L**11 CSTB-2.5 T-8F
SJ-SERIES
JSVP2PR/L

Screw-on toolholder with 117.5° approach angle, for positive 35° rhombic inserts

g Without offset
m
I T
(2 L
- - S EX
117.5° LH I ‘
TN** =
i s A =
Cuttlng edge style P2 I Right hand (R) shown.
CN** Designation H B LF LH HF WF HBKW RE** Insert Torque*
JSVP2PR/L1010K08 10 10 125 16 10 10 4 0.2 VP**0802... 0.6
WN** JSVP2PR/L1010K11 10 10 125 20 10 10 8 0.2 VP**1108... 1.2
JSVP2PR/L1212K08 12 12 125 16 12 12 2 0.2 VP**0802... 0.6
JSVP2PR/L1212K11 12 12 125 20 12 12 6 0.2 VP**1103... 1.2
[DINF* JSVP2PR/L1616K08 16 16 125 16 16 16 2 0.2 VP**0802... 0.6
JSVP2PR/L1616K11 16 16 125 20 16 16 6 0.2 VP**1108... 1.2
VN** *Torque: Recommended clamping torque (N-m)
SPARE PARTS & / f *“*RE: Standard corner radius
Designation Clamping screw Wrench
JXF JSVP2PR/L**08 CSTB-2L T-6F
JSVP2PR/L**11 CSTB-2.5 T-8F
JXB

Jiop HEEEINSERT SELECTION

Ap[a::j:aa;ion Finish cutting  Finish cutting M Apglri:aa;ion Finish cutting  Finish cutting . Apg:_ié::;ion Finish cutting  Finish cutting
JTB Grade SH725 SH725 Grade SH725 SH725 Grade SH725 SH725
JRP JSP JRP JSP JRP JSP
Breaker Breaker Breaker
Shape Shape Shape

Reference pages : JSVL2PR/L, JSVP2PR/L: Inserts — 2-34 -
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SVJCR/L

Screw-on toolholder with 93° approach angle, for positive 35° rhombic inserts

‘{_» N LH
93° 50° = i LF
] -
| Ty s
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*

SVJCR/L1616H16 16 16 100 32 16 20 0.8 VC**1604... 3
SVJCR/L2020K16 20 20 125 32 20 25 0.8 VC*1604... 3
**RE: Standard corner radius

SPARE PARTS @gg L < <? /8

Designation Clamping screw Shim screw Shim Wrench1 Wrench2
SVJCRI/L... CSTB-3.5L DTS5-3.5 SSV32 P-3.5 T-15F

SVVCN

Screw-on toolholder with 72.5° approach angle, for positive 35° rhombic inserts

Y
= | ks
g |
s\.: o) — =, LF
72.5°
L
| [ | =}
Cutting edge style V
Designation H B LF HF WF RE** Insert Torque*

SVVCN2020K16 20 20 125 20 10 0.8 VC**1604... 3
**RE: Standard corner radius

SPARE PARTS & [ < ( /8

Wrench1 Wrench2
SSV32 P-3.5 T-15F

Shim screw
DTS5-3.5

Clamping screw
CSTB-3.5L

Designation
SVVCN...

Il INSERT SELECTION

. Application Finishing m:é?:fr?llggt‘t?ng M Application Finishing m::jril:frglggttt?ng Medium cutting
Grade NS9530 T9215 Grade AH725 AH630 T6130
PSS PS PSF PSS PM
Chipbreaker Chipbreaker
shape shape
it Precision A . .
. Application finishing Finishing Medium cutting
Grade DX120 DX140 KSO05F
T-DIA withake T-D]A AL
Chipbreaker
shape
s Application Finishing Finishing to H Application pEcislon Finishing
medium cutting finishing
Grade AH8015 AH8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Chipbreaker Chipbreaker
shape shape

Reference pages: SVJCR/L, SVVCN:Inserts— 2-33 -, CBN — 2-68, PCD — 2-71

Ext. Toolholder
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DC**

DXGU

CC**

WXGU

VB**

VXGU

VP**

CN**

WN**
DN**
VN**
JXF
JXB
J10E

JTB

3-38

SVQCR/L

Screw-on toolholder with 117.5° approach angle, for positive 35° rhombic inserts

2y
ANUAY L;LI z
: i
—
= LF
117.5° — —
Lo
el £
Cuttlng edge Style Q Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
SVQCR/L2020K16 20 20 125 35 20 27 0.8 VC**1604... 3
**RE : Standard corner radius
SPARE PARTS & i3 < ( /8
Designation Clamping screw Shim screw Shim Wrench 1 Wrench 2
SVQCRI/L... CSTB-3.5L DTS5-3.5 SSV32 P-3.5 T-15F
I INSERT SELECTION
. Application Finishing m:tijri‘lifrnirt]:gtttiong M Application Finishing mgllr;tijsnr:iggttt?ng Medium cutting
Grade NS9530 T9215 Grade AHT725 AH630 T6130
PSS PS PSF PSS PM
Chipbreaker Chipbreaker
shape shape
Application ':Irrﬁg:::’gn Finishing Medium cutting
Grade DX120 DX140 KSO05F
T-DIA withake T-DIA AL
Chipbreaker
shape
Application Finishing ~ Finishing to. s H Aepication mg‘rﬁ"%‘ Finishing
Grade AH8015 AH8015 Grade BXM10 BXM20
PSS PS T-CBN T-CBN
Chipbreaker Chipbreaker
shape shape
J=SERIES
JSTACR/L
Screw-on toolholder with 91° approach angle, for positive 60° triangular inserts
§¢ o Without offset
AL&
LH
\t [-) ™ — LF
T
o ii= i
. A
Cutting edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JSTACR/L0808K08 8 8 125 10 8 8 0.2 TC**0802... 0.6
JSTACR/L1010K08 10 10 125 10 10 10 0.2 TC*0802... 0.6
JSTACR/L1212K11 12 12 125 12 12 12 0.4 TC*1102... 1.2
JSTACR/L1616H11 16 16 100 12 16 16 0.4 TC*1102... 1.2

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
& p

SPARE PARTS

Designation Clamping screw Wrench
JSTACR/L**K08 CSTB-2L T-6F
JSTACR/L*11 CSTB-2.5 T-8F

Reference pages: SVQCRY/L: Inserts — 2-33 -, CBN — 2-68, PCD — 2-71
JSTACR/L: Inserts — 2-23 -, PCD — 2-70




J-SERIES

JTTACR/L

Back-clamp toolholder with 91° approach angle, for positive 60° triangular inserts

Without offset
'8
1 e oy
LH
-2 1 LF J
91° —
Lo
£} O] Ex
Cutting edge style A Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JTTACL0810K08 8 10 125 10 8 10 0.2 TC*0802... 0.9
JTTACR/L1212M11 12 12 150 12 12 12 0.4 TC*1102... 0.9
JTTACR/L1616M11 16 16 150 12 16 16 0.4 TC*1102... 0.9 by
©
*Torque: Recommended clamping torque (N-m) ©
**RE: Standard corner radius %
& S .
SPARE PARTS <
Designation Clamp Clamping screw Wrench w
JTTACL0810K08 JCP-1 JDS-3525 P-2F
JTTACR/L*M11 JCP-2 JDS-3525 P-2F
I INSERT SELECTION
. Apglri:aa;ion Ff’lrrﬁ:;::::; Finish cutting MEditl:jmt’i(ggﬁniSh Medi;lrlr;t'i(ggﬁnish M Apglri;:aa;ion l;’ll;:glrzl:g Finish cutting Mediglr;r;titggfinish Mediglr;r;titggfinish
Grade SH725 SH725 AH725 SH725 Grade SH725 SH725 AH725 SH725
01 Js Js J10 01 Js JS J10
Breaker Breaker
Shape Shape
Applicati Precisi . .
. pg;::slon ﬂrrﬁ:::f; Medium cutting
Grade DX120 KSO05F
T-DIA with rakeAL
Breaker
Shape
Y=-PRO SERIES
SYJBR/L
Screw-on toolholder with 93° approach angle, for positive 25° rhombic inserts
w m¢
5P
LH
LF -
1 4T =
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
SYJBR/L2020K16 20 20 125 35 20 25 0.8 YWMT16T3... 1.2

**RE: Standard corner radius

SPARE PARTS & / f

Designation Clamping screw Wrench
SYJBR/L... CSTB-2.5L080 T-8F

Reference pages : JTTACR/L: Inserts — 2-23 -, PCD — 2-70
SYJBR/L: Inserts — 2-38 -
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Y=-rrRO SERIES

SYHBR/L

Screw-on toolholder with 100° approach angle, for positive 25° rhombic inserts

wl 1
NN ; @ Sy D
-\ (?9
€ LH
100° = LF o
e

| ] &5 B
Cutting edge style H Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*

SYHBR/L2020K16 20 20 125 35 20 27 0.8 YWMT16T3... 1.2

**RE : Standard corner radius

et SPARE PARTS & %é

Designation Clamping screw Wrench
DXGU SYHBRI/L... CSTB-2.5L080 T-8F
cer Y=mmRO SERIES
SYIBN
WXGU Screw-on toolholder with 77.5° approach angle, for positive 25° rhombic inserts
30° y
AL =
VB =y o}
LH
7 = = LF .
VXGU 77 50
(UL,
m I T =
VP Cutting edge style |
Designation H B LF LH HF WF RE** Insert Torque*
\V(C#+  SYIBN2020K16 20 20 125 32 20 10 0.8 YWMT16TS... 1.2

**RE : Standard corner radius

SPARE PARTS & /<‘$

Designation Clamping screw Wrench
SYIBN... CSTB-2.5L080 T-8F
Y=-rPrRO SERIES
SYQBR/L

Screw-on toolholder with 122.5° approach angle, for positive 25° rhombic inserts

_ = o
WN** ¢ 30° m EL > t

LH
122.5° LF
DN**
L
| 7 =T =

v Cutting edge style Q Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*

SYQBR/L2020K16 20 20 125 35 20 27 0.8 YWMT16T3... 1.2

JXF  *™RE: Standard corner radius

SPARE PARTS & %3

JXB Designation Clamping screw Wrench
SYQBR/L... CSTB-2.5L080 T-8F

J10E
Il INSERT SELECTION

- Finishing to
JTB . Prpiliesilte medium cutting
Grade T9225
M

Chipbreaker
Shape

Reference pages: SYHBRY/L, SYIBN, SYQBR/L: : Inserts — 2-38 -
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PTL2NR/L

Lever-lock toolholder with 95° approach angle, for negative 60° triangular inserts

45° Without offset
w @
S )
)
- ° LH
LF
95°
L
| il =
Cuttlng edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PTL2NR/L2020H16 20 20 100 22 20 20 0.4 TN**1604... 2
*Torque: Recommended clamping torque (N-m) o
**RE: Standard corner radius %
@ -—
\4 [}
SPARE PARTS 4 @ R 2
Designation Shim Clamping screw Wrench Spring pin Lever 8
PTL2NR/L... LST317 D30 LCS3 P-2.5 LSP3 LCL3 :
ai
JSERIES
JTTLNR/L

Back-clamp toolholder with 95° approach angle, for negative 60° triangular inserts

10 115° é A m¢
S

95° - -

Lifel] B

Cutting edge style L

Without offset

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
JTTLNR/L1216F16 12 16 85 17 12 16 0.4 TN**1604... 1.2
JTTLNR/L1216X16 12 16 120 17 12 16 0.4 TN**1604... 1.2
JTTLNR/L1616X16 16 16 120 17 16 16 0.4 TN**1604... 1.2

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @) | & y *RE: Standard corner radius

Designation Clamp Clamping screw Wrench

JTTLNRI/L... JCP-3N JDS-5040 P-2.5F
SSERIES
JTTANR/L
Back-clamp toolholder with 91° approach angle, for negative 60° triangular inserts

Without offset

51 ol o)

LH

LF

)

) =

Cutting edge style A

Designation H B LF LH HF WF RE**
JTTANR/L1216K16 12 16 125 19.8 12 16 0.4
JTTANR/L1616K16 16 16 125 19.8 16 16 0.4

*Torque: Recommended clamping torque (N-m)
v **RE: St i
SPARE PARTS l“ & )y Standard corner radius
Designation Clamp Clamping screw Wrench
JTTANR/L... JCP-3N JDS-5040 P-2.5F

Reference pages: PTL2NR/L, JTTLNR/L, JTTANR/L: Inserts — 2-49 -

Right hand (R) shown.

Insert Torque*
TN**1604... 1.2
TN**1604... 1.2
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DC**
DXGU
cc*
WXGU
VB**
VXGU
VP**
o
TC**

YWMT

CN**
WN**
DN**
VN**
JXF
JXB
J10E

JTB

3-42

TURNINGA

ATGNR/L

Double-clamp toolholder with 91° approach angle, for negative 60° triangular inserts

i
L m
=3 ¢
LH
P
91° - LF -
A
| ) E
CUttlng edge Style G Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
ATGNR/L2020K16-A 20 20 125 22 20 25 0.8 TN**1604... 8

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

SPARE PARTS D <§@ § / O\ (& /®

Designation Clamp screw Spring pin Shim screw Wrench
ATGNR/L**16-A ACP3S ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F
ATGNR/L*22-A ACP4S ACS-5W BP-7 SP-2.5 AST422 CSTB-3.5 T-15F

PTGNR/L

Lever-lock toolholder with 91° approach angle, for negative triangular inserts

LF

JZAN
NIC i
91°

Cuttlng edge Style G Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PTGNR/L1616 16 16 100 22 16 20 0.8 TN**1604... 2
PTGNR/L2020K1104 20 20 125 20 20 25 0.8 TN**1104... 2
PTGNR/L2020 20 20 125 22 20 25 0.8 TN**1604... 2

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

SPARE PARTS ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PTGNR/L1616, 2020 LST317 LCS3 P-2.5 LSP3 LCL3
PTGNR/L*1104 - LCS23A P-2.5 - LCL23

Reference pages: ATGNR/L, PTGNR/L: Inserts — 2-49 -




TUNG TET

PTGNR/L-CHP

Lever-lock toolholders with 91°
coolant capability

N
91°

Cutting edge style G

Designation H
PTGNR/L2020K1104-CHP 20
PTGNR/L2020K16-CHP 20

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius

SPARE PARTS

Designation Shim
PTGNR/L**1104-CHP =
PTGNR/L**16-CHP LST317

2

SPARE PARTS

Designation Coolant unit
PTGNR/L*1104-CHP CU-CW-CHP
PTGNR/L*16-CHP CU-CW-CHP

approach angle, for negative 60° triangular inserts, with high pressure

o

LF .
=l |I¢
G1/8 9
Right hand (R) shown.
B LF LH HF WF RE** Insert Torque*
20 125 38 20 32 0.8 TN*1104... 2
20 125 38 20 32 0.8 TN**1604... 2
o}
o
[}
o E=
{ i R 8
@ °
Clamping screw Wrench 1 Spring pin Lever 4>—<'
LCS23A P-2.5 LSP3 LCL23 L
LCS3 P-2.5 LSP3 LCL3
Mounting screw Wrench 2 O-ring Coolant screw Wrench 3
SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2
SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2

TURNINGA

ATJNR/L

Double-clamp toolholder with 93° approach angle, for negative 60° triangular inserts

ur

93°

Cutting edge style J

Designation H
ATINR/L2020K16-A 20

*Torque: Recommended clamping torque (N-m)

&

Clamp
ACP3S

SPARE PARTS
Designation
ATINR/L*16-A

i :
TR
= om
LH
LF
< >
(WY
e 7 £
Right hand (R) shown.
B LF LH HF WF RE** Insert Torque*
20 125 22 20 25 0.8 TN*1604... 3
**RE: Standard corner radius
S & ¢ b & P
Clamp screw Spring Spring pin Shim Shim screw Wrench
ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F

Reference pages: PTGNR/L-CHP, ATUNR/L: Inserts — 2-49 -, Parts for coolant hose — 3-61
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TURNINGA

ATQNR/L

DC**

DXGU

CC**

WXGU

VB**

Double-clamp toolholder with 105° approach angle, for negative 60° triangular inserts

o (T
' 105 = m¢
LH
=l = LF o
105° ﬁ
L
| 1 | E
Cutting edge style Q Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
ATQNR/L2020K16-A 20 20 125 28 20 25 0.8 TN**1604... 3

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

SPARE PARTS @ (& § y @ @ %’g

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ATQNR/L**16-A ACP3S ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F

TURNINGA

ATFNR/L

VXGU

VP**

VC**

TC**

YWMT

WN**

DN**
VN**
JXF
JXB
J10E

JTB

3-44

Double-clamp toolholder for facing with 91° approach angle, for negative 60° triangular inserts

WF

1
‘\‘91°

LF

HF
i

_‘ T

H

|- ]

Cutting edge style F Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
ATFNR/L2020K16-A 20 20 125 25 20 25 0.8 TN**1604... 3

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

SPARE PARTS & 6@ § f O (& Vs

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ATFNR/L*16-A ACP3S ACS-5W BP-7 SP-2.5 AST322 CSTB-3.5 T-15F

Reference pages: ATQNR/L, ATFNR/L: Inserts— 2-49 -




PTFNR/L
Lever-lock toolholder with 91° approach angle, for negative triangular inserts

e Na0°
I u A A mA
=y 5 i .
O X |
LH
= LF
i
t [ =
Cutting edge style F Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PTFNR/L1616 16 16 100 22 16 20 0.8 TN*1604... 2
PTFNR/L2020K1104 20 20 125 16 20 25 0.8 TN**1104... 2
PTFNR/L2020 20 20 125 22 20 25 0.8 TN**1604... 2 5
*Torque: Recommended clamping torque (N-m) %
**RE : Standard corner radius <
o g
S
SPARE PARTS O\ S ( @ R =
Designation Shim Clamping screw Wrench Spring pin Lever 5
PTFNR/L1616, 2020 LST317 LCS3 P-2.5 LSP3 LCL3
PTFENR/L*1104 = LCS23A P-2.5 = LCL23

Il INSERT SELECTION

. Application Zﬁgﬁﬁ’g Zﬁgﬁfg Finishing Medium cutting Medigrl}'lntiggh eavy M Application 2?';;:'&;‘ Finishing Medium cutting
Grade SH725 NS9530 GT9530 T9215 T9215 Grade SH725 T6120 T6130
01 TF TSF ™ TH 01 SF SM
Chipbreaker Chipbreaker
Shape Shape
. Application  Medium cutting s Application Finishing Medium cutting
Grade TH10 Grade AH8005 AH8005
P HRF HRM
Chipbreaker Chipbreaker
Shape Shape

PCL2NR
Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts
e Without offset
i £ o <}
) Zy |©
-0 8 LH
95&» ° > L= -
Al =
Cutting edge style L2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PCL2NR2020H12 20 20 100 26 20 20 0.8 CN/GN*1204... 3

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

SPARE PARTS & @ (

Designation Shim Clamping screw Lever Spring pin Wrench
PCL2NR2020H12 LSC42 LCS4 LCL4 LSP4 P-3

Reference pages: PTFNR/L: Inserts — 2-49 -
PCL2NR: Inserts — 2-41 -
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DC**
DXGU
cc*
WXGU
VB**
VXGU
VP**
VC**
TC**
YwmT

TN*

WN**
DN**
VN**
JXF
JXB
J10E

JTB

3-46

TURNINGA

ACLNR/L

Double-clamp toolholder with 95° approach angle, for negative 80° rhombic inserts

—

95°

95°

Cutting edge style L

Designation
ACLNR/L2020K0904-A
ACLNR/L2020H12-A
ACLNR/L2020K12-A

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

SPARE PARTS
Designation
ACLNR/L**0904-A

ACLNR/L™12-A

PCLNR/L

H
20
20
20

20
20
20

LF
125
100
125

LH
25
26
26

o
| L
t T | Ei
HF WF RE**
20 25 0.8
20 25 0.8
20 25 08

Right hand (R) shown.

Insert

CN*0904...
CN*1204...
CN*1204...

e ¢ & ¢ B & B

Clamp
ACP3S-E

ACP4S

Clamp screw

ACS-5W
ACS-5W

Spring
BP-7
BP-7

Spring pin

SP-2.5
SP-2.5

ASC322
ASC422

Shim screw
CSTB-3.5

CSTB-3.5

Wrenchi
T-15F
T-15F

Torque*
3
3
3

Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts

—
95°

95°

Cutting edge style L

Designation
PCLNR/L1616H09
PCLNR/L1616
PCLNR/L2020K0904
PCLNR/L2020K09
PCLNR/L2020

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

SPARE PARTS
Designation
PCLNR/L1616H09
PCLNR/L1616
PCLNR/L*0904
PCLNR/L2020K09
PCLNR/L2020

H
16
16
20
20
20

[o]

Shim

ELSC32

LSC42

LSC317
ELSC32

LSC42

16

20
20
20

)
&

&

Clamping screw

LCS3

LCS4CA

LCS3
LCS3
LCS4

LF
100
100
125
125
125

{

Wrench

P-2.5
P-3
P-2.5
P-2.5
P-3

Reference pages : ACLNR/L PCLNR/L: Inserts — 2-41 -

LH
20
26
20
20
28

i
L m
EI 5 Y
LH LF
|- |
t =
Y
HF WF RE**
16 20 0.8
16 20 0.8
20 25 0.8
20 25 0.8
20 25 0.8
Spring pin Lever
LSP3L LCL33
LSP4 LCL4
LSP3 LCL33
LSP3L LCL33
LSP4 LCL4

Right hand (R) shown.

Insert

CN*0903...
CN*1204...
CN*0904...
CN*0903...
CN**1204...

Torque*
2

3
2
2
3



TUNG TJET

PCLNR/L-CHP

Lever-lock toolholder with 95° approach angle, for negative 80° rhombic inserts, with high pressure
coolant capability

Q ] LF -
95°
| B
Cuttlng edge style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PCLNR/L2020K0904-CHP 20 20 125 33 20 32 0.8 CN*0904... 2
PCLNR/L2020K12-CHP 20 20 125 33 20 32 0.8 CN*1204... 3
*Torque: Recommended clamping torque (N-m) g
**RE: Standard corner radius o)
e
@, —
5] { [a) B 8
SPARE PARTS © Q e
Designation Shim Clamping screw Wrench1 Spring pin Lever 4>—<'
PCLNR/L*0904-CHP LSC317 LCS3 P25 LSP3 LCL33 L
PCLNR/L*12-CHP LSC42 LCS4 P-3 LSP4 LCL4
SPARE PARTS <§ @ s f o & (

Designation Coolant unit Mounting screw Wrench2 Coolant screw Wrench3
B Ay CU-CW-CHP SRM3 T-8F ORG.4X0OON  SRM4X4TL360 P-2

PCLNR/L**12-CHP

PCFNR/L
Lever-lock type toolholder for facing with 91° approach angle, for negative 80° rhombic inserts
9 o
[T
I sl & o}
¥ LH
° = LF
" S
«f T =
Cutting edge style F Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PCFNR/L2020 20 20 125 28 20 25 0.8 CN**1204... 3
**RE : Standard corner radius
{ " L
SPARE PARTS &
Designation Shim Clamping screw Wrench Spring pin Lever
PCFNR/L... LSC42 D30 LCS4 P-3 LSP4 LCL4
Il INSERT SELECTION
. Application Ff’lrrﬁg;ﬁf; Finishing Medium cutting MediléTnti?‘gheaVy M Application Finishing Medium cutting Meditémttizgheavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM SH
Chipbreaker Chipbreaker
shape shape
. Application  Medium cutting . Application Finishing Medium cutting
Grade TH10 Grade AH8005 AH8005
P HRF HRM
Chipbreaker Chipbreaker
shape shape

Reference pages: PCLNR/L-CHP, PCFNR/L: Inserts — 2-41 -, Parts for coolant hose — 3-61
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TURNINGA

AWLNR/L

DC**

DXGU

CC**

WXGU

VB**

Double-clamp toolholder with 95° approach angle, for negative 80° trigon inserts

95° . ¢

WF

— LH
‘ LF
95°
Rl T

Cutting edge StY|e L Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
AWLNR/L2020K0604-A 20 20 125 27 20 25 0.8 WN**0604... g
AWLNR/L2020H08-A 20 20 100 30 20 25 0.8 WN**0804... 3
AWLNR/L2020K08-A 20 20 125 30 20 25 0.8 WN**0804... 3

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

SPARE PARTS @ (& § y @ @ %’g

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
AWLNR/L**0604-A ACP3S-E ACS-5W BP-7 SP-2.5 ASW322 CSTB-3.5 T-15F
AWLNR/L*08-A ACP4S ACS-5W BP-7 SP-2.5 ASW422 CSTB-3.5 T-15F
PWLNR/L

VXGU
VP**
o
TC**
YwmT
TN
CN**
3
DN**
VN**
JXF
JXB
J10E

JTB

3-48

Lever-lock toolholder with 95° approach angle, for negative 80° trigon inserts

O,

—i LH
950 ‘:» LF >
] il E
Cuttlng edge Style L Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PWLNR/L2020K0604 20 20 125 15 20 25 0.8 WN**0604... 2

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

SPARE PARTS @@ ( @ &

Designation Shim Clamping screw Wrench Spring pin Lever
PWLNR/L**0604 LSW312 LCS3 P25 LSP3 LCL3

Reference pages: AWLNR/L, PWLNR/L: Inserts — 2-57 -




TUNG TET
PWLNR/L-CHP
Lever-lock toolholder with 95° approach angle, for negative 80° trigon inserts, with high pressure coolant

capability

4 o

al LH

LF

~
95°

1 | E

Cutting edge style L Cils Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PWLNR/L2020K0604-CHP 20 20 125 34 20 32 0.8 WN**0604... 2
PWLNR/L2020K08-CHP 20 20 125 34 20 32 0.8 WN**0804... 3
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius g
& ©
{ i B
SPARE PARTS S
Designation Shim Clamping screw Wrench1 Spring pin Lever |9
PWLNR/L**0604-CHP LsSw312 LCS3 P-2.5 LSP3 LCL3 W
x
PWLNR/L**08-CHP LSw42 LCS4 P-2.5 LSP4 LCL4 L
SPARE PARTS ﬁ & A = & (

Designation Coolant unit Mounting screw Wrench2 Coolant screw Wrench3

PWLNR/L:*0604-CHP
PWLNR/L**08-CHP CU-CW-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 (P2

Il INSERT SELECTION

. Application Ff’lrrﬁg;ﬁ':; Finishing Medium cutting Medilér;lﬂti?‘gheavy M Application Finishing Medium cutting Medilémttiz;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM SH
Chipbreaker Chipbreaker
shape shape
. Application ':Irrﬁ:ﬁ::’; Finishing Medium cutting . Application 2':33':; Finishing
Grade BX480 AH8005 AH8005 Grade BXM10 BXM20
T-CBN HRF HRM T-CBN T-CBN
Chipbreaker Chipbreaker
shape shape

Reference pages: PWLNR/L-CHP: Inserts — 2-57 -
Parts for coolant hose — 3-61

3-49



DC**
DXGU
cc*
WXGU
VB**
VXGU
VP**
VC**
TC**
YwmT
TN
CN**

WN**

VN**
JXF
JXB

J10E

JTB

3-30

TURNINGA

ADJNR/L

Double-clamp toolholder with 93° approach angle, for negative 55° rhombic inserts

=)

| s

° LF
- ~ o?

| o
Al =

Cutting edge style J

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
ADJNR/L2020K1104-A 20 20 125 30 20 25 0.8 DN**1104... g
ADJNR/L2020K15-A 20 20 125 36 20 25 0.8 DN**1504... 3
ADJNR/L2020K1506-A 20 20 125 36 20 25 0.8 DN**1506... 3

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

SPARE PARTS §® § f /o/ & /é

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ADJNR/L*1104-A ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F
ADJNR/L*15-A ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F
ADJNR/L*1506-A ACP4S ACS-5W BP-7 SP-2.5 ASD423 CSTB-3.5 T-15F
PDJNR/L

Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts

! st g oy
SV
PN 1, m
] > LF
93° ‘
il =
Cuttlng edge Style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PDJNR/L1616H1104 16 16 100 27 16 20 0.8 DN**1104... 2
PDJNR/L1616H11 16 16 100 27 16 20 0.8 DN**1104... 2
PDJNR/L2020K1104 20 20 125 27 20 25 0.8 DN**1104... 2
PDJNR/L2020K11 20 20 125 27 20 25 0.8 DN**1104... 2
PDJNR/L2020 20 20 125 34 20 25 0.8 DN**1504... 3
PDJNR2020K15E 20 20 125 36 20 25 0.8 DN**15086... 3
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
& E
S
SPARE PARTS & ( @
Designation Shim Clamping screw Wrench Spring pin Lever
PDJNR/L™***11 ELSD32 LCS3 P-2.5 LSP3 LCL33L
PDJNR/L2020 LSD42 LCS4 P-3 LSP4 LCL4
PDJNR2020K15E ELSD42 ELCS4 P-3 LSP4S LCL44

Reference pages: ADJNR/L, PDJNR/L: Inserts — 2-45 -




TUNG TET

PDJNR/L-CHP-Eco

Lever-lock toolholder with 93° approach angle, for negative 55° rhombic inserts, with high pressure

coolant capability

! = o)
2y A
o, N \o ‘ LH LF
S -
93°
-
=}
Cuttlng edge Style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PDJNR/L2020K1104-CHP 20 20 125 36 20 32 0.8 DN**1104... 2
PDJNR/L2020K15-CHP 20 20 125 36 20 32 0.8 DN**1504... 3
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
e <
Q
SPARE PARTS & @ &
Designation Shim Clamping screw Wrench1 Spring pin Lever
PDJNR/L*1104-CHP ELSD32 LCS3 P-2.5 LSP3 LCL33L
PDJNR/L™*15-CHP LSD43A LCS4 P-3 LSP4 LCL4
SPARE PARTS ﬁ & / f o & (
Designation Coolant unit Mounting screw Wrench2 O-ring Coolant screw Wrench3
PDJNR/L*1104-CHP
PDJINR/L*15-CHP CU-D-CHP SRM3 T-8F OR6.4X0.9N SRM4X4TL360 P-2
ADPNN
Double-clamp toolholder with 62.5° approach angle, for negative 55° rhombic inserts
Y
0 @
=
4 LH
— - - LF
62.5° = =
=
bR =
Cutting edge style P
Designation H B LF LH HF WF RE** Insert Torque*
ADPNN2020K15-A 20 20 125 36 20 7.5 0.8 DN**1504... 3
*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
-
SPARE PARTS & (& & j (& /8
Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ADPNN**15-A ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F

Reference pages: PDJNR/L-CHP-Eco, ADPNN: Inserts — 2-45 -
Parts for coolant hose— 3-61

Ext. Toolholder

3-51




TURNINGA

ADQNR/L

DC**

DXGU

CC**

WXGU

VB**

VXGU

VP**

VC**

TC**

YWMT

TN*

CN**

WN**

JXF
JXB
J10E

JTB

3-92

Double-clamp toolholder with 107.5° approach angle, for negative 55° rhombic inserts

A
1 \107.5° = \ m¢
LH
P LF
107.5° -
T T
Cutting edge style Q Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
ADQNR/L2020K1104-A 20 20 125 30 20 25 0.8 DN**1104... 3
ADQNR/L2020K15-A 20 20 125 32 20 25 0.8 DN**1504... 3
ADQNR/L2020K1506-A 20 20 125 32 20 25 0.8 DN**15086... 3

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

SPARE PARTS e <& § f L7 @ /<§

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
ADQNR/L**1104-A ACP3S-E ACS-5W BP-7 SP-2.5 ASD322 CSTB-3.5 T-15F
ADQNR/L*15-A ACP4S ACS-5W BP-7 SP-2.5 ASD432 CSTB-3.5 T-15F
ADQNR/L**1506-A ACP4S ACS-5W BP-7 SP-2.5 ASD423 CSTB-3.5 T-15F

Il INSERT SELECTION

. Application Zﬁ:ﬁﬁ’g Finishing Medium cutting Medil;r'l'lnti?];eavy Application Finishing Medium cutting Medilérl:]tttiﬁ;eavy
Grade NS9530 GT9530 T9215 T9215 Grade T6120 T6130 T6130
TF TSF ™ TH SF SM SH
Chipbreaker Chipbreaker
Shape Shape
. Application  Medium cutting Application Finishing Medium cutting
Grade TH10 Grade AH8005 AH8005
P HRF HRM
Chipbreaker Chipbreaker
Shape Shape

TURNINGA

AVJNR/L

Double-clamp toolholder with 93° approach angle, for negative 35° rhombic inserts

: = =
= )
4—
S LH,_ LF J
93°

- 1) | =}
Cutting edge style J Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
AVJINR/L2020K1204-A 20 20 125 37 20 25 0.8 VN*1204... 3
AVJINR/L2020K16-A 20 20 125 43 20 25 0.8 V/YN**1604... 3

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

SPARE PARTS 6@ § j = & s

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
AVJINR/L**1204-A ACP3L-E ACS-5W BP-7 SP-2.5 ASV222 CSTB-3.0 T-15F
AVJINR/L**16-A ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5 T-15F

Reference pages: ADQNRY/L: Inserts— 2-45 -
AVJUNR/L: Inserts— 2-54 -




IsSoETuRN
PVJNR/L-Eco
Lever-lock toolholder with 93° approach angle, for negative 35° rhombic inserts

; . °
4 |0) N é %_’j“
(] U7
93° L
=
Cutting edge style J Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PVJNR/L1616H1204 16 16 100 35 16 20 0.8 VN**1204... 2
PVJNR/L2020K1204 20 20 125 35 20 25 0.8 VN**1204... 2
S
*Torque: Recommended clamping torque (N-m) 8
**RE: The holder measurements are true with this insert radius °
<
& ©
< L) 2
SPARE PARTS © ( i)
Designation Shim Clamping screw Wrench Spring pin Lever -'>—<'
PVJNR/L*1204 LSV212 LCS3V P-2.5 LSP3 LCL3V (a8
IsSoOETURN
JPVJ2NR/L-Eco
Back-clamp toolholder with 93° approach angle, for negative 35° rhombic inserts
w Without offset
; = @
| Y
— \ [ = LH
o
& » LF
93°
L
. R Ex |
Cuttlng edge style J2 Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
JPVJ2NR/L1212X1204 12 12 120 23 12 0 0.2 VN**1204... 0.9
JPVJ2NR/L1616X1204 16 16 120 23 16 0 0.2 VN**1204... 0.9

*Torque: Recommended clamping torque (N-m)
**RE: The holder measurements are true with this insert radius

I G 4
SPARE PARTS 4

Designation Lever Pin Clamping screw Wrench
JPVJ2NR/L*1204 SLLV-4 SL-PI-2 SR10400611 HW2.0/5RED

Reference pages: PVJNR/L-Eco, JPVJ2NR/L-Eco: Inserts — 2-54 -
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TUNG TLET

PVJNR/L-CHP

Lever-lock toolholder with 93°
ant capability

L m
U L ¢
=0 o
50 LH LE
93° o -
=
Cutting edge style J
Designation H B LF LH HF WF RE**

PVJNR/L2020K1204-CHP 20 20 125 50 20 32 0.8
DC**  PVJNR/L2020K16-CHP 20 20 125 50 20 32 0.8

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

approach angle, for negative 35° rhombic inserts, with high pressure cool-

Right hand (R) shown.

Insert Torque*
VN**1204... 2
V/YN**1604... 2

F (ML
SPARE PARTS <> % _
Designation Shim Clamping screw Wrenchi Spring pin Lever
GER* PVJINR/L*1204-CHP LSV212 LCS3V P-2.5 LSP3 LCL3V
PVJNR/L**16-CHP LSV317 LCS3V P-2.5 LSP3 LCL3V
WXGU 2 & & (
SPARE PARTS S (@)
Designation Coolant unit Mounting screw Wrench2 O-ring Coolant screw Wrench3
vVB** P;\J,T,\Ffé';l_lfg‘_‘éﬂgp CU-V-CHP SRM3 T-8F OR6.4X0.9N  SRM4X4TL360 P-2
VXGU
v TURNINGA
AVVNN
VC** Double-clamp toolholder with 72.5° approach angle, for negative 35° rhombic inserts
L
TC** ; m¢
LH
LF -
- g
YWMT
7250 f
[
I
Cuttlng edge style \') Right hand (R) shown.
CN** Designation H B LF LH HF WF RE** Insert Torque*
AVVNN2020K1204-A 20 20 125 38 20 10 0.8 VN**1204... 3
AVVNN2020K16-A 20 20 125 46 20 10 0.8 V/YN**1604... 3
WN**
*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius
1+ SPARE PARTS & & & & = & /%
Designation Clamp screw Spring pin Shim screw Wrench
AVVNN**1204-A ACP3L-E ACS-5W BP-7 SP-2.5 ASV222 CSTB-3.0 T-15F
AVVNN**16-A ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5 T-15F
JXF
JXB
J10E
JTB

Reference pages: PVJNR/L-CHP, AVVNN: Inserts — 2-54 -, Parts for coolant hose — 3-61
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PVVNN-Eco
Lever-lock toolholder with 72.5° approach angle, for negative 35° rhombic inserts

i R
= o> @ m‘
A
LF J

- —

72.5°
A
A :
Right hand (R) shown.

Cutting edge style V

Designation H B LF LH HF WF RE** Insert Torque*
20 125 38 20 10 0.8 VN**1204... 2

PVVNN2020K1204 20

*Torque: Recommended clamping torque (N-m) **RE: Standard corner radius o
(0]
V> ©
< { a B °
SPARE PARTS & <
Designation Shim Clamping screw Wrench Spring pin Lever 8
PVVNN**1204 Lsv212 LCS3V P-2.5 LSP3 LCL3V =
%
L

AVQNR/L

Double-clamp toolholder with 117.5° approach angle, for negative 35° rhombic inserts

i LELM m¢

4_I Ei LF >

117.5°
: E

Cutting edge style Q

Right hand (R) shown.

Designation H B LF LH HF WF RE** Insert Torque*
AVQNR/L2020K1204-A 20 20 125 32 20 25 0.8 VN**1204... 3
AVQNR/L2020K16-A 20 20 125 35 20 25 0.8 V/YN**1604... 3

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

SPARE PARTS <§® § f gl @ Vs

Designation Clamp Clamp screw Spring Spring pin Shim Shim screw Wrench
AVQNR/L*1204-A ACP3L-E ACS-5W BP-7 SP-2.5 ASV222 CSTB-3.0 T-15F
AVQNR/L... ACP3L ACS-5W BP-7 SP-2.5 ASV322 CSTB-3.5 T-15F

PVQNR/L-Eco
Lever-lock toolholder with 117.5° approach angle, for negative 35° rhombic inserts

w . o
S Y
LH
- LF Lag
A =
Cutting edge style Q Right hand (R) shown.
Designation H B LF LH HF WF RE** Insert Torque*
PVQNR/L2020K1204 20 20 125 30 20 25 0.8 VN**1204... 2

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

SPARE PARTS <> ( @ &

Clamping screw Wrench Spring pin Lever

Designation Shim
LCL3V

PVQNR/L**1204 Lsv212 LCS3V [P-2.5 LSP3

Reference pages: PVVNN-Eco, AVQNR/L, PVQNR/L-Eco: Inserts — 2-54 -
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DC**

DXGU

Cc**

WXGU

VB**

VXGU

VP*

VC**

TC**

YWMT

TN*

CN**

WN**

J10E

JTB

3-96

TUNG TJET

PVQNR/L-CHP

Lever-lock toolholders with 117.5° approach angle, for negative 35° and 25°

pressure coolant capability

I 117.5°

-

117.5°

Cutting edge style Q

Designation H B LF
PVQNR/L2020K16-CHP 20 20 125
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
D
"\
SPARE PARTS <> @
Designation Shim Clamping screw
PVQNR/L**-CHP LSVv317 LCS3V
SPARE PARTS <§i &
Designation Coolant unit Mounting screw
PVQNR/L**-CHP CU-V-CHP SRM3

Il INSERT SELECTION

Application Ff’lrrﬁgﬁ:?gn Finishing Medium cutting M
Grade NS9530 GT9530 T9215
TF TSF ™
Chipbreaker
Shape
Application Finishing Medium cutting
Grade AH8005 AH8005
HRF HRM
Chipbreaker
Shape

rhombic inserts, with high

o

LF
=
LH HF WF RE** Insert
42.5 20 32 0.8 V/YN**1604...
Wrench 1 Spring pin Lever
P-2.5 LSP3 LCL3V
Wrench 2 O-ring Coolant screw Wrench 3
T-8F OR6.4X0.9N SRM4X4TL360 P-2
Application Finishing Medium cutting
Grade T6120 T6130
SF SM
Chipbreaker
Shape

Right hand (R) shown.

Reference pages: PVQNR/L-CHP: Inserts — 2-54 -, Parts for coolant hose — 3-61




J-SERIES

JSXGR/L
Screw-on toolholder for front/reverse turning and external grooving

With ff
_ DX ithout offset

= M ui =
il :E]W ™

APMX

LH

Front _I?everse © C-type
H urnin L -
turning < I: ‘ I¢
APMX = 5.5 mm Right hand (R) shown.
Designation H B LF LH CDX HF WF Insert Torque*
JSXGR/L1010K8-C 10 10 125 29 6.7 10 10 JXFR/LS..., JXRR/LS... 1.2
JSXGR/L1212K8-C 12 12 125 29 6.7 12 12 JXFR/LS..., JXRR/LS... 1.2
JSXGR/L1616K8 16 16 125 29 6.5 16 16 JXFR/L8..., JXRR/LS... 1.2 5
JSXGR/L2020K8 20 20 125 29 6.5 20 20 JXFR/LS..., JXRR/LS... 1.2 %
e
@ y / Can be used with JXG insert for parting and grooving. 8
SPARE PARTS Can be wrenched also from the back with a double-head screw. =
: : ; Wrench 2 =
Designation Clamping screw Wrench 1 *Optional IJXJ
JSXGR/L... CSTB-4SD T-8F (T-8L)

J-SERIES

JSXBR/L
Screw-on toolholder for back turning and threading

[ T | § . <CDX
o V mt
< R 2 _
a1 : £ W
LH
e —— C type
- ANT-Y E
APMX = 5.5 mm Right hand (R) shown.
Designation H B LF LH CDX HF WF Insert Torque*
JSXBR/L1010K8-C 10 10 125 29 6.7 10 5.7 JXBR/LS..., JXT*R... 1.2
JSXBR/L1212K8-C 12 12 125 29 6.7 12 7.7 JXBR/LS..., JXT*R... 1.2
JSXBR/L1616K8 16 16 125 29 6.4 16 11.7 JXBR/LS..., JXT*R... 1.2
JSXBR/L2020K8 20 20 125 29 6.4 20 15.7 JXBR/LS..., JXT*R... 1.2

Can be used with JXT insert for threading.
Can be wrenched also from the back with a double-head screw.

SPARE PARTS & /é

Designation Clamping screw Wrench
JSXBR/L... CSTB-4SD T-8F

Reference pages: JSXGR/L, JSXBR/L: Inserts — 2-39 -
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DC**
DXGU
cc*
WXGU
VB**
VXGU
VP*
VC*
TC**
YwmT
TN
CN**
WN**
DN**
VN**
JXF

JXB

3-58

J-SERIES

JSEGR/L

Screw-on toolholder for back turning

CDX
Has=- e
o : IS =
X w
£ =
< - LF N
L
O =
APMX = 3 mm
Designation H B LF CDX HF WF Insert Torque*
JSEGR/L1010K10 10 10 125 3.3 10 7.5 J10ER/L... 1.2
JSEGR/L1212K10 12 12 125 3.3 12 9.5 J10ER/L... 1.2
JSEGR/L1616K10 16 16 125 &%) 16 18 J10ER/L... 1.2
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & /<‘$
Designation Clamping screw Wrench
JSEGRI/L... CSTB-2.5 T-8F
SJ-SERIES
QC12-JSEGR
Screw-on head for back turning
LH
HH}_%% Y =1
- [ i
< y
‘ b = o A l@ =
B £ :
e =
7 -
APMX =3 %rw II
=& i Right hand (R) shown.
Designation H B LH HF WF OAW Insert Torque*
QC12-JSEGR10 12 12 19.5 12 3B 15 J10ER... 1.2

*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /

Designation Clamping screw Wrench

QC12-JSEGR10 CSTB-2.5 T-8F

Reference pages: JSEGR/L, QC12-JSEGR: Inserts — 2-49 -, QC-Shank — 3-60




J-SERIES

JSTBR/L
Screw-on toolholder for back turning
o . ..CDX
E Y
% o}
UL
— r = LF -
1 e _
I~
1 07l =
x
PAPLS2E= 2038 G &t Right hand (R) shown.
Designation H B LF LH CDX HF WF HBH Insert Torque*
JSTBR/L1010X3 10 10 120 15 5 10 6 5 JTBR/L3... 1.2
JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/L3... 1.2
JSTBR/L1212F3 12 12 85 15 5 12 8 3 JTBR/L3... 1.2
JSTBR/L1212X3 12 12 120 15 5 12 8 3 JTBR/LS... 1.2
JSTBR/L1616X3 16 16 120 15 5 16 12 - JTBR/L3... 1.2
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & ﬁ
Designation Clamping screw Wrench
JSTBR/L... CSTB-4SD T-8F
J-SERIES
JS-TBL3
Screw-on toolholder for back turning
LF (%}
: : | £
[ o 25 =
< - 8
W' -l i 5 Y
:Ilig ivn i
[~ A
APMX = 2.5 mm Right hand (R) shown.
Designation DCONMS H LF CDX WF wB Insert Torque*
JS19K-TBL3 19.05 18 125 4.5 6 115 JTBR3... 3
JS20K-TBL3 20 19 125 4.5 6 11.5 JTBRS... 3
JS22K-TBL3 22 21 125 4.5 6 11.5 JTBRS... 3
JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBRS... 3

*Torque: Recommended clamping torque (N-m)

SPARE PARTS &
Designation Clamping screw
JS**-TBL3 CSTB-4S

s

Wrench
T-15F

Reference pages : JSTBR/L, JS-TBL3: Inserts — 2-40 -

Ext. Toolholder
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J-SERIES

QC-1212

Shank for Interchangeable Heads

LF
‘4 >‘
= —1
< ‘ om
Oy _
(s E
*::4,‘/} Ty
Designation H B LF OAW Torque*
QC-1212F 12 12 65 15 3
QC-1212X 12 12 100 15 3
*Torque: Recommended clamping torque (N-m)
SPARE PARTS @ (
Designation Clamping screw Wrench
QC-1212* SR M6X0.5-26977 P-3
J-SERIES
QC-1212-CHP
Shank for Interchangeable Heads, with high pressure coolant capability
= LF | .
=i 80T s =zl B
I e T—— 2| [P ]
5/16"-24UNF
[ T Yo ] 5
Fig.1 - Fig.2
Designation H B LF OAW Torque* Fig.
QC-1212F-CHP 12 12 65 1
QC-1212X-CHP ™ 12 12 100 2

(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS
Designation
QC-1212F-CHP

QC-1212X-CHP

e

Clamping screw
SR M6X0.5-26977

SR M6X0.5-26977

{

Wrench
P-3
P-3

©

Coolant plug
SR 5/16 UNF TL360

SR 5/16 UNF TL360

{

Wrench
P-4
P-4

&

DirectJet plug

SSHM4-6-TB

{

Wrench

P-2



Technical Guide

Il PARTS FOR COOLANT HOSE
[ Connecting hose

Fig. 1 11 ] Thi Fig. 2 " hi
;\‘ 'i / ﬁ L . /

Max. pressure =
. . - o)
Designation L Th Th1 (Mpa) Fig. %
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF 26 1 %
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF 26 1 |9
CHP-HOSE-5/16-7/16-200BS 200 5/16”-24UNF 7/16"-20 UNF 20 1 ..>_<-
CHP-HOSE-5/16-G1/8-200BS 200 5/16”-24UNF G1/8"-28 BSPP 20 1 w
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
[ Connector [ Seal washer
HEX9/16” L
7/16"20 UNF  /  o| 1/8”-28 BSPP
[a] e
© SIS
®
: W
l« 2875 |
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 15 10 1
CHP-COPPER-SEAL5/16 11.9 8.15 1.35
CHP-COPPER-SEAL5/16-2.5 9.4 8 2.5

[ Connector for small lathe
with seal washer

9

n- -
% B 4>’—<£
m
2 (=
o ) -
5 1<
= 25 < 213
(O] - |
5/16”-24 UNF

Designation L Fig.
CHP-CONECTOR5/16-G1/8 2.5 1
CHP-CONECTOR-G1/8-R1/8 2.54 2

3-61



4. Internal Toolholders




Main products

TINYMTURN

Solid boring bar for turning small diameters with high precision

@
STREAMJIETBAR

Highly rigid toolholders providing good chip evacuation

(@
MINIFFU2N

Economical double-sided inserts with excellent sharpness

@
Y-PRO SERIES

Inserts with 25° corner angle for profiling

@ Shank 12 - 16 mm

Sleeve




Internal Toolholder - Quick Guide

TinyMini-Turn - Solid carbide tools for small diameters turning

Boring, profiling & chamfering

Min. bore diameter DMIN (mm)

Application Description & Application Shank Size 0 5 4 6 8 10 Page
JBT
' Boring, profiling & chamfering 04 & o7 20.6 o7 4-5
JBP
Boring & chamfering 04 & o7 22.8 25 4-6
JBU
I Back boring & chamfering o7 25 4-6
JBC
W Boring & 45°chamfering o7 25 26.8 4-6
ma_N JBB
[ — Back boring 04 & o7 23 o7 4-7
Threading
TinyMini-Turn Min. bore diameter DMIN (mm)
Application Description & Application Shank Size 0 2 4 6 8 10 Page
s JBlI
i Threading 04 & o7 o4 o7 4-7
[ —] (Metric thread)
Internal Grooving
TinyMini-Turn Shank Groove Min. bore diameter DMIN (mm)
Application Description & Application ~ Size  Width == T T T T T 14 15 Page
'- gl JBG
u Internal Grooving 04 & o7 0.5-2 22 06.8 4-8
JBF
""" - Face grooving o7 1-3 26 4-9
JBS
Face grooving o7 2 26 4-9
(for shaft)
JBR
_ Boring & profiling o7 1 a5 6.8 4-9

(full radius type)




Internal Toolholder - Quick Guide

Positive type

Style Designation & Application

MINIFYURN
Y-PRO

ISO Insert

Min. bore diameter DMIN (mm)

SEXPR/L
Boring & internal facing
Insert : EP**

SWUBR/L
Boring
Insert : WB**

SCLCR/L
Boring & internal facing
Insert : CC**

SCLPR/L

Boring & internal facing
Insert : CP™*

SWLXR/L
Boring & internal facing
Insert : WXGU

STUPR/L
Boring
Insert : TP**

STFPR/L
Internal hole boring
Insert : TP**

STFCR/L
Internal hole boring
Insert: TC**

— 15.5 SDXXR/L
@ Boring & internal profiling
Insert : DXGU

SDUCR/L
Boring & internal profiling
Insert : DC**

SDQCR/L

Boring & internal profiling
Insert : DC**

SDUPR/L
Boring & internal profiling
Insert : DPMT™*

SDQPR/L
Boring & internal profiling
Insert : DPMT**

SVUBR/L

Boring & internal profiling
Insert : VB**

SVQBR/L
Boring & internal profiling
Insert : VB**

i Page
Material 0 10 20 30 9
Steel 045 | o7 P
Carbide 24.5 . o7
Steel 06 08
, O 4-15
Carbide o6 . 8
Steel o5 020
: 4-16
Carbide 5 ol16
Steel o0/ 220 7
Carbide 010, o16
Steel 012 o8 4
Carbide 012 | ol4
Steel @8 020
4-19
Carbide 8 o016
Steel o0 o018 420
Carbide 210 - o14 i
Steel o2 o018 yo
Carbide 012 | o014
Steel 013 | 020 45
Carbide 013 | 016
Steel o13 | 220 422
Carbide o13 [ 016 i
Steel 013 | 220 492
Carbide 013 | 216
Special o15 022
alloy steel - 4-24
Carbide 015 018
Special
alloy steel o15 - 022 4-24
Carbide 215 o18
Steel [ 020 4-26
Steel 17 21.5
A e 4-26
Carbide | 17

Int. Toolholder




Internal Toolholder - Quick Guide

Positive type

Style Designation & Application

SVJCR/L
Internal sphere cutting
Insert : VC**

SVUCR/L
Boring & internal profiling
Insert : VC**

SVQCR/L
Boring & internal profiling
Insert : VC**

SYUBR/L

Boring & internal profiling
Insert : YW**

- SYQBR/L
@SW Boring, undercutting & profiling
Insert : YW**

—- SEZPR/L
[ —" Back boring
Insert : EP**

I SDZXR/L
26 Back boring
Insert : DXGU

- SDZCR{L
Insert : DC**

I SVZBR/L
Insert : VB**

I SVZCR/L
Insert : VC**

ISO Insert

Z
4
)
it 0
i & Min. bore diameter DMIN (mm) 5
< i age
i > Material 0 10 20 30 9
Steel 016 | | 020 4-27
Steel [ 016 4-27
Steel o135 0215 408
Carbide o135 |
Steel I 220
. 4-29
Carbide I 220
Steel o7 021.5
= 4-29
Carbide I 17
Steel 5.5 26.5
4-14
Carbide 5.5/ 06.5
Steel ol4 016
O 4-25
Carbide [ot8
Steel o14 216
o . 4-23
Carbide [ o18
Steel I 220 4-26
Steel | 016 4-28




TINYIMTURN

JBT R/L

Solid boring bar for boring, profiling, and chamfering

Designation
JBTR04020004-D006
JBTR04030004-D006
JBTR04045005-D010
JBTR04065005-D010
JBTR04040005-D020
JBTR04090005-D020
JBTR04140005-D020
JBTR/L04090010-D028
JBTR/L04150010-D028
JBTR/L04190010-D028
JBTR/L04090010-D040
JBTR/L04150010-D040
JBTR/L04190010-D040
JBTR04230010-D040
JBTR04270010-D040
JBTR/L07090015-D050
JBTR/L07140015-D050
JBTR/L07190015-D050
JBTR/L07240015-D050
JBTR/L07290015-D050
JBTR07340015-D050
JBTR/L07140015-D060
JBTR/L07210015-D060
JBTR/L07240015-D060
JBTR/L07290015-D060
JBTR07340015-D060
JBTR07410015-D060
JBTR/L07190015-D068
JBTR07240015-D068
JBTR/L07290015-D068
JBTR/L07340015-D070
JBTR07390015-D070
JBTR07440015-D070
JBTR07490015-D070

SH730

DC
0.6

0.6

ONMS

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

Details of edge

WF

0.6
0.6
0.6
1.5
1.5
1.5
1.5
1.5
0.9
0.9
0.9
0.9
0.9
0.9
1.8
1.8
1.8
1.8
1.8
1.8
2.8
2.8
2.8
2.8
2.8
2.8
2.8

Reference pages : JBT R/L: Standard cutting conditions — 4-11

[«

)

Right hand (R) shown.

LF ©
D
dy i O i =
g LH | ) §
a LF LH CDX
05 185 2 0.08
05 19.5 3 0.08
0.9 21 45 0.1
0.9 23 6.5 0.1
1.7 205 4 0.1
1.7 255 9 0.1
1.7 305 14 0.1
26 255 9 0.2
2.6 315 15 0.2
26 355 19 0.2
35 255 9 0.3
35 315 15 03
35 355 19 0.3
35 395 23 0.3
35 435 27 03
4.4 25 9 05
4.4 30 14 05
4.4 35 19 05
4.4 40 24 05
4.4 45 29 05
4.4 50 34 05
5.3 30 14 05
5.3 37 21 05
5.3 40 24 05
5.3 45 29 05
5.3 50 34 05
5.3 57 4 05
6.3 35 19 0.6
6.3 40 24 06
6.3 45 29 06
6.3 50 34 06
6.3 55 39 0.6
6.3 60 44 06
6.3 65 49 06

RE+8.05
0.04
0.04
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
® : Line up

Int. Toolholder
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4-6

TINYIMTU=N

JBP R

Solid boring bar for boring and chamfering

DMIN LF %) @
C, ~ >
| e N I e z
ol — « &9 ‘ | Oi
O [a) [T LH (@)
v A— 0O g = a
V.
RE420° _ = E—
Detallsiof edge Right hand (R) shown.
Designation SH730 DCONMS WF a LF LH CcDX RE*3-05
JBPR04090010-D028 ) 2.8 4 0.9 2.6 255 9 0.2 0.1
JBPR04150010-D028 ) 2.8 4 0.9 2.6 315 15 0.2 0.1
JBPR04090010-D040 ) 4 4 15 3.5 255 9 0.3 0.1
JBPR04150010-D040 ) 4 4 15 3.5 315 15 0.3 0.1
JBPR07140015-D050 ) 5 7 0.9 4.4 30 14 0.5 0.15
JBPR07190015-D050 ) 5 7 0.9 4.4 35 19 0.5 0.15
@® : Line up
TINYIMTURN
JBU R
Solid boring bar for back boring and chamfering
DMIN LF
N 450 2 wt ! 1 T 2
| ) W A LH Q
D/ O 3 | |_§|_ - > 8
—_— ———
Details of ed L ‘
etalls or e e
= Right hand (R) shown.
Designation sH730 [T DCONMS  WF a LF LH f2 CDX  Cw*}0
JBUR07140010-D050 ) 5 7 0.9 4.4 30 14 0.2 1 1
JBUR07190010-D050 ) 5 7 0.9 4.4 35 19 0.2 1 1
® : Line up
TINYMTURN
JBC R
Solid boring bar for boring and 45° chamfering
DMIN LE ° @
DY, - - 7
/' O N A N J: E
praln)—=5= " 110 H e 5
45° = ()
v \lMJ/ A| ' ; a}
—_—— 5 :
Details of edge Right hand (R) shown.
Designation sH730 [T DCONMS  WF a LF LH CDX RE*0-05
JBCRO07140020-D050 ) 5 7 0.9 4.4 30 14 0.7 0.2
JBCR07190020-D050 ) 5 7 0.9 4.4 35 19 0.7 0.2
JBCR07190020-D068 ) 6.8 7 2.8 6.3 35 19 0.7 0.2
@® : Line up

Reference pages : JBP R, JBU R, JBC R: Standard cutting conditions — 4-11




TINYIMTU=N
JBB R

Solid boring bar for back boring

3 LF -2 @
gPai— — F
,,l Y ———— 1 8
— i | —
¥ 28° 5 J
Details of edge Right hand (R) shown.
Designation sH730 IV DCONMS  WF a LF LH CDX RE*3.05
JBBR04140020-D030 [ ) 3 4 0.6 2.6 30 14 0.5 0.2
JBBR04190020-D030 [ ) 3 4 0.6 2.6 35 19 0.5 0.2
JBBR04140015-D040 [ ) 4 4 1.5 85 30 14 0.8 0.15
JBBR04240015-D040 [ ] 4 4 1.5 3.5 40 24 0.8 0.15
JBBR07190020-D050 [ ) 5 7 0.9 4.4 85 19 1 0.2
JBBR07290020-D050 @ 5 7 0.9 4.4 45 29 1 0.2
JBBR07190020-D060 [ ) 6 7 1.8 588 85 19 1.8 0.2
JBBR07290020-D060 ° 6 7 1.8 53 45 29 1.8 0.2
JBBR07190020-D070 [ ) 7 7 2.8 6.3 85 19 25 0.2
JBBR07290020-D070 [ ) 7 7 2.8 6.3 45 29 2.5 0.2
@ : Line up
TINYIMTURN

JBI R

Solid boring bar for threading (metric)

i
P

2
e [0
£ [} m¢ O %
" / N I—
) LH
I L | 8
. t )
il J
Details of edge Right hand (R) shown.
Designation sH730  Pitch [GITT CF J,, DCONMS  WF a LF LH CDX  PDX
JBIR04140050-D040 [ 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
JBIR07140050-D050 [ 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 ([ ] 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 [ 1 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 [ 1 6 0.12 7 1.8 5.3 30 14 0.6 0.55
JBIR07140125-D060 [ 1.25 6 0.15 7 1.8 5.3 30 14 0.7 0.65
JBIR07140150-D060 ([ ] 1.5 6 0.18 7 1.8 5.3 30 14 0.8 0.75
JBIR07140150-D070 [ 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75

@ : Line up

Reference pages : JBB R, JBI R: Standard cutting conditions — 4-11, 4-12

Int. Toolholder
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TINYIMTURN
JBG R/L

il

Designation
JBGR04050050-D020
JBGR04100050-D020
JBGR04050070-D030
JBGR04100070-D030
JBGR04090100-D040
JBGR04150100-D040
JBGR07090100-D050
JBGR07140100-D050
JBGR07090150-D050
JBGR07140150-D050
JBGR07090200-D050
JBGR07190200-D050
JBGR/L07090100-D060
JBGR07140100-D060
JBGR07210100-D060
JBGR07290100-D060
JBGR/L07090150-D060
JBGR07140150-D060
JBGR07210150-D060
JBGR07240150-D060
JBGR07290150-D060
JBGR07090200-D060
JBGR07140200-D060
JBGR07210200-D060
JBGR07240200-D060
JBGR07290200-D060
JBGR07090100-D068
JBGR07140100-D068
JBGR07210100-D068
JBGR07090150-D068
JBGR07140150-D068
JBGR07210150-D068
JBGR07290150-D068
JBGR07090200-D068
JBGR/L07140200-D068
JBGR07210200-D068
JBGR07250200-D068
JBGR07290200-D068

* Corner radius: less than 0.1 mm

SH730

Solid boring bar for internal grooving

cw*g?
0.5
0.5

DMIN
2

O O O O O O O O 0O 0O OO o O o o oo o oo >~B 0N

Details of edge

DCONMS

NN N N NN N N N N NN NN N N NN NN NN NN NN NN NNNSN AR AN

- LF a
n
o ) %T
X ST [ gr
; J
H |
WF a LF LH
0.2 1.8 21 5)
0.2 1.8 26 10
0.7 2.7 21 5)
0.7 2.7 26 10
1.5 &5 25.5 9
1.5 3.5 31.5 15
0.9 4.4 25 9
0.9 4.4 30 14
0.9 4.4 25 9
0.9 4.4 30 14
0.9 4.4 25 9
0.9 4.4 35 19
1.8 583 25 9
1.8 53 30 14
1.8 53 37 21
1.8 5.3 45 29
1.8 553 25 9
1.8 5.3 30 14
1.8 53 37 21
1.8 5.3 40 24
1.8 583 45 29
1.8 5.3 25 9
1.8 5.3 30 14
1.8 5.3 37 21
1.8 5¥3) 40 24
1.8 5.3 45 29
2.7 6.2 25 9
2.7 6.2 30 14
2.7 6.2 37 21
2.7 6.2 25 9
2.7 6.2 30 14
2.7 6.2 37 21
2.7 6.2 45 29
2.7 6.2 25 9
2.7 6.2 30 14
2.7 6.2 37 21
2.7 6.2 40 25
2.7 6.2 45 29

Reference pages : JBG R/L: Standard cutting conditions — 4-12

it
Y

Right hand (R) shown.

CDX
0.4
0.4
0.6
0.6
0.8
0.8

- a4 a4 a4 a4

1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
1.8
2.5
25
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
2.5
® : Line up



TINYIMTURN
JBF R/L

Solid boring bar for face grooving

[

B . , &@
N o L:é
™/

Details of edge

f
ddﬁo |
—
Right hand (R) shown.

Designation SH730 cw*3%  DMIN DCONMS a LF LH CDX

JBFR07110100-D060 [ ] 1 6 7 5.2 26 10 1.5
JBFR07110150-D060 [ ] 1.5 6 7 5.2 26 10 2
JBFR07110200-D060 [ ] 2 6 7 5.2 26 10 3
JBFR07110100-D080 [ ] 1 8 7 5.9 27 11 1.5
JBFR07110150-D080 [ ] 1.5 8 7 5.9 27 1 25
JBFR07110200-D080 [ ] 2 8 7 5.9 27 1 3
JBFR07110250-D080 [ J 25 8 7 5.9 27 1 3.5
JBFR07110300-D080 [ ] 3 8 7 5.9 27 1 3.5
JBFR/L07210150-D080 [ ] 1.5 8 7 5.9 36 21 25
JBFR07210200-D080 [ ] 2 8 7 5.9 36 21 3
JBFR07210250-D080 [ ] 2.5 8 7 5.9 36 21 3.5
JBFR07210300-D080 [ ] 3 8 7 5.9 36 21 3.5
JBFR/L07300200-D080 [} 2 8 7 5.9 46 30 3
JBFR07300300-D080 [ ] 3 8 7 5.9 46 30 3.5
JBFR07200200-D080 [ ] 2 8 7 5.9 36 20 3
JBFR07200250-D150 [ ] 25 15 7 5.9 36 20 20
JBFR07200300-D150 [ J 3 15 7 5.9 36 20 20
JBFR07300300-D150 [ ] 3 15 7 5.9 46 30 30
* Corner radius: less than 0.1 mm ® : Line up
TINYMTURN

JBS R

Solid boring bar for face grooving (for shaft)

J 1D

Details of edge

J'__
DCONMSN®
]

N/

Right hand (R) shown.

Designation sH73o [EIEFEILITIY  DCONMS a LF LH cDX
2 6 7

JBSR07200200-D060 [ ] 5.2 36 20 4
* Corner radius: less than 0.1 mm ® : Line up
INI
TINYMTURN
JBR R

Solid boring bar for boring and profiling

DMIN LF ©
! : BE@
mt Y s \ %
L ¥ 4 =33
L Q-+
© 2 LH o
AN |
_ b/ |
Details of edge Right hand (R) shown.
Designation SH730 GEEEELIVITE DCONMS  WF a LF LH CcDX RE
JBRR07190050-D050 [ } 1 5) 7 0.9 4.4 85) 19 1 0.5
JBRR07240050-D060 [ ] 1 6 7 1.8 5.3 40 24 1.8 0.5
JBRR07290050-D068 [ ) 1 6.8 7 2.8 6.3 45 29 2.5 0.5

@ : Line up
Reference pages : JBF R/L, JBS R: Standard cutting condition — 4-11, JBR R: Standard cutting conditions — 4-12

Int. Toolholder
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TINYIMTURN

JBBS

Sleeve for external coolant supply

—
-

L

=

-
T

LSC

DCONWS! DCONMS

fI%

y
IDCONWS?

Designation DCONMS DCONWS1 DCONWS2 LF LH LSC H
JBBS12-4-4 12 4 4 75 10 55 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
JBBS16-4-7 16 4 7 75 10 55 15
JBBS19-4-7 19.05 4 7 89 10 69 17.2
JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4
SPARE PARTS & (

Designation Clamping screw Wrench
JBBS12-4-4 SSHM5-4PF-S P-2.5
JBBS127-4-4 SSHM5-6PF-S P-2.5
JBBS14-4-4 SSHM5-4PF-S P-2.5
JBBS**-4-7 SSHM5-6PF-S P-2.5
TINYMTUuRN
JBBS-C
Sleeve for internal coolant supply
DCONMS DCONMS @
A — % 7
- LF .
72 =
5 8,
f%-— |
6] * Fig. 1
Designation DCONMS BD DCONWS LF LH H CNT Fig.
JBBS159-4-L100C 15.875 15.875 4 100 10 14.58 R1/8 1
JBBS159-7-L100C 15.875 15.875 7 100 10 14.58 R1/8 1
JBBS16-4-L.100C 16 16 4 100 10 15 R1/8 1
JBBS16-7-L100C 16 16 7 100 10 15 R1/8 1
JBBS19-4-L.100C 19.05 17.5 4 100 20 17.2 R1/8 2
JBBS19-7-L.100C 19.05 17.5 7 100 20 17.2 R1/8 2
JBBS20-4-L100C 20 17.5 4 100 20 18 R1/8 2
JBBS20-7-L100C 20 17.5 7 100 20 18 R1/8 2
JBBS22-4-1.100C 22 17.5 4 100 20 20 R1/8 2
JBBS22-7-1.100C 22 17.5 7 100 20 20 R1/8 2
JBBS25-4-1.100C 25 18 4 100 23 23 R1/8 2
JBBS25-7-1.100C 25 18 7 100 23 23 R1/8 2
JBBS254-4-.100C 25.4 18 4 100 23 23.4 R1/8 2
JBBS254-7-L100C 25.4 18 7 100 23 23.4 R1/8 2

SPARE PARTS

Designation
JBBS**-4-L100C
JBBS**-7-L100C

&

Clamping screw
SSHM5-6PF-S
SSHM5-4PF-S

{

Wrench
P-2.5
P-2.5



TINYIMTURN
JBBSA-C

Collet chuck sleeve for solid carbide bars

o @
8 CNT 8
&) (=]
a Y

Y %

A

LH !
> (i3 -

Designation DCONMS DCONWS LF LH H CNT
JBBSA12-4-L80C* 12 4 80 23 10.3 Rc1/8
JBBSA127-4-L80C* 12.7 4 80 23 11.6 Rc1/8
JBBSA14-4-L80C* 14 4 80 23 12 Rc1/8
JBBSA159-4-L100C* 15.875 4 100 23 14 Rc1/8
JBBSA159-7-L100C* 15.875 7 100 23 14 Rc1/8
JBBSA16-4-L100C 16 4 100 23 14 Rc1/8
JBBSA16-7-L100C 16 7 100 23 14 Rc1/8
JBBSA19-4-L120C* 19.05 4 120 23 17.2 Rc1/8
JBBSA19-7-L120C* 19.05 7 120 23 17.2 Rc1/8
JBBSA20-4-L.120C 20 4 120 23 18 Rc1/8
JBBSA20-7-L120C 20 7 120 23 18 Rc1/8 -
JBBSA22-4-L135C* 22 4 135 23 20 Rc1/8 %
JBBSA22-7-L135C* 22 7 135 23 20 Rc1/8 _8
JBBSA25-4-L.135C* 25 4 120 23 23 Rc1/8 (_g
JBBSA25-7-L135C* 25 7 120 23 23 Rc1/8 |_

-
JBBSA254-4-L.120C* 25.4 4 120 23 23.4 Rc1/8 £
JBBSA254-7-L120C* 25.4 7 120 23 23.4 Rc1/8
* Will be released in 2021.
SPARE PARTS @ x
Designation Cap Wrench
JBBSA**-4... CAP-A-4 WRENCH-A-4
JBBSA**-7... CAP-A-7 WRENCH-A-7
I STANDARD CUTTING CONDITIONS
Boring, profiling, chamfering, back boring
. . Cutting speed Feed
Workpiece material Grade Ve (m/min) f (mm/rev)
Low carbon steels
S15C, S25C, etc. SH730 40 - 140 0.01-0.08*
C15, C20, etc.
Carbon steels, Alloy steels
. S55C, SCM440, etc. SH730 40 - 140 0.01-0.08*
C55, 42CrMoS4 etc.
Prehardened steels .
NAKS0, PX5, etc. SH730 40 - 140 0.01-0.08
Stainless steels
M SUS304, SUS316, etc. SH730 40 - 140 0.01-0.08*
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Aluminium alloys, Copper alloys N
. Si< 12% SH730 90 - 200 0.01 - 0.08
Titanium alloys SH730 30- 100 0.01-0.08 *
s Ti-6Al-4V, etc. d 3
Superalioys SH730 30- 100 0.01-0.08 *

Inconel718, etc.

*JBTR/L04020004-D006,
JBTR/L04030004-D006

Max. f = 0.01 mm/rev

4-11



I STANDARD CUTTING CONDITIONS

)

IANAAAL - Threading (metric thread)

ISO Workpiece material

Low carbon steels
S15C, S25C, etc. C15, C20, etc.

Carbon steels, Alloy steels

S55C, SCM440, etc. C55, 42CrMoS4, etc.

Prehardened steels
NAK80, PX5, etc.

Stainless steels
SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Aluminium alloys, Copper alloys
Si<12%

()
I’ Internal grooving
= _J

Workpiece material

Low carbon steels
S15C, S25C, etc. C15, C20, etc.

Carbon steels, Alloy steels
S55C, SCM440, etc. C55, 42CrMoS4 etc.
Prehardened steels

NAK80, PX5, etc.

Stainless steels
SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Aluminium alloys, Copper alloys
Si<12%
Titanium alloys
s Ti-6Al-4V, etc.

Superalloys
Inconel718, etc.

q

Face grooving

ISO Workpiece material

Low carbon steels
S15C, S25C, etc. C15, C20, etc.

Carbon steels, Alloy steels

Prehardened steels
NAK80, PX5, etc.

Stainless steels
SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Aluminium alloys, Copper alloys
Si<12%

Titanium alloys
Ti-6Al-4V, etc.

»w 2=

Superalloys
Inconel718, etc.

4-12

S55C, SCM440, etc. C55, 42CrMoS4 etc.

Grade

SH730

SH730

SH730

SH730

SH730

Cutting
speed
Vc (m/min)

40 - 140
40 - 140

40 - 140
40 - 140

90 - 200

Grade
SH730
SH730

SH730
SH730
SH730

SH730

SH730

Grade

SH730
SH730

SH730
SH730
SH730

SH730

SH730

Number of passes

Pitch (mm)
0.75 1
8-10 10-12
8-10 10-12
8-10 10-12
10 12
8 10

Cutting speed
Vc (m/min)

40 - 140
40 - 140
40 - 140
40 - 140
90 - 200

30 - 100

30 - 100

Cutting speed
Ve (m/min)

40 - 140
40 - 140
40 - 140
40 - 140
90 - 200

30 - 100

30 - 100

1.25
12-15

12-15
12-15

15

12

Feed
f (mm/rev)

0.01 - 0.03
0.01 - 0.03
0.01 - 0.03
0.01-0.03
0.01 - 0.03

0.01-0.03

0.01 -0.03

Feed
f (mm/rev)

0.01 - 0.05
0.01 - 0.05
0.01 - 0.05
0.01 -0.05
0.01 - 0.05

0.01 - 0.05

0.01 -0.05

1.5
15-18

15-18

15-18

18

15



STREAMJIETBAR

A/E-SEXPR/L

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

DMIN
N
GAMF
Cutting edge style X
Designation Material DMIN DCONMS WF
AO4F-SEXPR/L03-D045 Steel 4.5 4 2.3
A04F-SEXPR/L03-D050 Steel 5 4 25
AO5F-SEXPR/L04-D055 Steel 515) 5! 2.75
A06G-SEXPR/L04-D070 Steel 7 6 3.6
AO08H-SEXPR/L04-D055 Steel 515 8 2.75
A08H-SEXPR/L04-D070 Steel 7 8 3.6
E04G-SEXPR/L03-D045 Carbide 4.5 4 2.3
E04G-SEXPR/L03-D050 Carbide 5 4 2.5
E05G-SEXPR/L04-D055 Carbide 515 5} 2.75
E06H-SEXPR/L04-D070 Carbide 7 6 3.6
E08K-SEXPR/L04-D055 Carbide 515) 8 2.75
E08K-SEXPR/L04-D070 Carbide 7 8 3.6

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

S

GAMP

D) | w
LH | F 2
R =
= 1 ]
Right hand (R) shown.
LF LH H GAMP GAMF RE* Insert Torque*
80 8 3.8 0° -15° 0.2 EP*03X1... 0.6
80 8 3.8 0° -13° 0.2 EP**03X1... 0.6
80 9 4.8 0° -12° 0.4 EP*0401... 0.6
90 11 5.75 0° -12° 0.4 EP**0401... 0.6
100 16 7.5 0° -12° 0.4 EP**0401... 0.6
100 20 7.5 0° -12° 0.4 EP**0401... 0.6
90 9 3.8 0° -15° 0.2 EP*03X1... 0.6
90 9 3.8 0° -13° 0.2 EP*03X1... 0.6
90 10 4.8 0° -12° 0.4 EP**0401... 0.6
100 12 5.75 0° -12° 0.4 EP**0401... 0.6
125 28 7.5 0° -12° 0.4 EP**0401... 0.6
125 40 7.5 0° -12° 0.4 EP**0401... 0.6

Use right-hand toolholders (SEXPR**) with left-hand inserts (L); and left-hand toolholders (SEXPL**) with right-hand inserts (R).

& 4

SPARE PARTS

Designation Clamping screw Wrench
A*-SEXPR/L03-D... CSTA-1.6 T-6F
A“*-SEXPR/L04-D... CSTB-2 T-6F
E**-SEXPR/L03-D... CSTA-1.6 T-6F
E**-SEXPR/L04-D... CSTB-2 T-6F

J-SERIES

JS-SEXPR/L
Screw-on boring bar, for positive 75° rhombic inserts
DMIN
|~
GAMF
Cutting edge style X
Designation Material DMIN DCONMS WF LF
JS08H-SEXPR045 Steel 55 8 2.7 100
JS08H-SEXPR047 Steel 7 8 3.6 100

&

SPARE PARTS
Designation Clamping screw Wrench
JS08H-SEXPRO4... CSTB-2 T-6F

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

@I

<—J g
LH
=
= LF 5
o
o Right hand (R) shown.
LH H GAMF RE** Insert Torque*
16 7 12° 0.4 EP**0401... 0.6
20 7 12° 04 EP**0401... 0.6

Use right-hand toolholders (SEXPR**) with left-hand inserts (L); and left-hand toolholders (SEXPL**) with right-hand inserts (R).

Reference pages: A/E-SEXPR/L, JS-SEXPR/L: Insert — 2-21 -, CBN — 2-64, PCD — 2-70, Sleeve — 4-30, 4-31

Int. Toolholder

4-13



c *
c *
r *
DPM1
DXGU
T k%
T k%
VB**
VC**
WXGU
YWi*
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STREAMJIETBAR

A/E-SEZPR/L

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

[%)Y
LF ;
>0
(G
}D
Cutting edge style Z
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF
A04F-SEZPR/L03-D055 Steel 515 4 3.2 80 4 3.8 1.2 0° -8°
AO05F-SEZPR/L03-D065 Steel 6.5 5 3.7 80 5 4.8 1.2 0° -6°
E04G-SEZPR/L03-D055 Carbide 515 4 3.2 90 & 3.8 1.2 0° -8°
E05G-SEZPR/L03-D065 Carbide 6.5 5 3.7 90 6 4.8 1.2 0° -6°
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Use right-hand toolholders (SEZPR**) with right-hand inserts (R); and left-hand toolholders (SEZPL**) with left-hand inserts (L).
SPARE PARTS & /@
Designation Clamping screw Wrench
A**-SEZPR/L03-D... CSTA-1.6 T-6F
E**-SEZPR/L03-D... CSTA-1.6 T-6F
I INSERT SELECTION
. Application Finishing M Application Finishing . Application ':I':Iz;‘sl':; Finishing H
Grade SH725 Grade SH725 Grade DX140 GH110
Js Js T-DIA wos
Breaker Breaker Breaker
Shape Shape Shape

@

Right hand (R) shown.

RE** Insert  Torque*
0.2 EP**03X1... 0.6
0.2 EP**03X1... 0.6
0.2 EP**03X1... 0.6
0.2 EP**03X1... 0.6

Application 2':3?'&;‘

Grade BX310
T-CBN

Breaker

Shape

Reference pages: A/E-SEZPR/L: Insert — 2-21 -, CBN — 2-64, PCD — 2-70, Sleeve — 4-30, 4-31




STREAMJIETBAR

A/E-SWUBR/L

Screw-on boring bar, for positive 80° trigon inserts

[2)
=
=
3
GAMPZ 8
q | = 4 J
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
AO05F-SWUBR/L03-D060 Steel 6 5 3 80 9 4.8 0° -13° 0.4 WB**0301... 0.6
A06G-SWUBR/L03-D070 Steel 7 6 3.5 90 11 5.75 0° -12° 0.4 WB**0301... 0.6
A07G-SWUBR/L03-D080 Steel 8 7 4 90 12 6.75 0° -11° 0.4 WB**0301... 0.6
A08H-SWUBRO03-D060 Steel 6 8 3.1 100 18 7.5 0° -12° 0.4 WB**0301... 0.6
A08H-SWUBRO03-D070 Steel 7 8 3.6 100 20 7.5 0° -12° 0.4 WB**0301... 0.6
E05G-SWUBR/L03-D060 Carbide 6 5 3 90 10 4.8 0° -13° 0.4 WB**0301... 0.6
EO06H-SWUBR/L03-D070 Carbide 7 6 3.5 100 12 5.75 0° -12° 0.4 WB**0301... 0.6
E07H-SWUBR/L03-D080 Carbide 8 7 4 100 14 6.75 0° -11° 0.4 WB**0301... 0.6
E08K-SWUBRO03-D060 Carbide 6 8 3.1 125 30 7.5 0° -12° 0.4 WB**0301... 0.6
E08K-SWUBRO03-D070 Carbide 7 8 3.6 125 40 7.5 0° -12° 0.4 WB**0301... 0.6 o
[0}
*Torque: Recommended clamping torque (N-m) O
**RE : Standard corner radius _8
Use right-hand toolholders (SVUCR?*) with left-hand inserts (L); and left-hand toolholders (SWUBL**) with right-hand inserts (R). g
|_
& S =
SPARE PARTS £
Designation Clamping screw Wrench
A/E**-SWUBR/L... CSTB-2 T-6F

I INSERT SELECTION
. Application Finishing M Application Finishing . Application Finishing

Grade SH725 Grade SH725 Grade GH110
wos wos Wo8
Breaker Breaker Breaker
Shape Shape Shape

Reference pages: A/E-SWUBRY/L: Insert — 2-36 -, Sleeve — 4-30, 4-31

4-15



STREAMJIETBAR

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

DMIITI % v@% @

°
i

5 %)
GAMF ] Lo z
o
aavpf-= =] =
Cutting edge style L Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H GAMP GAMF RE* Insert Torque*
A04F-SCLCR/L03-D050 Steel 5 4 2.5 80 8 3.8 0° -15° 0.2 CC*03X1... 0.6
AO05F-SCLCR/L03-D060 Steel 6 5 3 80 9 4.8 0° -13° 0.2 CC*03X1... 0.6
A06G-SCLCR/L04-D070 Steel 7 6 3:5 90 11 5.1 0° -13° 0.2 CC*04T1... 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 8 585 100 16 7.5 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*09T83... 3
A16Q-SCLCR/L09-D180 Steel 18 16 9 180 32 15 0° -10° 0.8 CC*09T83... &
A16K-SCLCR09-D200 Steel 20 16 11 125 32 15 0° -9° 0.8 CC*09T83... 3
A16Q-SCLCR/L09-D200 Steel 20 16 11 180 32 15 0° -9° 0.8 CC*09T83... 3
E04G-SCLCR/L03-D050 Carbide 5 4 2.5 90 9 3.8 0° -15° 0.2 CC*03X1... 0.6
E05G-SCLCR/L03-D060 Carbide 6 5 8 90 10 4.8 0° -13° 0.2 CC*03X1... 0.6
E06H-SCLCR/L04-D070 Carbide 7 6 3.5 100 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*04T1... 0.6
E08G-SCLCR06-D100 Carbide 10 8 55 90 22 7.5 0° -13° 0.4 CC*0602... 1.2
E08K-SCLCR/L06-D100 Carbide 10 8 515 125 22 7.5 0° -13° 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

*Torque: Recommended clamping torque (N-m)
**RE: Standard corner radius
Use right-hand toolholders (SCLCR**) with left-hand inserts (L); and left-hand toolholders (SCLCL**) with right-hand inserts (R).

SPARE PARTS & 7 ( SPARE PARTS & 7 (

Designation Clamping screw Wrench Designation Clamping screw Wrench
A*-SCLCR/L03-D... CSTA-1.6 T-6F E**-SCLCR/LO03-D... CSTA-1.6 T-6F
A*-SCLCR/L04-D... CSTB-2 T-6F E**-SCLCR/L04-D... CSTB-2 T-6F
A*-SCLCR/L06-D... CSTB-2.58 T-8F E**-SCLCR/L06-D... CSTB-2.58 T-8F
A*-SCLCR/L09-D... CSTB-4S T-15F

I INSERT SELECTION

. Application Zﬁ:ﬁfg Finishing m:&?{iﬂ'gﬂﬁng Medium cutting M Application F;,‘:,gﬁ:%‘ Finishing ng}:jsnr:";g:ﬁon g Medium cutting
Grade SH725 SH725 T9215 T9215 Grade GH330 SH725 AH630 T6130
01 Js PS PM W Js PSS PM
Breaker Breaker
Shape Shape
A Precision N . . N A Finishing to
. Application finishing Finishing Medium cutting s Application Finishing medium cutting
Grade DX120 DX140 KSO05F Grade AH8015 AH8015
T-DIA withrake T-DJA AL PSS PS
Breaker Breaker
Shape Shape
H Application Ff:ﬁ(s;;':lr(\); Finishing
Grade BXM10 BXM20
T-CBN T-CBN

Breaker
Shape

Reference pages: A/E-SCLCR/L: Insert — 2-9 -, CBN — 2-61 -, PCD — 2-70, Sleeve — 4-30, 4-31
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STREAMJIETBAR

A/E-SCLPR/L

Screw-on boring bar, for positive 80° rhombic inserts

Cutting edge style L

Designation
A08H-SCLPR/L06-D100
A10K-SCLPR/L06-D120
A10K-SCLPR/L08-D120
A12M-SCLPR/L06-D140
A12M-SCLPR/L08-D140
A12M-SCLPR/L08-D160
A16Q-SCLPR/L09-D180
A16Q-SCLPR/L09-D200
EO8K-SCLPR/L06-D100
E10M-SCLPR/L06-D120
E10H-SCLPR08-D120
E10M-SCLPR/L08-D120
E12Q-SCLPR/L06-D140
E12G-SCLPR08-D140
E12J-SCLPR08-D140
E12Q-SCLPR/L08-D140
E12G-SCLPR08-D160
E12J-SCLPR08-D160
E12Q-SCLPR/L08-D160

Material
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel

Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE: Standard corner radius
Use right-hand toolholders (SCLPR**) with left-hand inserts (L); and left-hand toolholders (SCLPL**) with right-hand inserts (R).

s

Wrench

SPARE PARTS

Designation
A*-SCLPR/L06-D...

A10K-SCLPR/L08-D120
A12M-SCLPR/L08-D...
A*-SCLPR/L09-D...
E**-SCLPR/L06-D...
E10*-SCLPR/L08-D...
E12*-SCLPR/L08-D...

&

Clamping screw

CSTB-2.58
CSTB-3L042
CSTB-3L050
CSTB-4L060

CSTB-2.58
CSTB-3L042
CSTB-3L050

Il INSERT SELECTION

L Finishing to
- Application medium cutting

Grade T9215 T9215

PS

Breaker
Shape

PM

Medium cutting

T-8F
T-9F
T-9F

T-15F
T-8F
T-9F
T-9F

Application
Grade

Breaker
Shape

LF

y

DCONMS

Finishing to
medium cutting
T9215

PS

DMIN
O
R N

GAMF £ :LH‘

GAMP( —/jE
DMIN DCONMS WF  LF LH
10 8 515 100 16
12 10 6 125 20
12 10 6 125 20
14 12 7 150 24
14 12 7 150 24
16 12 9 150 24
18 16 9 180 32
20 16 11 180 32
10 8 5.5 125 22
12 10 6 150 25
12 10 6 100 25
12 10 6 150 25
14 12 7 180 27
14 12 7 90 27
14 12 7 110 27
14 12 7 180 27
16 12 9 90 27
16 12 9 110 27
16 12 9 180 27

H
7.5

ih
11
11
15
15
7.5

1
1
11
11
11
11
1

Medium cutting

PM

T9215

GAMP GAMF RE*

50
50
50
5o
50
5o
50
50
50
5o
50
5o
50
5o
50
5o
50
5o
50

-8°
-5°

0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4

R

Right hand (R) shown.

Insert

CP**0602...
CP**0602...
CP*0802...
CP**0602...
CP**0802...
CP*0802...
CP**0908...
CP**0908...
CP*0602...
CP**0602...
CP**0802...
CP*0802...
CP**0602...
CP**0802...
CP*0802...
CP*0802...
CP**0802...
CP*0802...
CP**0802...

Reference pages: A/E-SCLPR/L: Insert = 2-13 -, CBN — 2-62, DIA — 2-70, Sleeve — 4-31

Torque*
1.2
1.2
1.4
1.2
1.4
1.4

3
3
1.2
1.2
1.4
1.4
1.2
1.4
1.4
1.4
1.4
1.4
1.4

Int. Toolholder
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CCH*
CP**
DC**
DPM1
DXGU
EP**
TC**
VB#*
VC**

WEB**

&

YW:#

4-18

MINIFTURN

A/E-SWLXR/L

Screw-on boring bar, for WXGU inserts

Cutting edge style L

Designation
A10K-SWLXR/L04-D120
A12M-SWLXR/L04-D140
A16Q-SWLXR/L04-D180
E10M-SWLXR/L04-D120
E12Q-SWLXR/L04-D140

Material

Steel

Steel

Steel
Carbide
Carbide

12
14
18
12
14

10
12
16
10
12

DMIN DCONMS WF

o © N O

7

[ e —

< LH, LF 2

Z

GAMP L 3

» M a

LF LH H GAMP GAMF RE**

125 20 9 -10° -16°
150 24 11 -10° -14°
180 32 15 -40°  -11°
150 25 9 -10° -16°
180 27 11 40° 140

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

Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand inserts (R)

&

Clamping screw
SR34-514

SPARE PARTS

Designation
A/E**-SWLXR/L...

Il INSERT SELECTION

. Application Finishing
Grade NS9530
Ss
Breaker
Shape
. Application Finishing
Grade KSO05F
Ss
Breaker
Shape

Medium cutting

AH725

TS

Medium cutting

KSO05F

TS

ad

Wrench
T-7F
M Application
Grade
Breaker
Shape

Finishing
AHB8015
SS

Medium cutting

AH8015
TS

Reference pages: A/E-SWLXR/L: Insert — 2-37 -

Standard cutting conditions — 4-32, Sleeve — 4-31

0.4
0.4
0.4
0.4
0.4

Right hand (R) shown.

Insert

WXGU0403*L/R...
WXGU0403**L/R...
WXGU0403*L/R...
WXGUO0403*L/R...
WXGU0403*L/R...

Torque*
0.9
0.9
0.9
0.9
0.9



STREAMJIETBAR

A/E-STUPR/L

Screw-on boring bar, for positive 60° triangular inserts

Cutting edge style U

Designation
A07G-STUPR/L07-D080
A08H-STUPR/L07-D080
A08H-STUPR/L09-D100
A10F-STUPR1102-D120
A10K-STUPR/L1102-D120
A10K-STUPR/L1103-D120
A12H-STUPR1102-D140
A12M-STUPR/L1102-D140
A12M-STUPR/L1103-D140
A12H-STUPR1102-D160
A12M-STUPR/L1102-D160
A16K-STUPR13-D180
A16Q-STUPR/L1103-D180
A16Q-STUPR/L13-D180
A16K-STUPR13-D200
A16Q-STUPR/L13-D200
EO7H-STUPR/L07-D080
E08G-STUPRO07-D080
E08K-STUPR/L07-D080
E08G-STUPR09-D100
E08K-STUPR/L09-D100
E10F-STUPR1102-D120
E10H-STUPR1102-D120
E10M-STUPR/L1102-D120
E10M-STUPR/L1103-D120
E12G-STUPR1102-D140
E12J-STUPR1102-D140
E12Q-STUPR/L1102-D140
E12Q-STUPR/L1103-D140
E12G-STUPR1102-D160
E12J-STUPR1102-D160
E12Q-STUPR/L1102-D160

Material
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel

Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide
Carbide

*Torque: Recommended clamping torque (N-m)

**RE : Standard corner radius

Use right-hand toolholders (STUPR**) with left-hand inserts (L); and left-hand toolholders (STUPL**) with right-hand inserts (R).

(1) TPGH, TPGM, and TPGA inserts cannot be used.

SPARE PARTS

Designation
A/EQ7*-STUPR/LO7-...
A/E08*-STUPR/LO7-...
A/E08*-STUPR/L09-...

A/E10*-STUPR/L1102-...
A/E10*-STUPR/L1103-...

&

Clamping screw
CSTB-2.2L038
CSTB-2.2L038
CSTB-2.2L038
CSTB-2.58
CSTB-3L050

DMIN DCONMS
8 7
8 8
10 8
12 10
12 10
12 10
14 12
14 12
14 12
16 12
16 12
18 16
18 16
18 16
20 16
20 16
8 7
8 8
8 8
10 8
10 8
12 10
12 10
12 10
12 10
14 12
14 12
14 12
14 12
16 12
16 12
16 12

A

Wrench

T-7F
T-7F
T-7F
T-8F
T-9F

DMIN
[

WF

7
7
7
9
9
9
9
9

—_
—

EEE NN

|
> ‘L-T ’
AN
< F J §
GAMPW |2
LF LH H f2 GAMP GAMF
90 12 6.75 0.4 5% -10°
100 19.5 7.5 0.5 5° -10°
100 16 7.5 0.6 & -8°
80 20 9 1.4 5° -6°
125 20 9 0.7 ? -6°
125 20 9 0.6 5° -10°
100 24 11 0.8 &? -4°
150 24 11 0.8 5° -4°
150 24 11 0.6 5° -6°
100 24 11 0.6 5° -3°
150 24 11 0.6 58 -3°
125 32 15 0.8 5° -3°
180 32 15 0.8 58 -4°
180 32 15 0.8 5° -3°
125 32 15 0.6 & -3°
180 32 15 0.6 5° -3°
100 14 6.75 0.3 &? -10°
90 445 7.5 0.5 5° -10°
125 44.5 7.5 0.5 &° -10°
90 22 7 0.6 5° -8°
125 22 7 0.6 58 -8°
80 25 9 0.5 5° -6°
100 25 9 0.6 58 -6°
150 25 9 0.6 5° -6°
150 25 9 0.7 58 -10°
90 27 11 0.8 5° -4°
110 27 11 0.8 58 -4°
180 27 11 0.8 5° -4°
180 27 11 0.7 &° -6°
90 27 11 0.6 5° -3°
110 27 11 0.6 & -3°
180 27 11 0.6 5° -3°

SPARE

PARTS

Designation
A/E12*-STUPR/L1102-...

A/E12*-STUPR/L1103-...
A/E16*-STUPR/L1103-...

A/E16*-STUPR/L13-...

&

Clamping screw

CSTB-2.5B
CSTB-3L050
CSTB-3S
CSTB-3S

RE**
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4

i

Wrench

T-8F
T-9F
T-9F
T-9F

Right hand (R) shown.

Insert

TP*0701...
TP*0701...

[R&09028
TP*1102...
TP*1102...
TP*1108...
TP*1102...
TP*™1102...
TP*1108...
TP*™1102...
TP*1102...
TP**1308...
TP*1108...
TP**1308...
TP**1308...
TP**1308...

TP*0701...
TP*0701...
TP*0701...

TP*0902...
TP*0902...
TP*™1102...
TP*1102...
TP*1102...
TP*1108...
TP*1102...
TP*1102...
TP*1102...
TP**1108...
TP*1102...
M 102
TP*™1102...

Reference pages: A/E-STUPR/L: Insert — 2-26 -, CBN — 2-65 -, PCD — 2-71, Sleeve — 4-30, 4-31

Torque*
0.9
0.9
0.9
1.2
1.2
1.4
1.2
1.2
1.4
1.2
1.2
14
1.4
1.4
1.4
1.4
0.9
0.9
0.9
0.9
0.9
1.2
1.2
1.2
1.4
1.2
1.2
1.2
14
1.2
1.2
1.2

Int. Toolholder
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STREAMJIETBAR

A/E-STFPR/L
Screw-on boring bar, for positive 60° triangular inserts

DMIN w H
Y b ®
A

2 IO 1
i I 2
GAMF HILH LF %
- — O
N — 1o
Cuttlng edge Style F Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2 GAMP GAMF RE* Insert  Torque*
AO08H-STFPR/L09-D100 Steel 10 8 515) 100 16 I£5; 0.7 58 -8° 0.4 TP*0902... 0.9
C *  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 7.0 150 24 11 0.6 & -4° 0.4 TP**1102... 1.2
C . A16Q-STFPR/L13-D180 Steel 18 16 9 180 32 15 0.7 5° -2° 0.4 TP**13083... 1.4
EO8K-STFPR/L09-D100 Carbide 10 8 515) 125 22 [25; 0.7 58 -8° 0.4 TP*0902... 0.9
E10M-STFPR/L1102-D120 Carbide 12 10 6.5 150 25 9 0.7 5° -6° 0.4 TP**1102... 1.2
D & E12Q-STFPR/L1102-D140 Carbide 14 12 7 180 27 11 0.6 & -4° 0.4 TP**1102... 1.2
*Torque: Recommended clamping torque (N-m)
_ ™RE: Standard corner radius
DPM1 Use right-hand toolholders (STFPR**) with left-hand inserts (L); and left-hand toolholders (STFPL**) with right-hand inserts (R).
(1) TPGH, TPGM, and TPGA inserts cannot be used.
DXGU &
SPARE PARTS /‘3
Designation Clamping screw Wrench
AO08H-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
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
VB**
VC**
WB**
WXGU
YW M INSERT SELECTION
. Application Finishing m:ciiri‘ijsr'r-:igﬂttt?ng Medium cutting M Application Finishing mzlijn}hsnr:iggttﬁong Medium cutting
Grade SH725 T9215 T9215 Grade SH725 T9215 T9215
Js PS PM Js PS PM
Breaker Breaker
Shape Shape
. Application Ff:';:ﬁ':; . Application m:‘;ﬁ’g"
Grade DX120 Grade BX470
T-DIA with rake T-CBN _
Breaker Breaker
Shape Shape ﬂ'
===
H Application 2'::::':; Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker
Shape

Reference pages: A/E-STFPR/L: Insert — 2-26 -, CBN — 2-65 -, PCD — 2-71, Sleeve — 4-31
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STREAMJIETBAR

A/E-STFCR/L

Screw-on boring bar, for positive 60° triangular inserts

DMIN n H
s @
91° B o~ .
2 oN L ]
D [N ‘

)
A s
GAMF < LH LF g
(6]
GAMP{@ =
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*1108... 1.2
A12M-STFCR/L1103-D140 Steel 14 12 7 150 24 11 0.5 0° -10° 0.4 TC**1108... 1.2
A16Q-STFCR/L1103-D180 Steel 18 16 9 180 32 15 0.5 0° -7° 0.4 TC*1108... 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
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Use right-hand toolholders (STFCR**) with left-hand inserts (L); and left-hand toolholders (STFCL**) with right-hand inserts (R).
SPARE PARTS 7/ f
Designation Clamping screw Wrench 5
A**-STFCR/L1103-D... CSTB-2.5 T-8F %
E**-STFCR/L11083-D... CSTB-2.5 T-8F %
e
a—
£
I INSERT SELECTION
i Precision S Finishing to : . A Precision ST Finishing to : :
Application finishing Finishing medium cutting Medium cutting M Application finishing Finishing medium cutting Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
Breaker Breaker
Shape Shape
. Application Zﬁ:ﬁfg Medium cutting
Grade DX120 KSO05F

T-DIA with rake A

Breaker
Shape

Reference pages: A/E-STFCR/L: Insert — 2-23 -, CBN — 2-66, PCD — 2-70, Sleeve — 4-30, 4-31

4-21



STREAMJIETBAR

A/E-SDUCR/L

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

@ @

DCONMS 1

LF N
H
Cutting edge style U Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH H f2. GAMP GAMF RE** Insert  Torque*
A10K-SDUCR/L07-D130 Steel 13 10 7 125 20 9 2 0 -10 0.4 DC*0702... 1.2
C +  A12M-SDUCR/L07-D160 Steel 16 12 9.3 150 24 11 3.3 0 -6 0.4 DC*0702... 1.2
A16Q-SDUCR/L07-D200 Steel 20 16 11.3 180 32 15 3.3 0 -5 0.4 DC**0702... 1.2
E10H-SDUCRO07-D130 Carbide 13 10 7 100 25 9 1.9 5 -3.5 0.4 DC**0702... 1.2
C | E10M-SDUCR/L07-D130 Carbide 13 10 7 150 25 9 2 0 -10 0.4 DC*0702... 1.2
E12J-SDUCR07-D160 Carbide 16 12 9.3 110 27 11 3.2 0 -6 0.4 DC*0702... 1.2
E12Q-SDUCR/L07-D160 Carbide 16 12 9.3 180 27 11 3.3 0 -6 0.4 DC**0702... 1.2

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

D I toolholders (SDUCR** type).
SPARE PARTS & S
u Designation Clamping screw Wrench
A1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F
E 3 A16Q-SDUCR/L07-D200 CSTB-2.5 T-8F
E1**-SDUCR/L07-D1*0 CSTB-2.58 T-8F
T k%

STREAMJIETBAR

A/E-SDQCR/L

-
*

VE™ screw-on boring bars, for positive 55° rhombic inserts

VO DMN . @
= g @
©, ||
. LH LF s
- o8
WXGU GAMP ™ Lo
Cutting edge style Q Right hand (R) shown.
YW * 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 86 150 24 11 26 0 -6 04 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
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-SDQCRO07-D160 Carbide 16 12 86 110 27 11 25 0 -6 04 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

*Torque: Recommended clamping torque (N-m) **RE:Standard corner radius
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
E1**-SDQCR/L07-D**0 CSTB-2.58 T-8F

Reference pages: A/E-SDUCR/L, A/E-SDQCR/L: Insert — 2-15 -, CBN — 2-63 -, PCD — 2-70, Sleeve — 4-31
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STREAMJIETBAR

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

DMIN o | H | @
=) — i
Y = A g Jﬂ
|
GAMF (2. & LE -z NLF
Q L3
GAMP %f—f—?L fffffffff = Carbide shank
Cutting 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
E12Q-SDZCR/L07-D180 Carbide 18 12 10.5 180 - 12.5 11 4.5 0° -8° 0.4 DC*0702... 1.2

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Use right-hand toolholders (SDZCR**) with right-hand inserts (R); and left-hand toolholders (SDZCL**) with left-hand inserts (L).

SPARE PARTS & /é

Designation Clamping screw Wrench
A1**-SDZCR/L07-D1*0 CSTB-2.5 T-8F
E1**-SDZCR/L07-D**0 CSTB-2.5 T-8F

Int. Toolholder

Il INSERT SELECTION

Application Ff:rrﬁ::-ﬁ:?; Finishing m::jriilulsglgﬂttt?ng Medium cutting M Application Ff:':g';:%‘ Finishing mz:j'}:jsnrllggttﬁon g Medium cutting
Grade SH725 SH725 T9215 T9215 Grade SH725 SH725 T9215 T9215
o1 Js PS PM 01 Js PS PM
Breaker Breaker
Shape Shape
s Precision . 9 o Precision Finishing to
Application finishing Medium cutting s Application finishing medium cutting
Grade DX120 KSO05F Grade BX470 AH8005
T-DIA  vithrake AL T-CBN PS
Breaker Breaker
Shape Shape
H Application Zﬁgﬁfg Finishing
Grade BXM10 BXM20
T-CBN T-CBN
Breaker
Shape

Reference pages: A/E-SDZCR/L: Insert — 2-15 -, CBN — 2-63 -, PCD — 2-70, Sleeve — 4-31
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STREAMJIETBAR

A/E-SDUPR/L
Screw-on boring bar, for positive 55° rhombic inserts

DMIN

T

@

@

LF

LY

pconms,| ' |

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... 1.2
A12M-SDUPL07-D150-P Special alloy steel 15 12 8.3 150 24 11 2.3 5 0 0.4 DPMTO0702... 1.2
A12M-SDUPRO07-D180-P Special alloy steel 18 12 10.3 150 24 11 4.3 5 0 0.4 DPMTO0702... 1.2
A12M-SDUPLO07-D180-P Special alloy steel 18 12 10.3 150 24 11 43 5 0 0.4 DPMTO0702... 1.2
A16Q-SDUPR07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
A16Q-SDUPL07-D220-P Special alloy steel 22 16 12.3 180 32 15 4.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPR07-D150 Carbide 15 12 8.3 180 27 11 2.3 5! 0 0.4 DPMTO0702... 1.2
E12Q-SDUPL07-D150 Carbide 15 12 8.3 180 27 11 2.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPR07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2
E12Q-SDUPL07-D180 Carbide 18 12 10.3 180 27 11 4.3 5 0 0.4 DPMTO0702... 1.2

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & ﬁ Use right-hand toolholders (SCLPR**) with left-hand inserts (L); and left-hand toolholders (SCLPL**)
Designation Clamping screw Wrench with right-hand inserts (R).
A**-SDUPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDUPR/L07-D**0 CSTB-2.5S T-8F

STREAMIETBAR

A/E-SDQPR/L
Screw-on boring bar, for positive 55° rhombic inserts

4-24

DMIN H @
L ‘ y /
- Q -
o © )
- WY
GAMF S LH LF g
~ = =
y 7 1 S
. GAMP‘ = i i 8
Cutting edge style Q Right hand (R) shown.
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 1 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 23 5 0 0.40 DPMTO702... 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
*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & %’g Use right-hand toolholders (SDQCR**) with left-hand inserts (L); and left-hand toolholders (SDQCL**)
Designation Clamping screw Wrench with right-hand inserts (R).
A**-SDQPR/L07-D**0-P CSTB-2.58 T-8F
E**-SDQPR/L07-D**0 CSTB-2.5S8 T-8F
I INSERT SELECTION
Application Finishing to medium cutting s Application m:iiri]ilsr:i?:gttt?ng
Grade T9225 NS9530 Grade AH8015
PS PS s Reference pages: A/E-SDUPR/L, A/E-SDQPR/L:
Breaker o Breaker Insert — 2-19
Shape Shape
Sleeve — 4-30, 4-31




MINIFTURN

A/E-SDXXR/L

Screw-on boring bar, for DXGU inserts

Cutting edge style X

Designation
A10K-SDXXR/L07-D130

A12M-SDXXR/L07-D160
A16Q-SDXXR/L07-D200
E10M-SDXXR/L07-D130
E12Q-SDXXR/L07-D160

SPARE PARTS

Material DMIN DCONMS WF LF
Steel 13 10 7.6 125
Steel 16 12 8.6 150
Steel 20 16 10.6 180

Carbide 13 10 7.6 150

Carbide 16 12 8.6 180

&

s

[T
L T
° 11
A A &z
Sl LF %
y ) 8
GAMP = ! !
LH H f2 GAMP GAMF RE**
20 9 2.6 -14° -16° 0.4
24 11 26 -14°  -14° 04
32 15 2.6 -13° -13° 0.4
25 9 26  -14°  -16° 0.4
27 11 26 -14°  -14° 04

; @
J@

Right hand (R) shown.

Insert Torque*
DXGUO0703**L/R... 0.9
DXGUO0703*L/R... 0.9
DXGU0703**L/R... 0.9
DXGUO0703*L/R... 0.9
DXGUO0703**L/R... 0.9

*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
Use right-hand toolholders (R) with left-hand inserts (L); and left-hand toolholders (L) with right-hand

Designation Clamping screw Wrench inserts (R)
A/E**-SDXXRI/L... SR34-514
MINIFTURN
A/E-SDZXR/L
Screw-on boring bar, for DXGU inserts
DMIN
; ®
[
v °© L
2 3# < ‘ 2
GAMF L3 NT LF %
(&)
GAMP{W%} | i=}
, R I
Cuttlng edge Style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE** Insert Torque*
A12M-SDZXR/L07-D140 Steel 14 12 105 150 30 13 11 4.5 -10° -14° 0.4 DXGUO703**R/L... 0.9
A16Q-SDZXR/L07-D160 Steel 16 16 125 180 35 13 15 4.5 -10° -12.,5° 0.4 DXGUO703**R/L... 0.9
E12Q-SDZXR/L07-D180 Carbide 18 12 10.5 180 = 13 11 4.5 -11° -11° 0.4 DXGUO0703**R/L... 0.9
*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & ﬁ pse right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand
. " . inserts (L).
Designation Clamping screw Wrench
A/E**-SDZXR/L... SR34-514
I INSERT SELECTION
Swiss lathes
. Application Finishing Medium cutting Application Finishing Medium cutting
Grade SH725 AH725 Grade SH725 AHT725
Jss JTS Jss JTS
Breaker Breaker
Shape Shape
Small CNC lathes
Application Finishing Medium cutting Application Finishing Medium cutting
Grade AH725 AH725 Grade AH8015 AH8015
SS TS SS TS
Breaker Breaker
Shape Shape

Reference pages: A/E-SDXXR/L, A/E-SDZXR/L: Insert — 2-20
Standard cutting conditions — 4-32, Sleeve — 4-31

Int. Toolholder

4-25



STREAMJIETBAR

A/E-SVUBR/L
Screw-on boring bar, for positive 35° rhombic inserts

DMIN LH i @‘
wil? —————————
P) 2iK 2
- [ LF ‘5
GAMF = >S5
GAMPL = |s
. 3+ | |
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
* *Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & ﬁ Use right-hand toolholders (SVUBR**) with left-hand inserts (L); and left-hand toolholders (SVUBL**)
Designation Clamping screw Wrench with right-hand inserts (R).
] A16Q-SVUBR/L11-D200 CSTB-2.5 T-8F

- STREAMJIETBAR

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

u | iﬁ&fu, T@é @

7
S [ 1]
N~ §¢ / [ D
B =
GAMF - LH LF 8
(@]
o
. cawpf-= 7] |
Cutting edge style Q Right hand (R) shown.
TP** 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**1103... 1.2
A16Q-SVQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8° 0.4 VB**1103... 1.2
E12Q-SVQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10° 0.4 VB**1103... 1.2
*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & %é Use right-hand toolholders (SVQBR**) with left-hand inserts (L); and left-hand toolholders (SVQBL**)
Designation Clamping screw Wrench with right-hand inserts (R).
A"™-SVQBR/L11-D... CSTB-2.5 T-8F
" E**-SVQBR/L11-D... CSTB-2.5 T-8F
, STREAMIETBAR
A-SVZBR/L
YW Screw-on boring bar, for positive 35° rhombic inserts
DMIN LH H @
4—7 m /
oy | ﬁ '
I—d
s §¢ N 0
GAMF L8 LF -3
o
e \ =)
Cuttlng edge Style Z Right hand (R) shown.
Designation Material DMIN DCONMS WF LF LH L3 H f2 GAMP GAMF RE* Insert  Torque*
A16Q-SVZBR/L11-D200 Steel 20 16 15.5 180 35 12.5 15 8 0° -8° 0.4 VB*1108... 1.2
*Torque: Recommended clamping torque (N-m) **RE : Standard corner radius
SPARE PARTS & ﬁ Use right-hand toolholders (SVZBR**) with right-hand inserts (R); and left-hand toolholders (SVZBL**)
Designation Clamping screw Wrench with left-hand inserts (L).
A16Q-SVZBR/L11-D200 CSTB-2.5 T-8F

Il INSERT SELECTION

Application Finishing m::ir::xsrglggttt?n g M Application Finishing m:(ijr;ijsr:irz]:gti?n g
Grade SH725 T9215 Grade SH725 T9215
Js PS Js PS
Breaker Breaker
Shape Shape

Reference pages: A/E-SVUBR/L, A/E-SVQBR/L, A/E-SVZBR/L: Insert — 2-31 -, CBN — 2-67, Sleeve — 4-31
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STREAMIETBAR

A-SVJCR/L

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

Cutting edge style J

Designation Material DMIN DCONMS
A12M-SVJCR/L08-D160 Steel 16 12
A16Q-SVJCR/L08-D200 Steel 20 16

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

Use right-hand toolholders (SVJCR**) with left-hand inserts (L); and left-hand toolholders (SVJCL**) with right-hand inserts (R).

&

SPARE PARTS
Designation Clamping screw Wrench
A**-SVJC*08-D... CSTB-2L T-6F

STREAMJIETBAR

A/E-SVUCR/L

DMIN H
=
|
" r m
GAMF LH LE =
Q
GAMP L’ 8
N T I ]
WF LF LH H GAMP GAMF RE~
2 150 28 11 -5° 0.4
2 180 35 15 -5° 0.4

@

Right hand (R) shown.

Insert Torque*
VC*0802... 0.6
VC*0802... 0.6

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

DMIN
LH
e pp—
f& WA 2k ——
@ s y
e LF i
GAMF 3
N — 15
Cutting edge style U -
Designation Material DMIN DCONMS WF LF LH H 2 GAMP GAMF RE*
A12M-SVUCR/L08-D160 Steel 16 12 11 150 30 11 55| 0°

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

Use right-hand toolholders (SVUCR**) with left-hand inserts (L); and left-hand toolholders (SVUCL**) with right-hand inserts (R).

SPARE PARTS @ 7/ Q

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

-8°

0.4

Reference pages: A-SVJCR/L, A/E-SVUCRY/L: Insert — 2-33, CBN — 2-68, Sleeve — 4-31

Right hand (R) shown.

Insert  Torque*
VC*0802... 0.6

Int. Toolholder
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STREAMJIETBAR

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

DMIN H
v 7
AN i ! ’
&4?1] 3# N [0}
@)
GAMP: =] 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 13.5 10 8 125 20 9 3 -5° -8° 0.4 VC*0802... 0.6
C "% A16Q-SVQCR/L11-D215 Steel 21.5 16 13 180 30 15 4.9 -5° -8° 04  VC*1103... 1.2
E10M-SVQCR/L08-D135 Carbide 13.5 10 8 150 25 9 3 -5° -8° 0.4  VC*0802... 0.6

C *  *Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Use right-hand toolholders (SVQCR**) with left-hand inserts (L); and left-hand toolholders (SVQCL**) with right-hand inserts (R).

DC**
SPARE PARTS & /@
DPMT Designation Clamping screw Wrench
A10K-SVQCR/L08-D135 CSTB-2L T-6F
A16Q-SVQCR/L11-D215 CSTB-2.5 T-8F
DXGU E10M-SVQCR/L08-D135 CSTB-2L T-6F
F *

STREAMJIETBAR

7o A-SVZCR/L
Screw-on boring bar, for positive 35° rhombic inserts

DMIN LH H @
4—7 ' /

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 11 515 0° -8° 0.4 VC**0802... 0.6

*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
Use right-hand toolholders (SVZCR**) with right-hand inserts (R); and left-hand toolholders (SVZCL**) with left-hand inserts (L).

SPARE PARTS @ /é

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

Il INSERT SELECTION

oo Finishing to i oo Finishing to ;oo Precision : .
Application medium cutting M Application medium cutting . Application finishing Medium cutting
Grade T9215 Grade T9215 Grade DX120 KSO05F
PS PS T-DIA with rake AL
Breaker Breaker Breaker
Shape Shape Shape
Ay Finishing to A Precision 4
Application medium cutting H Application finishing Finishing
Grade AH8005 Grade BXM10 BXM20
PS T-CBN T-CBN
Breaker Breaker
Shape Shape

Reference pages: A/E-SVQCR/L, A/E-SVZCR/L: Insert — 2-33, CBN — 2-68, Sleeve — 4-31
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Y=-rPrRO SERIES

A/E-SYUBR/L

Screw-on boring bar, for positive 25° rhombic inserts

DMIN LH H @
® />, o ﬂ;& = Al ] % /
93 60 T W poy It ‘ w
I/ EL o 2
i LF =
GAMF - - 8
GAMP {\fsﬁ [ | B
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 I5%5 180 35 15 8 0° -8° 04  YW11T2... 0.6
E12Q-SYUBR/L11-D200 Carbide 20 12 13.5 180 27 11 7.5 0° -8° 04  YW™1T2.. 0.6
*Torque: Recommended clamping torque (N-m)
**RE : Standard corner radius
SPARE PARTS & /S
Designation Clamping screw Wrench
A16Q-SYUBR/L11-D200 CSTB-2L T-6F
E**-SYUBR/L11-D... CSTB-2L T-6F
Y=-rPrRO SERIES
A/E-SYQBR/L
Screw-on boring bar, for positive 25° rhombic inserts
DMIN H @
~ 1" Y H /
1225 N A &
30° \[f/ = ¢ cén
LH |
GAMF — == LF -3
GAMP{\@K} 18
Cutting 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° 0.4  YW*1T2... 0.6
A16Q-SYQBR/L11-D215 Steel 21.5 16 13 180 30 15 5 -5° -8° 0.4  YW=11T2... 0.6
E12Q-SYQBR/L11-D170 Carbide 17 12 10.5 180 27 11 4.5 -5° -10° 04  YW™11T2... 0.6

*Torque: Recommended clamping torque (N-m)

**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

I INSERT SELECTION

Aoy Finishing to
aEElcaton medium cutting
Grade T9225
zM
Breaker
Shape

Reference pages: A/E-SYUBRY/L, A/E-SYQBR/L: Insert — 2-38, Sleeve — 4-31

Int. Toolholder
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Technical Guide

STREAMJIETBAR

Bl BLM sleeve

Round shank sleeve for StreamJetBar-Mini series

<i>
&
g
=
5
8
Designation DCONMS DCONWS
BLM159-04 15.875 4
BLM159-05 15.875 5
BLM159-06 15.875 6
BLM159-07 15.875 7
BLM16-04 16 4
BLM16-05 16 5
BLM16-06 16 6
BLM16-07 16 7
BLM19-04 19.05 4
BLM19-05 19.05 5
BLM19-06 19.05 6
BLM19-07 19.05 7
BLM20-04 20 4
BLM20-05 20 5
BLM20-06 20 6
BLM20-07 20 7
BLM22-04 22 4
BLM22-05 22 5
BLM22-06 22 6
BLM22-07 22 7
BLM25-04 25 4
BLM25-05 25 5
BLM25-06 25 6
BLM25-07 25 7
BLM254-04 25.4 4
BLM254-05 25.4 5
BLM254-06 25.4 6
BLM254-07 254 7

SPARE PARTS
Designation
BLM159, 16...
BLM19-04
BLM19-05, 06, 07
BLM20-04, 05
BLM20-06, 07
BLM22-...
BLM25-04, 05
BLM25-06
BLM25-07
BLM254-04, 05, 06
BLM254-07

*Optional

Clamping screw A

&

SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4
SSHM4-4

BD

&

{

Clamping screw B, C Wrench
SSHM4-4 P-2
SSHM4-6 P-2
SSHM4-4 P-2
SSHM4-6 P-2
SSHM4-4 P-2
SSHM4-6 P-2
SSHM4-8 P-2
SSHM4-8 P-2
SSHM4-6 P-2
SSHM4-8 P-2
SSHM4-6 P-2

s2_ S8,
o
Py
‘ [ [

A B C

19 LF

BD LF H
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
15 100 15
18 100 18
18 100 18
18 100 18
18 100 18
13 100 19
14 100 19
15 100 19
16 100 19
13 125 21
14 125 21
15 125 21
16 125 21
13 125 24
14 125 24
15 125 24
16 125 24
13 125 24
14 125 24
15 125 24
16 125 24

&

Seal cap*

(inner screw)

CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M6)
CA-16(M8)
CA-16(M8)
CA-16(M6)
CA-16(M6)

[, RIS IS, NG I, RIS NG, RENG, BN 6, RENG RS, NS, BN 6) RIS, BNG) BN, B¢, RIS, NG, B¢, B &) RIS, BNG, REN) B 6) RENG I,

S2
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20

S3
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20
15
15
20
20



Il BLS sleeve

Square shank sleeve for boring bars (regular length)

) I ot ol Sl Sty G Yo
T g% A a2 o
8] 4-M6 (34:2/I6) o 125
3 - =i ) ﬂ ©
Q YWRE==== R | O ’\ ,—¢
T T ———— a
y [ A . J‘
Designation DCONWS LF H
BLS16-08 8 125 28
BLS16-10 10 125 28
BLS16-12 12 125 28
SPARE PARTS (
BLS16-... P-3
9]
)
o
I BLS-C sleeve <
Square shank sleeve for boring bars (short type) 2
kS
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
I BLM sleeve
Round shank sleeve for boring bars
()
>
zZ
DCONWS  3-M5X0.8 8
o}
m _
-
Designation DCONWS DCONMS LF H B
BLM19-08 8 19.05 100 18 18
BLM20-08 8 20 100 18 19
BLM22-08 8 22 125 21 21
BLM254-08 8 25.4 125 24 24
BLM25-08C 8 25 55 23 24
BLM25-10C 10 25 55 23 24
BLM25-12C 12 25 55 23 24
SPARE PARTS (
BLM... P-2.5

4-31



MINIFTURN

Il STANDARD CUTTING CONDITIONS

Internal turning
Grade

Cutting Depth of

. . Feed
ISO Workpiece material For surface For wear speed cut
First Choice > resistance : f (mm/rev)
- 'c (m/min ap (mm
finish (High speed) ( ) p (mm)

AH725 - - 50 - 180 03-2 0.08 - 0.3

Low carbon steel - - AH8015 50 - 200 03-2 0.08 - 0.3
SS400, S25C, etc.

E275A, C25, etc. = NS9530 - 80 - 250 03-2 0.08 - 0.3

- GT9530 - 80 - 300 03-2 0.08 - 0.3

AH725 - - 50 - 180 03-2 0.08 -0.3

Carbon steel - - AHB8015 50 - 200 03-2 0.08 - 0.3
S45C, S55C, etc.

C45, C55, etc. - NS9530 - 80 - 250 03-2 0.08 - 0.3

. - GT9530 - 80 - 300 0.3-2 0.08 - 0.3

AH725 - - 50 - 180 03-2 0.08 - 0.3

Low alloy steel - - AH8015 50 - 200 03-2 0.08-0.3

SCM415, etc.

18CrMo4, etc. = NS9530 = 80 - 250 03-2 0.08 - 0.3

- GT9530 - 80 - 300 03-2 0.08 - 0.3

AH725 - - 50 - 180 03-2 0.08 - 0.3

Alloy steel - - AH8015 50 - 200 03-2 0.08-0.3

SCM440, SCr420, etc.
42CrMo4, 20Cr4, etc. - NS9530 - 80 - 250 0.3-2 0.08 - 0.3
- GT9530 - 80 - 300 03-2 0.08 - 0.3

Stainless steel (Austenitic)
SUS304, SUS316, etc. AH8015 - - 50 - 150 03-2 0.08 - 0.3
X5CrNi18-9, X5CrNiMo17-12-3, etc.

Stainless steel (Martensitic and ferritic)
M SUS430, SUS416, etc. AHB8015 - - 50 - 150 0.3-2 0.08 - 0.3
X6Cr17, X20Cr13, etc.

Stainless steel (Precipitation hardening)
SUS630, etc. AH8015 - - 50 - 150 0.3-2 0.08-0.3
X5CrNiCuNb16-4, etc.

Non ferrous Metal KSO05F - - 100 - 300 03-2 0.08-0.3
. Aluminum alloy, etc.
Non ferrous Metal KSO05F - = 100 - 300 03-2 0.08 - 0.3
Copper Alloy, etc.
Heat-resistant alloys AH8015 - = 20 - 80 03-2 0.08 - 0.3
s Titanium alloys, etc.
Heat-resistant alloys AH8015 - - 20 - 80 03-2 0.08-0.3

(Nickel-base alloys)

MINIFFTURN

Reference pages: A/E-SWLXR/L — 4-18, A/E-SDXXR/L, A/E-SDZXR/L — 4-25
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5. Threading

ey




Main products

TUNGTHREAD
Lay down insert, toolholder

Standard items cover a wide variety of threading inserts.
Standard tool series with double-clamp system for excellent insert 5-7 - 5-14,

Tprea d stability in machining API-standard threads. 5-20 - 5-24
orm

60° 5.,

TETRAMCUT

Standard tool with 4 corners for threading on Swiss lathes. 5-4,
In small diameter threading using the center of the tool post on 5-15 - 5-17,

i 5-8
L general NC lathes, interference with the center is less likely occur. 5-25

DUOJEUT

Standard tool suitable for all types of threading on Swiss lathes.
The incomplete thread part from the workpiece face to the thread groove can 5-3, 5-17,
be the shortest thanks to the excellent accessibility to the workpiece face. 5-18, 5-26

J-SERIES

Tool series with 3-cornered inserts. Subselection for
threading on Swiss lathes. Standard tool also suitable for radial 5-5, 5-6, 5-10,
Swiss lathes. 5-19, 5-20

TINYIMTURN

Internal threading tool suitable for the minimum machining
diameter o4. All tools have oil holes that can supply coolant from

(Unified) 5-11

(Whitwortn)  5-13

BSPT

(R, PT) 5-14

the cutting edge. 5-24, 5-26




TUNGTHREAD
Applicable tool for each external thread type

Applicable tool for

each external thread

General purpose

General purpose

type
Partial-profile Full profile
o o . o . Parallel pipe Taper pipe
60 55
Thread type 1ISO metric Unified Whitworth thread thread
UNC, UNF BSW, BSF G
) ) M UNEF w BSP, PF £ [l 20
Thread form 4 m
60° 55° 60° 60°
Tool type \_W 1/4P \_W /4P
ST type
0.5 ~3 mm 0.5 ~3 mm
48 ~ 8TPI 48 ~ 8TPI 0.35 ~3mm 32 ~ 8TPI 28 ~ 8TPI 28 ~11TPI
5-20 5-7 5-10 5-8 5-11 5-13 5-14
TETRAMCEUT
STCR/L-18
0.4 ~3 mm
% 64 ~ 8TPI 0.5 ~1.5mm
5-15 5-4 5-4
TETRAMEUT
JS-STCL18 0.4 ~3mm
ﬁ 64 - 8TPI — — — — —
5-17 5-4
puoJéuT
JSXXR/L 0.2 ~1.5mm
127 ~ 16TPI — — — — —
5-17 5-5
puoJéuT
JS-SXXL09 0.2 ~1.5mm
Wy 127 ~ 16TPI — — — — —
%
5-18 5-5
JSTTR/L
0.5~1mm 0.5~1mm
E 48 ~ 25TPI 48 ~ 25TPI —_— — S _
5-19 5-5 5-10
JS-TTL3
0.5~1mm 0.5~1mm
ﬁﬁ 48 ~ 25TPI 48 ~ 25TPI —_— —_— —_— —_—
5-19 5-5 5-10
JSXBR/L
0.5~1 mm
@ 48 ~ 25TPI — — — — -
5-20 5-6
ST type
0.5~3 mm 0.5~5mm
S 48 ~ 8TPI 48 ~ 8TPI 0.5 ~3 mm 32 ~ 8TPI 28 ~ 8TPI 19 ~ 11TPI
@)
€
5-23 5-7 5-10 5-8 5-11 5-13 5-14
TINYMTURN
0.5~1.5mm
48 ~ 16TPI — —_— — - -
5-24 5-24




DUOJCEUT

B Unique clamping system for [l Excellent accessibility to the
highly rigid clamping workpiece face
The unused cutting edge is always protected due Utilizing various tools minimizes the 2
to the innovative clamping system. incomplete thread part. § 5
Even if the first cutting edge is chipped, the other E

Type A Type B Type N

unused cutting edge can be used because the

insert is clamped in the center.
Right
hand | g b| a b| a b

Insert is secured at 3 points a>b a<b a=b 6
Left
hand | 5 b | a b | a b
oJe " OO ﬁ ﬁ ﬁ

DUOJICEUT

Cutting edge Pitch (mm)
Insert designation geometry
(mm) 0.5 0.6
JXTG12FR-60A-000
0.05 (flat)
JXTG12FL-60A-000
Applicable area
JXTG12FR-60B-000
0.05 (flat)
JXTG12FL-60B-000
JXTG12FR-60A-005
R0.05
JXTG12FL-60A-005
Applicable area
JXTG12FR-60B-005
R0.05
JXTG12FL-60B-005
JXTG12FR-60N-010
RO.1 . Applicable area

JXTG12FL-60N-010

127 72 52 32 16
Threads per inch (TPI)

Reference pages: Inserts — 5-5, Toolholders — 5-17, 5-18,
Standard cutting conditions — 5-26 5.3




TETRAMCEUT

INSERT
60° thread angle (General purpose)

Applicable toolholder

External
STCR/L**-18
STCR/L**18-CHP
JS**-STCL18

Thread
form

Right hand (R) shown.

Partial-profile insert

. External insert
. o Grade
Pitch | TPI | 2 L
2 Designation Coated PDX |CDX| RE S
]
T SH725 AH725
04-1 25-64 R TCT18FR-60A-005 [} 06 099 0.05 4
1-2 25-12 R TCT18FR-60A-010 [ J 1 1.63 0.1 4
0.8-3 8-32 R/L TCT18R/L-60N-010 [} 16 267 0.1 4
15-3 8-16 R/L TCT18R/L-60N-020 [ ] 1.6 257 0.2 4

TETRAMCEUT

INSERT
60° thread angle (General purpose

Full-profile insert)

Applicable toolholder

External
STCR/L**-18
STCR/L**18-CHP
JS**-STCL18

60°
Right hand (R) shown.

Full profile insert

= External insert

- Grade
Pitch | TPI | 2 o

2 Designation Coated PDX |CDX| RE S

©

I SH725 AH725
0.5 R TCT18FR-05ISO [} 0.35 0.06 4
0.7 R TCT18FR-07ISO [ J 0.45 0.09 4
0.75 R TCT18FR-0751SO o 0.5 0.09 4
0.8 R TCT18FR-08ISO [ ] 0.5 0.1 4
1 R TCT18R-101SO [ J 0.6 0.13 4
1.25 R TCT18R-125I1SO [ ] 0.7 0.17 4
1.5 R TCT18R-151SO [ ] 0.8 0.2 4

Reference pages: TetraMini-Cut : Toolholders — 5-15 - 5-17,

Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package



DUOJCEUT

INSERT

60° thread angle (General purpose)

Applicable toolholder
Right hand External
RE JSXXR/L09
JSXXR/L*09-CHP
JS**-SXXL09
Partial-profile insert
o = External insert Type A Type B Type N
g o Grade
£ | Pitch 7P |8 Coated
) T Designation oate PDX |CDX| RE s [ | [ ]
£ g SH725 Right
R L hand a bl a \V/ b a| b
12 0.2-0.4 64-127 R/L JXTG12FR/L-60A-000 @ o 025 0.4 °-°ﬁaf‘“ax 2.5 a>b a<b a=b
12 0.2-0.4 64-127 R/L JXTG12FR/L-60B-000 @ ° 225 04 U-Oﬁa’pax 25
12 0.4-1 25-64 R/L JXTG12FR/L-60A-005 @ ° 06 099 005 25 Lot o
12 04-1 25-64 R/L JXTG12FR/L-60B-005 @ ° 19 099 005 25 hand | 4 b |alylb | alYlb
12 1-15 16-25 R/ JXTGI2FR/L-60N-010 @ ® 125 207 0A 25 a>b a<b a=b
2
J-SERIES 2
INSERT g
|_
o
60° thread angle (General purpose)
Applicable toolholder
o
PDX 69 RE External
JSTTR/L™3
JS*TTL3
\ .l' ,;c. —
S
Right hand (R) shown. *Lk
Partial-profile insert
- External insert
3 Grade
Pitch | TPI _g Designati Coated Cermet Uncoated ic |pox| s RE
esignation
5 fonatt SH725 J740 NS9530 TH10
R L R L R L R L
0.5-1 25-48 R/L JTTR/L3005F ) ) ) ) 9525 0.9 318 0.5
0.5-1 25-48 R/L JTTR/L3010F ° ° ° ° ° 9525 09 3.18 0.1

Reference pages: DuoJust-cut : Toolholders — 5-17, 5-18,
Standard cutting conditions — 5-26
J-Series : Toolholders — 5-19, 5-20

@ : Line up / 5 pieces per package
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J-SERIES

INSERT

60° thread angle (General purpose)

Thread
form

.

Right hand (R) shown.

6

0° 60°
RE’%RE
4] %
k‘/

7

!

1-Type 2-Type
JXT1R JXT2R

Applicable toolholder

External
JSXBR**K8
JSXBR**K8-C

Partial-profile insert

t

External insert

=]
. - Grade
Pitch | TPI |° L
2 Designation Coated Uncoated IC S RE
T J740 TH10
05-1 25-48 R JXT1R6000F [ J [ ] 8 3.97 0.03
05-1 25-48 R JXT2R6000F [ ] [ ] 8 3.97 0.03

Reference pages: J-Series : Toolholders — 5-19, 5-20
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TUNGTHREAD

INSERT

60° thread angle (General purpose)

6IR 06, 08, 11, 16E/ PDX Applicable toolholder
=™ Re Insert size External Internal
L 6 SNR/L000*KO06SC...
> SNR/LO00*H06...
Q 2 06 SIR™06...
L 08 SIR*08...
g 11 SER*11... SNR/L*™11...
IC 16 | CER/L*™16... TSNR/L*16
JSER**16 SNR/L**16...
Right hand (R) for internal threading Right hand (R) for external JS™SEL16 TCNR/L™16...
threading B-SER/L**16 CNR/L**16...
B-CER/L**16
Partial-profile insert BC-SER/L™16
o 5 External insert Internal insert
N
] - Grade Grade
| Pitch | TPI |° o o
o 8 | Designation Coated Uncoated| IC |PDX|PDY| RE | Designation Coated Uncoated| IC |PDX|PDY| RE
©
= = o AH725(T313V| TH10 AH725|GH330|T313V TH10
6 0.5~15 48~16 R 6IRA60 [} [ J - 09 - 0.04
06 0.5~1.25 48~20 R 06IRA60 [ J 4 0.6 0.6 0.04
08 0.5~1.5 48~16 R 08IRA60 [ J 4 0.7 0.6 0.04
11 0.5~1.5 48~16 R |11ERA60 ([ 6.35 0.9 0.8 0.06|11IRA60 [ J [ J [ J 6.35 09 0.7 0.04
11 0.5~1.5 48~16 L 11ILA60 [ J [ J [ J 6.35 09 0.7 0.04
16 0.5~1.5 48~16 R |16ERA60 ([ [ J [ J 9.525 0.9 0.7 0.06|16IRA60 [ J [ J ® 9525 09 0.7 004
16 0.5~1.5 48~16 L |16ELA60 [ J [ J [ J 9.525 0.9 0.7 0.06|16ILA60 [ J [ J ® 9525 09 0.7 0.04
16 0.5~3 48~8 R |[16ERAG60 [ J [ J 9.525 1.6 1.2 0.06|16IRAG60 [ J [ J 9.525 1.6 1.2 0.04
16 1.75~3 14~8 R |16ERG60 [ J [ J [ J 9.525 1.6 1.2 0.22|16IRG60 [ J [ J ® 9525 16 1.2 0.12
16 1.75~3 14~8 L |[16ELG60 [ J [ J 9.525 1.6 1.2 0.22|16ILG60 [ J [ J ® 9525 16 1.2 0.12
Partial-profile insert with chipbreaker
o 5 External insert Internal insert
N
] i - Grade Grade
| Pitch | TPl |2 N S
] B | Designation | Coated | Cermet IC |PDX|PDY| RE | Designation | Coated | Cermet | IC |PDX|PDY| RE
©
£ T AH725 | NS9530 AH725 | NS9530
11 0.5~1.5 48~16 R 111RA60-B [ J 6.35 09 0.7 0.04
11 0.5~1.5 48~16 R 111IRA60-M [ J 6.35 09 0.7 0.04
16 0.5~1.5 48~16 R |16ERA60-B [ M 9.525 0.9 0.8 0.05|16IRA60-B [ 9.525 0.9 0.8 0.05
16 0.5~1.5 48~16 R |16ERA60-M [ J 9.525 0.9 0.7 0.06|16IRA60-M [ J 9.525 0.9 0.7 0.04
16 0.5~3 48~8 R |16ERAG60-B [ M 9.525 1.7 1.2 0.06|16IRAG60-B [ 9.525 1.7 1.2 0.05
16 0.5~3 48~8 R |[16ERAG60-M [ J [ J 9.525 1.6 1.2 0.06|16IRAG60-M [ J [ J 9.525 1.6 1.2 0.04
16 1.75~3 14~8 R |16ERG60-B [ M 9.525 1.7 1.2 0.17|16IRG60-B [ M 9525 1.7 12 0.1
16 1.75~3 14~8 R |16ERG60-M [ J 9.525 1.6 1.2 0.22|16IRG60-M [ J 9.525 1.6 1.2 0.14
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY
are different from other inserts.
highlighted item requires changing shims.
When using a new AH725 with chipbreaker, the conventional shim may need to AH725

be replaced with a new standard shim. Please refer to the page 5-27.

Reference pages: Toolholders — 5-20 - 5-24,
Standard cutting conditions — 5-25

Inappropriate
example

@ : Line up / 5 pieces per package

Conventional

shim
Toolholder

Threading
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TUNGTHREAD

INSERT
ISO metric (General purpose)
6IR 06, 08, 11, 16E/I Applicable toolholder
PDX a PDX Insert size External Internal
RE ™1™ 6 SNR/LO00"K06SC...
L SNR/LO00*H06...
— 06 SIR**06...
i o P 08 SIR™08...
~ v 11 SER*11... SNR/L*™11...
16 | CER/L*16... TSNR/L**16
5.56 JSER™16 SNR/L™16...
TPJ rer%d Right hand (R) for internal threading m?ehatdri]r?nd (R) for external ‘é?é*ESRE/Lng 6 Tgm E; t:: g -
& B-CER/L*16
Full-profile insert BC-SER/L™16
o 5 External insert Internal insert
0 . e Grade Grade
+ | Pitch & |9 . . i .
] F 12| Designation Coated Uncoated| IC |PDX|PDY| RE | Designation Coated Uncoated| IC |PDX|PDY| RE
= T AH725|AH8015 T313V| TH10 AH725/T313V| TH10
6 0.75 R 6IR075I1SO [} [ J - 05 - 0.05
6 1 R 6IR10ISO [ ] ([ J - 0.9 - 007
6 1.25 R 6IR1251SO [ ] [ ] = 0.9 - 0.09
6 15 R 6IR15I1SO [ J [ ) - 0.9 - 0.1
6 1.75 R 6IR1751SO [ ] [ ] = 0.9 - 012
6 2 R 6IR20ISO [ J [ J - 09 - 0.14
06 0.5 R 06IR05I1SO [ ] 4 0.4 09 0.04
06 0.75 R 06IR075ISO [ ] 4 0.5 0.6 0.05
06 1 R 06IR10ISO o 4 0.6 0.6 0.05
06 1.25 R 06IR1251SO [ ] 4 0.6 0.6 0.07
08 1 R 08IR10ISO [} 5 0.6 0.6 0.05
08 1.25 R 08IR1251SO [ ] 5 0.7 0.7 0.07
08 1.5 R 08IR151SO [ J 5 0.7 0.7 0.09
08 1.75 R 08IR175I1SO [ ] 5 08 06 0.1
11 0.35 R | 11ER035ISO [ ] 6.35 04 0.6 0.04
11 05 R [ 11ERO05ISO { ] 6.35 0.6 0.6 0.06|11IR05ISO [ ] [ ] 6.35 05 1.2 0.04
1 0.7 R | 11ER07ISO [ ] 6.35 06 0.6 0.11
11 0.75 R [ 11ER075ISO o 6.35 0.6 0.6 0.11]|11IR0751SO [ ] 6.35 05 1.2 0.05
11 0.8 R | 11ER080ISO [ ] 6.35 06 0.6 0.12
11 1 R [ 11ER10ISO [ J 6.35 0.7 0.7 0.13|11IR10I1SO [ ] [ ] [ ] 6.35 09 0.7 0.07
11 1 L 11IL10ISO [} 6.35 09 0.7 0.07
11 1.25 R [ 11ER125ISO [ ] 6.35 09 0.8 0.16]|11IR125I1SO [ ] 6.35 0.9 0.7 0.09
11 1.25 L 11IL1251SO [ ] 6.35 0.9 0.7 0.09
11 1.5 R | 11ER15I1SO [ ] 6.35 08 1 0.19|11IR15ISO [ ] [ ] [ J 6.35 09 0.7 0.11
11 1.5 L 11IL151SO [ ] 6.35 09 0.7 0.11
11 1.75 R 11IR175I1SO [ ] [ ] 6.35 09 0.7 0.12
11 1.75 L 11IL1751SO [ ] 6.35 09 0.7 0.12
11 2 R 111IR20I1SO [ ] [ ] 6.35 09 0.7 0.14
11 2 L 11IL20I1SO [ ] 6.35 09 0.7 0.14
16 0.5 R | 16ER05ISO [ J [ ) 9.525 0.5 1.2 0.06|16IR05ISO [ ] 9525 05 1.2 0.04
16 0.75 R | 16ER0751SO [ ] [ ] [ ] 9.525 0.5 1.2 0.09|16IR075I1SO [ ] 9.525 0.5 1.2 0.05
16 1 R | 16ER10ISO [ ] [ ] [ ] 9.525 09 0.7 0.13]|16IR10ISO [ ] [ ] o 9.525 0.9 0.7 0.07
16 1 L [ 16EL10ISO 9.525 0.9 0.7 0.13|16IL10ISO [ ] 9.525 0.9 0.7 0.07
16 1.25 R | 16ER1251SO [ ] [ ] 9.525 0.9 0.7 0.16|16IR1251SO [ ] 9.525 09 0.7 0.09
16 1.25 L [ 16EL1251SO 9.525 0.9 0.7 0.16|16IL125I1SO [ ] 9.525 0.9 0.7 0.09
16 1.5 R | 16ER151SO [ ] [ ] [ ] 9525 0.9 0.7 0.19|16IR15ISO [ ] [ ] [ J 9.525 09 0.7 0.11
16 1.5 L [ 16EL15ISO 9525 0.9 0.7 0.19]|16IL15ISO [} 9525 09 0.7 0.11
16 1.75 R | 16ER1751SO [ ] [ ] 9525 1.6 1.2 0.22|16IR175ISO [ ] [ ] 9.525 16 1.2 0.12
16 2 R | 16ER201SO [ J [} [ J [ J 9.525 1.6 1.2 0.25|16IR20I1SO [} [ J [ J 9525 16 1.2 0.14
16 2 L [ 16EL20ISO [ J 9525 1.6 1.2 0.25|16IL20I1SO [ ] 9525 16 1.2 0.14
16 25 R | 16ER251SO [} [ J [ J 9525 1.6 1.2 0.31|16IR251SO [} [ J [ J 9525 1.6 1.2 0.18
16 3 R | 16ER30ISO [ J [ ] [ ] 9525 1.6 1.2 0.38|16IR30ISO [ ] [ ] [ J 9.525 16 1.2 0.21
16 3 L [ 16EL30ISO 9525 1.6 1.2 0.38|16IL30ISO [ ] 9.525 1.6 1.2 0.21

Reference pages: Toolholders — 5-20 - 5-24,
Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package
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INSERT

Full-profile insert with chipbreaker

External insert

Internal insert

£ | Piteh [E |8 o Grade o Grade
g 2| Designation Coated Cermet| IC |PDX|PDY| RE | Designation Coated Cermet| IC |(PDX|PDY| RE
= T AH725 | AH8015 NS9530 AH725 |AH8015|NS9530
11 05 R 11IR051SO-B [ J 6.35 05 1.2 0.04
11 05 R 11IR051SO-M [ 6.35 05 1.2 0.04
11 0.75 R 11IR0751S0O-B [ J 6.35 05 1.2 0.05
11 0.75 R 11IR0751SO-M [ J 6.35 0.5 1.2 0.05
11 1 R 11IR10ISO-B [ J 6.35 09 0.7 0.08
11 1 R 11IR10I1SO-M [ J 6.35 0.9 0.7 0.08
11 1.25 R 11IR1251SO-B ([ J 6.35 0.9 0.7 0.1
11 1.25 R 11IR1251SO-M [ J 6.35 09 0.7 01
11 15 R 11IR15I1SO-B ([ J 6.35 09 0.7 0.12
11 15 R 11IR15ISO-M [ J 6.35 09 0.7 0.12
11 1.75 R 11IR175I1SO-B [ J 6.35 09 0.7 0.12
11 1.75 R 11IR175I1SO-M [ J 6.35 09 0.7 0.12
1 2 R 111R20ISO-B [ J 6.35 09 0.7 0.14
12 R 111R20ISO-M [ J 6.35 09 0.7 0.14
16 0.5 R [ 16ER051SO-M [ J 9.525 0.5 1.2 0.06
16 0.75 R [ 16ER0751SO-B @ 9.525 0.6 0.6 0.08
16 0.75 R | 16ER0751SO-M [ J 9.525 0.5 1.2 0.09
16 1 R [ 16ER10ISO-B [ M 9.525 0.7 0.7 0.11|16IR10ISO-B [ M 9.525 0.7 0.6 0.05
16 1 R [ 16ER10ISO-M [ J [ J 9.525 0.9 0.7 0.13| 16IR10ISO-M [ J [ J 9.525 09 0.7 0.08
16 1.25 R|16ER125I1SO-B  @* 9.525 0.9 0.8 0.14|16IR1251SO-B [ M 9.525 09 0.8 0.07
16 1.25 R | 16ER125ISO-M [ J [ J 9.525 0.9 0.7 0.16| 16IR1251SO-M [ J 9525 09 0.7 01
16 15 R [ 16ER151SO-B [ M 9525 1 0.8 0.19|16IR15ISO-B [ M 9525 1 0.8 0.08
16 1.5 R | 16ER15ISO-M [ J [ J [ J 9.525 0.9 0.7 0.19|16IR15I1SO-M [ J [ J ([ J 9.525 0.9 0.7 0.12
16 1.75 R|16ER1751SO-B @ 9525 1.2 0.9 0.2 |16IR175ISO-B [ M 9525 1.2 0.9 0.10
16 1.75 R | 16ER175ISO-M [ J 9.525 1.6 1.2 0.22|16IR1751SO-M [} 9.525 1.6 1.2 0.14
16 2 R | 16ER20ISO-B o 9.525 1.3 1 0.24|16IR201SO-B [ 9.525 1.3 1 0.11
16 2 R [ 16ER201SO-M [ J [ J 9.525 1.6 1.2 0.25|16IR20ISO-M [ J 9.525 1.6 1.2 0.14
16 25 R [ 16ER251SO-B [ 9.525 15 1.1 0.3 |16IR251SO-B ( M 9.525 15 1.1 0.14
16 25 R [ 16ER251SO-M ([ J 9.525 1.6 1.2 0.31|16IR25I1SO-M [ J 9.525 1.6 1.2 0.18
16 3 R [ 16ER30I1SO-B [ 9.525 1.6 1.2 0.38|16IR30ISO-B o 9.525 15 1.1 0.18
16 3 R [ 16ER30ISO-M [ J 9.525 1.6 1.2 0.38|16IR30ISO-M [ J 9.525 1.6 1.2 0.21
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY
are different from other inserts.
highlighted item requires changing shims.
When using a new AH725 with chipbreaker, the conventional shim may need to
be replaced with a new standard shim. Please refer to the page 5-27. insert
Conventional
shim
Toolholder
Inappropriate
example

Reference pages: Toolholders — 5-20 - 5-24,
Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package

Threading

9-9



J-SERIES

INSERT

55° thread angle (General purpose)

Applicable toolholder
55°

pDX::% RE External
JSTTR/L*3
JS*-TTL3

Thread
form

Partial-profile insert

" External insert

3 Grade
Pitch | TPI 5 Coated

T Designation S

§ ignati SH725 J740 IC |PDX RE

R L R L

0.5-1 25-48 R/L|JTTR/L3005F-55 [ ] [ J 9.525 0.6 3.18 0.05
INSERT

55° thread angle (General purpose)

6IR 06, 08, 11, 16E/1 Applicable toolholder
PDX PDX Insert size External Internal
RE 7T RE 6 SNR/LO00*K06SC...
SNR/LO00*H06...
— 06 SIR/L*06...
p 08 SIR™08...
11 SER*11... SNR/L*™11...
16 | CER/L*16... TSNR/L**16
JSER*16... SNR/L**16...
) . . . JS**SEL16 TCNR/L**16...
Right hand (R) for internal threading mgga'(dr;ggd (R) for external B-SER/L**16 CNR/L*16...
. . B-CER/L**16
Partial-profile insert BC-SER/L*16
e External insert Internal insert
‘® . Grade Grade
+ | Pitch | TPI . i . i
9 Designation Coated Uncoated| IC [PDX|PDY| RE |Designation Coated Uncoated| IC |PDX|PDY| RE
= AH725|T313V| TH10 AH725|GH330/T313V| TH10
6 0.5~1.5 48~16 6IRA55 ( ] [ ] - 09 - 0.07
06 0.5~1.25 48-~20 06IRA55 [ ) 4 05 0.5 0.05

08 0.5~1.5 48~16
11 0.5~1.5 48~16
16 0.5~1.5 48~16
16 0.5~3 48-8
16 1.75~3 14-8

08IRA55 [ J 5 0.7 0.6 0.05

11ERA55 [ J 6.35 0.9 0.8 0.05|11IRA55 [ J [ J [ J 6.35 0.9 0.7 0.07
16ERA55 [} [ J @® 9525 0.9 0.7 0.07|16IRA55 [ J [ J ® 9525 09 07 007
[ [ ]

o

16ERAGS55 9525 1.7 1.2 0.07|16IRAG55 9.525 1.7 1.2 0.07
16ERG55 [ J [ J [ J 9525 1.6 1.2 0.25|16IRG55 [} [ J 9.525 1.7 1.2 0.25

T T T|>D|>3| 3|3 |Hand of cut

Partial-profile insert with chipbreaker

e 5 External insert Internal insert
® - Grade Grade
< | Pitch | TPI |9 N N
o 2| Designation Coated IC |PDX|PDY| RE | Designation Coated IC |PDX|PDY| RE
[}
= T AH725 AH725
16 0.5~3 48~16 R |16ERAG55-B [ 9.525 1.7 1.2 0.07|16IRAG55-B [ 9525 1.7 1.2 0.05
16 1.75~3 14~8 R |16ERG55-B [ 9.525 1.7 1.2 0.23|16IRG55-B [ M 9525 1.7 12 02
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY are different from other inserts.
highlighted item requires changing shims. AH725
INSERT
When using a new AH725 with chipbreaker, the conventional shim may need to Conventional
be replaced with a new standard shim. Please refer to the page 5-27. shim
Toolholder

Reference pages: J-Series : Toolholders — 5-19, 5-20
TungThread : Toolholders — 5-20 - 5-24 Inappropriate

. . example
Standard cutting conditions — 5-25 ® : Line up /5 pieces per package

5-10



TUNGTHREAD

INSERT

Unified (General purpose)

Applicable toolholder
1/8P PDX Insert size External Internal
v || RE T |SER™11... SNR/L1...
> 3 16 | CER/L*16... TSNR/L*16
E 7 JSER**16 SNR/L**16...
- - JS*SEL16 TCNR/L**16...
B-SER/L**16 CNR/L**16...
B-CER/L**16
IC BC-SER/L™16
Right hand (R) for external
threading
Full-profile insert
o 5 External insert Internal insert
N o
g Pitch |z | 6 Grade Grade
@ | (Reference)| = | D Designation Coated IC |PDX|PDY| RE Designation Coated IC |PDX|PDY| RE
©
£ I AH725 T313V AH725 T313V
11 (0.794) 32 R 11IR32UN [ J 6.35 05 1.2 0.06
11 (0.907) 28 R 11IR28UN (] 6.35 05 1.2 0.06
11 (1.058) 24 R 11IR24UN [ ] 6.35 0.9 0.7 0.07
11 (1.27) 20 R 11IR20UN [ J 6.35 09 0.7 0.09
11 (1.411) 18 R 11IR18UN (] 6.35 09 0.7 0.1
11 (1.588) 16 R 11IR16UN [ J 6.35 09 0.7 0.11
11 (1.814) 14 R 11IR14UN ( ] 6.35 09 0.7 0.13
16 (0.794) 32 R |16ER32UN [ J 9.525 0.5 1.2 0.1 |16IR32UN [ ] 9.525 0.5 1.2 0.06
16 (0.907) 28 R | 16ER28UN [ ] 9.525 0.5 1.2 0.11]|16IR28UN ( ] 9.525 0.5 1.2 0.06
16 (1.058) 24 R |16ER24UN o 9.525 0.9 0.7 0.13|16IR24UN [ ] 9.525 09 0.7 0.07
16 (1.27) 20 R |16ER20UN [ ] 9.525 0.9 0.7 0.16|16|IR20UN [ ] 9.525 0.9 0.7 0.09
16 (1.411) 18 R|16ER18UN o 9.525 0.9 0.7 0.18|16IR18UN [ ] 9.525 09 0.7 0.1
16 (1.588) 16 R | 16ER16UN [ ] [} 9525 0.9 0.7 0.2 |16IR16UN [} [ J 9525 09 0.7 0.11
16 (1.814) 14 R |16ER14UN o [ ] 9.525 1.6 1.2 0.23|16IR14UN [ ] [ ] 9.525 16 1.2 0.13
16 (1.954) 13 R | 16ER13UN [ ] 9.525 1.6 1.2 0.24|16IR13UN [ ] 9.525 1.6 1.2 0.14
16 (2.117) 12 R|16ER12UN (] [ J 9.525 1.6 1.2 0.27|16IR12UN [ ] [ ) 9525 16 12 0.15
16 (2.309) 11 R |16ER11UN [ ] 9525 1.6 1.2 0.29|16IR11UN [} 9525 1.6 1.2 0.16
16 (2.54) 10 R|16ER10UN (] 9.525 1.6 1.2 0.32|16IR10UN { ] 9525 16 1.2 0.18
16 (2.822) 9 R |16ER9UN [} 9525 1.6 1.2 0.35|16IR9UN [ J 9525 16 12 0.2
16 (3.175) 8 R |16ER8UN [ ) [ J 9525 16 1.2 0.4 |16IR8UN (] [ ] 9525 16 12 0.22

Reference pages: Toolholders — 5-20 - 5-24,

Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package

Threading

5-11



Thread
form

5-12

TUNGTHREAD

INSERT

Full-profile insert with chipbreaker

External insert

Internal insert

[ 5
N o
0| — %= Grade Grade
€ | Pitch | & |9 o o
g 2 Designation Coated Cermet IC |PDX|PDY| RE Designation Coated Cermet IC |PDX|PDY| RE
]
= I AH725 NS9530 AH725 NS9530
16 24 R |16ER24UN-B [ 9.525 0.8 0.7 0.11
16 24 R|16ER24UN-M [ ] 9.525 09 0.7 0.13
16 20 R |[16ER20UN-B [ 9.525 0.9 0.8 0.14|16IR20UN-B [ 9.525 0.9 0.8 0.06
16 20 R |16ER20UN-M [} 9525 0.9 0.7 0.16|16IR20UN-M [} 9.525 0.9 0.7 0.09
16 18 R |16ER18UN-B [ 9525 1 0.8 0.15|16IR18UN-B o 9525 1 0.8 0.08
16 18 R |16ER18UN-M [ ] 9.525 0.9 0.7 0.18|16IR18UN-M [ ] 9525 09 0.7 0.1
16 16 R |16ER16UN-B o 9525 1.1 0.9 0.19|16IR16UN-B [ 9.525 1.1 0.9 0.09
16 16 R [16ER16UN-M [ ] 9.525 09 0.7 0.2 |16IR16UN-M [ ] 9.525 09 0.7 0.11
16 14 R [16ER14UN-B o 9.525 1.2 1 0.22]|16IR14UN-B o 9.525 1.2 0.9 0.11
16 14 R [16ER14UN-M [ ] 9.525 1.6 1.2 0.23|16IR14UN-M [ ] 9.525 16 1.2 0.13
16 13 R [16ER13UN-B o 9525 13 1 024
16 12 R [16ER12UN-B o 9.525 1.4 1.1 0.25|16IR12UN-B o 9.525 14 11 0.2
16 12 R [16ER12UN-M [ ] 9.525 1.6 1.2 0.27|16IR12UN-M [ ] 9.525 1.6 1.2 0.15
16 8 R |16ER8SUN-B [ M 9.525 1.6 1.2 0.41]|16IR8UN-B [ M 9.525 1.5 1.1 0.19
16 8 R |16ER8S8UN-M [ ] 9.525 1.6 1.2 0.4 |16IR8UN-M [ ] 9.525 1.6 1.2 0.22
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY
are different from other inserts.
highlighted item requires changing shims.
When using a new AH725 with chipbreaker, the conventional shim may need to
be replaced with a new standard shim. Please refer to the page 5-27. g
Conventional
shim
Toolholder
Inappropriate
example

Reference pages: Toolholders — 5-20 - 5-24,

Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package



TUNGTHREAD

INSERT

Whitworth, Parallel pipe thread

Applicable toolholder
PDX PDX Insert size External Internal
-
' 6 SNR/L000*K06SC...
) o SNR/LO00"HOS...
© hrd @) 11 | SER*™11... SNR/L*™11...
N © o 16 | CER/L*™16... TSNR/L*16
~ JSER**16 SNR/L**16...
JSE**SEL16 TCNR/L**16...
B-SER/L**16 CNR/L*16...
Right hand (R) for internal threading Right hand (R) for external B-CER/L**16
threading BC-SER/L**16
Full-profile insert
e 5 External insert Internal insert
— o
g Pitch |z |5 Grade Grade
g (Reference)| = | T Designation Coated Uncoated| 1IC |PDX|PDY| RE Designation Coated Uncoated| IC |PDX|PDY| RE
©
= I AH725/T313V| TH10 AH725/T313V| TH10
6 (1.337) 19 R 6IR19W [ J [ J - 09 - 017
11 (1.337) 19 R 11IR19W [ J [ J ([ 6.35 09 0.7 0.17
11 (1.814) 14 R 11IR14W [ J [ J [ J 6.35 09 0.7 0.23
16 (0.907) 28 R |16ER28W [ ] [ ] 9525 0.9 0.7 0.11|16IR28W [ ] 9.525 09 0.7 0.11
16 (0.97) 26 R |[16ER26W [ J 9.525 0.9 0.7 0.12|16IR26W [ J 9.525 0.9 0.7 0.12
16 (1.27) 20 R |[16ER20W [ J 9.525 0.9 0.7 0.16|16IR20W [ J 9.525 0.9 0.7 0.16
16 (1.337) 19 R [ 16ER19W [} [ J 9.525 0.9 0.7 0.17|16IR19W [ J 9.525 0.9 0.7 0.17
16 (1.411) 18 R [16ER18W [ J 9.525 0.9 0.7 0.18|16IR18W [ J 9.525 0.9 0.7 0.18
16 (1.588) 16 R [ 16ER16W [ J [ J 9.525 0.9 0.7 0.2 |16IR16W [ J [ J 9.525 0.9 0.7 0.2
16 (1.814) 14 R [16ER14W [} [ J ® 9525 16 1.2 0.23|16IR14W [ J [ J ® 9525 16 1.2 023
16 (1.814) 14 L | 16EL14W [} 9525 16 1.2 023
16 (2.117) 12 R [16ER12W [ J [ J 9.525 1.6 1.2 0.27|16IR12W [ J [ J 9.525 1.6 1.2 0.27
16 (2.309) 11 R [16ER11W [ J [ J ® 9525 1.6 1.2 0.29|16IR11W [ J [ J ® 9525 16 1.2 029
16 (2.54) 10 R |16ER10W [ J [ J 9.525 1.6 1.2 0.32|16IR10W [ J (] 9525 16 1.2 0.32
16 (2.822) 9 R |16ER9W [ J 9.525 1.6 1.2 0.35|16IR9W [ J 9.525 1.6 1.2 0.35
16 (3.175) 8 R |16ER8W [ J [ J 9525 1.6 1.2 0.4 |16IR8W [ J [ 9525 16 12 04
Full-profile insert with chipbreaker
) 5 External insert Internal insert
N o
< | Pitch |z |5 Grade Grade
g Reference)| = | 0 | Designation Coated | Cermet IC |PDX|PDY| RE | Designation Coated Cermet | IC |PDX|PDY| RE
= T AH725 | NS9530 AH725 |AH8015| NS9530
16 (1.337) 19 R |16ER19W-B o 9525 1 0.8 0.16
16 (1.337) 19 R |16ER19W-M ([ 9.525 0.9 0.7 0.17|16IR19W-M [ ] 9.525 09 0.7 0.17
16 (1.588) 16 R | 16ER16W-B [ M 9.525 1.1 0.9 0.2 |16IR16W-B [ M 9.525 1.1 0.9 0.18
16 (1.814) 14 R |16ER14W-B [ 9.525 1.2 1 0.24|16IR14W-B [ M 9525 12 1 0.21
16 (1.814) 14 R [16ER14W-M [ ] 9.525 1.6 1.2 0.23|16IR14W-M [ J [} 9525 16 1.2 023
16 (2.309) 11 R |16ER11W-B o 9.525 1.5 1.1 0.27|16IR11W-B o 9.525 1.5 1.1 0.27
16 (2.309) 11 R [16ER11W-M ([ J 9.525 1.6 1.2 0.29|16IR11W-M [ J 9.525 1.6 1.2 0.29
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY
are different from other inserts.
highlighted item requires changing shims.
When using a new AH725 with chipbreaker, the conventional shim may need to AHT25
be replaced with a new standard shim. Please refer to the page 5-27. Insert

Reference pages: Toolholders — 5-20 - 5-24,
Standard cutting conditions — 5-25

Conventional
shim
Toolholder

Inappropriate
example

@ : Line up / 5 pieces per package

Threading

5-13



Thread
form

5-14

TUNGTHREAD

INSERT

BSPT (for Pipe)

Applicable toolholder
RE PDX Insert size External Internal
6 SNR/L000*KO06SC...
SNR/L000*H06...
11 | SER™11... SNR/L*™11...
16 | CER/L*™16... TSNR/L**16
JSER*™16 SNR/L*16...
Ic JSE*SEL16 TCNR/L**16...
B-SER/L**16 CNR/L*186...
Right hand (R) for internal threading Right hand (R) for external B-CER/L**16
threading BC-SER/L™16
Full-profile insert
o 5 External insert Internal insert
N 3
2| Pitch g |5 Grade Grade
fg (Reference)| = | 5 Designation Coated |Uncoated| IC |PDX|PDY| RE Designation Coated Uncoated| IC |PDX|PDY| RE
]
= I AH725(T313V| TH10 AH725|T313V| TH10
6 (1.337) 19 R 6IR19PT [ J [ J - 09 - 0.14
11 (1.337) 19 R 11IR19PT [ J [ J [ J 6.35 09 0.7 0.14
11 (1.814) 14 R 11IR14PT [ J [ J [ J 6.35 09 0.7 0.16
16 (0.907) 28 R |16ER28PT [ J [ J 9.525 0.9 0.7 0.09
16 (1.337) 19 R [16ER19PT [ J [ J 9.525 0.9 0.7 0.14|16IR19PT [ J 9525 0.9 0.7 0.14
16 (1.814) 14 R |16ER14PT [ J [ J 9.525 1.6 1.2 0.16|16IR14PT [ J [ J ([ 9525 1.6 1.2 0.16
16 (2.309) 11 R |16ER11PT [ J [ J 9525 1.6 1.2 0.26|16IR11PT [ J [ J [ ] 9.525 1.6 1.2 0.26
Full-profile insert with chipbreaker
o 5 External insert Internal insert
| pitch Eg Grade Grade
g (Reference)| = | T Designation Coated | Cermet IC |PDX|PDY| RE Designation Coated | Cermet IC |PDX|PDY| RE
£ z AH725 | NS9530 AH725 | NS9530
16 (1.337) 19 R |16ER19PT-M [} 9.525 0.9 0.7 0.18| 16IR19PT-M [ J 9.525 0.9 0.7 0.18
16 (1.814) 14 R|16ER14PT-B [ 9525 12 1 0.21|16IR14PT-B [ 9525 1 1.2 0.21
16 (1.814) 14 R [16ER14PT-M [} 9.525 1.6 1.2 0.25|16IR14PT-M [} 9525 16 1.2 025
16 (2.309) 11 R |16ER11PT-B [ 9525 15 1.1 0.28|16IR11PT-B [ 9525 15 1.1 0.28
16 (2.309) 11 R [16ER11PT-M [ J 9.525 1.6 1.2 0.32|16IR11PT-M [ J 9525 1.6 1.2 0.32
The adjustment of the cutting edge position will be needed as the dimensions of PDX and PDY
are different from other inserts.
highlighted item requires changing shims.
When using a new AH725 with chipbreaker, the conventional shim may need to
. . AH725
be replaced with a new standard shim. Please refer to the page 5-27. Insert
Conventional
shim
Toolholder
Inappropriate
example

Reference pages: Toolholders — 5-20 - 5-24,
Standard cutting conditions — 5-25

@ : Line up / 5 pieces per package



TETRAMCUT

STCR/L-18

External threading toolholder

—

Designation H B LF
STCR/L1010X18 10 10 120
STCR/L1212F18 12 12 85
STCR/L1212X18 12 12 120
STCR/L1616X18 16 16 120
STCR/L2020X18 20 20 120

HF

LH
18.5
18.5
18.5
18.5

23

E

16
20

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).

& A

SPARE PARTS

Designation Clamping screw Wrench
STCR... CSTC-4L100DL T-1008/5
STCL... CSTC-4L100DR T-1008/5

TETRAMCUT

STCR/L-18

WF

10
12
12
16
25

Right hand (R) shown.

HBH Insert
4.5 TC*18...
2.5 TC*18...
2.5 TC*18...
- TC*18...
- TC*18...
URN
TUNG TUET

External threading toolholder, with high pressure coolant capability

LF )
[1L bt
Z| (= | e e
e [ - p— g i o
<tH,_ 3y T 5/16"-24UNF 7
LdiNet-T-4 - . T t S p—— _ _pBn e
i %gew ————————— GO i Ty T 0@11@@51 2
T ]
L Ty Fig. 1 3 T Fig. 2
m [a]
T 2 Right hand (R) shown.
Designation H B LF LH L3 HF WF HBH Fig. Insert Torque*
STCR/L1212F18-CHP 12 12 85 18.5 175 12 0/12 4 2 TC*18... 1.2
STCR/L1212X18-CHP (! 12 12 120 18.5 17.5 12 0/12 4 1 TC*18... 1.2
STCR/L1616X18-CHP (! 16 16 120 18.5 = 16 0/16 0 1 TC*18... 1.2

This toolholder can be used with threading and grooving inserts.
Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L)

(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

*Torque: Recommended clamping torque (N-m)

& A

SPARE PARTS
Designation Clamping screw Wrench
STCL**18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5 Pitch

:0.8

Groove width : 0.33 ~3 mm

~3 mm

Reference pages: Inserts — 5-4, Standard cutting conditions — 5-25

Parts for coolant hose — 3-61

Threading

5-15



5-16

TETRAMCUT

QC12-STCR/L

External grooving and threading head

T e

Right hand (R) shown.

Designation [T NETTEN H B LH HF HBH  HBL WF Insert  Torque*
QC12-STCR18 0.33 3 12 12 195 12 3.9 17.9 TC*18R... 1.2
QC12-STCL18 0.33 3 12 12 21 12 3.9 18.3 9 TC*18L... 1.2

The right hand insert (R) is used for the right hand toolholder (R). The left hand insert (L) is used for the left hand toolholder (L).
*Torque: Recommended clamping torque (N-m)
SPARE PARTS @ X
Designation Clamping screw Wrench

QC12-STCR18 CSTC-4L100DL T-1008/5

QC12-STCL18 CSTC-4L100DR T-1008/5
TETRAMCCUT

ETRAMICU Tie

QC12-STCR/L-CHP TUNG 1JET

External grooving and threading head, with high pressure coolant capability

Designation CWN CwWX H B LH HF HBH HBL
QC12-STCR18-CHP 0.33 3 12 12 19.5 12 4.2 19.3
QC12-STCL18-CHP 0.33 3 12 12 21 12 4.2 19.3

The right hand insert (R) is used for the right hand toolholder (R). The left hand insert (L) is used for the left hand toolholder (L).
Through-coolant head

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ X (@)

Designation Clamping screw Wrench O-ring
QC12-STCR18-CHP CSTC-4L100DL T-1008/5 OR S8-045 4.5X1.0 NBR70
QC12-STCL18-CHP CSTC-4L100DR T-1008/5 OR SS-045 4.5X1.0 NBR70

T e

Right hand (R) shown.

WF Insert Torque*
6 TC*18R... 1.2
9 TC*18L... 1.2

Reference pages: Inserts — 5-4, QC-Shanks — 3-60, Standard cutting conditions — 5-25

Parts for coolant hose — 3-61




TETRAMCUT

JS-STCL18

External threading toolholder with round shank

b S

LF

Left hand (L) shown.

Designation DCONMS LF LH H WB WF Insert
JS14H-STCL18 14 100 20 13 14 6 TC*18R...
JS159F-STCL18 15.875 85 20 15 14 6 TC*18R...
JS16F-STCL18 16 85 20 15 14 6 TC*18R...
JS19G-STCL18 19.05 90 20 18 14 6 TC*18R...
JS19X-STCL18 19.05 120 20 18 14 6 TC*18R...
JS20G-STCL18 20 90 20 19 14 6 TC*18R...
JS20X-STCL18 20 120 20 19 14 6 TC*18R...
JS22X-STCL18 22 120 20 21 12.25 10 TC*18R...
JS25H-STCL18 25 100 20 24 12.25 10 TC*18R...
JS254X-STCL18 25.4 120 20 24 12.25 10 TC*18R...

Use rleft-hand toolholders (L) with right-hand inserts (R).
SPARE PARTS & %
Designation Clamping screw Wrench
JS*STCL18 CSTC-4L100DL T-1008/5
DUOJCUT
JSXXR/L
Threading toolholder, for Swiss lathes
Right hand £ Left hand i
I et =t = M
R 3 LF -
N
- JXTG12 oy g E[m“
e ) I:
T
£ Right hand (R) shown.
Designation H B WF (R/L) LF* HF HBH Insert
JSXXR/L1010X09 10 10 0.2/9.8 118 10 3 JX...
JSXXR/L1212F09 12 12 0.2/9.8 83 12 15 JX...
JSXXR/L1212X09 12 12 0.2/9.8 118 12 1.5 JX...
JSXXR/L1616X09 16 16 0.2/9.8 118 16 0 JX...
JSXXR/L2020H09 20 20 0.2/9.8 98 20 0 JX...

*This toolholder can be used with threading and grooving inserts. With parting inserts, the dimension of LF will be different depending on the insert shape.

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L)

& A

SPARE PARTS
Designation Clamping screw Wrench
JSXXR... CSTC-4L100DL T-1008/5
JSXXL... CSTC-4L100DR T-1008/5

Reference pages: TetraMini-Cut: Inserts — 5-4, Standard cutting conditions — 5-25
Duodust-Cut: Inserts — 5-5, Standard cutting conditions — 5-26

Threading

5-17



DUOJCUT

JSXXR/L

TUNG LLET

5-18

Threading toolholder, with high pressure coolant capability

mt Left hand

I

18.8

L3 Insert

JX06...,12...,16...

LF
Right w T TR .
Max.screw hand = 4;[% band B i
diameter T 5/16”-24UNF
JXTG12 (<t w© g’ﬂ:{“ﬁ”ﬁ
NN Ta Do [ =}
L3 o
pu
Designation H B WF (R/L) LF* HF HBH LH*
JSXXR/L1212X09-CHP 12 12 0.2/11.8 118 12 2 <19.4
JSXXR/L1616X09-CHP ) 16 16 0.2/15.8 118 16 2.5 <19.4

18.7

JX06...,12...,16...

*This toolholder can be used with threading and grooving inserts. With parting inserts, the dimensions of LF and LH will be different depending on the insert shape.

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L)
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

& A

SPARE PARTS
Designation Clamping screw Wrench Parting-off widths : 1, 1.5 mm (Max. parting dia. @6)
JSXXR... CSTC-4L100DL T7-1008/5 :1.5, 2 mm (Max. parting dia. 012, 016)
JSXXL... CSTC-4L100DR T-1008/5 Pitch :0.2~1.5mm
Range of threads machined pitch
Designation Pitch Max.screw diameter
JXTG12FR/L-60A-000 0.2-0.4 Metric: M26, Unified: 1"
JXTG12FR/L-60B-000 0.2-0.4 Metric: M26, Unified: 1"
JXTG12FR/L-60A-005 0.4 -1 Metric: M24, Unified: 15/16"
JXTG12FR/L-60B-005 0.4 -1 Metric: M24, Unified: 15/16"
JXTG12FR/L-60N-010 1-15 Metric: M22, Unified: 7/8"
DUOJCUT
JS-SXXL09
External threading toolholder with round shank
- LF _ R
- TR T
. — A
y DCON
SEE e M B
®E
L/ L
%A
=
Designation DCON H B WwB2 LF LH WF** fo** Insert
JS19G-SXXL09 19.05 18 18 5.9 90 21 10 6 JX*G06,12*R
JS19X-SXXL09 19.05 18 18 5.9 120 21 10 6 JX*G06,12*R
JS20G-SXXL09 20 19 19 5.4 90 21 10 6 JX*G06,12*R
JS20X-SXXL09 20 19 19 5.4 120 21 10 6 JX*G06,12*R
JS22X-SXXL09 22 21 21 4.4 120 21 10 6 JX*G06,12*R
JS25H-SXXL09 25 24 24 2.9 100 21 10 6 JX*G06,12*R
JS254X-SXXL09 25.4 24 24 2.7 120 21 10 6 JX*G06,12*R

This toolholder can be used with threading and parting inserts.
“*When using JXPGO6 insert, WF and f2 will be shortened by 2 mm.

& A

Wrench
T-1008/5

SPARE PARTS
Designation
JS***-SXXL09

Clamping screw
CSTC-4L055L

Reference pages: Inserts — 5-5, Standard cutting conditions — 5-26
Parts for coolant hose — 3-61




J-SERIES

JSTTR/L

External threading toolholder for Swiss lathes

N B LF . -
R
U J@\
e
F /J>§>A oy
179/
&
T Right hand (R) shown.
Designation H B LF LH HF WF HBH Insert
JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/L30...
JSTTR/L1212F3 12 12 85 18.5 12 11.5 - JTTR/L30...
JSTTR/L1212X3 12 12 120 18.5 12 115 - JTTR/L30...
JSTTR/L1616X3 16 16 120 16.5 16 15.5 - JTTR/L30...
Recommended clamping torque: 1.2 N-m
SPARE PARTS & /@
Designation Clamping screw Wrench
JSTTR/L... CSTB-4SD T-8F
SJ-SERIES
JS-TTLS3
External threading toolholder with round shank
() -
_ e - T
T : :
3 8
AL e ‘ o
= —_— ﬁ
Y A
om
=
Left hand (L) shown.
Designation DCONMS WF LF H WB Insert
JS19K-TTL3 19.05 10 125 18 11.5 JTTR3O0...
JS20K-TTL3 20 10 125 19 11.5 JTTR30...
JS22K-TTL3 22 10 125 21 11.5 JTTR30...
JS25K-TTL3 254 10 125 24 12.7 JTTR3O0...

Recommended clamping torque: 3.5 N-m

SPARE PARTS & /é

Designation Clamping screw Wrench
JS*™-TTL3 CSTB-4S T-15F

Reference pages: Inserts — 5-10

Threading
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J-SERIES

JSXBR/L

External threading toolholder for Swiss lathes

7 CDX
Y -
\ I < oy
L
- = LF -
. LH |
W —
= ANCOINS Es
Right hand (R) shown.
Designation H B LF LH CDX HF WF Insert
JSXBR1010K8-C 10 10 125 29 6.4 10 5.7 JXTR...
JSXBR1212K8-C 12 12 125 29 6.4 12 7.7 JXT*R...
JSXBR1616K8 16 16 125 29 6.4 16 11.7 JXT*R...
JSXBR2020K38 20 20 125 29 6.4 20 15.7 JXT*R...
Can be wrenched also from the back with a double-head screw.
SPARE PARTS & /é ( This toolholder can be used for JXB back-turning insert and JXT threading insert.
Designation Clamping screw Wrench 1 (O\Q{Enr;lcgarzts)
JSXBR... CSTB-4SD T-8F (T-8L)
SER
Screw-on external threading toolholder
_ LF . -
|
= o L‘D#
Gavr 4
L
T B
Designation H B LF HF WF GAMF Insert
SERO0808H11 8 8 100 8 0 SR 11ER...
SER1010H11 10 10 100 10 0 1.56° 11ER...
SPARE PARTS & %“g
Designation Clamping screw Wrench
SER**H11 SR M2.6-L6.7-S11 T-8/5
TUNGTHREAD
JSE2R16-CHP TUNG TUET

External threading toolholder with direct connection, with high pressure coolant capability

LF LF

=) ﬁ@ﬁE‘#Ijﬁﬂgo e

ATW#NW
m
0 s Y

<y LH 5/16”-24UNF GA \L/ LH

_—5/16”-24UNF

L © €O L &

o !

Type A Type B
Designation H B LF LH HF WF GAMF Type
JSE2R1212F16-CHP 12 12 85 19 12 0 79 A
JSE2R1212X16-CHP 12 12 120 19 12 0 1° B
JSE2R1616X16-CHP (! 16 16 120 19 16 0 i B

(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

& s

Clamping screw Wrench
CSTB-3.5 T-15F

SPARE PARTS
Designation
JSE2R**16-CHP

Reference pages: J-Series: Inserts — 5-10
TungThread: Inserts — 5-7 - 5-14, Standard cutting conditions — 5-25,
Parts for coolant hose — 3-61

Right hand (R) shown.

Insert
16ER...
16ER...
16ER...



TUNGTHREAD

SER-X-CHP-MC TUNG TET

Screw-on external threading toolholders-High-pressure coolant capability with tube and direct connection

>

- A
] T
i Right hand (R) shown.

Designation H B LF LH HF WF L5 Insert
SER2020X16-CHP-MC 20 20 107 36 20 25 27.9 16ER...

SPARE PARTS & X @ ) @ @ (
Designation Clamping screw Wrench Shim screw Shim Coolant unit Coolant plug Wrench

SER*X16-CHP-MC CSTB-3.5ST T-15F DTS5-3.5 A16-1DT CU-V-CHP PLUGG1/8-6.5TL360 P-3.5
CER/L

Clamp-on external threading toolholder (alternative clamping of screw-on or clamp-on only for DT type)

LF -
1o e
w m¢
— =
L q0°
5 T =
Right hand (R) shown.
Designation H B LF LH HF WF Insert
CER/L1212H16DT 12 12 100 24 12 16 16ER/L...
CER/L1616H16DT 16 16 100 24 16 20 16ER/L...
CER/L2020K16DT 20 20 125 24 20 25 16ER/L...

A clamp set consists of a clamp and a clamping screw. A shim set consists of a shim and a shim screw to secure the shim to the shank.
Standard shims can be used on both right- and left-hand toolholders. Please use either of the sides depending on the tool hand.
When using DT type, please remove either the clamp set or the insert clamping screw.

SPARE PARTS @ & L ( /é

Designation Clamp set Clamping screw  Shim screw Shim Wrench 1 Wrench 2
CER/L**16DT CSP16 CSTB-3.5ST DTS5-3.5 A16-1DT P-3.5 T-15F
JS-SEL16

External threading toolholder with round shank

T

o
~—

i W DCON
—1 § (-) \ Il
L]

'
- L WH T
- - Right hand (R) shown.

Designation DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 12.5 16ER...
JS19X-SEL16 19.05 18 120 30 12.5 16ER...
JS20G-SEL16 20 19 90 30 13 16ER...
JS20X-SEL16 20 19 120 30 13 16ER...
JS25HSEL16 25 24 100 30 15.5 16ER...
JS254X-SEL16 25.4 24 120 30 15.7 16ER...

& /@ Use left-hand toolholders (L) with right-hand inserts (R).

SPARE PARTS

Designation Clamping screw Wrench

JS***-SEL16 CSTB-3.5 T-15F

Reference pages: Inserts — 5-7 - 5-14, Standard cutting conditions — 5-25

Threading
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TUNGTHREAD

B-S/CER/L

External threading toolholder for Swiss lathes

—
Designation H
B-SER10H16 20
B-SER12K16 24
B-CER/L16M16 32
SPARE PARTS @
Designation Clamp set
B-SER**16 =
B-CER/L16M16 CSP16

oy g mt
LH 10°, |
_ LF - o HF LF 4%
] |
\ T - ﬁ
B[S ﬁ
A y
B-SER B-CER/L
B LF LH HF WF
10 100 15 10 16
12 125 18 12 18
16 150 24 16 22
Shim set Clamping screw Wrench
- CSTB-3.5 T-15F
A16-1 - T-15F

TUNGTHREAD

BC-SER/L

Right hand (R) shown.

Insert

16ER...

16ER...
16ER/L...

External threading toolholder for multi-functional Swiss lathes

Designation H
BC-SER12K16 24
SPARE PARTS &
Designation Clamping screw
BC-SER12K16 CSTB-3.5

Wrench
T-15F

LF

80°
HF dzo =
L EE Gt MWe 3
(T I 95°
© @ .
sl L gt FE,
17| 3 10°
HF
ST H
LF HF WF
125 12 23

Reference pages: Inserts — 5-7 - 5-14, Standard cutting conditions — 5-25

9-22

HBKW

T

Right hand (R) shown.

Insert
16ER..., CC*T09T3...



TUNGTHREAD

SNR/L-2/3

Screw-on internal threading toolholder

(%)
=
DMIN % E
L
‘ = Sy
" be m
N W} K
. LH L
C R = > LF ~l H
2y
18 = m—ﬂ j‘ Right hand (R)
(O] Carbide shank
Designation Material [GIYTMM DCONMS  WF LF LH H GAMP Insert
SNRO006H06-2 Steel 8 8 4.7 100 18 7 2° 6IR...
SNR0O006H06-3 Steel 8 8 4.7 100 18 7 3° 6IR...
SNRO008H06-2 Steel 10 8 5.7 100 18 7 2° 6IR...
SNRO008H06-3 Steel 10 8 5.7 100 18 7 3° 6IR...
SNRO0O06K06SC-2 Carbide 8 8 4.7 125 30 7 2° 6IR...
SNR0O006K06SC-3 Carbide 8 8 4.7 125 30 7 3° 6IR...
SNRO0O08K06SC-2 Carbide 10 8 5.7 125 18 7 2° 6IR...
SNRO008K06SC-3 Carbide 10 8 5.7 125 18 7 3° 6IR...
Use right-hand toolholders (R) with right-hand inserts (R).
SPARE PARTS & /%
Designation Clamping screw Wrench
SNROOO6HO6... CSTB-2L040 T-6F
SNROOO8HO06... CSTB-2L T-6F
SNRO0O6K06SC... CSTB-2L040 T-6F
SNRO008K06SC... CSTB-2L T-6F
(@]
£
ie]
W]
TUNGTHREAD :
e
|_
SIR
Internal threading bars, Screw-on clamp
. LF ‘ DCONMS E
DMIN J iAH;;
m
i &) t
Right hand (R) shown.
. . . Coolant
Designation Material DCONMS  WF LF LH H B GAMP hole Insert
SIR0005H06 Steel 6.4 12 4.3 100 12 11 - 1.5° Without 06IR...
SIR0007KO08 Steel 7.8 16 5.3 125 18 15 - 1.5° Without 08IR...
SIR0005H06CB Carbide 6.4 4.3 100 25 5) - 1145 With 06IR...
SIR0007K08CB Carbide 8 5.3 125 30 7 - 1.5° With 08IR...
The right hand insert (*IR...type) is used for the right hand toolholders (SIR...type).
Recommend over 1 mm clearance between internal diameter of thread and each tools DMIN.
SPARE PARTS & ﬁ Applicable thread size
i i i L . Unified Parallel pipe
Designation Clamping screw Wrench Description 1SO metric IRAGO Insert IRABS Insert
SIR0005H06... SR 14-552 T-6F-S
SIR0O005HO06... > M9 3/8-24 UNF G1/8
SIR0007KO8... SR 14-558 T-6F-S SIR0007KOS... M11 7/16-20 UNF G1/4

Reference pages: Inserts — 5-7 - 5-14, Standard cutting conditions — 5-25

Sleeve — 4-31
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5-24

TUNGTHREAD

SNR/L

Screw-on internal threading toolholder

Designation
SNR/LO010K11
SNR0010K11-2
SNR0O010K11-3
SNR/L0013L11
SNR0013L11-2
SNR0013L11-3
SNR/L0O016M16
SNR0016M16-2
SNR0016M16-3
SNR0010M11SC
SNR0010M11SC-2
SNR0010M11SC-3
SNR0012P11SC
SNR0012P11SC-2
SNR0012P11SC-3

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).

SPARE PARTS
Designation
SNR/LOO**11...
SNR/LO016M16...
SNR00**11SC...

Material
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel
Steel

Carbide

Carbide

Carbide

Carbide

Carbide

Carbide

&

DCONMS
12 16

12
12
15
15
15
19
19
19
13
13
13
15
15
15

Clamping screw

CSTB-2.5
CSTB-3.5
CSTB-2.5

TINYIMTURIN

JBIR

16
16
16
16

il

Wrench

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

WF

6.6
6.6
8.2
8.2
8.2
10.6
10.6
10.6
7.4
7.4
7.4
8.5
8.5
8.5

LF
LH 3
L
5
LF LH L3
125 25 -
125 25 -
125 25 -
140 32.5 -
140 32.5 -
140 32.5 -
150 40 -
150 40 -
150 40 -
150 24 -
150 24 -
150 24 -
170 28 -
170 28 -
170 28 -

15
15
15
15
15
15
15
15
15

11
11
11

DCONMS

B
15.5
15.5
15.5
15.5
15.5
15.5
15.5
15.5
15.5

N 3
WA
-

=

Right hand (R) shown.

GAMP
10
20
30
1
20
30
10
20
30
1
20
30
10
20
30

Insert
11IR/L...
11IR...
11IR...
11IR/L...
11IR...
11IR...
16IR/L...
16IR...
16IR...
11IR...
11IR...
11IR...
11IR...
11IR...
11IR...

Solid boring bar for internal threading

Designation
JBIR04140050-D040
JBIR07140050-D050
JBIR07140075-D050
JBIR07140100-D048
JBIR07140100-D060
JBIR07140125-D060
JBIR07140150-D060
JBIR07140150-D070

SH730

CF-g.oz
0.06
0.06
0.09
0.12
0.12
0.15
0.18
0.18

DCON

NN NN N NN A

WF
1.5
0.9
0.9
0.9
1.8
1.8
1.8
2.8

DCONM®

LF
30
30
30
30
30
30
30
30

LH
14
14
14
14
14
14
14
14

Details of edge

Right hand (R) shown.

CDX
0.3
0.3
0.4
0.6
0.6
0.7
0.8
0.8

PDX
0.35
0.35
0.45
0.55
0.55
0.65
0.75
0.75

Reference pages: TungThread: Inserts — 5-7 - 5-14, Standard cutting conditions — 5-25, Sleeve — 4-31

TinyMini-Turn: Standard cutting conditions — 5-26, Sleeve — 4-10




Technical Guide

¢ Relationship between pitch, depth P 1 1.25 15 1.75 2 2.5 3
of cut and number of passes for Ho 0.6 0.76 0.92 1.09 1.25 1.57 1.9
external metric threading H 0.866 | 1.083 | 1.299 | 1.516 | 1.732 | 2.165 | 2.598

=
T 1 0.25 0.3 0.3 0.3 0.35 0.4 0.4
2 0.15 0.2 0.25 0.25 0.25 0.3 0.35
@ 3 0.1 0.1 0.15 0.2 0.2 0.25 | 0.28
@ 4 0.05 0.06 0.1 0.1 0.16 0.2 0.2
® S | 5 0.05 | 0.06 | 0.05 0.1 0.1 015 | 0.2

Pitch 1 ~ 3 mm T Q.

%5 6 0.06 0.05 0.07 0.07 0.1 0.13

Note: Maximum machinable pitch is 3 mm. 5 7 0.02 0.05 0.05 0.07 0.1

Re] 8 0.02 0.02 0.05 0.1
Part assembly g 9 0.02 0.03 | 0.5
nsert — ] = | 10 0.02 | 0.05
E“”w 11 0.02
Clamp S 12 0.02
i
Right-left I
screw —

Il STANDARD CUTTING CONDITIONS

TUNGTHREAD

Cutting speed: Vc (m/min)

ISO Workpiece material Hardness

AH725 T313V NS9530 TH10
High carbon steel / Alloy steel < 200HB 80 - 180 100 -200 150 -200 B 2
S45C, SCM440, etc. 5
C45, 42CrMoS4, etc. 0]
> 200HB 60 - 160 100 - 150 100 - 170 - o)
P
c
Stainless steel =

SUS304, etc. - 50-130 70-130 = -
X5CrNi18-9, etc.

. Non-ferrous metals - - - - 100 - 500
Heat-resisting alloys

S Ti-BAI-4V, Inconel718, etc. - - - - 10-40

H Hard materials 50 ~ OHRC = = = 10 - 30

TETRAMCUT

TCT18R/L, TCT18FR

Iso Workpiece material Priority Grade  Cutting speed Pitch  Threads perinch
Ve (m/min) (mm) (TPI)
Low carbon steels First choice SH725 60 - 150 04-2 64 -12
S15C, SS400, etc. .
C15, St42-1, etc. Fracture resistance AH725 60 - 150 0.8-3 32-8
Carbon steels, Alloy steels First choice SH725 60 - 150 04-2 64 -12
S55C, SCM440, etc. .
C55, 42CrMoS4, etc. Fracture resistance AH725 60 - 150 0.8-3 32-8
Prehardened steels First choice SH725 60 - 150 04-2 64 -12
NAK80, PX5, etc. Fracture resistance AH725 60 - 150 0.8-3 32-8
M Stainless steel First choice SH725 50 - 80 04-2 64 -12
4, etc. .
ngﬁ\ﬁ%—’; e(‘:tc. Fracture resistance AH725 50-80 0.8-3 32-8
T A lE First choice SH725 30-100 04-2 64 -12
s Ti-6Al-4V, etc. Fracture resistance AH725 30- 100 0.8-3 32-8
Heat-resisting alloys First choice SH725 30-100 0.4-2 64 -12
Inconel718, etc. Fracture resistance AH725 30 - 100 0.8-3 32-8

Reference pages: TungThread: Inserts — 5-7 - 5-14, Toolholders — 5-20 - 5-24
TetraMini-Cut: Inserts — 5-4, Toolholders — 5-15 - 5-17

9-25



Technical Guide

I STANDARD CUTTING CONDITIONS

DUOJCUT

. . Cutting speed Pitch Threads per inch
ISO Workpiece material Grade Ve (m/min) (mm) (TPI)
Low carbon steels
S15C, SS400, etc. SH725 50 - 200 02-15 127 - 16
C15, St42-1, etc.
Carbon steels, Alloy steels
S55C, SCM440, etc. SH725 50 - 200 0.2-15 127 - 16
C55, 42CrMoS4, etc.
preslctinglstect SH725 50 - 200 02-15 127 - 16

SUH22, SUH23, etc.

Stainless steel
M SUS304, etc. SH725 50 - 200 0.2-15 127 - 16
X5CrNi18-9, etc.

Aluminium alloys
. A5056, A6061, etc. SH725 150 - 200 0.2-1.5 127 - 16
Copper alloy _ B B
©2600, C280C, etc. SH725 100 - 200 0.2-15 127 - 16
Titanium alloys
s Ti-6AI-4V, etc. SH725 30-80 0.2-1.5 127 - 16
Heat-resisting alloys SH725 30- 80 02-15 127 - 16

Inconel718, etc.

TINYMTURN
it

A

)

Internal threading

Cutting Number of passes
ISO Workpiece materia Grade speed Pitch (mm)
Vc (m/min) 0.5 0.75 1 1.25 1.5
Low carbon steels
S15C, S20C, etc. SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
C15, C20, etc.
Carbon steels, Alloy steels
. S55C, SCM440, etc. SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
C55, 42CrMoS4, etc.
FEEEEe st SH730 40 - 140 6-8 8-10 10 - 12 12-15 15 - 18

NAK80, PX5, etc.
Stainless steel

M SUS304, SUS316, etc. SH730 40 - 140 8 10 12 15 18
X5CrNi18-9, X5CrNiMo17-12-2, etc.

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

Reference pages: DuoJust-Cut: Inserts — 5-5, Toolholders — 5-17 - 5-18
TinyMini-Turn: Toolholders — 5-24

9-26



Il IMPORTANT - Replacement of shim

AH 725 insert has 2 types of shims according to the chipbreaker
geometry. Please find an appropriate shim in the table below. When
using a wrong shim, the insert seating may become unstable or the tool

life may be shortened.

AH725
Insert

Conventional
shim

Toolholder

Inappropriate

. ) example
Interchangeable shim (Insert size: 16)
Toolholder External Internal
Lead angle - - - -
screw type @ Conventional shim 0 Standard (New) @ Conventional shim @ Standard (New)
4° GXE16-4DT AE16-4DT GXN16-4DT AN16-4DT
3° GXE16-3DT AE16-3DT GXN16-3DT AN16-3DT
Dual clamping 2° GXE16-2DT AE16-2DT GXN16-2DT AN16-2DT
methods of 1° (Standard) |GX16-1DT A16-1DT GX16-1DT A16-1DT
screw-on and
clamp-on 0° GXE16-0DT AE16-0DT GXN16-0DT AN16-0DT
-1° GXE16-99DT AE16-99DT GXN16-99DT AN16-99DT
-2° GXE16-98DT AE16-98DT GXN16-98DT AN16-98DT
4° GXE16-4 AE16-4 GXN16-4 AN16-4
3° GXE16-3 AE16-3 GXN16-3 AN16-3
2° GXE16-2 AE16-2 GXN16-2 AN16-2
Clamp-on 1° (Standard) GXE16-1 A16-1 GXN16-1 A16-1
0° GXE16-0 AE16-0 GXN16-0 AN16-0
-1° GXE16-99 AE16-99 GXN16-99 AN16-99
-2° GXE16-98 AE16-98 GXN16-98 AN16-98

Shim to be replaced (Insert size: 16)

Th External Internal
read Designation | Grade | Replacement Designation Grade Replacement
16IR151S0O-B AH725
1ISO 16IR1751S0O-B AH725
161R201SO-B AH725
o 16ERAG55-B AH725 16IRAG55-B AH725
55 16IRG55-B AH725
16ERA60-B AHT725 16IRAG60-B AH725
60° Conventional | 16|RA60-B AH725 @© Conventional
shim shim
16IRG60-B AH725
16IR18UN-B AH725 ‘
UN o Standard :2:2:23:-: 2:;22 g Standard
(New) - (New)
W 16IR16W-B AH725
16IR14W-B AH725
PT 16IR14PT-B AH725
NPT 16ERSNPT-B AHT725 16IR14NPT-B AH725
16IR115NPT-B AH725

Reference pages: 5-7 - 5-14

Threading
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o. Parting, Grooving




Main products

DUOJEUT

Innovative clamping system for high rigidity in parting
CW=1-2mm

TUNGCUT

Multi-functional tool series for various grooving operations
CW=1.4-6mm

TETRAMCUT

Unique insert pocket geometry for grooving with high quality and precision
CW =0.33-3mm

TETRAFCUT

4-cornered insert with good clamping rigidity for highly precise grooving and parting
CW=0.5-3.18 mm

J-SERIES JSTG

Tool series with 3-cornered inserts.
CW =0.33-3mm

J-SERIES JSVG

Tool series with 2-cornered inserts
CW=0.33-2mm

J-SERIES JSXG

Tool series with 2-cornered inserts for parting
CW =0.7-2mm

J-SERIES JCCWS

Tool series with 2-cornered inserts for parting
CW =2 mm

J-SERIES JCGWS

Tool series with 2-cornered inserts for parting
CW=2mm

TUNGHE&EROOVE

Highly rigid clamping for wide grooving and profiling in one pass
7/ CW=10-20 mm

Internal grooving
7/ CW=1-35mm

6-7

6-12

6-32

6-41

6-47

6-53

6-31

6-29

6-30

6-54

6-56



6-2

Parting, Grooving - Quick Guide

Max. parting off dia. CUTDIA

Shape

usT

DUOJEUT
JSXXR/L

TETRAMCEUT
STC R/ L-18

~ 26 \ y
[ F—-1 1 26 mm
Insert : JXPGO6R/L Insert : TC*18
6-7 6-32
DUOJEUT J-SERIES
' JSXXR/ L JSXGR/L
~g12 y = S
"2 ] e o
4 Insert : JXPG12R/L Insert : JXGR/L
6-7 6-31
TETRAFCEUT
STCR/L-27
~ 512.8 ¢ Y N
I ————]L 212.8 mm
A -
Insert : TC*27
6-41
DUOJEUT TUNGCUT
' JSXXR/L JCTER/L
~016 | Y P~
| 7,7,]L 216 mm s
' Insert : JXPG16R/L Insert : DG*/DT*
6-7 6-12
DUOJEUT TUNGCUT J-SERIES J-SEXRIES
JSXXR/ L JCTER/L JCCWSR/L JCGWSR/L
~ 220 | ¢ Y %ﬁ
| 7,7,]L 220 mm
A Insert : JXPG20R/L Insert : DG*/DT* Insert : JCC Insert : JCG
6-7 6-12 6-29 6-30
TUNGCUT
' JCTER/L
\
~ 032 232 mm [ %
A Insert : DGS/M
6-12
TUNGCUT TUNGCUT
' CGER/L JCTER/L2012
\ (®)
HCED 238 mm FogL E
2
A Insert : DGS/M Insert : DGS/M
- 6-12
TUNGCUT TUNGCUT
' CGER/L CGP
\ O (e
~ 855 @ @
855 mm © |
A Insert : SGS/M Insert : SGS/M




External grooving

Face grooving

Internal grooving

cw
Series Insert ﬁié
z
s
a
W
8
TETRAMCEUT CW: 0.33 - 3 mm
CDX: 3.5 mm
STCR/L-18 6-32
TETRAFEUT CW: 05 - 3.18 mm
CDX: 6.4 mm
STCR/L-27 6-41
ISERIES A |cw:033-3mm
JSTG d CDX: 2.6 mm
4 6-47
TUNGCUT CW: 1.4 - 6 mm op% 2o mm
CDX: 25 mm o
JCTER/L 6-12 | DAXN: 26 mm 6-12
S~SERIES CW: 0.33 - 2 mm
CDX: 5.5 mm
JSVG 6-53
CW: 0.33 - 4.5 mm
GBR/L CDX: 5 mm
6-51
2
TUuNeH&E=ROOVE CW: 10 - 20 mm §
SPGN 6-54 5
. CW:1-3mm CW: 0.5 -2 mm
M CDX: 1.5-30 mm CDX: 0.4 -2.5mm
TINY TURN DAXN: 6 mm 4-9 | DMIN: 2 mm 4-8
CW:1-3.5mm
SNGR/L CDX: 1.5 -3 mm
DMIN: 8 mm
6-56

6-3




6-4

TUNGCUT

Multi-functional grooving tool series
with excellent versatility

New modular holder system enhances versatility of
existing monoblock holder and TungCap (PSC) lines.

High-pressure coolant system improves chip flow
and tooal life.

B High clamping rigidity

For stable tool life and accuracy
Clamping system

High repeatability
and durability due
to long pocket!

o
Stable and safe
contact areas
-

Minimizes cutting edge displacement

= Direction of
-+ Competitor ? load
€ 003}/« Conventional
E "TUNGCUI'/
IS
G 0.02
€ /
@
o
o
S 0.01
2
) .// =®
0 50 1000 1500 Measuring point
Load (N)

Reference pages: 6-12




DUOJICUT

Innovative clamping system
ensures stability in parting-off
operations

Double-edged parting insert with 3D chipbreaker
and secure insert clamping enables parting up to L
20 mm diameter with superior surface integrity

B 4 types of inserts are available for various parting-off diameters
and can be mounted in the same pocket of the toolholder.

- Optimized overhang length for stable machining

Regular-type toolholder Toolholder for sub-spindle
@ L

Max. parting dia. l 26 mm l 212 mm l 216 mm i 220 mm
. i { o
3
Iew g
3D chipbreaker - @ JxPS12 @ JXPS16 @ JXPS20 5

Ground chipbreaker JXPGO06 JXPG12 JXPG16 JXPG20

B Innovative dual-rake JXPS chipbreaker enables effective chip control

- Chip entanglement and other unwanted chip issues are eliminated
- Excellent surface integrity is achived as chips are ccompressed, curled and

effectively removed away from the surface
Concave cutting edge
Rolls up and compresses the chip at the entry of the cut

Dimple
l Curls the chip allowing effective chip evacuation

T Prime chipbreaker
Directs the chip away from the surface ensuring
good surface finishing

Coolant route

Reference pages: 6-7




TETRAMCCUT

Multi-purpose grooving insert
with economical 4-cutting edges

Influential grooving lines, TetraMini-Cut and TetraForce-Cut P
offer ground inserts with a robust clamping structure for '@’ﬁ ToT18 oL
' exceptional stability and repeatability Tome

- [l Unique 3-point clamping system [l The insert pocket protects all
The unique pocket design provides unused cutting edges
/\ accurate indexing repeatability of the Strong and stable clamping design
i cutting edge height. protects unused insert corners from
’ﬂlli Cutting force damage during operation.
: > Withstands the
Parting \ cutting force E;cl)]tseecés
corners

T O

- TCL-style chipbreaker for improved chip control
at low feed rates

- Full profile threading inserts are added.
Thread pitch : 0.5 mm to 1.5 mm

- 3 different types of chipbreakers each with
dedicated edge preparation

- Through-coolant supply system (tool code suffix
“-CHP”) to ensure high efficient machining

- Toolholders featuring a hose-free, direct through-
coolant supply system

D

TCG18/TCP18/ TCS18 TCL18 TCT18
TCP18-F 3D chipbreaker for 3D chipbreaker for Full profile
Ground-in chipbreaker general purpose  low cutting force threading insert

Reference pages: 6-41, 5-4
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DUOJCUT

JSXXR/L
Parting toolholder, for Swiss lathes

7 T

WF
B
|

zx! I LF .
- LH 3'5‘
By,
HBL| &t
~— I Right hand (R) shown.
Designation [QIK&24 H B LF**  LH** HF WF  HBL* HBH Insert Torque*
JSXXR/L1010X09 - 10 10 120 19.65 10 0.2 19 3 JX'G06...,12..,16..,20... 1.2
JSXXR/L1212F09 1 2 12 12 85 19.65 12 0.2 19 15  JX'GOS...12..,16..,20.. 1.2
JSXXR/L1212X09 _ 12 12 120 19.65 12 0.2 19 15  JX*G06...,12..,16..,20... 1.2
JSXXR/L1616X09 1 2 16 16 120 19.65 16 0.2 - - JX*G06..,12..,16..,20... 1.2
JSXXR/L2020H09  [THTTEE 20 20 100 225 20 0.2 - - JUX*G06...,12..,16..,20.. 1.2

*Torque: Recommended clamping torque (N-m)

**LF (Functional Length) LH (Head Length), and HBL (Head-Bottom offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than
the above values with JX*G12... and JXPG20...inserts, and 4 mm shorter for JXPGOB... insert.

Use the right-hand insert (UX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

SPARE PARTS & /‘

Designation Clamping screw Wrench
JSXXR... CSTC-4L100DL T-1008/5
JSXXL... CSTC-4L100DR T-1008/5

DUOJCUT

JSXXR/L-S
Parting toolholder, for Swiss lathes (for sub spindle)

£
L
oo B I
. ‘
zs| LF
== ~
QO 32l J n ~
L A = Lol )]
oc o It et i/ =
Right-hand =# Left-hand [T [ 3
% A A e
(O]
Designation CWN CWM H B LF** LH** HF WF HBH Insert Torque*
JSXXR/L1010X09-S 10 10 120 26 10 0.2/5.5 3 JX*GO6...,12...,16... 1.2
JSXXR/L1212F09-S 1 2 12 12 85 26 12 0.2/5.5 15  JX*GO6...,12...,16... 1.2
JSXXR/L1212X09-S _ 12 12 120 30 12 0.2/5.5 15  JX*GO6...,12...,16... 1.2
JSXXR/L1616X09-S 1 2 16 16 120 30 16 0.2/5.5 - JX*G06...,12...,16...,20... 1.2

*Torque: Recommended clamping torque (N-m)

**LF (Functional Length) and LH (Head Length) values shown above are true with JXPG16... insert. LF and LH will be 2 mm shorter than the above values with JX*G12... insert,
and 4 mm shorter for JXPGOB... insert. LF, LH will all be 2 mm shorter with JXPG20... insert.

***JXPG20... insert will not fit.

Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

SPARE PARTS & /(

Designation Clamping screw Wrench
JSXXR*****09-S CSTC-4L055DL T-1008/5
JSXXL****09-S CSTC-4L055DR T-1008/5

Referent pages : Inserts, Standard cutting conditions — 6-10
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DUOJEUT -
JSXXR/L-X-CHP TUNG TUET

Parting tool with high pressure coolant capability for swiss lathes

Right-hand LF -
s . == U%T Wm
- T mt

= B A Left-hand
Lok ”
Il =X b g e 1 5/16"-24UNF .
00 = =
1 SIS Ty T—
HBL @
- > =
Designation CWN CWwWX H B LF** LH** HF WF HBL* HBH Insert Torque*
JSXXR/L1012H09-CHP 10 12 02/118 <102 10 3 <192 187 JX'G06...,12..,16..,20.. 1.2
JSXXR/L1212X09-CHP 1 2 12 12 02/11.8 <120 12 2 <194 188 JX"G06..,12..,16..,20.. 1.2
JSXXR1616X09-CHP™  [HIET 16 16 0.2/158 <120 16 25 <194 187 JX'GO0G..,12..,16..,20.. 1.2
JSXXR/L1616X09B-CHP 1 2 16 16 02/158 <120 16 - <194 187 JX'G06...,12..,16..,20.. 1.2

*Torque: Recommended clamping torque (N-m)

**LF (Functional Length) LH (Head Length), and HBL (Head-Bottom offset Length) values shown above are true with JX**16... insert. LF, LH, and HBL will all be 2 mm shorter than
the above values with JX**12... and JX**20... inserts, and 4 mm shorter for JX**06... insert.

***To be replaced with the new design

Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

Compatible to the direct internal coolant supply system without the use of external coolant hose.

SPARE PARTS @ / @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
Parting-off widths : 1 mmand 1.5 mm (for a max parting diameter of 6 mm)

: 1.5 mm and 2 mm (for max parting diameters of 12 mm, @16 mm and 20 mm)
Threading pitch range : 0.2 mm - 1.5 mm

DUOJCUT s
JSXXR/L-F-CHP TUNG TUET

Parting tool with high pressure coolant capability for swiss lathes

Right-hand '-;'-‘ ‘ LFA ng @j m¢ Uaijmﬁm

\ i *@j/ Left-hand
1 5/167-24UNF
sl

—1
CWN-
CWX

-

T
5
=

t o ® 6

HBL

Designation CWN CWX | B LF** LH** HF WF  HBL* HBH Insert Torque*
JSXXR/L1212F09-CHP 12 12 85 <19.4 12 0.2/11.8 = 2 JX*G06...,12...,16..., 20... 1.2
*Torque: Recommended clamping torque (N-m)
**LF (Functional Length) LH (Head Length), and HBL (Head-Bottom offset Length) values shown above are true with JXPG16... insert. LF, LH, and HBL will all be 2 mm shorter than

the above values with JX*G12... and JXPGZ20... inserts, and 4 mm shorter for JXPGO0B... insert.
Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

SPARE PARTS (& /‘ @ (

i =

HBH

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR... CSTC-4L100DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL... CSTC-4L100DR T-1008/5 SR5/16UNFTL360 P-4
Parting-off widths : 1 mmand 1.5 mm (for a max parting diameter of 6 mm)

1 1.5 mm and 2 mm (for max parting diameters of 12 mm, 16 mm and 220 mm)
Threading pitch range  : 0.2 mm - 1.5 mm

Referent pages : Inserts, Standard cutting conditions — 6-10
Parts for coolant hose — 3-61




DUOJEUT -
JSXXR/L-X-S-CHP TUNG TJET

Parting toolholder with high pressure coolant capability, for Swiss lathes (for sub spindle)

) LF -
Right-hand . || ~
''''' LH
vg P HEp - m# Left-hand Uﬁfw

s ol & 5/16"24UNF | >
] 00 - 20, |H —
n . =
L1/ @ Do EEII# ‘ =
- :
] | 0
oo
pu
Designation e 2d H B LF** LH** HF WF  HBH Insert Torque*
JSXXR/L1212X09-S-CHP*** 12 12 120 30 12 02/55 4 JX*GOS...,12...,16..., 20... 1.2
JSXXR/L1212X09B-S-CHP 1 2 12 12 120 30 12 02/55 2 JX*GOS...,12...,16..., 20... 1.2
JSXXR/L1616X09-S-CHP™* [T 16 16 120 30 16 02/55 15 JX*GOB...,12...,16..., 20... 1.2
JSXXR/L1616X09B-S-CHP 1 2 16 16 120 30 16 02/55 - JX*GOG...,12...,16..., 20... 1.2

*Torque: Recommended clamping torque (N-m)
**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 2 mm shorter than the above value with JX*G12... and

JXPG20... inserts; 4 mm shorter with JXPGOB... insert.

***To be replaced with the new design

Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).
Compatible to the direct internal coolant supply system without the use of external coolant hose.

SPARE PARTS (& / @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
JSXXL***-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Parting-off widths : 1 mm and 1.5 mm (for a max parting diameter of @6 mm)
1 1.5 mm and 2 mm (for max parting diameters of @12 mm, @16 mm and 20 mm)

DUoJCUT -
JSXXR/L-F-S-CHP TUNG TJET

Parting toolholder with high pressure coolant capability, for Swiss lathes (for sub spindle)

Right-hand  LL|[™ LE Left-hand U 1
----- S - i
i 5 Wil :
3 ~ 4 _"5/167-24UNF §%
B ey
| ]

A

CWN-
CWX
B)

Grooving

ST ~
1 L9 EED S
[
A
o
Sl
Designation CWN cwx ] B LF*  LH*  HF WF  HBH Insert Torque*
JSXXR/L1212F09-S-CHP*** 12 12 85 26 12 0.2/5.5 4 JX*G06...,12...,16..., 20... 1.2
JSXXR/L1212F09B-S-CHP 1 2 12 12 85 30 12 0.2/5.5 2 JX*G06...,12...,16..., 20... 1.2

*Torque: Recommended clamping torque (N-m)
**LF (Overall Tool Length) and LH (Head Length) values shown above are true with JXPG16... insert. Both LF and LH will be 2 mm shorter than the above value with JX*G12... and

JXPG20... inserts; 4 mm shorter with JXPGOB... insert.
***To be replaced with the new design
Use the right-hand insert (JX****R...) for a right-hand holder (JSXXR...); the left-hand insert (JX****L...) for a left-hand holder (JSXXL...).

SPARE PARTS (& / @ (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2
JSXXR***-S-CHP CSTC-4L055DL T-1008/5 SR5/16UNFTL360 P-4
JSXXL***-S-CHP CSTC-4L055DR T-1008/5 SR5/16UNFTL360 P-4

Parting-off widths : 1 mm and 1.5 mm (for a max parting diameter of @6 mm)
1 1.5 mm and 2 mm (for max parting diameters of @12 mm, @16 mm and 20 mm)

Referent pages : Inserts, Standard cutting conditions — 6-10
Parts for coolant hose — 3-61
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Il INSERT

JXPS**R/L-F (with 3D chipbreaker, sharp edge) JXPG**R/L-F (Sharp edge)
RE 0
- CDX o
=
O
- Right-hand (R) shown. ] Right-hand (R) shown.
. . cw SH725 . . cw SH725
Designation RE Designation RE
0.025 R L |[CUTDIA CDX* INSL <0.025 R L |[CUTDIA CDX* INSL PSIRR/L
JXPS12R/L10F 1 005| @ @ 12 6.5 12.5 JXPGO6R/L10F 1 005 @ @ 6 8Y5) 10.5 0°
JXPS12R/L15F 15 005/ @ @ 12 6.5 12.5 JXPGO6R/L15F 15 005| @ @ 6 3.5 10.5 0°
JXPS16R/L15F 15 005/ @ @ 16 8.5 14.5 JXPGO6R/L10F-15 1 005| @ @ 6 3.5 10.5 15°
JXPS20R/L20F 2 005|@ © 20 105 16.5 JXPGO6R/L15F-15 15 005| @ @ 6 3.5 10.5 15°
*Max grooving depth (CDX) varies @ : Line up JXPG12R/L15F 15 005/ @ @ 12 6.5 12,5 0°
depending on workpiece diameters. CUTDIA: Max. parting-off dia. N
(Refer to the table on p.14 (TR504-G) Package quantity = 5 pcs. JXPG12R/L20F 2 005/ ®@ @ 12 6.5 12.5 0
for details) JXPG12R/L15F-15 15 005| @ @ | 12 65 125  15°
JXPG12R/L20F-15 2 005|@ @ 12 6.5 12.5 15°
JXPG16R/L15F 15 005/ @ @ 16 8.5 14.5 0°
JXPG16R/L20F 2 005 @ @ 16 8.5 14.5 0°
JXPG16R/L15F-15 15 005 @ @ 16 8.5 14.5 15°
JXPG16R/L20F-15 2 005|@ @ 16 8.5 14.5 15°
JXPG20R/L15F 15 005/ @ @ 20 10.5 16.5 0°
JXPG20R/L20F 2 005|@ @ 20 10.5 16.5 0°
JXPG20R/L15F-15 15 005 @ @ 20 105 16.5 15°
JXPG20R/L20F-15 2 005|@ @ 20 10.5 16.5 15°
*Max grooving depth (CDX) varies @ : Lineup
depending on workpiece diameters. CUTDIA: Max. parting-off dia.
(Refer to the table on p.14 (TR504-G) Package quantity = 5 pcs.
for details)
I STANDARD CUTTING CONDITIONS (Parting-off)
. . Cutting speed Feed
ISO Workpiece materials Grades Ve (m/min) f (mm/rev)
Low carbon steels
S15C, SS400, etc. SH725 50 - 200 0.01 -0.05
C15, C20, etc.
Carbon steels, Alloy steels
. S55C, SCM440, etc. SH725 50 - 200 0.01-0.05
C55, 42CrMod4, etc.
Free cutting steels
SUH22, SUH23, etc SH725 50 - 200 0.01 -0.05
Stainless steels
M SUS304, SUS316, etc. SH725 50 - 200 0.01-0.05
X5CrNi18-9, X5CrNiMo17-12-3, etc.
Aluminium alloys
. A5056, ABO6T, etc. SH725 150 - 200 0.01-0.05
Copper alloy _ _
©2600, G280C, etc. SH725 100 - 200 0.01-0.05
Titanium alloys
s Ti-6AI-4V, eto. SH725 30 -80 0.01-0.05
Superalloys SH725 30 - 80 0.01-0.05

Inconel718, etc.
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Il HOW TO SELECT TOOLS

Large-diameter machining of workpiece with rigidity Small-diameter machining of workpiece with short overhang
Sub-spindle tooling
; ; ; ; ; Workpiece with long overhang .
Main-spindle toolin Sub-spindle toolin
P 9 P 9 at the side of sub-spindle for %\i}g}rtl;vv?:‘i(pildei(t:e
the process after parting-off giarty
c
]
=
©
2
=
o
<
Main spindle Sub-spindle Main spindle Sub-spindle Main spindle Sub-spindle Main spindle
Position of parting-off is at the Position of parting-off is at the Position of parting-off is at the side | Position of parting-off is at the side
side of the main spindle side of the sub-spindle of the main spindle of the sub-spindle
Toolholder| R-hand (JSXXR type) L-hand (JSXXL type) R-hand (JSXXR-S type) L-hand (JSXXL-S type)
Right-hand insert with lead Left-hand insert Right-hand insert Left-hand insert
Insert |angle to remove center core (UXPG*L** type) (UXPG*R*™ type) (UXPG**L™* type)
(UXPG*R***-15 type) yp yp yp!
I HOW TO SELECT TOOLHOLDERS FOR SUB-SPINDLE
Sub-spindle dia. Parting-off dia. B LF Insert Toolholder
240 ~ 06 10 116 JXPGO6* JSXXR/L1010X09-S
240 ~ 06 12 81 JXPG06* JSXXR/L1212F09-S
240 ~012 10 118 JXPG12* JSXXR/L1010X09-S
240 ~ 012 12 83 JXPG12* JSXXR/L1212F09-S
240 ~ 016 10 120 JXPG16* JSXXR/L1010X09-S
040 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S
240 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
050 ~ 06 12 116 JXPGO6* JSXXR/L1212X09-S
250 ~ 06 16 116 JXPG06* JSXXR/L1616X09-S
050 ~012 12 118 JXPG12* JSXXR/L1212X09-S
250 ~012 16 118 JXPG12* JSXXR/L1616X09-S
050 ~ 016 12 85 JXPG16* JSXXR/L1212F09-S o
050 ~ 016 12 120 JXPG16* JSXXR/L1212X09-S %
o)
250 ~ 016 16 120 JXPG16* JSXXR/L1616X09-S (%
250 ~ 020 12 87 JXPG20* JSXXR/L1212F09B-S-CHP
050 ~ 020 12 122 JXPG20* JSXXR/L1212X09B-S-CHP
250 ~ 020 16 122 JXPG20* JSXXR/L1616X09-S

I MAX. PARTING-OFF DIA. & DEPTH

Main-spindle tooling

Sub-spindle tooling

aDl

:

-l
&

Main spindle

Sub-spindle

-
L]

9D1

Main spindle

There will be no tool-workpiece interference when parting off the workpiece with the cutting
edge position apart from the workpiece center by 0.8 mm or more.
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TUNGCUT

JCTER/L
External grooving and parting toolholder, for Swiss lathes
T |+
LL.
51510, |} 15wl
B LF |
e |
= ag
CUTDIA j’ﬂ =
{ T L
L i
T t . ' Hg
Y
Right hand (R) shown.
Designation cw Seat size CUTDIA H B LF LH HF WF) HBH  Torque*
JCTER/L1010X1.4T10 1 20 10 10 120 18 10 10.2 = 3
JCTER1010-1.4T10 1.4 1 20 10 10 125 18 10 10.2 - 3
JCTER/L1212F1.4T12  [IHATH 1 24 12 12 85 19.5 12 122 = 3
JCTER/L1212X1.4T12 1.4 1 24 12 12 120 19.5 12 12.2 - 3
JCTER1212-1.4T12 _ 1 24 12 12 125 19.5 12 12.2 = 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16 [ 44 1 32 16 16 120 24 16 16.2 = 3
JCTER/L1010X2T10 2 2 20 10 10 120 19 10 10.1 2 3
JCTER/L1212F2T12 _ 2 24 12 12 85 19 12 12.1 % 3
JCTER/L1212X2T12 2 2 24 12 12 120 19 12 12.1 2 3
JCTER/L1414-2T12 [ ] 2 24 14 14 125 19 14 14.1 = 3
JCTER/L1616X2T16 2 2 32 16 16 120 24 16 16.1 - 3
JCTER/L1212F3T12 _ 3 24 12 12 85 19 12 12.3 % 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 12.3 2 3
JCTER/L1616X3T16 E 3 32 16 16 120 24 16 16.3 = 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 - 3
(1) "WF" value is calculated with groove width "CW" shown in the table.
CUTDIA: Max. parting diameter
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & / $
Designation Clamping screw Wrench
JCTER/L... CSHB-4-A T-15F
JCTER/L2012
External grooving and parting toolholder, for Swiss lathes
EiH
SR | o
T
Right hand (R) shown.
Designation CwW Seat size CUTDIA H B LF LH HF WF® Torque*
JCTER/L2012H2T18 2 36 20 12 100 25 20 0.1 3
JCTER/L2012H3T21 3 3 42 20 12 100 28 20 0.3 3

(1) "WF" value is calculated with groove width "CW" shown in the table.
CUTDIA: Max. parting diameter
*Torque: Recommended clamping torque (N-m)

&

Clamping screw
CSHB-4-A

A

Wrench
T-15F

SPARE PARTS

Designation
JCTER/L2012...

Reference pages: Inserts — 6-17 - 6-25, Standard cutting conditions — 6-26




TUNGCUT

JCTER/L-CHP TUNG TUET

External grooving and parting toolholder with high pressure coolant capability

- LF - '
_____ L % ‘j" F-:_T i' T m ”%'7
= 2 5 T left-hand
f CUTDIAA '~ »\,L“H 5/16”-24UNF §@Z

& o =
|

HBH Right hand (R) shown.

Designation (o)/AN Seat size CUTDIA H B LF LH HF WF® HBH HBL Torque*
JCTER/L1212X2T12-CHP - 2 25 12 12 120 24.7 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 8
JCTER/L2020X2T16-CHP 2 2 32 20 20 120 24.7 20 0/20 - - 3

(1) "WF" value is calculated with groove width "CW" shown in the table. "WF" value depends on the tool hand. With 0/12, WF is O for the right hand and 12 for the left hand.
CUTDIA: Max. parting diameter *Torque: Recommended clamping torque (N-m)
Compatible to the direct internal coolant supply system without the use of external coolant hose.

SPARE PARTS & %g @ ( & (

Designation Clamping screw Wrench 1 Coolant plug Wrench 2 DirectJet plug Wrench 3
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2
CTER/L

External grooving, parting and turning toolholder

S BRI o o 0
]—TE A_’LH LF Vl %

° |
X o
If =
L] L y
i
HBH] Right hand (R) shown.
Designation Seatsize  CDX H B LF LH HF WF®  HBH  Torque*
CTER/L1616-2T08 [ 2= 2 8 16 16 110 33 16 16.1 4 5
CTER/L2020-2T08 2 2 8 20 20 125 33 20 20.1 - 5
CTER/L1616-2T12 _ 2 12 16 16 110 32 16 16.1 4 5
CTER/L2020-2T12 2 2 12 20 20 125 32 20 20.1 - 5
CTER/L1616-2T17  [N2 2 17 16 16 110 37 16 16.1 4 5
CTER/L2020-2T17 2 2 17 20 20 125 37 20 20.1 - 5
CTER/L1616-3T09 _ 3 9 16 16 110 32 16 16.3 4 5
CTER/L2020-3T09 3 3 9 20 20 125 32 20 20.3 - 5
CTER/L1616-3T12 [N 3 12 16 16 110 32 16 16.3 4 5
CTER/L2020-3T12 3 3 12 20 20 125 32 20 20.3 - 5
CTER/L1616-3T20 _ 3 20 16 16 110 385 16 16.3 4 5
CTER/L2020-3T20 3 3 20 20 20 125 385 20 20.3 - 5
CTER/L1616-4T10 [T 4 10 16 16 110 32 16 16.5 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/L2020-4T15 _ 4 15 20 20 125 33 20 20.5 = 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25 [T 4 25 20 20 125 45 20 20.5 = 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2020-6T12 _ 6 12 20 20 125 37 20 20.6 = 12
When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
SPARE PARTS (1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)
Designation Clamping screw Wrench
CTER/L1616-2T08 / T12 / T17 CM5X0.8X16-A P-4
CTER/L2020-2T08 / T12 / T17 CM5X0.8X20-A P-4
CTER/L1616-3T09 / T20 CM5X0.8X16-A P-4
CTER/L2020-3T09 / T12 / T20 CM5X0.8X20-A P-4
CTER/L1616-4T10/ T25 CMBX1X16-A p-5 Reference pages: Inserts — 6-17 - 6-25
CTER/L2020-4T10/T15/T25 CM6X1X20-A P-5 Standard CUtting Conditions N 6_26
CTER/L2020-5T12 CMBX1X20-A P-5 N
CTER/L2020-6T12 CMB8X1.25X20-A P-6 Parts for coolant hose — 3-61

Grooving
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TUNGCUT

CGER/L
External deep grooving and parting toolholder, for Swiss lathes

. CDX :
. (NS
3# Sy J Hﬁ U
[T LF -]
CUTDIA =T _
/ m
I (¢} T
LLA{ %
£ 7. | =
N Z7 i B
— A Right hand (R) shown.
Designation [V Seat size CUTDIA®W  CDX H B LF LH HF WF @ HBH
CGER/L2020-1.4T14 1 29/29 9.7 20 20 125 31 20 20.2 -
CGER/L1212-2T17 2 2 35/35 11.8 12 12 150 31 12 12.1 6
CGER/L1616-2T17 B 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 - 3 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/L2020-3T19 B : 38/45 13.2 20 20 125 31 20 20.3 =
CGER/L2020-4T19 4 4 38/55 20.3 20 20 125 33 20 20.4 -

Wrench (CRW**) is not included. Please order it separately. Insert is clamped by the elastic deformation of the upper jaw.
(1) DG*/SG* maximum parting diameter will depend on the insert.
(2) "WF" value is calculated with groove width "CW" shown in the table.

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

TUNGCUT

CTER/L-CHP TUNG TJET

Mono-block external grooving and parting toolholder, with high pressure coolant capability

gmel s ML

LF

ﬁ It --kn ¥ I¢

G1/8" BSPP; [HBH Right hand (R) shown.

Designation (0)/A Seat size CDX H B LF LH HF WF HBH  Torque*
CTER/L2020-2T17-CHP 2 17 20 20 125 45 20 19.1 4 515)
CTER/L2020-3T20-CHP 3 3 20 20 20 125 48 20 18.8 4 5.5

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4

Reference pages: Inserts — 6-17 - 6-25, Standard cutting conditions — 6-26, Parts for coolant hose — 3-61
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TUNGCUT

CTEFR/L

External face grooving and turning toolholder

T iwd

/

Right hand (R) shown.

WF ™) Torque*
20.5 815
20.6 8.5

- .CDX
ut =
580l o
) A LF
LH
[k r
Designation cw Seat size CDX H B LF LH HF
CTEFR/L2020-4T04 2,3,4 4.8 20 20 125 33 20
CTEFR/L2020-6T04 6 5,6 4.8 20 20 125 37 20
(1) "WF" value is calculated with groove width "CW" shown in the table.
SPARE PARTS *Torque: Recommended clamping torque (N-m)
Designation Clamping screw Wrench
CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L2020-6T04 CM6X1X20-A R=5;

Groove width Face grooving

Min. machining dia.

Groove width

Face grooving

Min. machining dia.

cw DAXMIN
DGM /DGS / SGN 2 295 DTR 3 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM /DGS / SGN / DGL 4 37 DTR 5 48
DGM /DGS / DGL 5] 60 DTR 6 48
DGM /DGS / DGL 6 57 DTX 3 22
DTE/DGG /DTM 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 20
DTF 4 20
CTIFR/L
External/Internal face grooving and turning toolholder
w __CDX Z
- = J) =
A ! é =
_ v W= — ) 4
A/ B A - LF = @ =
: o W15z
- DMIN O = avn
W sy g = Y
Y T a
T Right hand (R) shown.
Designation cw Seat size CDX DCONMS LF HF WF ) Torque*
CTIFR/L25-4T05-D270 3,4 5.5 25 200 1.5 13.3 5
CTIFR/L25-5T05-D270 6 5,6 5.5 25 200 11.5 13.3 5
(1) WF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)
_ Min. machining dia
@ ( @ Seat size
SPARE PARTS DCONMS =25 mm
Designation Clamping screw Wrench Seal cap 3 26.3
CTIFR/L25-4T05-D270 CM6X1X16-A EE5) CA-25 g ggg
CTIFR/L25-5T05-D270 CM6X1X16-A P-5 CA-25 6 26.8
Groove width Face grooving Groove width Face grooving
Insert Min. machining dia. Insert Min. machining dia.
cw DAXMIN cw DAXMIN
DGM /DGS / SGN / DGL 3 92 DTR 3 44
DGM / DGS / SGN / DGL 4 37 DTR 4 32
DGM / DGS / DGL 5 60 DTR 5 48
DGM / DGS / DGL 6 57 DTR 6 48
DTE/DGG /DTM 3 62 DTX 3 22
DTE/DGG /DTM 4 42 DTX 4 20
DTE/DGG/DTM 5 64 DTX 5 20
DTE/DGG /DTM 6 61 DTX 6 23
DTF 3 20
DTF 4 20

Reference pages: Inserts — 6-17 - 6-25, Standard cutting conditions — 6-26

Grooving
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TUNGCUT

CGP

External deep grooving and parting blade

b

CUIDIA cw CUTDIA
Ccw /
= e = 4 )
B \< / Ii B \< e I¢
w LF k- LF
< 5 i
150° T 150 T
Fig.1 Fig.2
Designation CcwW Seat size CUTDIA H B LF HF Fig.
CGP26-1.4S 1 26 26 1 150 21.4 1
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2
CGP26-2S [ ] 2 40 26 1.8 150 21.4 1
CGP32-2D 2 2 50 32 1.8 150 24.8 2
CGP26-3S ] 3 50 26 2.4 150 21.4 1
CGP32-3D 3 3 100 32 2.4 150 24.8 2
CGP26-4S A 4 80 26 3.2 150 21.4 1
CGP32-4D 4 4 100 32 3.2 150 24.9 2
CGP32-5D ] 5 120 32 4 150 24.9 2
CGP32-6D 6 6 120 32 5.2 150 24.9 2
When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
CUTDIA: Max. parting dia.
Wrench (CRW...) is not included. Please order it separately.
SPARE PARTS ?
Designation rteigr(igl)
CGP**-1.4* CRW23
CGP**-2/3/4/5/6 CRW33
B Caution
Newly developed clamp ®—@: unclamp
Insert is clamped by the elastic deformation of upper jaw. @—@: clamp
Low clamping stress increases the stability and tool life.
CTBU
Tool block for CGP blades
i: i e S
L Q H\H H\H Q

A T
<
T Lo D C
A
.B 75‘ OAL i
OAW T
Designation H B OAL LH HBH OAH
CTBU20-26 20 21 86 21.4 9 43
CTBU20-32 20 19 100 24.8 13 50
SPARE PARTS ﬁ & (
Designation Clamp Clamping screw Wrench
CTBU20-26 CT-86 CM6X30-S P-5
CTBU20-32 CT-100 CM6X30-S P-5

Reference pages: Inserts — 6-17 - 6-25, Standard cutting conditions — 6-26

OAW
38
38

Right hand (R) shown.

Blade
(Optional)
CGP26...

CGP32...



I INSERT

DGM
External grooving and parting, 2 corners
RE Neutral Left hand RE RE Right hand
PSIRL RE 9
=
(@) PSIRR

o INSL Ref.

7 INSL Ref. 7 e INSLRet. 7
‘H- I T EEEC

-Steel * |k | Y
M Stainless * | |k * | &
Cast iron pAdD ¢ pAd R A e
Non-ferrous Y
Superalloys * | Y| K * * % : First choice
H Hard materials Y : Second choice
Coated Cermet Uncoated
Designation Seat | AND (CW:005) RE |19 § 898 § § L INSL| h |PSIRLPSIRR
size SRNOr-® o 3
o LTI IXI n )]
F <A< <O0 < =2 X
DGM2-020 2 N 2 02 @ @@ @ ( BN J [ J [ J 20 5 0° 0°
DGM2-020-6R 2 R 2 0.2 o o [ J 20 5 0° 6°
DGM2-020-6L 2 L 2 0.2 o o [ J 20 5 6° 0°
DGM2-020-8R 2 R 2 0.2 o o [ J 20 5 0° 8°
DGM2-020-8L 2 L 2 0.2 [ N} [ J 20 5 8° 0°
DGM2-020-15R 2 R 2 0.2 o 0o [ J 20 5 0° 15°
DGM2-020-15L 2 L 2 0.2 o o [ J 20 5 15° 0°
DGM2-002-15R 2 R 2 0.02 [ ] [ J 19.35 5 0° 15°
DGM2-002-15L 2 L 2 0.02 [ ) [ J 19.35 5 15° 0°
DGM3-020 3 N 3 02 © © ® 6 0 O [ J [ J 20 5 0° 0°
DGM3-020-6R 3 R 3 0.2 o o [ J 20 5 0° 6°
DGM3-020-6L 3 L 3 0.2 o 0o [ J 20 5 6° 0°
DGM3-002-6R 3 R 3 0.02 [ ] [ J 19.45 5 0° 6°
DGMS3-002-6L 3 L 3 0.02 [ ) [ J 19.45 5 6° 0°
DGMS3-020-15R 3 R 3 0.2 o o [ J 20 5 0° 15°
DGM3-020-15L 3 L 3 0.2 o o [ J 20 5 15° 0°
DGM4-030 4 N 4 03 © © ®© @ 06O [ J [ J 20 5 0° 0°
DGM4-030-4R 4 R 4 0.3 o 0o [ J 20 5 0° 40
DGM4-030-4L 4 L 4 0.3 o0 ® 20 5 40 0° =
DGM4-030-15R 4 R 4 | 03 oo o 20 | 5 0 | 15° 3
DGM4-030-15L 4 L 4 0.3 [ BN} [ J 20 5 15° 0° (%
DGM5-030 5 N 5 03 © © ® 6 0 O [ J [ J 25 5.5 0° 0°
DGM5-030-4R 5 R 5 0.3 [ BN J [ J 25 55 0° 4°
DGM6-030 6 N 6 03 © © ®© 6 0O [} 25 5.5 0° 0°
@®: Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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SGM

External deep grooving and parting, 1 corner

RE Neutral PSIRL  Left hand RE Right hand
A
3 RE _ PSIRR —

INSL Ref.

7. INSL Ref. 7 INSL Ref. 7
-l - o=

Bl steel * || ¥
M Stainless ) dhAdh dhAd
Cast iron * DAdRAG DA
Non-ferrous DA
Superalloys * | Y% * *  : First choice
Hard materials ¢ : Second choice
Coated Uncoated
e ; ; Seat e 8
| Designation iz |HAND|CW:005 RE |8 § 8 8 |I§ INSL| h |PSIRLPPSIRR
- NN - © o
I T I T (7]
<O L 4
f SGM2-020 2 N 2 02 © ®© @ o [ J 20 5 0° 0°
j SGM2-020-6R 2 |[R| 2 |02 @@ ® 20 | 5 | 0° | 6
SGM2-020-6L 2 L 2 02 ©® @ @ 20 5 6° 0°
- SGM3-020 3 N 3 02 ©® ®© @ © [ J 20 5 0° 0°
| l*r SGM3-020-6R 3 R 3 02 @ @ @ 20 5 0° 6°
i SGM3-020-6L 3 L 3 (02 @@ @ 20 | 5 | & | o
SGM3-020-15R 3 R 3 02 ® ® @ 20 5 0° 15°
SGMS3-020-15L 3 L 3 02 @ ® @ 20 5 15° 0°
SGM4-030 4 N 4 03 ©® ®© @ © [ J 20 5 0° 0°
SGM4-030-4R 4 R 4 03 @ @ @ 20 5 0° 4°
SGM4-030-4L 4 L 4 03 @ @ @ 20 5 4° 0°
SGM5-030 5 N 5 03 ©®© ®© @ © [ J 25 5.5 0° 0°
SGM6-030 6 N 6 03 ©® @ @ [ J 25 55 0° 0°
@: Line up
DTF
Face grooving and turning
&\
SEf——
12 © INSL Ref
ey
‘ - L1 - Right hand (R) shown.
- Steel ) b dPAdRAd *
M Stainless ) db dbAdh ¢
Cast iron AdD ¢ DA DA
Non-ferrous
Superalloys * |y Y : First choice
Hard materials 3% : Second choice
Coated Cermet
; ; Seat & wo S
Designation | 2°°" HAND|cw=005| RE |18 & § & 9 INSL| h | L1
B E &
F <O pd
DTF3-040-R 3 R 3 04  © @ @ 0 [ J 20 5 16
DTF3-040-L 3 L 3 04 @ @ @6 0 [ J 20 5 16
DTF4-040-R 4 R 4 04 @ @ @ O [ J 20 5 16
DTF4-040-L 4 L 4 04 @ © @ O [ J 20 5 16
@: Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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DGS

External grooving and parting, 2 corners

Neutral Left hand

RE PSIRL
E

INSL Ref. INSL Ref.

Right hand

INSL Ref

B i RS I R

Bl steel * [ | [ *
M Stainless ) db dhAdR dPhAq
Cast iron DAdb ¢ DAdRAG DA S
Non-ferrous Pig
Superalloys * | Y% * *  : First choice
H Hard materials ¥¢ : Second choice
Coated Cermet | Uncoated
Designation Seat | \\D|cWs00s| RE |10 & 19 = 8 2 w INSL| h |PSIRL|PSIRR
gc82g 8 |
o LI I I n (7]
F <O z X
DGS1.4-005 1 N 1.4 0.05 [ ) 16 4.3 0° 0°
DGS1.4-010 1 N 1.4 0.1 [ J 16 4.3 0° 0°
DGS1.4-016 1 N 1.4 0.16 ® 00 16 4.3 0° 0°
DGS2-005 2 N 2 0.05 o 20 5 0° 0°
DGS2-010 2 N 2 0.1 [ ) 20 5 0° 0°
DGS2-020 2 N 2 02 ®© © @ 06 O [ J o 20 5 0° 0°
DGS2-020-6R 2 R 2 0.2 ® 00 20 5 0° 6°
DGS2-020-6L 2 L 2 0.2 ® 0 0 20 5 6° 0°
DGS2-002-6R 2 R 2 0.02 [ BN ) 19.5 5 0° 6°
DGS2-002-6L 2 L 2 0.02 [ BN ) 19.5 5 6° 0°
DGS2-020-15R 2 R 2 0.2 ® 00 20 5 0° 15°
DGS2-020-15L 2 L 2 0.2 ® 0 0 20 5 15° 0°
DGS2-002-15R 2 R 2 0.02 [ BN ) 19.5 5 0° 15°
DGS2-002-15L 2 L 2 0.02 ([ BN ) 19.5 5 15° 0°
DGS3-020 3 N 3 0.2 ©® © ®© @ © o [ ) 20 5 0° 0°
DGS3-020-6R 3 R 3 0.2 ® 00 20 5 0° 6°
DGS3-020-6L 3 L 3 0.2 ® 0 0 20 5 6° 0°
DGS3-002-6R 3 R 3 0.02 [ BN ) 19.45 5 0° 6°
DGS3-002-6L 3 L 3 0.02 [ BN ) 19.45 5 6° 0°
DGS3-020-15R 3 R 3 0.2 ® 00 20 5 0° 15°
DGS3-020-15L 3 L 3 0.2 ® 0 0 20 5 15° 0°
DGS3-002-15R 3 R 3 0.02 [ BN ) 19.45 5 0° 15°
DGS3-002-15L 3 L 3 0.02 ( BN J 19.45 5 15° 0°
DGS4-030 4 N 4 03 ©®© © ®© @ © [ J [ ] 20 5 0° 0°
DGS4-030-4R 4 R 4 0.3 ® 0 0 20 5 0° 4°
DGS4-030-4L 4 L 4 0.3 ® 00 20 5 4° 0°
DGS5-030 5 N 5 03 ©® © ®© 0 © [ J [ ] 25 5.5 0° 0°
DGS6-030 6 N 6 03 ©®© © ®© 0 O [ ] 25 5.5 0° 0°
@®: Line up
Caution

The tool will interfere with the workpiece when grooving larger diameter than gDmax.

Designation oDmax (mm) Designation oDmax (mm)
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGMS3-002-15R/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

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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SGS

External deep grooving and parting, 1corner

RE Neutral BSIRL | eft hand RE Right hand

ot
o R PSIRR
7 INSL Ref. . o INSL Ref. - 7° INSL Ref.

=
EE

ﬁ\lm

0

Bl steel * || v
M Stainless b dhAdR dhAe
Cast iron D ¢ DAd A S
Non-ferrous PG
Superalloys ¥* | v * * % : First choice
Hard materials ¢ : Second choice
Coated Uncoated
i Designation Seat | AND|cWs00s| RE §g 8§ i INSL| h |PSIRL|PSIRR
7,\_‘: size NN ™ O o
I T L T (7]
<O I X
i SGS2-020 2 N 2 (2N BN BN BN ] [ J 20 5 0° 0°
J SGS2-020-6R 2 R 2 02 @ @ @ 20 5 0° 6°
~ 'SGS2-020-6L 2 L 2 |02 @@ ® 20 | 5 | 6 | 0
- SGS2-020-15R 2 R 2 02 @ @ @ 20 5 0° 15°
/—r SGS2-020-15L 2 (L] 2 |02 @@ ® 20 | 5 |15 | o
A SGS3-020 3 N 3 02 (@@ @@ ° 20 5 0° 0°
SGS3-020-6R 3 R 3 02 ©® @ @ 20 5 0° 6°
SGS3-020-6L 3 L 3 02 ©® @ @ 20 5 6° 0°
SGS3-002-6R 3 R 3 0.02 o o 19.8 5 0° 6°
SGS3-002-6L 3 L 3 0.02 o 0o 19.8 5 6° 0°
SGS3-020-15R 3 R 3 02 ©® @ @ 20 5 0° 15°
SGS3-020-15L 3 L 3 02 @ @ @ 20 5 15° 0°
SGS3-002-15R 3 R 3 0.02 [ BN} 19.8 5 0° 15°
SGS3-002-15L 3 L 3 0.02 o 0o 19.8 5 15° 0°
SGS4-030 4 N 4 03 ©® ®© @ O [ J 20 5 0° 0°
SGS5-030 5 N 5 03 ©® © @0 (] 25 5.5 0° 0°
SGS6-030 6 N 6 03 @ @ @ (] 25 5.5 0° 0°
@: Line up
DGL
External grooving and parting
RE
g#_
7 INSL Ret.
-
\ A
Bl stee! *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Hard materials < : Second choice
Coated
Designation 2;? CW:0.05| RE § INSL| h
I
<
DGL3-025 3 3 025 | @ 20 5
DGL4-030 4 4 03 | @ 20
DGL5-030 5 5 03 | @ 25 5.5
DGL6-080 6 6 08 | @ 25 5.5
@: Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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DGG

External grooving (for high precision)

RE

§
O
7 INSL Ref.

ER

B stee! * *
M Stainless *
Cast iron Y DA S
Non-ferrous *
Superalloys * DA % : First choice
H Hard materials v« : Second choice
Coated Cermet | Uncoated
Designation Seat | o000 RE g 3 e INSL| h
size g g g
I (2] (%)
< P4 N4
DGG200-020 2 2 02 |@ [ J [ J 20
DGG300-020 3 3 02 |@ [ J [ J 20 5
DGG400-040 4 4 04 |@ [ J [ J 20
DGG500-040 5 5 04 |@ (] (] 25 5.5
DGG600-040 6 6 04 |@ [ J [ J 25 5.5
@®: Line up
DGE
External grooving (for high precision)
RE_cDX
A
;EH
INSL Ref.
- Steel ¥* [y Yy *
M Stainless ) dbidb’ ¢
Cast iron * DA DA o
Non-ferrous 8
Superalloys * | Y%  : First choice ]
H Hard materials ¢ : Second choice o
Coated Cermet
Designation i.ezit w002 RE |8 9 9 3 CDX | INSL| h
[ o
I T I n
<O P4
DGE100-000 2 1 0 e 0o [ J 2.5 20 5
DGE130-000 2 1.3 0 [ BN ] [} 25 20 5
DGE160-010 2 1.6 01 | @ @ @ [ J 25 20 5
DGE185-010 2 1.85 01 @ @ @ [ J 3.5 20 5
DGE215-015 2 215 (015 | @ @ @ [ J 3.5 20 5
@®: Lineu
Caution P
oDmax is limited as shown in the picture to the right according to M\ T
the groove depth, T Please refer to the following table. Ve +
T = Groove depth j*‘*
Designation Max. groove oDmax (mm) \‘ _
depth (mm) | T =1 T=15 T=2 | T=25 T=3 r
DGE100-000 /
DGE130-000 2 - -
DGE160-010 . 18.6 11.5 Relevant area
DGE185-010 (Interference)
DGE215-015 8 8.8 7

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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DTM

External face grooving and turning

RE
oy e
O

6 INSL Ref.

0 uiils

Bl stee *
M Stainless * Y%
Cast iron * | Y
Non-ferrous
Superalloys * % % : First choice
H Hard materials Y + Second choice
Coated
Designation Seat o5l RE (N S INSL| h
size ISP
I I
<<
DTM3-030 3 3 0.3 [ BN J 20 5
DTM4-040 4 4 04 @ @ 20
DTM4-080 4 4 08 | @ @ 20 5
DTM5-080 5 5 0.8 [ BN ) 25 5.5
~— DTM6-080 6 6 08 @ @ 25 5.5
} @: Line up
DTE

External face grooving and turning (for high precision)

RE

RN
S e——=
(@)

7 INSL Ref.

.

Bl steel * [ | | ¥ *
M Stainless b 'db dbAdb ¢
Cast iron Adh ¢ DA
Non-ferrous
Superalloys ) dAd % : First choice
Bl Hord materials Y : Second choice
Coated Cermet
Designation iiez‘zt CW:002 RE |19 § ‘é’ § § INSL| h
ST ITI D
<O p
DTE265-015 3 265 (015 | @ @ @ © [ J 20 5
DTE300-020 3 3 02 | @ ®© @ @ [ J 20 5
DTE300-040 3 3 04 | @ © @ O [ ] 20 5
DTE315-015 3 315 ({015 | @ @ @ @ [ J 20 5
DTE400-040 4 4 04 | @ © @ O [ J 20 5
DTE400-080 4 4 08 | @ ®© @ @ [ J 20 5
DTE415-015 4 415 |015 | @ @ @ @ ([ ] 20 5
DTE478-055 5 478 |05 @ @ @ @ [ J 25 5.5
DTE500-040 5 5 04 | @ © @ @ [ J 25 5.5
DTE500-080 5 5 08 | ®© ®© @ @ ([ J 25 5.5
DTE515-015 5 515 (015 | ®@ @ @ @ 25 5.5
DTE600-080 6 6 08 | @ © @ @ 25 5.5
DTE600-120 6 6 12 | @ @ @ ® 25 5.5
@: Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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DTE

External face grooving and turning

Ee——

7

INSL Ref.

- el

LB * |k | 2| A *
M Stainless % % Y %
Cast iron Adh ¢ DA
Non-ferrous
Superalloys * Y% % : First choice
M) sl ¥ : Second choice
Coated Cermet
Designation Seat o005 RE |0 § 88 ,_,8, INSL| h
size ﬁ R N ~ Y
o> L T I (%)
F <O z
DTE3-020 3 3 0.2 o 20 5
DTE3-040 3 3 04 © @ @0 [ ] 20 5
DTE4-040 4 4 04 @ @ @O0 [ J 20 5
DTE4-080 4 4 0.8 [ ) 20 5
DTE5-040 5 5 0.4 [ ) 25 55
DTE5-080 5 5 0.8 o 25 5.5
DTE6-080 6 6 0.8 o 25 5.5
®: Line up
DTX
External/Internal face grooving and turning
RE
iE—a
O
7 INSL Ref.
E
- Steel * % | Y|y *
M Stainless ) 'db dbidh ¢
Cast iron o % PG DA
Non-ferrous
Superalloys * 5% % : First choice
Hard materials Y% : Second choice
Coated Cermet
Designation 2&? CW:005 RE |10 § g ‘% % INSL| h
SIITCZI &
F <O z
DTX3-030 3 3 03  ®© © @ © [ 20
DTX4-040 4 4 04  © © @ @ [ 20
DTX5-040 5 5 04  © @ @ O [ 25 55
DTX6-080 6 6 0.8 ® 00 25 5
@: Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26

Grooving
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DTR

Profiling and undercutting (for high precision)

RE
EY s=——=x"
O

7° INSL Ref.

P

L E

Bl steel %* [ | Y| ¥ *
M Stainless * % |k
Cast iron DAdb ¢ S DA
Non-ferrous
Superalloys * | ¥ % : First choicel
Hard materials ¥ : Second choice
Coated Cermet
) ) Te] o
—— Designation ziezf Cw:002 RE [0 § & & 3 INSL| h
= SEE: 3
E—m PIIO z
DTR300-150 3 3 15 | @ @ @ @ [ J 20 5
s DTR400-200 4 2 o0 @@ ° 20 5
J DTR478-239 5 478 1239 |@ © @ @ O 25 | 55
DTR500-250 5 5 25 | @ @ @ @ o 25 5.5
I DTR600-300 6 6 3 0 0 e 25 5.5
/*r @®: Line up
DTR
Profiling and undercutting
RE
1 =1
O
7 INSL Ref. .
B
Bl steel * kY| | *
M Stainless * | | Y * [
Cast iron PAdb ¢ AdRAdRAS PAe pAe
Non-ferrous k¢
Superalloys b dhAdh ¢ * * ¥ : First choice
. Y% : Second choice
Hard materials
Coated Cermet Uncoated
Te) 0 o
Designation Seal lowso0s RE 10 S 9 3 8 S 2 L INSL| h
AaNNO - ®© o o
o LTI I n (7]
F << <O < P4 N4
DTR3-150 3 3 15 @ © © © @ © [ ] [ J 20
DTR4-200 4 4 2 0 0000 [ J [ J 20 5
DTR5-250 5 5 25 | © © @ 6 0 O [ J [ J 25 5.5
DTR6-300 6 6 3 0 e ( N J [ J 25 55
@ : Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26
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STR

Profiling and undercutting

RE
Y ——"11
(@]

7° INSL Ref.

- Steel D ¢
M Stainless ¥* | Y%
Cast iron * Y% DA
Non-ferrous pie
Superalloys * % * % : First choice.
H Hard materials ¥ : Second choice
Coated Uncoated
Designation Seat |o\y.005| RE § § L INSL| h
size S 8
I I (7]
< < X
STR3-150 3 3 15 | @ @ [ ] 20 5
STR4-200 4 4 2 100 [ J 20
STR5-250 5 5 25 | @ @ [ ] 25 5.5
STR6-300 6 6 3 @@ [ ] 25 5.5
@ : Line up
SGN
External grooving of hardened steel
7 INSL Ref.
i ‘e
- Steel o
M Stainless g
Cast iron 8
Non-ferrous (0]
Superalloys % : First choice
H Hard materials |y Y% : Second choice
CBN Edge prep.
Designation Seat | ow.005| RE |Q INSL| h |2
size = % S|H
) -
SGN200-020 2 2 02 | @ 20 5 (@)
SGN200-020-S 2 2 02 | @ 20 5 (@)
SGN200-020-H 2 2 02 | @ 20 5 (@)
SGN300-020 3 3 02 | @ 20 5 (@)
SGN300-020-S 3 3 02 | @ 20 5 (e
SGN300-020-H 3 3 02 | @ 20 5 O
SGN400-020 4 4 02 | @ 20 5 (@)
SGN400-020-S 4 4 02 | @ 20 5 e}
SGN400-020-H 4 4 02 | @ 20 5 (@)
SGN500-020-S 5 5 02 | @ 25 5.5 e
SGN500-020-H 5 5 02 | @ 25 5.5 (@)
@ : Line up

Reference pages: Toolholders — 6-12 - 6-16, Standard cutting conditions — 6-26

6-25



!
v

6-26

Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness
< 300 HB
< 300 HB

Steels

. C45, 34CrMo4, etc. <300HB
< 300 HB
< 300 HB
Stainless steel <200HB
X10CrNiS1 8-9, etc. <200 HB

Aluminium alloys B

Si < 12% _
Superalloys <HRC 40
Inconel718, etc. < HRC 40
s <HRC 40
Ti.tanium alloys < HRC 40

Ti-6Al-4V, etc.

<HRC 40
Hardened steels < HRC 50

34CrMod4, etc.

Please see the page 6-27 - 6-29 for feed: f (mm/rev).

Priority

First choice
Priority for wear resistance
Priority for wear resistance
Priority for impact resistance
Priority for surface finish
First choice
Priority for impact resistance
First choice
First choice
First choice
Priority for wear resistance
First choice
Priority for impact resistance

Priority for surface finish

First choice

Grade

AH7025, AH725
T9225
T9125
GH130

NS9530

AH7025, AH725
GH130
TH10
KSO05F

AH7025
AH905
AH905

AH7025, AH725

KSO05F

BX360

Cutting speed
Vc (m/min)
50 - 180
80 - 300
80 - 200
50 -120
80 - 220
50 -120
50-120
100 - 500
100 - 600
20 - 60
20 -80
20 - 80
20 - 80
20 - 60

80 - 150

New selection system for parting Edge preparations for SNG
High
A REd
To improve ... DGM é
-Chipping AH7025 £ 120 SGN**-020
- Machining efficiency (General purpose) § BX360
z g o SGN***-020-S
E g SGN***-020-H
® % BX360
2 DGS 2 6of BX360
5 AHZ7025 5
g (For low feed rate) o 30k
To improve ...
- Burr formation
- Chatter 0
\J
<€ > <€ >
Feed: f (mm/rev) Continuous Light Interrupted Heavy Interrupted
- 2 styles of 3D chipbreakers are available as standard [ Nosymbol | | s ‘ | H |
for reliable chip control. 013 mm 013 mm
- DGM: general-purpose chipbreaker, DGS: for F_,‘ "._,‘
applications where low cutting force is essential \ ‘
R-honing arord g \2250 - /350
g R-honing \

Reference pages: Toolholders — 6-12




TUNGCUT Chipbreaker Guide

mm External grooving and parting

DGM type (2 corners) | 1st choice for grooving W Standard feed % UHF j
SGM type (1 corner) | and parting ! 4
= 04
Smooth chip evacuation g e . B
Well-designed edge with high E
strength 3 0.2 g -
Handed insert available w01 I rrrrrrrr = = L
CW=2-6mm 0 ‘ , , ,
2 3 4 5 6
6-17,6-18 Groove width: CW (mm)
¥
DGS type (2 CornerS) Lower cutting force and  Standard feed *Hf Ugr j/
SGS type (1 corner) | superior sharpness 0.5
Unique-designed edge and § 04
chipbreaker E 0.3
Handed insert available 5 02 =
Q
CW =1.4-6mm e o1l — - I Il -
2ol
9272 3 7 5 6

6-21

Groove width: CW (mm)

6-19, 6-20 Groove width: CW (mm)
. . ¥
DGL type (2 corners) | 1t choice for mild steel I Standard feed % Ugr i /)
Chipbreaker with excellent chip E 0.4
control at low feed E 03 '
Suitable for mild steel that often 5 02 I I I
[ ] e
gives difficulties in chip control fid 0'; l
CW=3-6mm 3 4 5 6
Groove width: CW (mm)
6-20
. ¥
DGG type (2 corners) | For non-ferrous materials M Standard feed % UHF ;
and titanium ' 4
% 0.4
Chipbreaker with low cutting force 0.3
Sharp cutting edge that prevents § 0.2
v.it?ration and delivers fine surface E Al = I l l I
finish O 5735 &%
CW=2-6mm Groove width: CW (mm)
6-21
DGE type (2 corners) | por high accurate M Standard feed JiL
and shallow groove 05
= 04
Excellent chip control E 03
CW =1-215mm £
- 0.2
el
ivoanll
095 16 185215

Grooving

6-27




External

6-28

TUNGCUT Chipbreaker Guide

mm Profiling and undercutting

DTR type (2 corners)
STR type (1 corners)

Molded

Ground
6-24, 6-25

Full radius type

Excellent chip control

Molded and ground inserts available

CW=3-6mm

[l Standard feed and DoC

T

5
4
3
[ ~

I

Depth of cut: ap (mm)

2 [ .
1
0

0.1 0.2 0.3 0.4 0.5 060.7

Feed: f (mm/rev)

m3

Groove width: CW (mm)
B4 W5 M6

mm External grooving and turning

DTM type

General purpose

[l Standard feed and DoC

v wdd

6-25

2 3

4

(2 corners) . , =°
1st choice for grooving and g 4
turning = 3 \ [l Standard feed
© 0.4
Suitable for light to medium £ 2| \ | -
. o - B oo IR ;..
cutting 5 1l s 0.3
Excellent chip control in FY Exl - B B
. 01 02 03 04 05 06 *
maghlnlng steel, alloy steel, © Feed: f (mm/rev) ol o . W
stainless steel, and heat- : hd
X Groove width: CW (mm) ) ) )
resistant a"oy H3 H4 W5 W6 3 4 5 6
6-22 CW=3-6mm Groove width: CW (mm)
¥ I
DTX type Multi-functional type  mStandard feed and DoC UHﬁ H “ji/
(2 corners) 4 .
Well balanced sharpness E g ' ~ ) | W Standard feed
and strength g 0.4
Multi-functional insert 52 s
2 LP K] — .
CW=38-6mm S = £
£ ! E o2l BB
) b
o0 01 02 03 04 3 o1
Feed: f (mm/rev) L
Groove width: CW (mm) 34 5 6
6-23 E3 E4iW5 W6 Groove width: CW (mm)
DTE type General purpose [l Standard feed and DoC *HLﬁ:j J
(2 corners) , _ £ —— 4 4
Unique chipbreaker makes % 4 M Standard feed
chips shorter g3 0.4
Molded and ground insert 3 2 T o
available ° 1 1 T
CW=3-6mm S 1 Eoz2-p-N
01 0.2 03 04 05 06 3
Feed: f (mm/rev) § URNES e e
Groove width: CW (mm) 0 . . .
N3 m4m5 M6 s 4 5 6
6-22, 6-23 Groove width: CW (mm)
Hl External grooving of hardened steel
- . H Standard feed ¥
SGN-CBN type For hardened steel cutting j
(1 corner) 01 H %
Optimum cutting edge shape for S 008 FEEam 2 iy |
grooving of hardened steels g sl - -B-B.
High tolerance width for finishing E
CW=2-5mm ;; Sl N N N
(CW = £0.025 mm) e o002
0

5

Groove width: CW (mm)




Em Face grooving and turning

DTF type (2 corners) | 1st choice M Standard feed and DoC p j

for face grooving 4 a4 4

. ) § T3 [l Standard feed

Unique chipbreaker SE < 0

makes chips shorter gg? B oo )

Molded and ground o 1 ; E ool .M.

insert available 001 02 03 04 0506 5 o4

Feed: f (mm/rev) @ T G
CW=8-4mm Groove width: CW (mm) 0 3 2
6-18 m3 m4 Groove width: CW (mm)

J-SERIES

JCCWSR/L

External grooving and parting toolholder, for Swiss lathes

- . e

i‘
sy 1L./J0), £
% LH

%
LI E

Right hand (R) shown.

Designation CUTDIA H B LF LH HF WF Insert Torque*
JCCWSR/L1010K2 20 10 10 125 19 10 10 JCC*200... 3.5
JCCWSR/L1212K2 2 20 12 12 125 19 12 12 JCC*200... 3.5
JocwsR/Lietek2 [ 20 16 16 125 19 16 16 JCC*200... 35
JCCWSR/L2020K2 2 20 20 20 125 19 20 20 JCC*200... 3.5
Jocwsm/L2s2ske N2 20 25 25 125 19 25 25 JCC*200... 3.5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ /<§

Designation Clamping screw Wrench
JCCWSR/L... CSTB-4S T-15F
(@]
E INSERT 5
o
JCC (Sharp edge) (%
With hand
RE (JCCR/L200F)

Neutral

' E (JCON200R) '

2 2

O o3
INSL

< iy <! nifling
r Right hand (R) shown.

- Steel * DA
M Stainless ) ¢
Cast iron DA
Non-ferrous *
Superalloys *  : First choice
H Hard materials ¢ : Second choice
Coated | Uncoated
Designation HAND(CW:0025 RE | o PSIRR|INSL| h
N T
S [
JCCN200F N 2 0 |@ [ ] 0° 15 4.8
JCCN200F-005 N 2 0.05 | @ 0° 15 4.8
JCCR200F R 2 0 [ ) [ ] 15° 15 4.8
JCCL200F L 2 0 [ ) [ J 15° 15 4.8
JCCR200F-005 R 2 005 | @ 15° 15 4.8
JCCL200F-005 L 2 0.05 | @ 15° 15 4.8

@: Line up
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J-SERIES

JCGWSR/L

External grooving and parting toolholder, for Swiss lathes

e I
~ N ;
L
£ 1 (O] E
8
CUTDIA LH
.
?@ &
Right hand (R) shown.
Designation Ccw CUTDIA H B LF LH HF WF Insert Torque*
JCGWSR/L1010K2 20 10 10 125 20 10 10 JCGN200F... 3.5
JCGWSR/L1212K2 2 20 12 12 125 20 12 12 JCGNZ200F... 3.5
Jogwsr/Lteteke 2R 20 16 16 125 20 16 16 JCGN200F... 35

*Torque: Recommended clamping torque (N-m)

|
~ SPAREPARTS @ /o
Designation Clamping screw Wrench
JCGWSRI/L... CSTB-4S T-15F
I INSERT
JCGN (Sharp edge)
RE Neutral With hand
Y RE
3| —— ST
INSL 5| —
- = |
U< PSIRR
Right hand (R) shown.
- Steel * DA
M Stainless *
Cast iron DA¢
Non-ferrous *
Superalloys * Y : First choice
Hard materials < : Second choice
Coated | Uncoated
Designation HANDCW=0025 RE | o PSIRR INSL| h
N T
) [
JCGN200F N 2 0.05 | @ [ ] 0° 20 3
JCGN200FR 0.05 | @ [ J 8° 20 3
JCGN200FL L 0.05 | @ [ J 8° 20 3
@®: Line up
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J-SERIES

JSXGR/L

Screw-on toolholder for external grooving and parting for Swiss lathes

r
5

LF

i

Without offset

1ﬂ; [

1010, 1212 Shank

Right hand (R) shown.

Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
JSXGR/L1010K8-C - 45-6 10 10 125 29 10 9.9 JXG... 1.3
JSXGR/L1212K8-C 0.7 2 45-6 12 12 125 29 12 11.9 JXG... 1.3
JSXGR/L1616K8 [o7Ean 45-6 16 16 125 29 16 15.9 JXG... 1.3
JSXGR/L2020K8 0.7 2 45-6 20 20 125 29 20 19.9 JXG... 1.3
JSXGR/L2525K8 e7na 4s5-6 25 25 125 29 25 24.9 JXG... 13
Can be wrenched also from the back with a double-head screw.
This toolholder can be used for JXF front-turning insert, JXR reverse-turning insert, and JXG parting and grooving insert.
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & ﬁ
Designation Clamping screw Wrench
JSXGRI/L... CSTB-4SD T-8F
I INSERT
JXG (with hand, sharp edge)
=
PSIRR
x|
g o 8
HJ«S
Right hand (R) shown. - Steel * e
M Stainless ) ¢
Cast iron DA
Non-ferrous *
Superalloys *  : First choice
H Hard materials ¢ : Second choice 2
Coated | Uncoated §
Designation HAND CWz0025 RE | ° CDX| IC PSIRR| S G
N T
) [
JXGR8070FA R 0.7 0 | @ [ ] 4.5 8 15° 3.97
JXGL8070FA L 0.7 [ J [ ] 4.5 8 15° 3.97
JXGR8070FA-005 R 0.7 0.05 | @ 4.5 8 15° 3.97
JXGR8100FA R 1 0 | @ [ ] 6 8 15° 3.97
JXGL8100FA L 1 0 | @ [ ] 6 8 15° 3.97
JXGR8100FA-005 R 1 0.05 | @ 6 8 15° 3.97
JXGR8100FA45 R 1 0 | @ [ ] 4.5 8 15° 3.97
JXGR8100FA45-005 R 1 0.05 | @ 45 8 15° 3.97
JXGR8150FA R 1.5 0 | @ [ J 6 8 15° 3.97
JXGL8150FA L 1.5 0 | @ [ ] 6 8 15° 3.97
JXGR8150FA-005 R 1.5 0.05 | @ 6 8 15° 3.97
JXGR8150FA50 R 1.5 0 | @ [ ] 5 8 15° 3.97
JXGR8150FA50-005 R 1.5 0.05 | @ 5 8 15° 3.97
JXGR8180FA R 1.8 0 | @ [ ] 6 8 15° 3.97
JXGR8180FA-005 R 1.8 0.05 | @ 6 8 15° 3.97
JXGR8200FA R 2 0 | @ [ ] 6 8 15° 3.97
JXGL8200FA L 2 0 | @ [} 6 8 15° 3.97
JXGR8200FA-005 R 2 0.05 | @ 6 8 15° 3.97
JXGR8200FN R 2 0 | @ [ ] 6 8 0° 3.97
JXGL8200FN L 2 0 | @ [ ) 6 8 0° 3.97
JXGR8200FN-005 R 2 0.05 | @ 6 8 0° 3.97
@: Line up
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TETRAMCUT

STCR/L-18

External grooving and threading toolholder

= v
5 & g
- LF o
T
y y
AHBH Right hand (R) shown.
Designation CWN CWX H B LF LH HF WF HBH Insert Torque*
STCR/L1010X18 10 10 120 18.5 10 10 4.5 TC*18... 1.2
STCR/L1212F18 0.33 3 12 12 85 18.5 12 12 2.5 TC*18... 1.2
sTCR/L1212x18 088 a2 12 120 18.5 12 12 2.5 TC*18... 1.2
STCR/L1616X18 0.33 3 16 16 120 18.5 16 16 - TC*18... 1.2
STCR/L2020H18 _ 20 20 100 18.5 20 20 = TC*18... 1.2
STCR/L2020X18 0.33 3 20 20 120 23 20 25 - TC*18... 1.2

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & X

Designation Clamping screw Wrench
STCR*****18 CSTC-4L100DL T-1008/5
STCL****18 CSTC-4L100DR T-1008/5

TETRAMCUT
STCR/L-X18-CHP TUNG TUET

External grooving and threading toolholder with high pressure coolant capability

Bl - LF -
B [ o e v B T
Right o U ot Oy eft
hand LH Al T_—5/167"-24UNF hand
8 )
T LAN@ - - Se AT
I Ty F Ity -—-—-- g i :
= 1 = | =
.ll ~~=HBL] & STCR/L121218B-CHP
I
Designation CWN CWX H B LF LH HF WF HBL HBH Insert Torque*
STCR/L1012H18-CHP 10 12 100 17.1 17.1 10 0/12 4 TC*18 1.2
STCR/L1212X18-CHP**  0.33 3 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2
STCR/L1212x18B-CHP " [HOB8ENE 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2
STCR/L1616X18-CHP 0.33 3 16 16 120 18.5 16 0/16 - - TC*18... 1.2

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders (L) with left-hand inserts (L).
(1) Compatible to the direct internal coolant supply system without the use of external coolant hose.

*Torque: Recommended clamping torque (N-m)

***: This item will be replaced with a new product in the future.

SPARE PARTS & X

Designation Clamping screw Wrench
STCL**18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5

Reference pages: Inserts — 6-36, Standard cutting conditions — 6-40, Parts for coolant hose — 3-61




TETRAMCUT

STCR/L-18-CHP

Threading tool - for external theading with high pressure coolant capability

Zx / )
S— JE 4 @ o T
235, /5
- LF
Right hand (R) shown.
Designation CWN CWX H B LF LH HBL HF WF HBH Insert Torque*
STCR/L2020X18-CHP 20 20 120 23 - 20 25 - TC*18... 1.2
Use the right hand insert (TC*18R...) with the right hand toolholders (STCR...). Use the left hand insert (TC*18...) with the left hand holder (STCL...).
*Torque: Recommended clamping torque (N-m)
SPARE PARTS & X
Designation Clamping screw Wrench
STCL**18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5
M 1N
TETRAMICUT
STCR/L-F18-CHP TUNG LIET
External grooving and threading toolholder, with high pressure coolant capability
g LF =
=
=i G| = - i
mgnt gtk L) en ST H
hand LH %! t ZSH 67-24UNF  hand
L B W— - = )]
| eSO =
T-l<pBL & STCR/L1212"18B-CHP o
5t O]
Designation CWN CWwX H B LF LH HF WF HBL HBH Insert Torque*
STCR/L1212F18-CHP** 12 12 85 18.5 12 0/12 17.5 4 TC*18... 1.2
0.33 3 12 12 120 18.5 12 0/12 17.5 4 TC*18... 1.2

STCR/L1212F18B-CHP

Use right-hand toolholders (R) with right-hand inserts (R); and left-hand toolholders

*Torque: Recommended clamping torque (N-m)
***: This item will be replaced with a new product in the future.

& 4

SPARE PARTS

Designation Clamping screw Wrench
STCL*18-CHP CSTC-4L100DR T-1008/5
STCR**18-CHP CSTC-4L100DL T-1008/5

(L) with left-hand inserts (L).

Reference pages: Inserts — 6-36, Standard cutting conditions — 6-40, Parts for coolant hose — 3-61
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TETRAMCUT

JS-STCL18

External grooving and threading toolholder with round shank, for Swiss lathes

- - LF - %*
A\

<CWN-CWX DCONMS

< iU I
=R |

94°

WEF

WB

Left hand (L) shown.

Designation CWN (o)) @ DCONMS H LF LH WB WF Insert Torque*
JS14H-STCL18 14 13 100 20 14 6 TC*18R... 1.2
JS159F-STCL18 0.33 3 15.875 15 85 20 14 6 TC*18R... 1.2
Jsster-stcLis OSSN 16 15 85 20 14 6 TC*18R... 1.2
JS19G-STCL18 0.33 3 19.05 18 90 20 14 6 TC*18R... 1.2

. Js19x-sTCL18 19.05 18 120 20 14 6 TC*18R... 1.2
~ JS20G-STCL18 0.33 3 20 19 90 20 14 6 TC*18R... 1.2
Js2ox-stoL1s  [NOSSET 20 19 120 20 14 6 TC*18R... 1.2
I JS22X-STCL18 0.33 3 22 21 120 20 12.25 10 TC*18R... 1.2
J Js2sH-sTCL1s 088 25 24 100 20 12.25 10 TG™18R... 1.2
JS254X-STCL18 0.33 3 25.4 24 120 20 12.25 10 TC*18R... 1.2
I Please use right-hand inserts.
| /;r *Torque: Recommended clamping torque (N-m)
SPARE PARTS & /{
Designation Clamping screw Wrench
JS***-STCL18 CSTC-4L100DL T-1008/5
TETRAMCEUT
QC12-STCR/L
External grooving and threading head
ik
Right hand (R) shown.
Designation CWN CwX H B LH HF HBH HBL WF Insert Torque*
QC12-STCR18 12 12 19.5 12 3.9 17.9 6 TC*18R... 1.2
QC12-STCL18 0.33 3 12 12 21 12 3.9 18.3 9 TC*8L... 1.2

The right hand insert (R) is used for the right hand toolholder (R)., The left hand insert (L) is used for the left hand toolholder (L).
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /‘

Designation Clamping screw Wrench
QC12-STCR18 CSTC-4L100DL T-1008/5
QC12-STCL18 CSTC-4L100DR T-1008/5

Reference pages: Inserts — 6-36, QC-Shanks — 3-60, Standard cutting conditions — 6-40
Parts for coolant hose — 3-61
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TETRAMCUT

QC12-STCR/L-CHP

TUNG TUET

External grooving and threading head, with high pressure coolant capability

w

gV

A

I

] @

4 I

A

A
Designation CWN CwX H B LH HF HBH HBL
QC12-STCR18-CHP 12 12 19.5 12 4.2 19.3
QC12-STCL18-CHP 0.33 3 12 12 21 12 4.2 19.3

The right hand insert (R) is used for the right hand toolholder (R). The left hand insert (L) is used for the left hand toolholder (L).
Through-coolant head
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & X o

Designation Clamping screw Wrench O-ring
QC12-STCR18-CHP CSTC-4L100DL T-1008/5 ORSS-0454.5X1.0NBR70
QC12-STCL18-CHP CSTC-4L100DR T-1008/5 ORSS-0454.5X1.0NBR70

T e

Right hand (R) shown.

WF Insert Torque*
6 TC*18R... 1.2
9 TC*18L... 1.2

Reference pages: Inserts — 6-36, QC-Shanks — 3-60, Standard cutting conditions — 6-40

Parts for coolant hose — 3-61

Grooving
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6-36

(TR 18  Corner rad.

RE (mm)

0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.5
0.05
0.1
0.05
0.1
0.2
0.2
0.1
0.2
0.05
0.1
0.2
0.05
0.1
0.2
0.79
0.2
0.2
0.05
0.1
0.2
0.2
0.2
0.05
0.1
0.2
1.0
0.2
0.2
1.2
0.1
0.2
0.3
0.3
0.3
0.1
0.2
0.3
1.5
1.59

TCL18R (P.6-37)

TCS18R (P.6-37)

TCG18R/L (P.6-39)

[l Standard lineup of TetraMini-Cut grooving inserts

TCP18R/L (P.6-38)

TCP18R/L-F (P.6-38)

AH7025 AH7025 AH7025 AH725 SH725
Honed edge Honed edge Honed edge Lightly honed edge Sharp edge

[ J [ J

[ J [ J

[ ] [ J

[ J [ J

([ J [ J

[ J

[ J [ J [ J [ J
[ J

[ J

[ J ([ J [ ] o

[ J

[ J [ J [ J [ J
[ J [ J
([ J ([ J

[ J [ J [ J [ J
[ J [ J

o

[ J [ J [ ] [ J
[ J

[ J

[ J [ J [ J [ J [ J
[ J [ J [ J
([ J
[ J [ J
[ J ([ J

[ J

[ J [ J [ J [ J
[ J [ J [ J
([ J [ J
[ J [ J

[ J

[ J [ J [ J [ ] [ J
[ J [ J ([ J
o
[ J [ J
[ J ([ J
[ J

[ J [ J [ ] o
[ J [ J
[ J [ J [ J
[ J [ J
[ J [ J

[ J [ J [ J [ J [ J
[ J [ J [ J
[ J [ J [ J
[ J
[ J

@ : New
@ : Lineup



Il INSERT
TCL18R (3D chipbreaker, honed edge) TCS18R (3D chipbreaker, honed edge)

Right-hand (R) shown. 4,
- Steel * - Steel *
M Stainless D ¢ M Stainless Y
Cast iron * Cast iron *
Non-ferrous Non-ferrous
Superalloys * % : First choice Superalloys Y % : First choice
H Hard materials ¥¢ : Second choice H Hard materials ¥ : Second choice
Coated Coated
0 0
Designation |HAND|CW=002| RE |& CDX Designation |HAND|CW:002] RE |& CDX
P T
< <
TCL18R150-010 R 1.5 01 | @ 35 TCS18R100-010 R 1 01 | @ 2
TCL18R150-020 R 1.5 02 | @ 35 TCS18R120-010 R 1.2 01 | @ 2
TCL18R175-020 R 175 | 02 | @ 35 TCS18R125-010 R 1.25 01 | @ 2
TCL18R200-010 R 2 01 | @ 35 TCS18R125-020 R 1.25 02 | @ 2
TCL18R200-020 R 2 02 | @ 35 TCS18R130-020 R 1.3 02 | @ 35
TCL18R250-030 R 2.5 03 | @ 35 TCS18R140-010 R 1.4 01 | @ 35
TCL18R300-010 R 3 01 | @ 35 TCS18R140-020 R 1.4 02 | @ 35
TCL18R300-020 R 3 02 | @ 35 TCS18R145-010 R 1.45 01 | @ 35
TCL18R300-030 R 3 03 | @ 35 TCS18R150-010 R 1.5 01 | @ 35
Please see the page 6-40 for precautions 5 pieces per package TCS18R150-020 R 1.5 02 @ 3.5
of pracessing. ® : New TCS18R160-020 | R | 16 | 02 | @ 35
@ : Line up
TCS18R170-020 R 1.7 02 | @ 35
TCS18R175-010 R 1.75 01 | @ 35
TCS18R175-020 R 1.75 02 | @ 35
TCS18R185-020 R 1.85 02 | @ 35
TCS18R195-020 R 1.95 02 | @ 35
TCS18R200-010 R 2 01 | @ 35
TCS18R200-020 R 2 02 | @ 35
TCS18R225-020 R 225 02 | @ 35
TCS18R230-020 R 2.3 02 | @ 35 o
TCS18R250-010 R 2.5 02 | @ 35 'g
TCS18R250-020 R 2.5 02 | @ 35 ]
TCS18R250-030 | R | 25 | 03 | @ 35 o
TCS18R265-030 R 2.65 03 | @ 35
TCS18R280-030 R 2.8 03 | @ 35
TCS18R300-010 R 3 01 | @ 35
TCS18R300-020 R 3 02 | @ 35
TCS18R300-030 R 3 03 | @ 35
Please see the page 6-40 for precautions 5 pieces per package
of processing. ® : Line up

Reference pages: Toolholders — 6-32, Standard cutting conditions — 6-40

6-37



Il INSERT
TCP18R/L-F (sharp edge) TCP18R/L (lightly honed edge)

- Steel * - Steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
l Non-ferrous l Non-ferrous
S  Superalloys * ¥ : First choice S  Superalloys * % : First choice
H Hard materials 7¢ : Second choice H Hard materials ¥¢ : Second choice
Coated Coated
Designation  |HAND|CW:0.02| RE |& CDX Designation |HAND|CW:0.02| RE |& CDX
TCP18R033F-005 R 0.33 | 0.05 @ 0.8 TCP18R033-005 R 033 | 0.05 | @ 0.8
TCP18L033F-005 L 0.33 | 005 | @ 0.8 TCP18L033-005 L 033 | 005 | @ 0.8
TCP18R043F-005 R 0.43 005 | @ 1.2 TCP18R043-005 R 0.43 005 | @ 1.2
TCP18L043F-005 L 043 | 005 | @ 1.2 TCP18L043-005 L 043 | 005 |@ 12
osees 1o le - Tommoon v ow o e
TCP18RO75F-005 a 075 1005 @ > TCP18L050-005 L 050 | 0.05 | @ 1.2
TCP18L075F-005 | L | 075 | 005 | @ 2 TCP18R075-005 | R | 075 | 0.05 |® 2
TCP18R095F-005 | R | 095 | 0.05 | @ 2 TCP18L075-005 | L | 075 | 005 | @ 2
TCP18L095F-005 | L | 095 | 005 | @ 2 TCP18R095-005 | R | 095 | 0.05 | ® 2
TCP18R100F-005 | R 1 005 | @ 2 TCP18L095-005 L 095 | 005 | @ 2
TCP18R100F-010 | R 1 01 |@ 2 TCP18R100-010 | R 1 01 | @ 2
TCP18L100F-010 L 1 01 | @ 2 TCP18L100-010 L 1 0.1 | @ 2
TCP18R120F-005 R 1.2 005 | @ 2 TCP18R120-010 R 1.2 0.1 | @ 2
TCP18R120F-010 R 1.2 0.1 | @ 2 TCP18L120-010 L 1.2 01 | @ 2
TCP18L120F-010 L 1.2 01 | @ 2 TCP18R125-010 R 1.25 01 | @ 2
TCP18R125F-005 R 125 | 0.05 | @ 2 TCP18L125-010 L 125 01 | @ >
TCP18R125F-010 R 1.25 01 | @ 2 TCP18R140-010-35 R 14 01 @ 35
i e o le T oo i o eI
TCP1BR145F-00535 | R | 145 | 0.05 | @ 35 TOP18R145-010 | R | 145 | 01 | @ 2
TCP18R145F-010 | R | 145 | 01 |® 2 TCP18L145-010 | L | 145 | 01 |@ 2
ToPieLia550i0 T L 1145 T o1 e > TCP18R145-010-35 | R | 1.45 | 0.1 |® 35
TCP18R145F-010-35| R | 1.45 | 01 | @ 35 TCP18L145-010-35 | L | 145 | 01 | @ 35
TCP18L145F-01035 | L | 145 | 01 | @ 35 TCP18R150-010 | R | 15 | 01 |@ 2
TCP18R150F-005-35 | R 1.5 0.05 | @ 3.5 TCP18L150-010 L 1.5 0.1 | @ 2
TCP18R150F-010 R 1.5 0.1 | @ 2 TCP18R150-010-35 R 1.5 0.1 | @ 3.5
TCP18L150F-010 | L 15 01 | @ 2 TCP18L150-010-35 | L 1.5 01 |@ 35
TCP18R150F-010-35 | R 1.5 01 |@ 3.5 TCP18R175-010 R 1.75 01 | @ 2
TCP18L150F-010-35 L 1.5 0.1 o 3.5 TCP18L175-010 L 1.75 01 ® 2
1%?185;:572208%5 2 1;2 06015 : 3; TCP18R175-01035 | R | 1.75 | 01 | @ 35
- - TCP18L175-010-35 L 1.75 0.1 | @ 3.5
TCP18L175F-010 L 1.75 0.1 | @ 2
TCP18R175F-01035| R | 1.75 | 01 | @ 35 TCP18R200-010 | R | 2 | 01 |® 25
TCP1BLI75F-01035 | L | 175 | 01 |®@ 35 TCP18L200-010 | L | 2 | 01 |® 25
TCP18R200F-005-35| R | 2 | 005 | @ 35 TCP18R200-010-35 | R | 2 | 01 |® 35
TCP18R200F-010 R 01 | @ 25 TCP18L200-010-35 L 2 01 | @ 3.5
TCP18L200F-010 L 2 01 | @ 25 TCP18R250-010 R 2.5 01 | @ 2.5
TCP18R200F-010-35 | R 2 01 | @ 3.5 TCP18L250-010 L 2.5 01 | @ 25
TCP18L200F-010-35 L 2 01 | @ 3.5 TCP18R250-010-35 R 2.5 0.1 | @ 3.5
TCP18R250F-010 R 2.5 0.1 | @ 25 TCP18L250-010-35 L 2.5 0.1 | @ 3.5
TCP18L250F-010 L 2.5 01 | @ 2.5 TCP18R300-010 R 3 01 | @ 25
TCP18R250F-010-35 R 2.5 01 | @ 3.5 TCP18L300-010 L 3 01 | @ 25
TCP18L250F-010-35 | L | 25 | 01 |® 35 TePiera00i0m | R T 3 T o1 I8 a5
TOP18RSOOF-010 | R | 3 | 01 |@ 25 TCP18L30001035 | L | 3 | 01 |®@ 35
185118?:;’;8?5)_1%1-25 IF; 2 81 : :2)’2 Please see the page 6-40 for precautions of processing.
TCP18L300F-010-35 L 3 01 | @ 3.5 5 pieces per package

Please see the page 6-40 for precautions of processing. @ : Line up

Reference pages: Toolholders — 6-32, Standard cutting conditions — 6-40
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Il INSERT
TCG18R/L (with edge preparation)

- Steel

M Stainless

*
*
l Cast iron >
*

Non-ferrous
S Superalloys

% : First choice

TCG18L250-030
TCG18R265-030
TCG18L265-030

25 0.3
2.65 0.3
2.65 0.3

H Hard materials ¢ : Second choice
Coated Coated
(o] Te}
Designation |HAND|CW:0.02| RE |& CDX Designation |HAND|CW=002| RE |& CDX
T I
< <
TCG18R100-010 | R 1 01 |® 2 TCG18R280-030 | R | 28 | 03 |@ 35
TCG18L100-010 L 1 01 |® 2 TCG18L280-030 L | 28 |03 |@ 35
TCG18R120-010 | R | 12 | 01 |@ 2 TCG18R300-010 | R 3 |01 |@ 35
TCG18L120-010 L | 12 |01 |® 2 TCG18L300-010 L 3 |01 |@ 35
TCG18R125-010 | R | 125 | 01 | @ 2 TCG18R300-020 | R 3 |02 |@ 35
TCG18L125-010 L | 125 | 01 |@ 2 TCG18L300-020 L 3 |02 |@ 35
TCG18R125-020 | R | 125 | 02 | @ 2 TCG18R300-030 | R 3 |03 |@ 35
TCG18L125-020 L | 125 | 02 |@ 2 TCG18L300-030 L 3 | 03 |@ 35
TCG18R130-020 R 1.3 02 | @ 2 Please see the page 6-40 for precautions 5 pieces per package
TCG18L130-020 L 13 [ 02 [@ 2 of processing. @ : Line up
TCG18R140-010 | R | 14 | 01 |@ 35
TCG18L140-010 L | 14 |01 |® 35
TCG18R140-020 R 1.4 02 | @ 3.5
TCG18L140-020 L 14 |02 @ 35 TCG18R/L (Full R)
TCG18R145-010 | R | 145 | 01 | @ 35
TCG18L145-010 L | 145 |01 |@ 35
TCG18R145-020 | R | 145 | 02 | @ 35
TCG18L145-020 L | 145 | 02 |@ 35
TCG18R150-010 | R | 15 | 01 |@ 35 <
TCG18L150-010 | L | 15 | 01 | @ 35 8
TCG18R150-020 | R | 15 | 02 | @ 35
TCG18L150-020 L 1.5 02 | @ 3.5 4 Right-hand (R) shown. o
TCG18R160-020 | R | 16 | 02 | @ 35 * %
TCG18L160-020 L | 16 |02 |® 35 B Sicinioss * 8
TCG18R170-020 | R | 17 | 02 |@ 35 Gastiron * 5]
TCG18L170-020 L | 17 |02 |@ 35 l
TCG18R175-010 | R | 175 | 01 | @ 35 Non-ferrous
TCG18L175-010 L 175 01 |@ 35 S Superalloys > ¥ : First choice _
TCG18R175-020 | R | 175 | 02 | @ 35 H Hard materials ¥ : Second choics
TCG18L175-020 L 175 | 02 | @ 3.5 Coated
TCG18R185-020 | R | 1.85 | 02 | @ 35 L 10
TCG18L185:020 | L | 185 | 02 | @ 35 Designation |HAND|CW-002 RE |& CDX
TCG18R195-020 R 195 | 02 | @ 3.5 E
TCG18L195-020 L | 195 |02 |@ 35 TeG18RT00-050 1 & ] 5 e >
TCG18R200-010 | R 2 |01 |@ 35 TCG18L100-050 C ] o5 Te >
TCG181200-010 | L | 2 |01 |@® 3.5 TCG18R158-079 | R | 158 | 079 | @ 35
TCG18R200-020 | R | 2 | 02 |@ 3.5 TCG18L158-079 | L | 158 | 0.79 | @ 35
TCG18L200-020 L 2 |02 |@ 35 TCG18R200-100 1 R > T Te 35
TCG18R225-020 | R | 225 | 02 | @ 35 TCGI8L200-100 C > Te g
TCG18L225-020 | L | 225 | 02 |@ 3.5 TCG18R239-120 | R | 239 | 12 | @ 35
TCG18R230-020 | R | 23 | 02 [@ 3.5 TCG18L239-120 | L | 239 | 12 |@ 35
TCG18L230-020 L | 23 |02 |@ 35 TCG18R300-150 | R’ 3 15 Te 35
TCG18R250-010 R 2.5 01 | @ 3.5 TCG18L300-150 L 3 ) 35
TCG18L250-010 | L | 25 | 01 [@ 3.5 TCG18R318-159 | R | 318 | 159 | @ 35
TCG18R250-020 | R | 25 | 02 i@ 3.5 TCG18L318-159 | L | 3.18 | 159 | @ 35
TCG18L250-020 L 25 02 | ® 35 Please see the page 6-40 for precautions 5 pieces per package
TCG18R250-030 R 2.5 03 | @ 35 of processing. ® : Line up
L ° 35
R ° 35
L ° 35

Reference pages: Toolholders — 6-32, Standard cutting conditions — 6-40
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Il Precautions of processing (TCL, TCS, TCP, TCG)

oD max Minimum diameter
) for face grooving
CDX

oo ~

650 K pd
L S e £ e 1 — _ 2
% 550 \ o
E_ 500 \ CUTDIA
SE 450
o E 400 \ I]
S £ 300
$q 250 » <=
2% 200
g 150

100

50 e Max workpiece diameter Minimum face Maximum groove

0 CUTDIA (mm) diameter depth
31 32 33 34 35 7 DAXN (mm) CDX (mm)
Groove depth 65 3
T (mm)

*Groove depth and
max workpiece diameter (Dmax)

Maximum workpiece diameter is limited relative
to depth of cut in order to avoid collision between
insert and workpiece.

- I STANDARD CUTTING CONDITIONS

Feed: f (mm/rev)
Cutting speed

IS0 Workpiece material Ve (m/min) TGP /TCP-F TCS TCL TCG

(AH725 / SH725) (AH7025) (AH7025) (AH7025)

Low carbon steel
S15C, S20C, etc 80 - 180 0.03-0.1 0.03-0.15 0.03-0.12 0.04-0.14

C15, C20, etc.
Carbon steels, Alloy steel

. S55C, SOMA40, eto GBS, 45GrMoS4, etc. 80 - 180 0.03 - 0.1 0.03-0.15 0.03 - 0.12 0.04-0.14
Prehardened steel 80 - 180 0.03-0.1 0.03-0.15 0.03-0.12 0.04-0.14

NAKB80, PX5 etc.

Stainless steel
M SUS304, etc 50-120 0.03-0.1 0.03-0.15 0.03-0.12 0.04 -0.14
X5CrNi18-9, X5CrNiMo17-12-2, etc

Titanium alloys
= Titapium alloy 30-80 0.03 - 0.1 0.03-0.15 0.03 - 0.12 0.04-0.14
Superalloys 20 - 60 0.03 - 0.1 0.03-0.15 0.03-0.12 0.04 - 0.14

Inconel718 etc.

I New selection system

M 3D chipbreakers B Ground-to-form chipbreakers
High High
A TCS18 A Toimprove. TCG18
. - Ipping
'_rg r:ir;\g;gve AHFZO25 (General purpose) - Tool life AHZ025
- Machining efficiency | = Corner R: 0.1 - 0.3 mm - Corner R: 0.1 - 0.3 mm
. - Honed edge o TcP 1 8 - Honed edge
3 3 AH725
E’ TCL18 % - C-orner R: 0.05 - 0.1 mm
= AHZO25 (For low feed rate) = - Lightly honed edge
g - Corner R: 0.1 - 0.3 mm § TCP1 8'F
- Not hi d
eene To improve ... SH725 To improve ...
- Burr formation - Corner R: 0.05 - 0.1 mm - Finish surface quality
- Chatter - Sharp edge (not honed) - Burr formation
V V - Chatter
<€ > <€ >
Feed: f (mm/rev) Feed: f (mm/rev)
- 2 styles of 3D chipbreakers are available as standard for - Choose the best of all three insert types according to
reliable chip control. the machining requirements
- TCS: general-purpose chipbreaker, TCL: for applications -A vangty of widths and corner radii are available in all
where low cutting force is essential three insert types
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TETRAFCUT

STCR/L-27
External grooving toolholder

i th | E g

t

HBL| 'HBH

Right hand (R) shown.

Designation H B LF HF WF HBH HBL Insert Torque*
STCR/L1010-27 10 10 120 10 8.5 9.5 24 TC*27... 2.5
STCR/L1212-27 0.5 3.18 12 12 120 12 10.5 8 24 TC*27... 2.5
STCR/L1616-27 _ 16 16 120 16 14.5 6 24 TC*27... 25
STCR/L2020-27 0.5 3.18 20 20 120 20 18.5 2 24 TC*27... 25

*Torque: Recommended clamping torque (N-m)

TETRAFEUT
STCR/L-27-CHP TUNG TJET

Grooving and parting-off toolholder. High pressure coolant capability.

Right &/ Z - -
nahd =S ov crE— === i
A i
LH, ~y
L Vs I
I{ o T L\ E o lLlE I#
_—5/167-24UNF
HBL, é
Designation CWN CWwX H B LF LH HF WF® HBH HBL Insert Torque*
STCR/L1212-27-CHP 12 12 120 23 12 1.5/10.5 8 24 TC*27... 2.5

Make sure to avoid tool interferences when used on Swiss machines
*Torque: Recommended clamping torque (N-m)
(1) The above WF value is valid when an insert width of CW=8 is mounted.

TETRAFCUT

STCR/L-CHP

Grooving

Precision grooving tools with uniquely shaped insert with 4 cutting edges and channel
for high pressure coolant supply

T T — Vg

t PR '
08¢ =
G1/8 4
Right hand (R) shown.
Designation CWN CWX H B LF LH HF WF Insert Torque*
STCR/L2020-27-CHP 20 20 120 23 20 18.5 TC*27... 2.5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS (& /

Designation Screw Wrench
STCR****-27 SR16-212-01397L T-2010/5
STCL***-27 SR16-212-01397 T-2010/5

Reference pages: Inserts — 6-42, Standard cutting conditions — 6-46
Parts for coolant hose — 3-61
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Il INSERT - FOR GROOVING AND PARTING OFF
TCS27

RE

CUTDIA
—

*
M Stainless *
Cast iron *
l Non-ferrous
S Superalloys * % : First choice
H Hard materials Y¢ : Second choice
g Coated
. Relation of groove depth (T) and Max. diameter (aD max)
— Designation CW:002| RE |& CDX |CUTDIA
% T<1 | T<2 | T<3 |T<3.5| T<4 |T<4.5| T<5 |T<55|T<5.7| T<6 |T<6.2|T<6.4
TCS27-050-000 0.5 0 | @ 1 2 o - - - - - R R _ R R _
TCS27-050-004 05 | 004 | @ 25 5 oo oo - - - R - - R _ _ _
- TCS27-075-010 075 | 0.1 | @ 25 5 o | oo - - - R - R R B R R
|, TCS27-080-000 08 | 0 |®@ 16| 82 |w | -] -] -1-1-]-1-1-1-71-71-
- TCS27-100-006 1 0.06 | @ 3.5 7 0 oo o | 600 | - - - - - R _ _
TCS27-100-010 1 01 | @ 3.5 7 oo o « | 600 | - - - R - B _ _
TCS27-104-000 1.04 ) 2 4 oo oo - - R - B _ R N - N
TCS27-120-000 1.2 0 | @ 2 4 0o o - - - R - B R N R _
TCS27-125-010 1.25 01 | @ 3.5 7 =3 ) « | 600 - - - - - - - _
TCS27-125-020 125 | 02 | @ 3.5 7 0 oo o | 600 | - - - - - R _ _
TCS27-140-000 1.4 ) 2 4 oo o - - R - B _ R N R N
TCS27-147-000 1.47 0 | @ 25 5 0o o - - - - B B - B _ R
TCS27-150-010 1.5 01 | @ 5.7 11.4 oo ) «~ | 600|280 | 180 | 130 | 50 35 - - -
TCS27-150-020 1.5 02 | @ 5.7 11.4 =3 ) «~ | 600|280 | 180 | 130 | 50 35 - - -
TCS27-157-015 157 | 015 | @ 3 6 o | oo | o - R - B R R _ R N
TCS27-170-010 1.7 01 | @ 3 6 0o o o - - - B B R N R _
TCS27-175-010 175 | 01 | @ 3 6 o oo 0o - - - B - R N _ N
TCS27-175-020 175 | 02 | @ 3 6 oo oo 0o - R - B _ _ _ _ N
TCS27-178-018 1.78 | 0.18 | @ 3 6 o | oo | o - R - B R R _ R N
TCS27-185-020 185 | 02 | @ 3 6 0o 0 0 - - - B B - B _ R
TCS27-196-015 1.96 | 0.15 | @ 3 6 o oo 0o - - - B _ R N _ N
TCS27-200-010 2 01 | @ 6.4 12.8 =3 ) «~ | 600|280 | 180 | 130 | 105 | 85 60 50 30
TCS27-200-020 2 02 | @ 6.4 12.8 o0 ) « | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCS27-222-015 2.22 015 | @ 3.5 7 oo ) « | 600 - - - - - - - .
TCS27-230-020 2.3 02 @ 3.5 7 ) = o | 600 | - - - - - R - _
TCS27-239-015 2.39 015 | @ 5.7 11.4 =3 ) « | 600|280 | 180 | 130 | 50 35 - - -
TCS27-247-020 2.47 02 | @ 5.7 11.4 ) ) « | 600 | 280 | 180 | 130 | 50 | 35 - - -
TCS27-250-010 2.5 01 | @ 5.7 11.4 oo ) « | 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-250-030 2.5 03 | @ 5.7 11.4 oo ) « | 600|280 | 180 | 130 | 50 35 - - -
TCS27-270-010 2.7 01 | @ 6.2 12.4 =3 ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 -
TCS27-287-020 2.87 02 | @ 6.2 12.4 ) =) « | 600 | 280|180 | 135 | 105 | 95 | 85 | 78 -
TCS27-300-000 3 0 [ ] 6.4 12.8 oo ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-020 3 02 | @ 6.4 12.8 o0 ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-030 3 03 | @ 6.4 12.8 oo ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 55
TCS27-300-040 3 04 | @ 6.4 12.8 ) ) « | 600|280 | 180 | 135|105 | 95 | 85 | 78 | 55
TCS27-315-015 3.15 0.15 | @ 6.4 12.8 3 ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 68
TCS27-318-020 3.18 02 | @ 6.4 12.8 o0 ) ~ | 600|280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package
@ : Line up

Reference pages: Toolholders — 6-41, Standard cutting conditions — 6-46
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Il INSERT- FOR PARTING OFF
TCS27-R/L

RE v‘

CUTDIA
CUTDIA CUTDIA

% CDX—

\\»/,/
Right hand (R) shown. - Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¢ : Second choice
Coated Max. parting off
. . 0 dia. CUTDIA
Designation HAND|CW=0.02| RE |y CDX |PSIRL|PSIRR
~ Solid
i:( bar Tube
TCS27-100-15R R 1 0.06 | @ 35 0° 15° 7 600
TCS27-100-15L L 1 0.06 | @ 3.5 15° 0° 7 600
TCS27-150-6R R 1.5 0.06 | @ 5.7 0° 6° 11.4 35
TCS27-150-6L L 1.5 0.06 | @ 5.7 6° 0° 11.4 35
TCS27-150-15R R 15 |0.06 | @ 5.7 0° 15° 11.4 35
TCS27-150-15L L 15 |0.06 | @ 5.7 15° 0° 11.4 35
TCS27-200-6R R 2 01 | @ 6.4 0° 6° 12.8 30
TCS27-200-6L L 2 01 | @ 6.4 6° 0° 12.8 30
TCS27-200-15R R 2 01 | @ 6.4 0° 15° 12.8 30
TCS27-200-15L L 2 01 | @ 6.4 15° 0° 12.8 30

5 pieces per package
@ : Line up

I INSERT- FOR GROOVING AND PROFILING
TCL27

CUTDIA
—

Grooving

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * Y : First choice
H Hard materials ¥ : Second choice
Coated Relation of groove depth (T) and
Designation CWs002| RE |19 CDX CUTDIA Max. diameter (aD max)
EE E; T<3.5| T<4 |T<4.5| T<5 [T<55|T<57| T<6 |T<6.2|T<6.4
< T<3
TCL27-150-015 1.5 0.15 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCL27-200-020 2.0 02 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCL27-250-020 2.5 02 | @ 6.4 12.8 o | 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCL27-300-020 3 02 | @ 6.4 12.8 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@ : Line up

Reference pages: Toolholders — 6-41, Standard cutting conditions — 6-46
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Il INSERT- FOR GROOVING AND PARTING OFF
TCM27

CUTDIA
o

*
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials 3% : Second choice
Coated Relation of groove depth (T) and
N — Designation CW:002| RE |9 CDX |CUTDIA Max. diameter (oD max)
E E; T<3.5| T<4 |[T<4.5| T<5 |T<55|T<5.7| T<6 |T<6.2|T<6.4
< T<3
TCM27-150-010 1.5 01 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-150-020 1.5 02 @ 5.7 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-157-015 1.57 015 | @ 3 6 ) - - - - - - - - -
TCM27-170-010 1.7 01 | @ 3 6 ) - - - - - - - - -
TCM27-175-010 175 | 01 | @ 3 6 ) - - - - - - - - -
TCM27-175-020 175 | 02 | @ 3 6 oo - - - - - - - - -
TCM27-178-018 1.78 | 0.18 | @ 3 6 ) - - - - - - - - -
TCM27-185-020 185 | 02 | @ 3 6 o0 - - - - - - - - -
TCM27-196-015 1.96 | 0.15 | @ 3 6 ) - - - - - - - - -
TCM27-200-010 2 01 | @ 6.4 12.8 ) 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-200-020 2 02 | @ 6.4 12.8 oo 600 | 280 | 180 | 130 | 105 | 85 60 50 30
TCM27-222-015 2.22 015 | @ 3.5 7 oo 600 - - - - - - - -
TCM27-230-020 2.3 02 | @ 3.5 7 o | 600 | - - - - - - - -
TCM27-239-015 2.39 0.15 | @ 5.7 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-247-020 2.47 02 | @ 5.7 114 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-010 2.5 01 | @ 5.7 114 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-250-030 2.5 03 | @ 5.7 11.4 o | 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-270-010 2.7 01 | @ 6.2 12.4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-287-020 2.87 02 | @ 6.2 12.4 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 -
TCM27-300-000 3 0 [ J 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-020 3 02 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-030 3 03 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-300-040 3 04 @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
TCM27-315-015 3.15 015 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 68
TCM27-318-020 3.18 02 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 68

5 pieces per package
@ : Line up

Reference pages: Toolholders — 6-41, Standard cutting conditions — 6-46
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Il INSERT - FOR GROOVING AND PROFILING

TCM27 (Full R)

- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
Hard materials ¢ : Second choice
Coated Relation of groove depth (T) and
. . Max. diameter (6D max
Designation CW:002| RE | CDX|CUTDIA ( )
T<1
E T<2 |T<3.5| T<4 |T<4.5| T<5 |T<55|T<5.7| T<6 |T<6.2|T<6.4
< T<3
TCM27-157-079 157 | 079 | @ 3 6 o0 - - - - - - - - -
TCM27-200-100 2 1 |@ 3 6 oo | 600 | - - - - - - - -
TCM27-239-120 2.39 12 | @ 5.7 11.4 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCM27-300-150 3 15 | @ 6.4 12.8 oo 600 | 280 | 180 | 135 | 105 | 95 85 78 55
5 pieces per package
@ : Line up
TCS27 (Full R)
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * ¥ : First choice
Hard materials /¢ : Second choice
Coated Relation of groove depth (T) and
Designation Cw:002| RE [&Q CDX Max. diameter (oD max)
~ T<1
T T<2 |T<35| T<4 |T<4.5| T<5 [T<55|T<57| T<6 |T<6.2|T<6.4
<C T<3
TCS27-157-079 157 | 079 | @ 3 oo - - - - R R B R B
TCS27-200-100 2 1 |@ 3 o0 - - - - - - - - -
TCS27-239-120 2.39 12 | @ 5.7 oo 600 | 280 | 180 | 130 | 50 35 - - -
TCS27-300-150 3 15 | @ 6.4 o | 600 | 280 | 180 | 135 | 105 | 95 85 78 55

5 pieces per package
@ : Line up

Reference pages: Toolholders — 6-41, Standard cutting conditions — 6-46
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I INNOVATIVE INSERTS

- Suitable for precision grooving or parting-off in general machining including small parts
- Three types of chipbreakers available for TC*27 inserts

=

M v with excellent chipping

Optimized _ Sharp cutting Cytting edge with
3-dimensional edge high strength
chipbreaker / \
Optimized
dimple
1T+ TCS27 chipbreaker TCM27 chipbreaker
rm for general applications for higher machining efficiency
- Large dimple in the rake | Eliminates burr or chatter
- Large rake angle with center prevents chip from generation
sharp cutting edge for being jammed in the groove ET wgfklg?ergggv rigidity
low cutting force 2 TCM27
o TCS27
c
c
<
[$]
©
=

i TCL27 For high efficiency
machining
. resistance
TCL27 chipbreaker < >
for light cutting Feed rate

I STANDARD CUTTING CONDITIONS

Cutting Feed: f(mm/rev) Depth of cut
. . speed Grooving, Parting-off Profiling for profiling
1SO Workpiece materials  Grades ™~ parting-off (with hand) (with full radius insert)  (with full
(m/min) “3C127  Tcs27 TCM27 TCs27  TCs27 Tcmzy 'adiusinsert)
Carbon steel
. e AH725  100-200 0.03-012 0.05-0.15 005-0.25 0.04-012 005-01 0.05-0.15 0.5
Alloy steel
e T AH725  50-180 0.03-012 0.05-015 0.05-025 004-0.12 005-0.1 0.05-0.15 05
Stainless steel
M e ) e AH725  100-150 0.03-012 0.05-0.15 005-02 004-012 005-01 0.05-0.15 0.5
Titanium alloys
o A s AH725  30-60 003-012 0.05-0.15 005-015 0.04-012 005-01 0.05-0.1 05
Supielloe AH725  20-50 0.03-012 0.05-0.15 005-015 0.04-012 005-01 0.05-0.1 0.5

Inconel718, etc.
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J-SERIES

JSTGR/L

External grooving toolholder, for Swiss lathes

CDX_ 1= LF . %

Can be wrenched

=
also from the back % LH,_
with a double-head
screw "I"f © ‘ g

Right hand (R) shown.

'|1H‘B»H~>
-

Designation CcDX H B L LH HF WF HBH  Insert Torque*
JSTGR/L1010X3 0.7-2.6 10 10 120 185 10 10 2 JTGRA3.. 1.2
JSTGR/L1212F3 0.33 3 0.7-2.6 12 12 85 185 12 12 - JIGRA3.. 12
JSTGR/L1212x3  [[H0B8E 07-26 12 12 120 18.5 12 12 5 JTGR/L3... 12
JSTGR/L1616X3 0.33 3 0.7-26 16 16 120 185 16 16 - JIGRA3.. 12
JSTGL1616K3 [ossE 07-26 16 16 125 18.5 16 16 = JTGR/L3... 12

*Torque: Recommended clamping torque (N-m)

%

Pl

SPARE PARTS

Designation Clamping screw Wrench
JSTGRI/L... CSTB-4SD T-8F
J-SERIES
JS-TGL3

External grooving toolholder, for Swiss lathes

B LF _ %
— ] CWN-| 20
w [CWX H
= yCDXy ' “f
A
as

Y z A B
m
Hl = o
8 Left hand (L) shown.
Designation CWN CwX CDX DCONMS H B LF WF wB Insert  Torque*
JS19K-TGL3 0.7-26 19.05 18 18 125 6 11.5 JTGR3... 3 >
JS20K-TGL3 0.33 3 0.7-26 20 19 19 125 6 11.5 JTGR3... 3 3
JS22K-TGL3 _ 0.7-2.6 22 21 21 125 6 115 JTGRS... 3 o
JS25K-TGL3 0.33 3 0.7-26 25.4 24 24 125 10 12.7 JTGR3... 3 G

Use left-hand toolholders (L) with right-hand inserts (R).
*Torque: Recommended clamping torque (N-m)

@

SPARE PARTS /<§

Designation Clamping screw Wrench
JS**-TGL3 CSTB-4S T-15F

Reference pages: Inserts — 6-48, Standard cutting conditions — 6-49
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Il INSERT
JTG (Sharp edge)

Right hand (R) shown.

Bl steel * % * |
M Stainless % | %
Cast iron PAG *
l Non-ferrous *
S Superalloys * ¥ : First choice
H Hard materials 7¢ : Second choice
Coated Cermet | Uncoated
Designation HAND CWeges RE & % 5 cox| Ic | s
q bl
55 2 =
JTGR3033F R 033 (003 | @ @ (] 0.7 9.53 3.18
JTGL3033F L 0.33 | 0.08 [ ] { ] 0.7 9.53 3.18
JTGR3033F-005 R 0.33 | 0.05 | @ 0.7 | 953 | 3.18
JTGR3043F R 0.43 | 0.03 [ ] 1.1 9.53 3.18
JTGR3050F R 0.5 003 @ @ [ J (] 1.1 9.53 3.18
JTGL3050F L 0.5 003 | @ @ { ] 1.1 9.53 3.18
JTGR3050F-005 R 05 | 005 @ 1.1 9.53 | 3.18
JTGL3050F-005 L 05 | 005 |@ 1.1 9.53 | 3.18
JTGR3065F R 065 (003 | @ @ 1.9 9.53 3.18
JTGR3065F-010 R 0.65 01 | @ 1.9 9.53 3.18
JTGR3075F R 075 (003 @ @ [ J { ] 1.9 9.53 3.18
JTGL3075F L 075 (003 | @ @ o ([ J 1.9 9.53 | 3.18
JTGR3075F-010 R 075 | 01 | @ 19 | 953 | 3.18
JTGL3075F-010 L 0.75 01 | @ 1.9 9.53 3.18
JTGR3080F R 0.8 003 | @ @ 1.9 9.53 3.18
JTGR3080F-010 R 0.8 01 | @ 1.9 9.53 | 3.18
JTGR3085F R 085 (003 @ © 1.9 9.53 3.18
JTGR3095F R 095 (003 @ @ [ J { ] 1.9 9.53 3.18
JTGL3095F L 095 (003 @ @ { ] 1.9 9.53 3.18
JTGR3095F-010 R 0.95 01 | @ 1.9 9.53 | 3.18
JTGL3095F-010 L 095 | 01 |@ 1.9 | 953 | 3.18
JTGR3100F R 1 005 @ @ [ J { ] 2.1 9.53 3.18
JTGL3100F L 1 005 @ @ { ] 2.1 9.53 3.18
JTGR3100F-010 R 1 01 | @ 2.1 9.53 3.18
JTGL3100F-010 L 1 01 |@ 241 9.53 | 3.18
JTGR3110F R 11 005 @ @ 2.1 9.53 3.18
JTGR3120F R 1.2 005 @ @ 2.1 9.53 3.18
JTGR3120F-010 R 1.2 01 |@ 2.1 9.53 | 3.18
JTGR3125F R 125 (005 | @ @ o ([ J 2.1 9.53 3.18
JTGL3125F L 125 | 005 @ @ { ] 2.1 9.53 3.18
JTGR3125F-010 R 1.25 01 | @ 2.1 9.53 3.18
JTGL3125F-010 L 1.25 01 | @ 2.1 9.53 3.18
JTGR3130F R 13 [ 005 | @ @ 24 9.53 | 3.18
JTGR3140F R 1.4 005 @ @ 2.1 9.53 3.18
JTGR3140F-010 R 1.4 01 | @ 2.1 9.53 3.18
JTGR3145F R 145 (005 | @ @ [ J { ] 2.1 9.53 3.18
JTGL3145F L 1.45 | 0.05 [ ] ([} 2.1 9.53 3.18
JTGR3145F-010 R 1.45 01 | @ 2.1 9.53 3.18
JTGR3150F R 1.5 005 @ @ [ J { ] 2.1 9.53 3.18
JTGL3150F L 1.5 005 @ @ { ] 2.1 9.53 3.18
JTGR3150F-010 R 1.5 01 |@ 21 9.53 | 3.18
JTGL3150F-010 L 1.5 01 | @ 2.1 9.53 3.18

@: Line up

Reference pages: Toolholders —6-47, Standard cutting conditions — 6-49
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Il INSERT
JTG (Sharp edge)

s

Right hand (R) shown.

.ic,

JTG (honed edge)

CW,_ _RE

T
K
(@)
.c s

Right hand (R) shown.

- Steel * %k PA - Steel *
M Stainless * % M Stainless
Cast iron DA * Cast iron S
Non-ferrous * Non-ferrous
S  Superalloys * % : First choice S Superalloys Y : First choice
H Hard materials ¢ : Second choice H Hard materials Y% : Second choice
Coated|Cermet|Uncoated ggtglnt.leetii
. . cw Q i . cw
Designation |HAND +o0s | RE e ° e o [CDX IC | S Designation HAND| .005 | RE |9 CDX| IC | S
N < o - To]
I (72] I
w52 |F 3
JTGR3175F R 175|005 @ @ | @ [ ] 21 19.53|3.18| JTGR3100 R 1 0.05| @ 2.1 9.53 | 3.18
JTGL3175F L 1.75 | 0.05 [ AN J [ J 2.1 |9.53|3.18| JTGR3125 R 125|005 | @ 2.1 9.53 | 3.18
JTGR3175F-010 R 175/ 01 | @ 2.1 1953 |3.18| JTGR3150 R 15 |0.05| @ 2.1 9.53 | 3.18
JTGR3180F R [18 (005 @ @ 2.1 19.53|3.18| JTGR3200 R 2 (005 @ 26 | 9.53 | 3.18
JTGR3200F R 2 |005/@®@ @@ [ ] 2.6 [9.53]3.18 ®: Line up
JTGL3200F L 2 |005|@ @ ® 2.6 [9.53|3.18
JTGR3200F-010 | R 2 |01 |@ 2.6 |9.53|3.18
JTGL3200F-010 L 2 01 | @ 2.6 [9.533.18
JTGR3225F R (225|005 @ @ 2.6 [9.533.18
JTGR3250F R |25/005/@®@ @@ [ 2.6 |9.53|3.18
JTGL3250F L 25005 @ @ [ ] 2.6 |9.533.18
JTGR3250F-010 R 25101 | @ 2.6 [9.533.18
JTGL3250F-010 L 2501 | @ 2.6 [9.533.18
JTGR3275F R |2.75|0.05 [ ] 2.6 |9.53|3.18
JTGR3300F R 3 |005/@ @ 2.6 [9.53|3.18
JTGR3300F-010 R 3 01 | @ 2.6 [9.533.18
@: Line up
Il STANDARD CUTTING CONDITIONS (J-Series grooving tool)
. . Cutting Speed Feed
Work terial
ISO orkpiece materia Grade Ve (m/min) f (mm/rev)
J740 10 - 100 0.01 - 01
SH725 50 - 150 0.01 - 041
General steels,
. Free-cutting steels, etc.
NS9530 50 - 150 0.01 - 01
J9530 50 - 150 0.01 - 041
J740 10 - 100 0.01 - 0.1
M Stainless steels, etc.
SH725 50 - 150 0.01 - 041
. Aluminium alloys, copper alloys, etc. TH10 10 - 200 0.01 - 041
s Difficult-to-cut materials, titanium alloys, etc. TH10 10 - 30 0.01 - 041

Reference pages: Toolholders — 6-47
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TGTSR/L
External grooving toolholder, for 3 corner inserts

- Tl

1
LF N
=
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Torque*
TGTSR/L2020K16 2.5 20 20 125 25 20 25 3
TGTSR/L2020K22-1 1 1.45 2 20 20 125 25 20 25 3
TGTSR/L2020k22-2  [INAEI2E N 35 20 20 125 25 20 25 3
TGTSR/L2020K22-3 2.5 4.5 5 20 20 125 25 20 25 3
T; Use right-hand toolholders (TGTSR) with right-hand inserts (GBR); and left-hand toolholders (TGTSL) with left-hand inserts (GBL).
- *Torque: Recommended clamping torque (N-m)
Designation Insert _,4“ & (
, TGTSR/L2020K16 GBR/L32... SPARE PARTS A
~ TGTSR/L2020K22-1 GBR/L43125 ~ 145 GBR/L43050R Designarion Clamp Clamping screw Wrench
TGTSR/L2020K22-2 GBR/L43150 ~ 230 GBR/L43075R ~ 100R TGTSR/LT16 CPo00 MCS520-2.5 P25
TGTSR/L™****22... CP910 MCS520-2.5 P-2.5

L TGTSR/L2020K22-3 GBR/L43250 ~ 450 GBR/L43125R ~ 200R

-

TGTTR/L
Perpendicular toolholder for external grooving, for 3 corner inserts
v
w m
= B j i
‘ CWN-CWX||, | 5
e [a)
\
=
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Torque*
TGTTR/L2020K16 2.5 20 20 125 20 20 27 3
TGTTR/L2020K22-1 1 1.45 2 20 20 125 20 20 27 3
TGTTR/A2020k22-2  [HEIE8 T 35 20 20 125 20 20 27 3
TGTTR/L2020K22-3 2.5 45 5 20 20 125 20 20 27 3

Use right-hand toolholders (TGTTR) with left-hand inserts (GBL); and left-hand toolholders (TGTTL) with right-hand inserts (GBR).
*Torque: Recommended clamping torque (N-m)

Designation Insert o
TGTTR/L2020K16 GBL/R32... SPARE PARTS "1“ & (
TGTTR/L2020K22-1 GBL/R43125 ~ 145 GBL/R43050R Ees(gnailon Ol IS Seie picnchy
TGTTR/L2020K22-2 GBL/R43150 ~ 230 GBL/R43075R ~ 100R TGTTR/LTG CcPo00 MCS520-2.5 P25
TGTTR/L***22... CP910 MCS520-2.5 P-2.5

TGTTR/L2020K22-3 GBL/R43250 ~ 450 GBL/R43125R ~ 200R

Reference pages: Inserts — 6-51, Standard cutting conditions — 6-52
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Il INSERT

GBR/L32 GBR/L43
2-Re DX ° . :Z'RE e ’%‘ .
S =
% ‘ Q’(o OL
35 \Q Right hand (R) shown. 50" \O Right hand (R) shown.
- Steel * * - Steel * *
M Stainless * M Stainless *
Cast iron * DA¢ Cast iron * DA
l Non-ferrous * l Non-ferrous *
S Superalloys PAg DA ¥ : First choice S Superalloys Pie DA
H Hard materials Y¢ : Second choice H Hard materials
Coated |Cermet |Uncoated Coated|Cermet |Uncoated
. . cw Q . . cw Q
Designation [HAND RE|2 |8 |5 CDXIC|s Designation HAND RE2 & |5 [€DXIC|S
+0.025 ~ S 3 +0.025 ~ & >
I n (7] I «n (]
< =2 X < =2 X
GBR32033 R 033|003 |@ o () 0.8 [9.53|3.18| GBR43125 R |125| 02 |@ [ ) [ 2 |12.7]4.76
GBL32033 L 0.33 | 0.03 | @ 0.8 |19.53(3.18 GBL43125 L 125 | 02 | @ 2 |12.7|4.76
GBR32050 R 05 | 005 @ [ ) () 1.2 (9.53(3.18| GBR43145 R [145| 02 |@ [ ] [ ) 2 |12.7]4.76
GBL32050 L 05 | 005 @ 1.2 19.53|3.18 GBL43145 L 145 | 02 | @ 2 |12.7|4.76
GBR32075 R 0.75 | 0.05 | @ [ ) [ ] 2 |9.58(3.18 GBR43150 R 150 | 02 | @ [ J [ ] 3.5 [12.7]4.76
GBL32075 L 0.75 | 0.05 | @ [ ) 2 |9.53(3.18 GBL43150 L 150 | 02 | @ [ ] 3.5 (12.74.76
GBR32095 R 095 | 0.05 | @ [ ] ( ] 2 |9.53(3.18 GBR43175 R 175 | 02 | @ [ J [ ] 3.5 |12.7|4.76
GBL32095 L 095 | 0.05 | @ [ ] 2 |9.58(3.18 GBL43175 L 175 | 02 | @ [ J 3.5 (12.714.76
GBR32100 R 1 0.05 | @ [ ] o 2 |9.58(3.18 GBR43185 R 185 | 02 | @ [ J [ ) 3.5 (12.7]4.76
GBL32100 L 1 0.05 @ [ ) 2 |9.53(3.18 GBL43185 L 185 | 02 | @ [ ] 3.5 (12.714.76
GBR32125 R 125 02 | @ [ ) ( ] 2 [9.53(3.18 GBR43200 R 2 02 @ [ J [ ] 3.5 |12.7|4.76
GBL32125 L 125 | 02 | @ [ ] 2 |9.58(3.18 GBL43200 L 2 02 | @ [ J 3.5 (12.714.76
GBR32145 R 145| 02 | @ [ ] o 2 |9.58(3.18 GBR43230 R 23 02 | @ [ J [ ] 3.5 [12.7]4.76
GBL32145 L 145 | 02 | @ 2 |9.53(3.18 GBL43230 L 23 02 | @ [ ] 3.5 (12.7]4.76
GBR32150 R 15 02 | @ [ ) (] 2 |9.53(3.18 GBR43250 R 2.5 03 @ [ J [ ] 5 |12.7|4.76
GBL32150 L 1.5 02 | @ 2 |9.58(3.18 GBL43250 L 2.5 03 | @ 5 |12.7|4.76
GBR32200 R 2 02 | @ [ ] o 2.5 (9.53|3.18 GBR43265 R 265 | 03 | @ [ J [ ) 5 |12.7|4.76
GBL32200 L 2 02 | @ 2.5 (9.53|3.18 GBL43265 L 265| 03 | @ 5 |12.7|4.76
GBR32250 R 25 |1 02 | @ [ ] [ ] 2.519.53(3.18 GBR43280 R 28 | 03 | @ [ J [ J 5 [12.7|4.76
GBL32250 L 2.5 02 | @ 2.5 (9.53|3.18 GBL43280 L 2.8 03 @ 5 [12.714.76
®: Lincup GBR43300 R[] 3|03/ [@ |e@ 5 [12.7]4.76
GBL43300 L 3 03 | @ 5 |12.7|4.76
GBR43330 R 33 | 03 |@ [ J [ ) 5 |12.7(4.76
GBL43330 L 33 | 03 |@ 5 |12.7|4.76
GBR43350 R 3.5 03 | @ [ J [ ) 5 |12.7|4.76
GBL43350 L 3.5 03 | @ 5 |12.7|4.76
GBR43400 R 4 04 | @ () [} 5 |12.7(4.76
GBL43400 L 4 04 @ 5 |12.7(4.76
GBR43430 R 4.3 04 | @ [ J [ ) 5 |12.7|4.76
GBL43430 L 4.3 04 | @ 5 |12.7|4.76
GBR43450 R 45 | 04 | @ () [} 5 |12.7(4.76
GBL43450 L 4.5 04 | @ 5 [12.714.76
@: Line up

Reference pages: Toolholders — 6-50
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L+

6-52

Il INSERT
GBR/L43-R (full radius)

CDX

B

= |
O
RE
Right hand (R) shown.
* *
M Stainless >
Cast iron * %
l Non-ferrous *
S Superalloys Y DA ¥ : First choice
H Hard materials ¢ : Second choice
Coated Cermet | Uncoated
Designation HANDCW=0.025 RE |2 f?’, 5 CDX| IC | s
: 5 8
< P4 X
GBR43050R R 1 05 | @ [ ] [ J 2 12.7 | 4.76
GBL43050R L 1 05 | @ [ ] 2 12.7 | 4.76
GBR43075R R 15 075 | @ [ ] [ J 3.5 12.7 | 4.76
GBL43075R L 15 075 | @ o 3.5 12.7 | 4.76
GBR43100R R 2 1 o [} [ 3.5 12.7 | 4.76
GBL43100R L 2 1 [ ) [ 3.5 12.7 | 4.76
GBR43125R R 2.5 125 | @ [ ] [ J 5 12.7 | 4.76
GBL43125R L 2.5 125 | @ [ ] 5 12.7 | 4.76
GBR43150R R 3 15 | @ [} [ J 5 12.7 | 4.76
GBL43150R L 3 15 | @ [ 5 12.7 | 4.76
GBR43200R R 4 [ ] [ ] [ J 5 12.7 | 4.76
GBL43200R L 4 [ ] [ ] 5 12.7 | 4.76
@®: Line up
I STANDARD CUTTING CONDITIONS
ISO Workpiece material Hardness Grade c'lllt:l?ng /ﬁzi‘)ed f (r:;e/?ev)
Carbon steels, Alloy steels 150 - 240HB NS9530 100 - 200 0.02-0.25
. S45C, SCM415, etc.
(&, T[22, G, 150 - 240HB AH710 60 - 150 0.05-0.25
Stainless steel
M SUS304, etc. <240HB AH710 60 - 150 0.05-0.15
X5CrNi18-9, etc.
. N petrous el : KSO5F 200 - 300 0.05-0.15

Reference pages: Toolholders — 6-50




J-SERIES

JSVGR/L

External grooving toolholder, for Swiss lathes

£ _cbx JiL
] Q r
=
wl = \ ) Without offset
] SR EX o
A
- LF ;l _‘
LH 350
w 1010, 1212 Shank
LI | =}
Right hand (R) shown.
Designation CWN CWX CDX H B LF LH HF WF Insert  Torque*
JSVGR/L1010K-C 0.7-55 10 10 125 23 10 10 JVGR/L... 2.3
JSVGR/L1212K-C 0.33 2 0.7-55 12 12 125 23 12 12 JVGR/L... 2.3
JSVGR/L1616K [essE 07-55 16 16 125 23 16 16 JVGRIL... 2.3
*Torque: Recommended clamping torque (N-m)
SPARE PARTS @ S
Designation Clamping screw Wrench
T-9F
JSVGRI/L... CSTB-3S Option T-9L
I INSERT
JVG (with hand, sharp edge)
=l
\C - -
»i—L§ Right hand (R) shown.
Bl steel * | % * W%
M Stainless * | %
Cast iron DA S
Non-ferrous *
Superalloys * v : First choice
H Hard materials Y : Second choice
Coated Cermet | Uncoated o
c
o £
Designation HAND/CW+gs| RE | _ @ ° CDX| IC | S 8
N < (o2} - =
T n T
w5 Z = ©
JVGRO33F R 0.33 0 [ BN ) [ ] 0.7 7.94 3.18
JVGLO33F L 0.33 0 @ 07 | 7.94 | 3.18
JVGRO50F R 0.5 0 [ 2N J [ J 1.1 7.94 3.18
JVGLO50F L 0.5 0 [} 1.1 7.94 3.18
JVGRO75F R 0.75 0 [ BN ) [ ] 1.9 7.94 3.18
JVGLO75F L 0.75 0 @ 19 | 7.94 | 3.18
JVGRO0O95F R 0.95 0 [ BN J [ J 1.9 7.94 3.18
JVGLO95F L 0.95 0 [} 1.9 7.94 3.18
JVGR100F R 1 0 [ BN ) [ J [ ] 5.5 7.94 3.18
JVGL100F L 1 0 | @ [ J [ J 55 | 7.94 | 3.18
JVGR125F R 1.25 0 [ BN J [ ] 7.94 3.18
JVGL125F L 1.25 0 [} 7.94 3.18
JVGR150F R 1.5 0 [ BN ) o [ ] 55 7.94 3.18
JVGL150F L 1.5 0 | @ [ [} 55 | 7.94 | 3.18
JVGR200F R 2 0 [ 2N J [ J [ ] 5.5 7.94 3.18
JVGL200F L 2 0 [} 5.5 7.94 3.18
@: Line up
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TUNGHEROOVE

FPGN

Lever-lock external wide profile grooving toolholder

- ODX iﬁ
£, 51 @n] ]

LF
==
HIT ] K
f2
Designation cw CDX H B LF HF WF f2 Insert Torque*
FPGN1212X-10T20 20 12 12 120 12 11 0.5 PSGB10 2.2
FPGN1616X-10T20 10 20 16 16 120 16 13 0.5 PSGB10 2.2
FPGN2020K-10T20 e 20 20 20 125 20 15 05 PSGB10 2.7
FPGN1616X-15T25 15 25 16 16 120 16 15.5 0.4 PSGB15 2.2
FPGN2020K-15T25 - EE 20 20 125 20 17.5 0.4 PSGB15 22
FPGN2020K-20T32 20 32 20 20 125 20 20 0.4 PSGB20 8.5
PSGB insert blank is available for tailored inserts.
*Torque: Recommended clamping torque (N-m)
SPARE PARTS % & § (
Hl Designation Lever Clamping screw Spring Wrench
| ' FPGN*****-10T20, 15T25 FCL4 FCS3 BP-5 P-2.5
FPGN*****-20T32 FCL8 FCS6 BP-9 P-5
SPGN
Screw-on external wide profile grooving toolholder
CDX iﬁ

1l g3 @] @y

t ® LF -

L
25 Ty
2
Designation cw CDX H B LF HF WF f2 Insert Torque*

SPGN1212X-10T20 - 25 12 12 125 12 11 5.5 PSGB10 13
SPGN1616X-10T20 10 25 16 16 125 16 13 55 PSGB10 1.3
SPGN2020K-10T20 [0 25 20 20 130 20 15 5.5 PSGB10 1.3
SPGN1616X-15T25 15 30 16 16 125 16 15.5 55 PSGB15 3.5
SPGN2020K-15T25 [N 30 20 20 130 20 17.5 55 PSGB15 35
SPGN2020K-20T32 20 37 20 20 130 20 20 55 PSGB20 5

PSGB insert blank is available for tailored inserts.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & /é

Designation Clamping screw Wrench
SPGN****-10T20 CSTB-3L081 T-8F
SPGN*****-15T25 CSTB-4 T-15F
SPGN*****-20T32 CSTB-5 T-20F

Reference pages: Inserts, Standard cutting conditions — 6-55
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TUNGHEROOVE - Chipbreaker Guide

PSGB Blank for wide profile grooving inserts Specially tailored profile insert Jw
Can be prepared for various insert (example) '
shapes

Shortened cutting time and improved

productivity with one-pass operations

CW=10-20 mm

I INSERT
PSGB (Blank for wide profile grooving inserts*)

i

- Steel Adh ¢
M Stainless *
Cast iron *
Non-ferrous *
Superalloys S % : First choice
Hard materials ¥ : Second choice
Uncoated
Designation CW:0025 o o INSL| S
- M
T X
(=)
PSGB10 102 @ @ 18
PSGB15 152 (@ @ 20 2
PSGB20 202 (@ @ 27 | 65 3
(@]
*These are blanks (semi-finished products) for wide profile grooving inserts that can be tailored. Package quantity = 5pcs. (‘5
@ : Lineup
I STANDARD CUTTING CONDITIONS
}W Wide profile grooving (PSGB insert)
. . Hardness Cutting Speed
ISO Workpiece material Grade 9 p
(HB) Vc (m/min)
Carbon steel
S45C, etc. <200 UX30 50 - 150
C45, etc.
Alloy steel
SCM440, etc. <300 UX30 50 - 120
42CrMod4, etc.
Stainless steel
M SUS303, etc. <200 UX30 50 - 120
X10CrNiS18-9, etc.
Aluminium alloy
. Si < 12%, eto - TH10 100 - 500

Reference pages: Toolholders — 6-54
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A/E-SNGR
Toolholders for internal grooving, coolant-through

Fig.1 DMIN 5 12 @
Screw-on Ll.y—ﬁ ——— ‘ § ﬂﬁ J #
— i CWN-CWX =]
;T g LH LF -~

g Fig.2 DMIN ‘é j Ve,
NS == A 74J§ ‘\‘m¢
\ ok ;Lofé/ E— I Ag L

~ T/
X CWN-CWX LH LF H
|- > Right hand (R) shown.

Designation Material CDX DCONMS H B LF LH WF Insert  Torque* Fig.
A08H-SNGR06-D080 Steel 1.5 8 7 - 100 18 4,73 6GMR..., 6GR... 0.7 1
7
9

U ! AO8H-SNGRO7-D100  Steel 1 2 10 15 8 - 100 23 58 7GMR..,7GR.. 1 1
\ A10K-SNGRO7-D120  Steel [T 15 10 2 125 29 6.8 7GMR..,7GR.. 1 1
A10K-SNGR08-D140  Steel 15 35 14 2 10 9 - 125 15 76 8GMR..,8GR.. 1 2
sl A12M-SNGR08-D160  Steel [NHBINNEEHE 2 12 11 115 150 18 86 8GMR..8GR... 1 2
| A160-SNGR09-D200  Steel 15 85 20 3 16 15 155 180 20 116 9GMR.,9GR.. 13 2
LZUTE  A20R-SNGR09-D240  Steel [IHBIINEE 24T 3 20 18 19 200 25 136 9GMR..,9GR.. 13 2
' EOBX-SNGR07-D100 Carbide 1 2 10 15 8 7.5 - 1205 35 58 7GMR..,7GR.. 1 1
// E10X-SNGRO7-D120  Carbide [INANIINZNHZ 15 10 9 - 1435 45 6.8 7GMR..,7GR.. 1 1
~ E10X-SNGR08-D140 Carbide 1.5 3.5 14 2 10 9 - 146 - 76 8GMR..,8GR.. 1 2
= E12X-SNGR08-D160  Carbide [HSIIIEEIIHE 2 12 11 - 1748 - 86 8GMR..,8GR.. 1 2
;‘ l;r E16X-SNGR09-D200 Carbide 15 3.5 20 3 16 15 - 1946 - 11.6  9GMR..,9GR.. 1.5 2
I Use the right-hand insert (JGR) with the right-hand holder (CINGR).
*Torque: Recommended clamping torque (N-m)
SNGR/L
Toolholders for internal grooving
. 15° o E
(=3
Screw-on Fig-1 DMIN s 8y @ #
" TLCWN-CWX | H_[
LH | F

wh otk L
o ; -
. 15 ~
Fig.2 DMIN >~ g8
}7
% =
CWN-CWX
e T H

DCONMS

Right hand (R) shown.

Designation Material CDX DCONMS H LF LH WF Insert Torque* Fig.
SNGR/L08H06 Steel 15 8 7 100 18 47  6GMR..., 6GR/L.. 0.7 1
SNGR/LO8H07 Steel 1 2 10 15 8 7 100 23 58 7GMR..,7GRL.. 1 1
SNGR/L10K07 stel [H2 T 15 10 9 125 29 6.8 7GMR..,7GR/L.. 1 1
SNGR/L10K08 Steel 15 3.5 14 2 10 9 125 15 76  8GMR..,8GRL.. 1 2
SNGR/L12M08 Steel [IHEEE e 2 12 11 150 18 86 8GMR..,8GRL.. 1 2
SNGR/L16Q09 Steel 15 3.5 20 3 16 15 180 20 116  9GMR..,9GR/L.. 1.3 2
SNGR/L20R09 Stel [[15 85 a4 s 20 18 200 25 136 9GMR..,9GR/L.. 1.3 2
SNGR/LO8BKOBSC  Carbide 1 2 8 15 8 7 125 28 47  6GMR..., 6GR/L.. 0.7 1
SNGR/LOBKO7SC ~ Carbide AN 15 8 7 125 35 58 7GMR..,7GR/L.. 1 1
SNGR/L1OMO7SC  Carbide 1 2 12 15 10 9 150 45 6.8 7GMR..,7GRL.. 1 1
SNGR/L1OMOSSC ~ Carbide [N 864 10 9 150 45 76 8GMR.., 8GR/L.. 1 2
SNGR/L12Q08SC  Carbide = 1.5 3.5 16 2 12 1 180 - 86 8GMR..8GRL.. 1 2
SNGR/L16ROSSC  Carbide |8 861120 16 15 200 2 116 9GMR..,9GR/L.. 1.5 2

Use the right-hand insert (CJGR) with the right-hand holder (CJNGR), and use the left-hand insert ((JGL) with the left-hand holder (CJNGL).
*Torque: Recommended clamping torque (N-m)

%

SPARE PARTS

Designation Clamping screw Wrench

A*-SNGRO06-D..., SNGR/L***06, SNGR/L***06SC CSTB-2L040 T-6F
A*-SNGRO07-D..., SNGR/L**07 CSTB-2.2S T-7F
A**-SNGRO08-D..., SNGR/L**08 CSTB-2.2 T-7F
A*-SNGR09-D..., SNGR/L**09 CSTB-2.5L080 T-8F
E**-SNGRO7-D..., SNGR/L**07SC CSTB-2.2S T-7F
E**-SNGR08-D..., SNGR/L**08SC CSTB-2.2 T-7F
E**-SNGR09-D..., SNGR/L***09SC CSTB-2.5L080 T-8F

Reference pages: Inserts — 6-57, Standard cutting conditions — 6-59
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I INSERT

*GR/L
6GR/L 8GRL gy RE
7GR/L s 9GRL & [ cil/ s
15GR/L is Mning

INSL

15

o
INSL
IC

Right hand (R) shown.

Bl steel * *
M Stainless *
Cast iron PAe *
l Non-ferrous *
S Superalloys DA Y : First choice
H Hard materials ¥ : Second choice
Cermet Uncoated
o
Designation HAND CW=0025 RE |8 o o CDX|BW| S | IC |INSL| D1
& T R
P4 =2
6GR100 R 1 02 | @ [ BN J 1.5 | 5.6 [2.34 476|644 | 23
6GL100 L 1 0.2 [ ] 15 | 5.6 [2.34 476|644 | 23
6GR150 R 1.5 02 | @ o 0o 15 | 56 |234 476 |6.44| 23
6GL150 L 1.5 0.2 [ BN ] 1.5 | 5.6 [2.34 476|644 | 23
6GR200 R 02 | @ [ BN J 1.5 | 5.6 [2.34 476|644 | 23
6GL200 L 2 0.2 o o 1.5 | 5.6 [2.34 476|644 | 23
7GR100 R 1 02 | @ [ BN J 15 | 5.6 | 3.08|5.56|7.36 | 2.58
7GR150 R 1.5 02 | @ [ BN ] 1.5 | 5.6 |3.08 |5.56|7.36 | 2.58
7GR200 R 02 | @ [ BN J 1.5 | 5.6 |3.08 |5.56|7.36 | 2.58
7GL200 L 2 0.2 o 0o 1.5 | 5.6 |3.08 |5.56|7.36 | 2.58
8GR150 R 1.5 02 | @ [ BN J 2 6.2 | 3.87 | 5.56 ({10.16| 2.58
8GR200 R 2 02 | @ [ BN J 2 6.2 |3.87 | 5.56 ({10.16| 2.58
8GL200 L 2 0.2 [ ] 2 6.2 |3.87 | 5.56 |{10.16] 2.58
8GR250 R 2.5 02 | @ o 0o 2 6.2 |3.87 | 5.56 |{10.16] 2.58
8GL250 L 25 0.2 o o 2 6.2 | 3.87 | 5.56 ({10.16| 2.58
8GR300 R 3 02 | @ [ BN ] 2 6.2 |3.87 | 5.56 |{10.16| 2.58
8GL300 L 3 0.2 o o 2 6.2 |3.87 | 5.56 ({10.16] 2.58
8GR350 R 3.5 0.2 o o 2 6.2 |3.87 | 5.56 |{10.16] 2.58
9GR150 R 1.5 02 | @ [ BN J 2 7.7 | 4.66 | 6.35 [12.95| 2.86 >
9GL150 L 1.5 02 | @ [} 2 7.7 | 4.66 | 6.35 [12.95| 2.86 %
9GR200 R 02 | @ o o 3 7.7 | 4.66 | 6.35 [12.95| 2.86 8
9GL200 L 2 02 | @ o o 3 7.7 | 4.66 | 6.35 [12.95| 2.86 (3
9GR250 R 25 02 | @ [ BN} 3 7.7 | 4.66 | 6.35 |12.95| 2.86
9GL250 L 25 02 | @ [} 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR300 R 02 | @ o 0o 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GL300 L 3 02 | @ [ BN J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
9GR350 R 3.5 02 | @ o 0o 3 7.7 | 4.66 | 6.35 |12.95| 2.86
9GL350 L 3.5 02 | @ [ J 3 7.7 | 4.66 | 6.35 [12.95| 2.86
Use right-hand holder (CONGR ~) with right-hand insert (CJGR ~); and left-hand holder (CONGL ~) with left-hand insert (JGL ~). @: Line up

Reference pages: Toolholders — 6-56, Standard cutting conditions — 6-59
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Il INSERT

*GMR/L
6GMR 8GMR
7GMR 9GMR
—
) 2
z
Single edge Double edge Right hand (R) shown.
Bl steel *
M Stainless *
Cast iron *
L]+ Non-ferrous
Superalloys * Y : First choice
H Hard materials ¥ : Second choice
Coated
- . Ln
Designation HAND{CW=0025 RE |& CDX|BW | S | IC [INSL| D1
N~
I
<
6GMR100-015 R 1 0.15 | @ 1.5 556 | 2.34 | 476 | 6.44 2.3
7GMR200-020 R 2 02 | @ 1.5 556 | 3.08 | 556 | 7.36 | 2.58
- 8GMR150-020 R 1.5 02 | @ 2 6.15 | 3.87 | 5,56 | 10.16 | 2.58
O 9GMR200-020 R 02 | @ 3 7.74 | 466 | 6.35 | 12.95 | 2.86
u 9GMR300-020 R 02 |@ 3 7.74 | 466 | 6.35 | 12.95 | 2.86
@®: Line up
I CHIPBREAKER SELECTION
[0)
o GR/L
% Ground chipbreaker
k%)
o
= GMR
3 3D chipbreaker
o
y o
Chip control
I CHATTER STABILITY
3D chipbreaker Ground chipbreaker . Steel
New chipbreaker Conventional Competitor
: ; Workpiece material : S45C / C45
Hole diameter Pilot hole diameter (thru hole) : @8 mm
10° ° 5° Cutting speed : Ve = 80 m/min
28 mm : : 440 Groove depth :1.5mm
Coolant : Wet
! ! (External coolant)
0.1 1/ Fractured Fractured
Feed rate
iy | 005 |74 "4 Chatter
0.03 - - "4
V/= Stable

Reference pages: Toolholders — 6-56, Standard cutting conditions — 6-59
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Il STANDARD CUTTING CONDITIONS

ISO

Cutting speed

Workpiece material Grade
Ve (m/min)

AH7025 80 - 180

Carbon steel
S45C, C45, etc. NS9530 80 - 200
UX30 40 - 150
AH7025 80 - 180

Alloy steel

SCM435, 34CrMo4, etc. e 80 - 200
UX30 40 - 150
Stainless steel AH7025 50 - 120
SUS304, X5CrNi18-9, etc. UX30 40-100
Titanium alloys AH7025 30-80
Ti-6Al-4V, etc. TH10 20 50
AH7025 20 - 60

Superalloys
Inconel718, etc. TH10 10- 30

**GMR...

For excellent chip control

- Optimized chip former
removes chips out of T

the groove
- Forms 10° rake angle
when set on the holder

Groove widths : CW =1.5-3 mm
Corner radius  : RE =0.15-0.2 mm

Feed rate: f (mm/rev)

*GMR... *GRI/L...
0.03-0.12 -

S 0.05-0.15

- 0.05-0.15
0.03-0.12 -

- 0.05-0.15

- 0.05-0.15
0.03-0.12 -

o 0.03-0.1
0.03-0.12 -

o 0.05 - 0.08
0.03-0.12 -

= 0.03 - 0.08

**GR/L...

Universal geometry

Groove widths: CW =1 -5 mm
Corner radius : RE = 0.2 mm

Grooving

6-99
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Endmill

TUNGMEISTER -2

Endmills with exchangeable heads for reduced tool change time
26 mm - 20 mm

EMNSH
TUNGFXREC 7-14

Mini square shoulder milling cutters for high productivity

28 - 312 mm
® BVNSH

7-1



TUNGMEISTER

Choose the best head-shank

combination for more efficiency!

Minimize setup time while
maximizing productivity!

Reduces tool changeover times
drastically!!

- Machine downtime is decreased considerably.

- Enables users to only change cutting head,
simplifying set-ups.

Increases productivity by 90%  Exchange Time / Piece

TUNGMEISTER | less than 1 minute
Solid endmill 10 minutes

i 2

The weight of the tool to be
disposed is reduced

- Reduces tool disposal

For example: 12 mm / square endmill

TUNGMEISTE®R: OAL 20 mm — weight 20 g
Conventional solid endmill: OAL 80 mm — weight 140 g

B ER collet conversion adaptor

Highly accurate repeatability

- Accuracy can be maintained by
touching the taper and face.

- Repeatability is guaranteed
and is not a concern for
machine operators.

Face
W Head exchange accuracy Taper —
Precision

Height: + 0.02 mm thread

Run out:
<0.02 mm

No regrinding cost

- No laborious endmill regrinding required.

- Easily replaceable heads eliminate the use of worn
cutting edges.

- All tools can be used to breakage point or
maximum wear point as no regrinding is necessary.

Wide application area by integration design of holder and collet

- Larger tool diameter is available than conventional one! Robust

connection make expanded application area and high rigidity!

Optimized tool overhang for improved chatter stability
- Tool overhang is designed to ensure maximum rigidity, while

eliminating tooling interference, making it ideal for the use in

Swiss-type machines.

Application area (Stainless steel, SUS304)

(eDc = 12 mm

Cutting width: ae (mm)
- N W ks~ OO N ®

0.05 01 015 02 025 03 035 04 045
Feed per revolution: f (mm/rev)

Reference pages: 7-3 - 7-13

7-2

TER

— o
Head : VEE120L09.0R00-03S08 AH725
Shank : VER16CLO06S05-S

Cutting speed : Vc =40 m/min

Depth of cut :ap=3mm
Machine : Automatic lathe
Coolant : Wet

TungMeister connection make larger diameter available,
achieved wider application area than solid carbide end mill!



TUNGMEISTER

VEH...

4 flute square head, for general purpose (TungMeister)

Designation
VEHO080L05.0R05104S05
VEH080L05.0R10104S05
VEH100L07.0R05104S06
VEH100L07.0R10104S06
VEH120L09.0R05104S08
VEH120L09.0R10104S08

*Torque: Recommended clamping torqu

2 pieces per package

-

AH725 NOF
[ J 4 35 -39
[ J 4 35-39
[ J 4 35 -39
[ ] 4 35-39
[ J 4 35 -39
[ J 4 35-39

(]

(N-m)

CRKS

wn

3 i £

8 I &
RE APML)'(:

8
10
10
12
12

TUNGMEISTER

VEH...

FHA mocsms APMX

5
7.7 5
G 7
9.7 7
1.7 9
1.7 9

RE CRKS
0.5 S05

1 S05
0.5 S06

1 S06
0.5 S08

1 S08

LF
10
10
13
13
16.5
16.5

APMX = Max. depth of cut
CRKS = Connection screw size

Wrench
KEYV-S05
KEYV-S05
KEYV-S06
KEYV-S06
KEYV-S08
KEYV-S08

Torque*
7
7
10
10
15
15
@: Line up

4 flute square head, long cutting edge, for general purpose (TungMeister)

7

DCEs

Re/!

I

APMX = Max. depth of cut
o1 #02# 03704 CRKS = Connection screw size

Designation AH715 NOF  FHA mncsms APMX RE CRKS LF  Wrench  Torque*
VEHO080L12.0R05104S05 ) 4 41 - 45° 0.5 S05 18 KEYV-S05 7
VEH080L12.0R10104S05 ) 4 41 - 45° 8 7.7 12 1 S05 18 KEYV-S05 7
VEH100L15.0R05104S06 o 4 41 - 45° 10 9.7 15 0.5 S06 22 KEYV-S06 10
VEH100L15.0R10104S06 [ 4 41 - 45° 10 9.7 15 1 S06 22 KEYV-S06 10
VEH120L18.0R05104S08 ) 4 41 - 45° 12 11.7 18 0.5 S08 27 KEYV-S08 15
VEH120L18.0R10104S08 ) 4 41 - 45° 12 11.7 18 1 S08 27 KEYV-S08 15

*Torque: Recommended clamping torque (N-m) @: Line up
2 pieces per package
VEE**-03...
3 flute square head, for general purpose (TungMeister)
RE CRKS 4&4 V
[ v
2 =g,
° g 3
Oy <
APMX
LF APMX = Max. depth of cut
= = CRKS = Connection screw size

Designation AH725  NOF FHA m DCSFMS APMX CRKS  LF Wrench  Torque*
VEE080L05.0R00-03S05 () 3 7.7 S05 10 KEYV-S05 7
VEE100L07.0R00-03S06 () 3 45° 10 9.7 7 S06 13 KEYV-S06 10
VEE120L09.0R00-03S08 () 3 45° 12 11.7 9 S08 16.5 KEYV-S08 15

*Torque: Recommended clamping torque (N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 7-5, Shank — 7-11, Wrench — 7-13

Endmill
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TUNGMEISTER

VEE**-04..., VED**-04...

4 flute square head, for general purpose (TungMeister)

CRKS 4& %
% :
S 2 ==
O &
o O =
~ [_APMX
[ B—
LF APMX = Max. depth of cut
~ = CRKS = Connection screw size
Designation AH725 NOF  FHA [W[JWIDCSFMS APMX RE CRKS LF  Wrench  Torque*
VEE060L05.0R00-04S05 [ ) 4 45° 6 8 5 - S05 10 KEYV-S05 7
-Iﬁl\l\‘ VEEO080L05.0R00-04S05 (] 4 45° 8 7.7 5 - S05 10 KEYV-S05 7
: VEDO080L05.0R05-04S05 [ ] 4 30° 8 7.7 5 0.5 S05 10 KEYV-S05 7
VEDO80L05.0R10-04S05 [ J 4 30° 8 7.7 5 1 S05 10 KEYV-S05 7
VEDO080L05.0R15-04S05 o 4 30° 8 7.7 5 1.5 S05 10 KEYV-S05 7
VEE100L07.0R00-04S06 [ ] 4 45° 10 9.7 7 - S06 13 KEYV-S06 10
VED100L07.0R05-04S06 [ ] 4 30° 10 9.7 7 0.5 S06 13 KEYV-S06 10
VEE100L07.0R05-04S06 [ ] 4 45° 10 9.7 7 0.5 S06 13 KEYV-S06 10
VED100L07.0R10-04S06 [ ) 4 30° 10 9.7 7 1 S06 13 KEYV-S06 10
VEE100L07.0R10-04S06 ( ] 4 45° 10 9.7 7 1 S06 13 KEYV-S06 10
VEE120L09.0R00-04S08 [} 4 45° 12 1.7 9 - S08 16.5 KEYV-S08 15
VED120L09.0R05-04S08 [ ] 4 30° 12 1.7 9 0.5 S08 16.5 KEYV-S08 15
VEE120L09.0R05-04S08 [ ) 4 45° 12 1.7 9 0.5 S08 16.5 KEYV-S08 15
VED120L09.0R10-04S08 o 4 30° 12 1.7 9 1 S08 16.5 KEYV-S08 15
VEE120L09.0R10-04S08 [ ) 4 45° 12 1.7 9 1 S08 16.5 KEYV-S08 15
*Torque: Recommended clamping torque (N-m) ®: Line up
2 pieces per package
VEE**-03...
3 flute square head, for key way (TungMeister)
CRKS . E%
7'-0'3
K o &
a =
APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA DCSFMS APMX RE CRKS LF Wrench Torque*
VEEO077L04.0R02-03S05 [ ] 3 38° 7.7 7.7 4 0.2 S05 10 KEYV-S05 7
VEE097L05.0R03-03S06 o 3 38° 9.7 9.7 5 0.3 S06 13 KEYV-S06 10
VEE117L07.0R03-03S08 [ ) 3 38° 1.7 1.7 7 0.3 S08 16.5 KEYV-S08 15
*Torque: Recommended clamping torque (N-m) ®: Line up
2 pieces per package
VEE**I...
4 flute square head, variable pitch, for chatter dampening (TungMeister)
/'
CRKS  of° o0° taf
3 2f \ @ =g
3 z
o
E L &
o2° of° '
RE, CHW
APMX = Max. depth of cut
o1 # &2 CRKS = Connection screw size
Designation AH725 NOF FHA [WGISNDCSFMS APMX RE CHW CRKS LF  Wrench  Torque*
VEE080L05.0C30104S05 [ ] 4 38° 8 7.7 5) - 0.3 S05 10 KEYV-S05 7
VEE100L07.0C40104S06 [ ] 4 38° 10 9.7 7 - 0.4 S06 13 KEYV-S06 10
VEE120L09.0C50104S08 [ ] 4 38° 12 11.7 9 - 0.5 S08 16.5 KEYV-S08 15
*Torque: Recommended clamping torque (N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 7-5, Shank — 7-11, Wrench — 7-13
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I STANDARD CUTTING CONDITIONS
Shoulder milling (VEH: 4 flutes, VEE: 3 flutes, VED/VEE: 4 flutes, VEE-I)

1ISO Workpiece material

Low carbon steels
S45C, S55C, etc.
C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
M SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Aluminium alloys

. Si<13%
Aluminium alloys

Si=13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.
H X40CrMoV5 1, 55NiCrMoVe, etc.

Hardened steel
SKD11, SKH, etc.
X153CrMoV12, HS18-0-1, etc.

Hardness

- 300 HB

- 300 HB

30 - 40
HRC

- 200 HB

40 - 50
HRC

50 - 60
HRC

Cutting
speed
Ve (m/min)

80 - 180

60 - 140

60 - 120

40-100

200 - 700

100 - 300

40 - 80

20 - 40

40-80

20-60

Feed per tooth: fz (mm/t)

Depth of

Slot milling (VEH: 4 flutes, VEE: 3 flutes, VED/VEE: 4 flutes, VEE-I)

ISO Workpiece material

Low carbon steels
S45C, S55C, etc.
C45, C55, etc.

High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAK8O, etc.

Stainless steels
M SUS304, SUS316, etc.
X5CrNi18-9, X5CrNiMo17-12-2, etc.

Aluminium alloys

. Si< 13%
Aluminium alloys

Si=13%

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

Hardened steel
SKD61, SKT4, etc.
H X40CrMoV5 1, 55NiCrMoV6, etc.

Hardened steel
SKD11, SKH, etc.
X153CrMoV12, HS18-0-1, etc.

Hardness

- 300 HB

- 300 HB

30 - 40
HRC

-200 HB

40 -50
HRC

50 - 60
HRC

Cutting
speed
Vc (m/min)

80 - 180

60 - 140

60 - 120

40 -100

200 - 700

100 - 300

40-80

20 - 40

40 -80

20 -60

Tool diameter: DC (mm) cut
6 8 10 12 ap (mm)

0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DC
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DC
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DC
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DG
0.6 x

0.03-0.07 0.05-0.09 0.07-0.12 0.08-0.13 DC

Feed per tooth: fz (mm/t)
Tool diameter: DC (mm)
6 8 10 12

0.08 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.038 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 -0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13
0.03 - 0.07 0.05 - 0.09 0.07 - 0.12 0.08 - 0.13

Pick feed
Pf (mm)

0.25 x DC

0.25 x DC

0.25 x DC

0.25 x DC

0.25 x DC

0.25 x DC

0.05 x DC

0.05 x DC

0.05 x DC

0.05 x DC

Depth of
cut
ap (mm)

0.5xDC

0.5xDC

0.5xDC

0.5xDC

0.5xDC

0.5xDC

0.5xDC

0.5xDC

0.2 xDC

0.2 xDC

Endmill
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TUNGMEISTER

VCP**-02...
2 flute head, for spot drilling and chamfering (TungMeister)

KAPR
: CRKS
57 Ry,
X ol
O =
al /] i %
o) 6]
Sy \ > Sy
S CDX
APMX | | E APMX = Max. depth of cut
> - CRKS = Connection screw size

Designation ~ AH725 NOF SIG FHA [E[S# DCSFMS APMX CDX CRKS LF  DC KAPR Wrench Torque*

VCP100L09.5A30-02506 @ 2 600 0° 10 9.5 8.5 75 S06 1175 15  60° KEYV-S06 10
VCP120L12.0A30-02S08 @ 2 600 0° 12 115 1 92 S08 154 15  60° KEYV-SO08 15
VCP080L07.7A45-02S05 @ 2 900 0° 8 7.6 75 37 S05 975 1 45°  KEYV-S05 7
<:m| VCP083L07.9A45-02505 @ 2 90°  0° 8.3 7.6 75 3.8  S05 10 1 45°  KEYV-S05 7
VCP100L09.0A45-02506 @ 2 90 0° 10 9.5 9.5 44  S06 1175 15  45°  KEYV-S06 10
VCP104L09.0A45-02506 @ 2 9° 0° 104 95 9.5 46  S06 1175 15  45°  KEYV-S06 10
VCP120L12.0A45-02508 @ 2 900 0° 12 115 115 54  S08 154 15  45° KEYV-S08 15
VCP124L12.0A45-02508 @ 2 9° 0 124 115 115 56  S08 154 15  45°  KEYV-S08 15
VCP100L09.5A60-02506 @ 2 1200 0° 10 9.5 9.5 27 S06 127 15  30° KEYV-S06 10
VCP120L12.0A60-02508 @ 2 1200 0° 12 115 115 33 S08 152 15  30° KEYV-S08 15

Minimum hole diameter: @1.5 mm ®: Line up
*Torque: Recommended clamping torque (N-m)

2 pieces per package

TUNGMEISTER

VDP**-02...
2 flute head, with chamfered edge, for spot drilling (TungMeister)

LF

CRKS

VI N :

D

-« 8 oy N 2

o %]

\ U &

ay

60°
CRKS = Connection screw size
Designation AH725 NOF  FHA [WGTH DCSFMS LU CRKS LF Wrench  Torque*

VDP328L04.6A30-02S05 [ J 2 0° 3.28 8 4.6 S05 15 KEYV-S05 7
VDP412L05.9A30-02S06 [ J 2 0° 4.12 10 5.9 S06 19 KEYV-S06 10
VDP513L07.2A30-02508 ° 2 0 5.13 12 7.2 S08 23 KEYV-S08 15

*Torque: Recommended clamping torque (N-m) ®: Line up

2 pieces per package

Reference pages: Standard cutting conditions — 7-7, Shank — 7-11, Wrench — 7-13
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I STANDARD CUTTING CONDITIONS

Drilling (VCP, VDP)

ISO Workpiece material

Low carbon steels
S45C, S55C, etc.
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc.
42CrMo4, 15Cr3, etc.

Prehardened steel
PX5, NAKS8O, etc.

Stainless steels
SUS304, SUS316, etc.

X5CrNi18-9, X5CrNiMo17-12-2, etc.

Titanium alloys
Ti-6Al-4V, etc.

Heat-resistant alloys
Inconel 718, etc.

SKD11, SKH, etc.
X153CrMoV12,
HS18-0-1, etc.

SKD61, SKT4, etc.
X40CrMoV5 1,
Merenes ses 55NiCrMoVe, etc.

Hardness

- 300 HB

- 300 HB

30 - 40
HRC

- 200 HB

40 - 50
HRC

50 - 60
HRC

Cutting
speed
Vc (m/min)

40 - 80

30 -50

20-30

15-25

15-25

10 - 20

15-25

10 - 20

Feed: f (mm/rev)

VDP328

0.04 - 0.08

0.04 - 0.08

0.04 - 0.08

0.04 - 0.08

0.04 - 0.07

0.03 - 0.06

0.04 - 0.07

0.03 - 0.06

VDP412

0.05-0.1

0.05-0.1

0.05-0.1

0.05-0.1

0.04 - 0.07

0.03 - 0.06

0.04 - 0.07

0.03 - 0.06

VDP513

0.05-0.1

0.05-0.1

0.05-0.1

0.05-0.1

0.04 - 0.07

0.03 - 0.06

0.04 - 0.07

0.03 - 0.06

VCP

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.06 - 0.12

0.04 - 0.07

0.03 - 0.06

0.04 - 0.07

0.03 - 0.06

Endmill
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TUNGMEISTER

VGC**-02...

2 flute head, for counterboring (TungMeister)

30 =
CRKS %=
=Y B
< L
T4 R
o
REA _ APMX
LE APMX = Max. depth of cut )
- »>| CRKS = Connection screw size
Designation AH725 NOF FHA DCSFMS APMX RE CRKS LF Wrench Torque*
VGCO078L08.0R02-02S05 [ ) 2 10° 7.8 7.6 7.7 0.2 S05 10 KEYV-S05 7
VGCO080L08.0R04-02S05 o 2 10° 8 7.6 7.7 0.4 S05 10 KEYV-S05 7
VGCO080L08.0R10-02S05 [ ) 2 10° 8 7.6 7.7 1 S05 10 KEYV-S05 7
VGCO080L08.0R20-02S05 [ ] 2 10° 8 7.6 7.7 2 S05 10 KEYV-S05 7
VGCO098L09.0R03-02S06 [} 2 10° 9.8 9.5 9 0.3 S06 12.4 KEYV-S06 10
VGC100L09.0R04-02S06 [ ] 2 10° 10 9.5 9 0.4 S06 124 KEYV-S06 10
VGC100L09.0R10-02S06 [ ) 2 10° 10 9.5 9 1 S06 12.4 KEYV-S06 10
VGC100L09.0R20-02S06 [ ] 2 10° 10 9.5 9 2 S06 12.4 KEYV-S06 10
VGC117L10.0R03-02S08 [ ) 2 10° 11.7 11.5 10 0.3 S08 14.2 KEYV-S08 15
VGC120L10.0R04-02S08 ( ] 2 10° 12 11.5 10 0.4 S08 14.2 KEYV-S08 15
VGC120L10.0R10-02S08 [ ] 2 10° 12 11.5 10 1 S08 14.2 KEYV-S08 15
VGC120L10.0R20-02S08 [ ] 2 10° 12 11.5 10 2 S08 14.2 KEYV-S08 15
Also capable of drilling with step feed (Max. depth = ap x 0.5) @®: Line up

*Torque: Recommended clamping torque (N-m)
2 pieces per package

TUNGMEISTER

VCA**-04...

4 flute head, without center cutting edge, for countersinking and chamfering (TungMeister)

. LF CRKS Tﬁ/%
[Y&) /\‘\4 | AY
a o
4 3 il
o M\\ O
X/—\ C a2
APMX
45° APMX = Max. depth of cut
CRKS = Connection screw size
Designation AH725 NOF FHA [GIS@NDCSFMS APMX DC CRKS LF  Wrench  Torque*
VCA100L04.0A45-04S06 [ ] 4 0° 10 10 4 1.95 S06 13 KEYV-S06 10
VCA120L05.0A45-04S08 [ ] 4 0° 12 12 5 1.95 S08 16.5 KEYV-S08 15
VCA127L05.3A45-04S08 [ ] 4 0° 12.7 12.7 5.3 1.98 S08 16.5 KEYV-S08 15
*Torque: Recommended clamping torque (N-m) @®: Line up

2 pieces per package

TUNGMEISTER

VCW**-02...

2 flute head, for front and back chamfering (TungMeister)

90 (p

go\o/ 01,2

"Vﬁ ‘

gg‘?g
,S?f,

44: 0 =
o n
% yO
o
APMX 4 CF
— APMX = Max. depth of cut
> ‘APMX2 CRKS = Connection screw size
Designation AH725 NOF FHA [WISWW DCSFMS APMX APMX2 CF CRKS LF  Wrench  Torque*
VCW118L05.0A45-02S06 [ J 2 0° 11.8 9.3 5] 1.2 2 S06 11.2 KEYV-S08 10
Also capable of reverse chamfering ®: Line up

The wrench size for these heads is different from the ones for the other head types.
*Torque: Recommended clamping torque (N-m)
2 pieces per package

Reference pages: Standard cutting conditions — 7-9, Shank — 7-11, Wrench — 7-13




I STANDARD CUTTING CONDITIONS
Chamfering and countersinking (VCA, VCW)

. . Cutting speed Feed
ISO Workpiece material Hardness Ve (m/min) f (mm/rev)
Low carbon steels
S45C, S55C, etc. - 300 HB 60 - 100 0.06 - 0.12
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 HB 50 - 80 0.06 - 0.12
42CrMo4, 15Cr3, etc.
Prehardened steel
PX5, NAKSO, etc. 30 - 40 HRC 40-70 0.06 - 0.12
Stainless steels
M SUS304, SUS316, etc. - 200 HB 30 - 50 0.06 - 0.12
X5CrNi18-9, X5CrNiMo17-12-2, etc.
. Aluminium alloys - 100 - 200 0.08 - 0.15
Titanium alloys
s Ti-6Al-4V, etc. - 30-50 0.05-0.1
Heat-resistant alloys
Inconel 718, etc. - 20-40 0.04-0.08
SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoV, etc. 40 - 50 HRC 30 -50 0.05- 0.1
Hardened steel
SKD11, SKH, etc.
X153CrMoV12, HS18-0-1, etc. 50 - 60 HRC 20-40 0.04-0.08
Counter boring (VGC)
. . Cutting speed Feed per tooth
1ISO Workpiece material Hardness Ve (m/min) fz (mm/Y)
Low carbon steels
S45C, S55C, etc. - 300 HB 40 - 80 0.04 - 0.08
C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 HB 30 - 50 0.04 - 0.08
42CrMo4, 15Cr3, etc.
Prehardened steel
PX5, NAKSO, etc. 30 - 40 HRC 20 -30 0.04 - 0.08
Stainless steels
M SUS304, SUS316, etc. - 200 HB 15 - 25 0.04 - 0.08
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Titanium alloys _ - -
s Ti-6AI-4V, etc. 15-25 0.04-0.07
Heat-resistant alloys B 10-20 0.03 - 0.06
Inconel 718, etc.
SKD61, SKT4, etc.
X40CrMoV5 1, 55NiCrMoVe, etc. 40 - S0 HRC 15-25 0.04-0.07
Hardened steel =
s , etc.
X153CrMoV12, HS18-0-1, etc. 50 - 60 HRC 10-20 0.03 - 0.06
When drilling, the step feed (pecking) operation should be applied with the depth of 0.3 - 0.5 mm per step.
Apply the same cutting conditions as the VEE type head when conducting shoulder milling or slotting operations.
Basic dimensions (mm) Permissible dimensional deviations (um)
> < e8 e9 h6 h7 h9 h10 z9
6 10 -25 -25 0 0 0 0 +78
-47 -61 -9 -15 -36 -58 +42
-32 -32 0 0 0 0 +93
10 12
-59 -75 -1 -18 -43 -70 +50

JISB0401-2: 1998 (ISO286-2: 1988) extract

Endmill
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TUNGMEISTER

VFM...

6 flute face milling head

APMX A
CRKS
gk
g -
5}
ay
Y
RE A LF
APMX = Max. depth of cut
01 # 62 # 63 # 64 # a5 7 06 CRKS = Connection screw size
Designation AH715 NOF  FHA [WJ9WIDCSFMS APMX RE CRKS LF  Wrench  Torque*
-I‘m\‘ VFM120L03.6R02106S05 [ ] 6 10° 12 7.7 3.6 0.2 S05 4.4 KEYV-T25 7
I VFM160L04.8R04106S06 ( ] 6 10° 16 9.7 4.8 0.4 S06 5.6 KEYV-T25 10
VFM200L06.0R04106S08 [ ) 6 10° 20 11.7 6 0.4 S08 7 KEYV-T40L 15
*Torque: Recommended clamping torque (N-m) ®: Line up
2 pieces per package
I STANDARD CUTTING CONDITIONS
@ Shoulder milling (VFM)
i Feed per tooth: fz (mm/i]
. . Cutting M : f2 (mm/t) Depth of cut  Pick feed
1ISO Workpiece material Hardness speed Tool diameter: DC (mm) ap (mm) Pf (mm)
Vc (m/min) 12 16 20 P
Low carbon steels
S45C, S55C, etc. - 300 HB 80 - 180 0.08 - 0.13 0.09 - 0.15 0.1-0.17 1 x eDc 0.25 x eDc

C45, C55, etc.
High carbon steels
SCM440, SCr415, etc. - 300 HB 60 - 140 0.08-0.13 0.09 - 0.15 0.1-0.17 1 x eDc 0.25 x eDc
42CrMo4, 15Cr3, etc.

Prehardened steel 30 -40
PX5, NAK8O, etc. HRC

24

60 - 120 0.08 - 0.13 0.09 - 0.15 0.1-0.17 1 xeDc 0.25 x sDc

Stainless steels
SUS304, SUS316, etc. - 200 HB 40 - 100 0.08 -0.13 0.09 - 0.15 0.1-0.17 1 x eDc 0.25 x eDc
X5CrNi18-9, X5CrNiMo17-12-2, etc.

. Alurninium alloys - 200-700  008-013  0.09-0.15 0.1-0417 1 x eDc 0.25 x oDc

alnnimialons - 100-300  0.08-0.13  0.09-0.15 0.1-0.17 1 x oDc 0.25 x oDc
Si=13%
Titanium alloys
THBALA, ot = 40- 80 0.08-0.13 0.09 - 0.15 0.1-0.17 1 x eDc 0.05 x oDc
Heat-resistant alloys
Inconal 718, oto. = 20 - 40 0.08-0.13 0.09-0.15 0.10-0.17 1 x eDc 0.05 x eDc
Hardened steel _
SKD61, SKT4, etc. LSy 40- 80 0.08-0.13 0.09 - 0.15 0.1-0.17 1 x eDc 0.05 x oDc
X40CrMoV5 1, 55NiCrMoV6, etc. HRC
Hardened steel _
s , etc. - .08 - 0. .09 - 0. L1 - 0. X eDc .05 x eDc
SKD11, SKH 50-60 20 - 60 0.08-0.13 0.09-0.15 0.1-017 1 x oD 0.05 x oD
X153CrMoV/12, HS18-0-1, etc. HRC

Reference pages: Shank — 7-11, Wrench — 7-13
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TUNGMEISTER

VSSD**-W-A
Cylindrical shank + straight neck, with coolant hole (TungMeister)

- ol @
BN 17— | £
m e i Q
. (]
U // [a) v
4 CRKS B LBX o A
\ CRKS = Connection screw size
Designation DCONMS BD LF LBX LB CRKS Type Material
VSSD10L070S06-W-A 10 9.6 70 20 19 S06 Cylindrical Tungsten
VSSD10L090S06-W-A 10 9.6 90 40 39 S06 Cylindrical Tungsten
VSSD10L110S06-W-A 10 9.6 110 60 59 S06 Cylindrical Tungsten
VSSD12L070S08-W-A 12 11.5 70 20 19 S08 Cylindrical Tungsten
VSSD12L090S08-W-A 12 11.5 90 40 39 S08 Cylindrical Tungsten
VSSD12L110S08-W-A 12 11.5 110 60 59 S08 Cylindrical Tungsten
VSSD12L130S08-W-A 12 115 130 80 79 S08 Cylindrical Tungsten
VSSD...
Cylindrical shank + straight neck (TungMeister)
i s
m o
(6]
LBle ay
CRKS LB
- LBX a
LF
CRKS = Connection screw size
Designation DCONMS BD LF LBX LB CRKS Type Material
VSSD08L060S05-S 8 7.6 60 15 12.5 S05 Cylindrical Steel
VSSDO08L070S05-C 8 7.6 70 20 18.5 S05 Cylindrical Carbide
VSSDO08L090S05-C 8 7.6 90 40 38.5 S05 Cylindrical Carbide
VSSDO08L110S05-C 8 7.6 110 60 58.5 S05 Cylindrical Carbide
VSSD10L070S06-C 10 9.6 70 20 18.5 S06 Cylindrical Carbide
VSSD10L075S06-S 10 9.6 75 20 17.5 S06 Cylindrical Steel
VSSD10L090S06-C 10 9.6 90 40 38.5 S06 Cylindrical Carbide
VSSD10L110S06-C 10 9.6 110 60 58.5 S06 Cylindrical Carbide
VSSD10L150S06-C 10 9.6 150 100 98.5 S06 Cylindrical Carbide
VSSD12L070S08-C 12 11.5 70 20 17 S08 Cylindrical Carbide
VSSD12L090S08-C 12 11.5 90 40 38 S08 Cylindrical Carbide
VSSD12L090S08-S 12 11.5 90 16 13.5 S08 Cylindrical Steel =
VSSD12L110S08-C 12 11.5 110 60 58 S08 Cylindrical Carbide _g
VSSD12L130S08-C 12 11.5 130 80 78 S08 Cylindrical Carbide uCJ
VSSD...
High rigidity shank
CRKS
U) [
:
g
Y
- LF >
CRKS = Connection screw size
Designation DCONMS BD LF CRKS Type Material
VSSD10L055S05-S 10 7.6 55 S05 Cylindrical Steel
VSSD12L065S06-S 12 9.6 65 S06 Cylindrical Steel
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TUNGMEISTER

VER...

Adapter for ER collect chucks

Designation
VER11CL006S05-S
VER11CL020S05-S
VER16CL012S05-S
VER16CL020S05-S
VER16CL010S06-S
VER16CL020S06-S
VER16CL006S08-S
VER16CL020S08-S

SS
ER11
ER11
ER16
ER16
ER16
ER16
ER16
ER16

TUNGMEISTER

VSC...

BD
7.92
7.92
7.92
7.92
9.92
9.92
11.6
11.6

LF

20
12
20
10
20

20

CRKS = Connection screw size

CRKS
S05
S05
S05
S05
S06
S06
S08
S08

TungMeister, straight shank for VST type slotting heads

VSC type VSC-A type @
CRKS CRKS
% : :
al |l =z T e e et =z
@ K —
Y § @ // §V
LF < LF
CRKS = Connection screw size
Designation DCONMS LF CRKS Air hole Material
VSC100L100S06-C 10 100 S06 without CARBIDE
VSC120L100S08-C-A 12 100 S08 with CARBIDE
The VSC-C type shank does not have external clearance, so the shank may interfere with the work piece.
VSTD...
TungMeister, straight shank for VTB type slotting heads
CRKS
ass
21
al z
Y 2Y
LF
CRKS = Connection screw size
Designation DCONMS BD LF CRKS Material
VSTDO08L070S05-S 8 8 70 S05 STEEL
VSTD10L080S06-S 10 10 80 S06 STEEL
VSTD12L090S08-S 12 12 90 S08 STEEL

The VSTD type shank does not have external clearance, so the shank may interfere with the work piece.



Il TORQUE WRENCHES

. . Connection TM Head Torque
Appearance Designation Stock e description (N-m)
o
g TORQUEWRENCH5-50NM9x12 - - -
T
=28 TM-WRENCH-6-05 S05 7
£ £ VEH, VED
] TM-WRENCH-8-06 S06 VEE, VEE-I 10
e} VDP, VCA
S=
§ & TM-WRENCH-10-08 S08 15
88 TM-WRENCH-4E-05 S05 7
22
) VCP, VGC
e TM-WRENCH-5E-06 S06 10
=
= f VCW
8—§ TM-WRENCH-7E-08 S08 15
S2
poite]
BE INSERT-TOOL-9X12MM - - -
® =
88
2
2 BIT-SOCKET-T25-DRIVE S05, S06 VFM 10
3
%]
2
a
g BIT-SOCKET-T40-DRIVE S08 VFM 15, 28
'_
I WRENCH
KEYV-S..., KEYV-T..., KEYV-T**L
. q Connection Torque :
Appearance Designation screw size (N-m) Applicable head
KEYV-S05 S05 7
Square
Drilling
KEYV-S06 S06 10 f
Chamfering
Counter boring
KEYV-S08 S08 15
KEYV-T40L S08 15
VFM type
KEYV-T25 S05, S06 7,10

Note: Wrenches are sold separately.

B CAUTIONARY POINTS IN USE

- The cutting heads specified by Tungaloy must be used. Avoid using alternate heads
that are not Tungaloy products as this will damage the shank and can cause severe
accident or injury.

- Before setting the head, clean the connection screw with an air blast or a wiping cloth
to remove chips and other foreign matter that may remain.

- Do not apply the lubricant to the connection screw.

- Please use the correct “Wrench” with the correct cutting head. Tighten the head
slowly until the face of the head contacts the shank. (Please refer to the picture
shown on the right.) Do not re-tightening or over-tightening. Excessive tightening may
cause the cutting head to break.

- Do not apply excessive force or a hammer when tightening or exchanging the cutting
heads.

Endmill
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TUNGFXREC

EPAVO06

Mini square shoulder endmill, shank type, with screw clamp system
GAMP = +6.0°~ +7.6°, GAMF = -37.1°~ -32.4°

of T e 2 &Y=

— D __

X = éﬁ@

MS

90° LH LS
(KAPR) < LF
Designation APMX CICT DCONMS LS LH LF WT(kg) Air hole Insert
EPAV06M008C10.0R01 6 8 1 10 60 20 80 0.04 With AVGTOS...
EPAV06M010C10.0R02 6 10 2 10 60 20 80 0.04 With AVGTOS...
EPAVO6M010C10.0R02L 6 10 2 10 65 35 100 0.06 With AVGTO06...
EPAV06M010C08.0R02L 6 10 2 8 80 20 100 0.04 With AVGTO6...
EPAV06M012C12.0R02 6 12 2 12 60 20 80 0.06 With AVGTO6...
EPAV06M012C12.0R03 6 12 3 12 60 20 80 0.06 With AVGTOS...
EPAVO6M012C12.0R02L 6 12 2 12 85 35 120 0.09 With AVGTO06...
EPAV06M012C10.0R02L 6 12 2 10 100 20 120 0.07 With AVGTO6...
EPAV06M012C10.0R03 6 12 3 10 60 20 80 0.04 With AVGTOS...
SPARE PARTS & f /
Designation Clamping screw Lubricant Wrench
EPAVO6M... CSPB-2H M-1000 IP-6DB

*Recommended clamping torque: CSPB-2H=0.7 N-m

TUNGFXREC

HPAV06-S

Mini square shoulder endmill, modular type (TungMeister)

LA CRKS s 4|/_L4é 4

A

L=
=8

A-A cross section

Designation APMX CICT LF H DCSFMS CRKS WT (kg) Air hole Insert
HPAV06MO010S05R02 6 10 2 10 8 8 S05 0.01 Without AVGTOS...
HPAV06MO010S06R02 6 10 2 16 8 9.8 S06 0.01 Without AVGTO6...
HPAV06MO012S08R02 6 12 2 18 10 11.7 S08 0.02 Without AVGTO6...
HPAV06M012S08R03 6 12 3 18 10 1.7 S08 0.02 Without AVGTOS...

Applicable shank: VSSD, VTSD, VSC, VSTD, VER
Please see the page 7-11 - 7-12 for the types and the selection of TungMeister shank.
Please use VAD-M adapter to connect TungMeister with a metric thread shank.

Spanner® Designation Connection screw size
KEYV-S05 S05
KEYV-S06 S06
KEYV-S08 S08
KEYV-S10 S10

*sold separately

SPARE PARTS & f /

Designation Clamping screw Lubricant Wrench
HPAVO6M... CSPB-2H M-1000 |P-6DB

*Recommended clamping torque: CSPB-2H=0.7 N-m

Reference pages: Inserts, Standard cutting conditions — 7-15




I INSERT

AVGT-MJ AVGT-AJ

Bl stee *| [k
M Stainless Yo | %
- Cast iron *
- Non-ferrous *
S Superalloys * K Y % : First choice
H Hard materials | % ¥¢ : Second choice
Coated |Uncoated
7o}
Designation RE |[APMX|IQ 8 2|5 LE IC| S BS
I
<< <X
AVGT060300PBER-MJ 0.0 6 o 8 5 27 | 16
AVGT060302PBER-MJ 0.2 6 ©® @ @ 8 5 27 | 15
AVGT060304PBER-MJ 0.4 6 ©® @& @ 8 5 27 | 13
AVGT060308PBER-MJ 0.8 6 ©® @ @ 8 5 26 | 09
AVGT060300PBFR-AJ 0.0 6 [ ) 8 5 27 | 16
AVGT060302PBFR-AJ 0.2 6 [ ] 8 5 2.7 | 15
AVGT060304PBFR-AJ 0.4 6 [ ] 8 5 2.7 | 1.3
AVGTO060308PBFR-AJ 0.8 6 [ ] 8 5 26 | 0.9
@: Line up

I STANDARD CUTTING CONDITIONS

ISO Workpiece materials Hardness Priority Grades Cutting speed Feed per tooth

Ve (m/min) fz (mm/t)
Low carbon steel

S$15C, SS400, etc. -200 HB First choice AH3135 230 - 430 0.07 - 0.12
C15E, E275A, etc.

Carbon steel and alloy steel
. S55C, SCM440, etc. - 300 HB First choice AH3135 150 - 350 0.07 - 0.12
C55, 42CrMod4, etc.
Prehardend steel ! f
NAK80, PX5, etc. 30 - 40 HRC First choice AH3135 100 - 230 0.07 - 0.12
Stainless steel
M SUS304, SUS316, etc. - First choice AH3135 150 - 220 0.06 - 0.1
X5CrNi18-9, X5CrNiMo17-12-3, etc.
AL RTIEIENS = First choice KSO5F 650 - 1000 0.07 - 0.12
. Aluminium alioys - First choice KSO5F 100 - 230 0.04 - 0.12
Titanium alloys ! f =
Ti-6AI-4V, etc. o First choice AH130 40-90 0.04 - 041 %
S 2
Superalioys = First choice AH130 45-65 0.04-0.09 w

Inconel718, etc.

SKD61, etc. _ " ) ) i
X40CrMoV5-1, etc. 40 - 50 HRC First choice AH120 45-70 0.04-0.08

Hardened steel

SKD11, etc. ) .
X153CrMoV12, etc. 50 - 60 HRC First choice AH120 40 - 65 0.04 - 0.06
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3. Drilling Too




Drilling Tool

DRILLMEISTER

Head changeable drill series

@ 06 mm - 822.9 mm /L/D = 1.5, 3, 3.5

SOLIDDRILL

High performance solid carbide drill

DSM / DSM-CP

0.1 mm - o3 mm/L/D=5,10,15 8-16, 8-18
DSW

@ e3mm-gi2mm/L/D=3,5

TUNGODRILLTWISTED

Indexable drill with 4-corner inserts for various drilling applications

@ 212.5mm-@26 mm/L/D=2,3




8-2

Basic Selection of Drilling Tools

Application ranges of drilling tools

Indexable & Head-Changeable Drills

DRILLMEISTER 1TUNGDORILLTWISTED

A / (Page 8-5) (Page 8-23)
3.5 b—

o [] 2 Effective Drill

./ [] indexable Drill

67 12 14 16 20 22 26 28

Drill Diameter (mm)

Hole diameter tolerance”

TUNGDRILLTWISTED DORILLMEISTER

P Hole diameter : Hole diameter
L/D | Tool diameter tolerance* L/D Tool diameter tolerance*
5 012.5 - 917 +0.25/0 TID1.5 06 - 922.9 +0.05/0
017.5 - 926 +0.3/0 TID/TIDC 3 06 - 222.9 +0.05/0
212.5- 017 +0.25/0 010 - 917.9 +0.08/0
3 TID3.5
017.5 - 926 +0.3/0 018 - ©19.9 +0.095/0

*Just for reference

Solid Drills

DSM
20—
15 (Page 8-16)
10 DSW

(Page 8-19)
51—
4 — 0/

L/D

I I I
0.9 3 5 10 15
Drill Diameter (mm)




DRILLMEISTER

Exchangeable head system for easy operation

M High accuracy, rigidity, and productivity
- Unique clamping structure provides high repeatability and reliability

- One-action head changing reduces tool set up time
- No re-grinding cost and reduced tool inventory requirements
Groove to prevent the

head from falling off

Drill head Drill body
B Contact area that

supports the drill head
against cutting force

B Contact area that
maintains the accurate
drill position

Drilling Tool

M Increased body durability
- The new clamping mechanism greatly reduces the damage
on cutting edges due to less holding power as seen with the

competitors, which leads to long tool life.
- The unique clamping design prevents the head from falling off.

Reference pages: 8-5 - 8-15
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8-4

B Enhanced drill head variations for higher performance
® DMP Drrill head - general purpose

u Close-up of edges (new head)

DRILLMEISTER

Effectively improves Peeling-off
adhesion strength

- Versatile drill head

- Suited for various materials and applications C —

- Light cutting due to sharp cutting edge
Competitor
® DMH with optimized edge preparation for edge toughness
o B Applicatiion range of DMH

A

Stable

DMP

Workpiece rigidity

Unstable

\

1
0 0.5
Strong cutting edge design Carbon content of steel (%)

- Strong cutting edge design prevents the drill edge from fracturing during demanding processes
- Versatile and wear-resistant AH9130 grade provides extended tool life

® DMC Drill head - high accuracy drilling ORILLMEISTER

DMC
Quick-centering profile

r|_‘7 Double margins

Stability

Competitor

- Innovative chiseled edge for smooth drill entry. No pre-drilling needed in 12xD
drilling operation
- Superior hole diameter accuracy and circularity
- Double margins provides superior surface finish and hole drilling straightness Chatter

Parameters : Vc =100 m/min, f = 0.3 mm/rev
Drill diameter : 813, L/D = 12 (No pilot hole)
Materials : S55C

® DMF DirillMeister flat head

Pilot edge
180° flat cutting edges | supports smooth entry to work piece
produces holes with - e— Shoulder chamfer
flat bottom. Ideal for prevents premature fracture
counterboring for bolt
heads.

- Flat edge design with pilot edge performs balanced drill entry
- Significantly reduced radial forces promise stable drilling for complex surfaces at drill entry and exit
- Stable drilling with long overhang up to L/D = 8 without pre-hole



DRILLMEISTER

TID L/D=1.5

Head changeable drill

Designation

TIDO60F12-1.5
TIDOB5F12-1.5
TIDO70F12-1.5
TIDO75F12-1.5
TIDO80OF12-1.5
TIDO9OF12-1.5
TID100F16-1.5
TID110F16-1.5
TID120F16-1.5
TID130F16-1.5
TID140F16-1.5
TID150F20-1.5
TID160F20-1.5
TID170F20-1.5
TID180F25-1.5
TID190F25-1.5
TID200F25-1.5
TID210F25-1.5
TID220F25-1.5

6.5-6.9

75-79

©=08

1l =198

13-13.9

15-15.9

17 -17.9

19 =168

21-21.9

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

DCONMS DCSFMS

16
16
16
16
16
16
20
20
20
20
20
25
25
25
32
32
32
32
32

DC

- OAL ’i
Qro
B g'a
LU | LS
LU LS OAL
DMP/DMH DMC DMF
10 45 68 68.2 =
11 45 69.1 69.6 -
12 45 70.1 70.3 =
13 45 70.9 714 -
14 45 72.4 73 -
16 45 74.3 74.9 -
17 48 79.2 79.8 77.8
19 48 81.1 81.7 79.5
20 48 83 83.6 81.4
22 48 85.1 85.9 83.2
24 48 89.1 89.9 87.1
26 50 96.2 97.1 94.1
27 50 99.3 100.3 97
29 50 102.4 103.4 99.9
30 56 111.5 112.6 108.7
33 56 114.5 115.6 111.5
34 56 117.6 118.8 =
36 56 120.7 121.9 -
37 56 123.8 125.1 =

Pocket
size

il @

Head

DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*089
DM*090 - DM*099
DM*100 - DM*109
DM*110 - DM*119
DM*120 - DM*129
DM*130 - DM*139
DM*140 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199
DM*200 - DM*209
DM*210 - DM*219
DM*220 - DM*229

An overall length (OAL) differs for when the DMP/DMH insert are mounted and when the DMC/DMF are mounted.
(No difference for the drill shoulder)

. Hole diameter
Tool diameter Jalrtyfnmtios
+0.05/0

*Just for reference

SPARE PARTS @
Designation Clamping key
TID060-090 K-TID6-9.99
TID100-190 K-TID10-19.99
TID200-220 K-TID20-26.99

Drilling Tool

Reference pages: Head — 8-9 - 8-14
Standard cutting conditions — 8-15
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DRILLMEISTER

TID L/D=3

Head changeable drill

=R
“p

Head

DM*060 - DM*064
DM*065 - DM*069
DM*070 - DM*074
DM*075 - DM*079
DM*080 - DM*084
DM*085 - DM*089
DM*090 - DM*094
DM*095 - DM*099
DM*100 - DM*104
DM*105 - DM*109
DM*110 - DM*114
DM*115 - DM*119
DM*120 - DM*124
DM*125 - DM*129
DM*130 - DM*134
DM*135 - DM*139
DM*140 - DM*144
DM*145 - DM*149
DM*150 - DM*159
DM*160 - DM*169
DM*170 - DM*179
DM*180 - DM*189
DM*190 - DM*199
DM*200 - DM*209
DM*210 - DM*219
DM*220 - DM*229

OAL ‘
e
__ 212
3 = RH:
Oy O
ara
LU ‘ LS
. . OAL Pocket
Designation DCONMS DCSFMS LU LS DMP/DMH _ DMC DMF size
TIDOBOF12-3 12 16 19 45 77 77.2 5 6
TIDO65F12-3 6.5-6.9 12 16 21 45 78.8 79 - 6
TIDO70F12-3 _ 12 16 22 45 80.6 811 = 7
TIDO75F12-3 7.5-79 12 16 24 45 82.1 82.6 - 7
TIDO8OF12-3 . 8-84 12 16 26 45 84.4 84.6 = 8
TIDO85F12-3 8.5-8.9 12 16 28 45 85.9 86.1 - 8
TIDO9OF12-3 _ 12 16 29 45 87.8 88 5 9
TIDO95F12-3 9.5-9.9 12 16 31 45 89.3 89.5 - 9
TID100F16-3 - 10-104 16 20 32 48 942 94.8 928 10
TID105F16-3 10.5 - 10.9 16 20 34 48 95.7 96.3 94.3 10
TID110F16-3 Co1-11a 16 20 35 48 97.6 98.2 96 11
TID115F16-3 11.5-11.9 16 20 37 48 99.1 99.7 97.5 1
TID120F16-3 _ 16 20 38 48 101 101.6 99.4 12
TID125F16-3 12.5-12.9 16 20 39 48 102.5 103.1 100.9 12
TID130F16-3 . 13-134 16 20 41 48 104.6 105.4 102.7 13
TID135F16-3 13.5-13.9 16 20 44 48 106.1 106.9 104.2 13
TID140F16-3 _ 16 20 45 48 110.1 110.9 108.1 14
TID145F16-3 14.5-14.9 16 20 47 48 111.6 112.4 109.6 14
TID150F20-3 - 15-159 20 25 48 50 118.7 119.6 116.6 15
TID160F20-3 16 - 16.9 20 25 51 50 123.3 124.3 121 16
TID170F20-3 _ 20 25 54 50 127.9 128.9 125.4 17
TID180F25-3 18 - 18.9 25 32 57 56 138.5 139.6 135.7 18
TID190F25-3 ~ 19-199 25 32 61 56 143 144.1 140 19
TID200F25-3 20 - 20.9 25 32 64 56 147.6 148.8 - 20
TID210F25-3 _ 25 32 67 56 152.2 153.4 = 21
TID220F25-3 22-229 25 32 70 56 156.8 158.1 - 22
Hc;(l)ele(e?nn;gzer (A,\‘nooc\j/i?frg‘lelr?:ggr(%i%rciililffsi,:]rsjlc;revr\;hen the DMP/DMH insert are mounted and when the DMC/DMF are mounted.
+0.05/0
*Just for reference
SPARE PARTS
Designation Clamping key
TID060-095 K-TID6-9.99
TID100-190 K-TID10-19.99
TID200-220 K-TID20-26.99

Reference pages: Head — 8-9 - 8-14

Standard cutting conditions — 8-15




DRILLMEISTER

TIDC L/D=3

Head changeable drill

=R
“p

LS
8 S —— ( =
C | | LSy
LU e
OAL
. . OAL Pocket
Designation DCONMS LU LS DMP/DMH _ DMC DMF size Head
TIDCO75C8-3 8 23 36 70.1 70.6 = 7 DM*075-DM*079
TIDC080C8-3 8-8.4 8 24 36 70.6 71.1 - 8 DM*080-DM*084
TIDC085C9-3 . 85-89 9 26 36 72.8 73 = 8 DM*085-DM*089
TIDC090C9-3 9-9.4 9 27 36 74.7 74.9 - 9 DM*090-DM*094
TIDC095C10-3 ~ 95-99 10 29 36 76.2 76.4 = 9 DM*095-DM*099
TIDG100C10-3 10 - 10.4 10 32 41 86.1 86.7 84.7 10 DM*100 - DM*104
TIDC105C11-3  105-109 11 33 41 87.6 88.2 86.2 10 DM*105 - DM*109
TIDG110C11-3 11-11.4 1 35 41 89.5 90.1 87.9 11 DM*110 - DM*114
TIDC115C12-3 _ 12 37 41 91 91.6 89.4 11 DM*115 - DM*119
TIDG120C12-3 12-12.4 12 38 41 92.8 93.4 91.2 12 DM*120 - DM*124
TIDC125C13-3 125-129 13 40 46 98.3 98.9 96.7 12 DM*125 - DM*129
TIDG130C13-3 13-13.4 13 41 47 102.4 103.2 100.5 13 DM*130 - DM*134
TIDC135C14-3 _ 14 43 43 99.9 100.7 98 13 DM*135 - DM*139
TIDG140C14-3 14 - 14.4 14 45 44 103 103.8 101 14 DM*140 - DM*144
TIDC145C15-3 - 145-149 15 46 45 105.5 106.3 103.5 14 DM*145 - DM*149
TIDG150C15-3 15-15.9 15 48 45 107.5 108.4 105.4 15 DM*150 - DM*159
TIDC160C16-3 _ 16 51 48 117.5 1185 115.2 16 DM*160 - DM*169
TIDG170C17-3 17 -17.9 17 54 48 119.7 120.7 117.2 17 DM*170 - DM*179
TIDC180C18-3 . 18-189 18 57 48 123.3 124.4 120.5 18 DM*180 - DM*189
TIDG190C19-3 19-19.9 19 61 54 132.4 133.5 129.4 19 DM*190 - DM*199

An overall length (OAL) differs for when the DMP/DMH insert are mounted and when the DMC/DMF are mounted.
(No difference for the drill shoulder)

Hole diameter
Tool diameter lstfwmios
+0.05/0

*Just for reference

SPARE PARTS @
Designation Clamping key
TIDC075-095 K-TID6-9.99
TIDC100-190 K-TID10-19.99

Drilling Tool

Reference pages: Head — 8-9 - 8-14
Standard cutting conditions — 8-15
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DRILLMEISTER

TID-R L/D=3.5 Cylindrical shank

Head-changeable drill

Designation

TID100R12-3.5
TID105R12-3.5
TID110R12-3.5
TID115R12-3.5
TID120R14-3.5
TID125R14-3.5
TID130R14-3.5
TID135R14-3.5
TID140R16-3.5
TID145R16-3.5
TID150R16-3.5
TID160R18-3.5
TID170R18-3.5
TID180R20-3.5
TID190R20-3.5

DC

10.5-10.9

115 =118

12.5-12.9

138.5-13.9

14.5-14.9

16 -16.9

18-18.9

DCONMS

12
12
12
12
14
14
14
14
16
16
16
18
18
20
20

LU
42

44
46
48
50
52
54
56
58
60
64
68
72
76
80

OAL .

%)7

—pp— Hi

8
LU . . LS .
OAL
LS DMP/DMH DMC DMF  Pocket size

60 114 114.6 112.6 10
60 115.7 116.3 114.3 10
65 123.1 123.7 121.5 11
65 124.8 125.4 123.2 11
65 127.2 127.8 125.6 12
65 128.8 129.4 127.2 12
65 132.7 133.5 130.8 13
65 134.4 135.2 132.5 13
70 142.2 143 140.2 14
70 143.8 144.6 141.8 14
70 148.4 149.3 146.3 15
70 153.9 154.9 151.6 16
70 158.5 159.5 156 17
70 164 165.1 161.2 18
70 168.4 169.5 165.4 19

An overall length (OAL) differs for when the DMP/DMH insert are mounted and when the DMC/DMF are mounted.

=R
“p

Head
DM*100-DM*104
DM*105-DM*109
DM*110-DM*114
DM*115-DM*119
DM*120-DM*124
DM*125-DM*129
DM*130-DM*134
DM*135-DM*139
DM*140-DM*144
DM*145-DM*149
DM*150-DM*159
DM*160-DM*169
DM*170-DM*179
DM*180-DM*189
DM*190-DM*199

When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill shank end
in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.

When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside the
holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.

. Hole diameter
e Gl tolerance (No difference for the drill shoulder)
+0.08/0
2018 - 219.9 +0.095/0
*Just for reference
SPARE PARTS
Designation Clamping key
TID100-190 K-TID10-19.99

Reference pages: Head — 8-9 - 8-14

Standard cutting conditions — 8-15




I DRILL HEAD
DMP General purpose

" Head diameter
Tool diameter tolerance
+0.018/0

018 - 222.9 +0.021/0

- Steel * % - Steel * %
M Stainless * % M Stainless * %
Cast iron * % Cast iron * %
l Non-ferrous PAdhAe l Non-ferrous PAdAd
S Superalloys * % Y : First choice S  Superalloys * % Y : First choice
H Hard materials |y | % ¢ : Second choice H Hard materials |y | % ¢ : Second choice
Coated Coated
o =
Designation | DC [LPR|] @ | PL | ssC ot Body Designation | DC |[LPR|®Q © | PL | ssc Pocket pogy
x & ize ~ & Size
I T I T
< < < <
DMP060 6 4 1 @ 1.09 6 6 TID*060... DMP105 105605/ @ @ 6.05 10 10 | TID*105...
DMPO061 6.1 4 | @ 1.11 6 6 TID*060... DMP106 10.6 | 6.05 | @ 6.05 10 10 | TID*105...
DMP062 6.2 4 @ 1.13 6 6 TID*060... DMP107 10.7 |6.05 | @ 6.05 10 10 | TID*105...
DMP063 6.3 4 | @ 1.15 6 6 TID*060... DMP108 108|6.05 @ @ 6.05 10 10 | TID*105...
DMP064 6.4 4 | @ 1.16 6 6 TID*060... DMP109 109 (6.05 | @ 6.05 10 10 | TID*105...
DMPO065 65| 43 | @ 1.18 6 6 TID*065... DMP110 11 (645 @ @ 6.45 11 11 | TID*110...
DMP066 66 | 43 | @ 1.2 6 6 TID*065... DMP111 11.1/6.45 | @ 6.45 11 11 | TID*110...
DMP067 6.7 | 43 | @ 1.22 6 6 TID*065... DMP112 11.2(6.45 | @ 6.45 11 11 | TID*110...
DMP068 68 | 43 | @ 1.24 6 6 TID*065... DMP113 113|645 @ @ 6.45 11 11 | TID*110...
DMP069 69 | 43 | @ 1.26 6 6 TID*065... DMP114 114645 | @ 6.45 11 11 | TID*110...
DMPO70 7 46 | @ 1.27 7 7 TID*070... DMP115 115|645 @ @ 6.45 11 11 | TID*115...
DMPO71 71 | 46 | @ 1.29 7 7 TID*070... DMP116 116 (6.45 | @ 6.45 11 11 | TID*115...
DMPOQ72 72 | 46 | @ 1.31 7 7 TID*070... DMP117 11.7 |6.45 | @ 6.45 11 11 | TID*115...
DMPO73 73 | 46 | @ 1.33 7 7 TID*070... DMP118 11.8]6.45| @ 6.45 11 11 | TID*115...
DMPO74 74 | 46 | @ 1.35 7 7 TID*070... DMP119 119(6.45 | @ 6.45 11 11 | TID*115...
DMPO75 75| 46 | @ 1.36 7 7 TID*075... DMP120 12 | 68 @ @ 6.8 12 12 | TID*120...
DMPO076 76 | 46 | @ 1.38 7 7 TID*075... DMP121 121/ 68 @ @ 6.8 12 12 | TID*120...
DMPQ77 77 | 46 | @ 1.4 7 7 TID*075... DMP122 122 6.8 | @ 6.8 12 12 | TID*120...
DMPOQ78 78 | 46 | @ 1.42 7 7 TID*075... DMP123 123/ 68 @ @ 6.8 12 12 | TID*120...
DMPO79 79 | 46 | @ 1.44 7 7 TID*075... DMP124 124/ 68 @ @ 6.8 12 12 | TID*120...
DMP080 8 54 | @ 1.46 8 8 TID*080... DMP125 125/ 68 @ @ 6.8 12 12 | TID*125..
DMP081 81|54 |@ 1.47 8 8 TID*080... DMP126 126 68 @ @ 6.8 12 12 | TID*125..
DMP082 82 54 |@ 1.49 8 8 TID*080... DMP127 127/ 68 @ @ 6.8 12 12 | TID*125..
DMP083 83 |54 |@ 1.51 8 8 TID*080... DMP128 128 6.8 | @ 6.8 12 12 | TID*125..
DMP084 84 |54 | @ 1.53 8 8 TID*080... DMP129 129 6.8 | @ 6.8 12 12 | TID*125..
DMP085 85|54 | @ 1.55 8 8 | TID*085... DMP130 13 |74 | @ @ 7.4 13 13 | TID*130...
DMP086 86 | 54 | @ 1.57 8 8 TID*085... DMP131 13174 | @ 7.4 13 13 | TID*130...
DMP087 87 |54 | @ 1.58 8 8 TID*085... DMP132 13274 | @ 7.4 13 13 | TID*130...
DMP088 88 |54 | @ 1.6 8 8 TID*085... DMP133 13374 @ @ 7.4 13 13 | TID*130...
DMP089 89 | 54 | @ 1.62 8 8 TID*085... DMP134 134|174 | @ 7.4 13 13 | TID*130...
DMP090 9 58 @ 1.64 9 9 TID*090... DMP135 1356|744 @ @ 7.4 13 13 | TID*135...
DMPO091 91|58 | @ 1.66 9 9 TID*090... DMP136 13674 | @ 7.4 13 13 | TID*135...
DMP092 92 | 58 | @ 1.67 9 9 TID*090... DMP137 13774 | @ 7.4 13 13 | TID*135... (_g
DMP093 93 | 58 | @ 1.69 9 9 | TID*090... DMP138 138| 74 | @ @ 7.4 13 13 | TID*135... =
DMP094 94 | 58 | @ 1.71 9 9 TID*090... DMP139 139|174 | @ @ 7.4 13 13 | TID*135... CE»
DMP095 95|58 | @ 1.73 9 9 TID*095... DMP140 14 |795 @ @ 2.55 14 14 | TID*140... E
DMP096 96 | 58 | @ 1.75 9 9 TID*095... DMP141 141|795 | @ 2.57 14 14 | TID*140...
DMP097 97 | 58 | @ 1.77 9 9 TID*095... DMP142 142795 @ @ 2.58 14 14 | TID*140...
DMP098 98 | 58 | @ 1.78 9 9 TID*095... DMP143 143795 @ @ 2.6 14 14 | TID*140...
DMP099 99 | 58 | @ 1.8 9 9 TID*095... DMP144 144|795 | @ 2.62 14 14 | TID*140...
DMP100 10 (605 @ @ 6.05 10 10 | TID*100... DMP145 145|795 @ @ 2.64 14 14 | TID*145...
DMP101 10.1/6.05 | @ 6.05 10 10 | TID*100... DMP146 146|795 | @ 2.66 14 14 | TID*145...
DMP102 10.2 (6.05 | @ 6.05 10 10 | TID*100... DMP147 147795 | @ 2.68 14 14 | TID*145...
DMP103 103]605| @ ® 6.05| 10 | 10 |TID100..|  06-019.9 = 2 pieces per package ®: Line up
DMP104 104605 @ @ 6.05 10 10 | TID*100...
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DMP General purpose

8

" Head diameter
Tool diameter tolerance
+0.018/0

018 - 022.9 +0.021/0
- Steel * % - Steel b @b ¢
M Stainless * % M Stainless * %
Cast iron * % Cast iron * %
l Non-ferrous PAdA¢ l Non-ferrous PAdA¢
S Superalloys * % ¥ : First choice S Superalloys * % ¥ : First choice
H  Hard materials |y | v ¢ : Second choice H Hard materials |y | % ¢ : Second choice
Coated Coated
o o
Designation | DC |LPR|® € | PL |sSC "3 Body Designation | DC [LPR|®Q © | PL | ssc Pt Bogy
N & ize N & Size
L I L I
<< < <
DMP148 148|795 | @ 2.69 14 14 | TID*145... DMP192 19.2/108 | @ 3.49 19 19 | TID*190...
DMP149 149795 | @ 2.71 14 14 | TID*145... DMP193 193108 | @ @ 3.51 19 19 | TID*190...
DMP150 15 |853 | @ @ 2.73 15 15 | TID*150... DMP194 194108 @ @ 3.53 19 19 | TID*190...
DMP151 151853 | @ 2.75 15 15 | TID*150... DMP195 195108 | @ @ 3.55 19 19 | TID*190...
DMP152 152853/ @ @ 2.77 15 15 | TID*150... DMP196 19.6 | 10.8 | @ 3.57 19 19 | TID*190...
DMP153 153|853 | @ @ 2.78 15 15 | TID*150... DMP197 19.7]108 | @ 3.59 19 19 | TID*190...
DMP154 154853 | @ 2.8 15 15 | TID*150... DMP198 198108 | @ @ 3.6 19 19 | TID*190...
DMP155 155|853 | @ @ 2.82 15 15 | TID*150... DMP199 199108 | @ 3.62 19 19 | TID*190...
DMP156 156|853 | @ 2.84 15 15 | TID*150... DMP200 20 |114| @ 3.64 | 20 20 | TID*200...
DMP157 15.7/853 | @ 2.86 15 15 | TID*150... DMP201 201|114 | @ 3.66 | 20 20 | TID*200...
DMP158 158 (853 | @ @ 2.88 15 15 | TID*150... DMP202 202|114 | @ 3.68 | 20 20 | TID*200...
DMP159 159|853 | @ 2.89 15 15 | TID*150... DMP203 203|114 | @ 3.69 | 20 20 | TID*200...
DMP160 16 |91 | @ @ 2.91 16 16 | TID*160... DMP204 204|114 | @ 3.71 20 20 | TID*200...
DMP161 161191 | @ @ 2.93 16 16 | TID*160... DMP205 205|114 | @ 3.73 | 20 20 | TID*200...
DMP162 162 91 | @ 2.95 16 16 | TID*160... DMP206 206|114 | @ 3.75 | 20 20 | TID*200...
DMP163 16391 | @ @ 2.97 16 16 | TID*160... DMP207 207|114 | @ 3.77 | 20 20 | TID*200...
DMP164 164 91 | @ 2.98 16 16 | TID*160... DMP208 208|114 | @ 3.79 | 20 20 | TID*200...
DMP165 165/ 91 | @ @ 3 16 16 | TID*160... DMP209 209|114 | @ 3.8 20 20 | TID*200...
DMP166 16691 | @ @ 3.02 16 16 | TID*160... DMP210 21 |11.98| @ 3.82 | 21 21 | TID*210...
DMP167 167/ 91 | @ @ 3.04 16 16 | TID*160... DMP211 21.1|11.98| @ 3.84 | 21 21 | TID*210...
DMP168 168 91 | @ 3.06 16 16 | TID*160... DMP212 21.2|11.98| @ 3.86 | 21 21 | TID*210...
DMP169 169 91 | @ 3.08 16 16 | TID*160... DMP213 21.3|11.98| @ 3.88 | 21 21 | TID*210...
DMP170 17 197 | @ @ 3.09 17 17 | TID*170... DMP214 21.4|11.98| @ 3.89 | 21 21 | TID*210...
DMP171 171] 9.7 | @ 3.11 17 17 | TID*170... DMP215 21.5(11.98| @ 3.91 21 21 | TID*210...
DMP172 1721 97 | @ 3.13 17 17 | TID*170... DMP216 21.6 |11.98| @ 3.93 | 21 21 | TID*210...
DMP173 173 9.7 | @ 3.15 17 17 | TID*170... DMP217 21.7 |11.98| @ 3.95 | 21 21 | TID*210...
DMP174 1741 97 | @ 3.17 17 17 | TID*170... DMP218 21.8|11.98| @ 3.97 21 21 | TID*210...
DMP175 175|197 | @ @ 3.18 17 17 | TID*170... DMP219 21.9(11.98| @ 3.99 | 21 21 | TID*210...
DMP176 176 9.7 | @ 3.2 17 17 | TID*170... DMP220 22 |12.56| @ 4 22 22 | TID*220...
DMP177 1771 9.7 | @ 3.22 17 17 | TID*170... DMP221 22.1|12.56| @ 4.02 | 22 22 | TID*220...
DMP178 178 9.7 | @ 3.24 17 17 | TID*170... DMP222 22.2|12.56| @ 4.04 22 22 | TID*220...
DMP179 179 97 | @ @ 3.26 17 17 | TID*170... DMP223 22.312.56| @ 4.06 | 22 22 | TID*220...
DMP180 18 |103 | @ @ 3.28 18 18 | TID*180... DMP224 22.4 |12.56| @ 4.08 | 22 22 | TID*220...
DMP181 18.1 103 | @ 3.29 18 18 | TID*180... DMP225 22.5|12.56| @ 4.09 | 22 22 | TID*220...
DMP182 182103 | @ 3.31 18 18 | TID*180... DMP226 22.6 |12.56| @ 4.11 22 22 | TID*220...
DMP183 18.3/10.3 | @ 3.33 18 18 | TID*180... DMP227 22.7 |12.56| @ 413 | 22 22 | TID*220...
DMP184 184103 | @ 3.35 18 18 | TID*180... DMP228 22.8|12.56| @ 415 | 22 22 | TID*220...
DMP185 185103 | @ @ 3.37 18 18 | TID*180... DMP229 229 |12.56| @ 417 | 22 22 | TID*220...
DMP186 18.610.3 | @ 338 | 18 | 18 |TID180..| 460199~ 2 pieces per package ®: Lineup
DMP187 187103 | @ 3.4 18 18 | TID*180... 220 - 822.9 = 1 pieces per package
DMP188 188103 | @ 3.42 18 18 | TID*180...
DMP189 189|103 | @ 3.44 18 18 | TID*180...
DMP190 19 (108 @ @ 3.46 | 19 19 | TID*190...
DMP191 19.1 1108 | @ 3.48 19 19 | TID*190...




DMH Tough edges head

[©]
a
+0.01
- Steel * - Steel *
M Stainless * M Stainless *
Cast iron * Cast iron *
Non-ferrous Pig Non-ferrous Pig
Superalloys * ¥ : First choice Superalloys * ¥ : First choice
H Hard materials | ¢ : Second choice H Hard materials | ¢ : Second choice
Coated Coated
: ; 2 Pocket : ; o Pocket
Designation | DC |LPR | PL |SSC g Body Designation | DC |LPR|$? PL [SSC| o Body
> ize & Size
2 2t
< <
DMH100 10 | 61 @ 1.47 10 19 | TID*100... DMH140 14 8 | @ 212 14 14 | TID*140...
DMH103 10.3| 61 | @ 1.52 10 19 | TID*100... DMH142 142 8 | @ 2.16 14 14 | TID*142...
DMH105 105| 61 | @ 1.56 10 19 | TID*105... DMH145 145 8 | @ 2.21 14 14 | TID*145...
DMH108 10.8| 6.1 | @ 1.62 10 19 | TID*105... DMH150 15 | 85 | @ 2.27 15 15 | TID*150...
DMH110 1 65 | @ 1.67 11 19 | TID*110... DMH152 152 85 | @ 2.31 15 15 | TID*150...
DMH115 15|65 | @ 1.76 11 19 | TID*115... DMH155 15.5| 85 | @ 2.36 15 15 | TID*150...
DMH120 12 | 68 | @ 1.82 12 19 | TID*120... DMH160 16 | 91 @ 2.42 16 16 | TID*160...
DMH125 125| 6.8 | @ 1.91 12 19 | TID*125... DMH165 16.5| 91 | @ 2.51 16 16 | TID*160...
DMH126 126 | 6.8 | @ 1.98 12 20 | TID*125... DMH170 17 | 97 | @ 2.59 17 17 | TID*170...
DMH130 183 |74 | @ 1.96 13 20 | TID*130... DMH175 175|197 | @ 2.68 17 17 | TID*170...
DMH133 133 74 | @ 2.01 13 20 | TID*130... DMH180 18 [10.3 | @ 2.73 18 18 | TID*180...
DMH135 135| 74 | @ 2.05 13 20 | TID*185... DMH185 18.5/10.3 | @ 2.82 18 18 | TID*180...
DMH137 18774 | @ 2.09 13 20 | TID*185... DMH190 19 (108 | @ 2.88 19 19 | TID*190...
DMH138 138 74 | @ 211 13 20 | TID*185... DMH194 1941108 | @ 2.95 19 19 | TID*190...
DMH139 139 74 | @ 212 13 20 | TID*135... DMH195 195108 | @ 2.97 19 19 | TID*190...
010 - 019.5 = 2 pieces per package @®: Line up

Drilling Tool
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DMC High precision machining

136°

" Head diameter
Tool diameter tolerance
+0.018/0

LPR 018 - 019.9 +0.021/0

- Steel * - Steel *
M Stainless * M Stainless *
Cast iron D ¢ Cast iron *
l Non-ferrous Y l Non-ferrous Y
S Superalloys * % : First choice S Superalloys * v : First choice
H Hard materials |y ¢ : Second choice H Hard materials |y ¢ : Second choice
Coated Coated
Des _ S Pocket Desianati = Pocket
esignation | DC |LPR e PL | SSC /g, | Body esignation | DC |LPR 2 PL |SSC g7 Body
I I
< <
DMC060 6 4 @ 1.24 6 6 | TID*060... DMC105 10.5|6.67 | @ 2.19 10 10 | TID*105...
DMCO061 6.1 4 | @ 1.26 6 6 TID*060... DMC106 10.6 | 6.67 | @ 2.21 10 10 | TID*105...
DMC062 6.2 4 | @ 1.28 6 6 | TID*060... DMC107 10.7 | 6.67 | @ 2.23 10 10 | TID*105...
DMC063 6.3 4 | @ 1.3 6 6 | TID*060... DMC108 10.8|6.67 | @ 2.25 10 10 | TID*105...
DMCO064 6.4 4 | @ 1.32 6 6 | TID*060... DMC109 109 |6.67 | @ 2.27 10 10 | TID*105...
DMCO065 65|43 | @ 143 | 6.5 6.5 | TID*065... DMC110 11 71 | @ 2.32 1 11 | TID*110...
DMC066 66 | 43 | @ 145 | 6.5 6.5 | TID*065... DMC111 M1 71 | @ 2.34 11 11 | TID*110...
DMCO067 67 | 43 | @ 1.47 | 6.5 6.5 | TID*065... DMC112 12|71 | @ 2.36 11 11 | TID*110...
DMC068 68 | 43 | @ 149 | 6.5 6.5 | TID*065... DMC113 13|71 | @ 2.38 11 11 | TID*110...
DMC069 69 | 43 | @ 1.51 6.5 6.5 | TID*065... DMC114 14|71 | @ 2.4 11 11 | TID*110...
DMCO070 7 49 | @ 1.5 7 7 TID*070... DMC115 15|71 | @ 2.42 11 11 | TID*115...
DMCO071 71 49 | @ 1.52 7 7 TID*070... DMC116 16|71 | @ 2.44 11 11 | TID*115...
DMCO072 72 |49 | @ 1.54 7 7 TID*070... DMC117 M7 71 | @ 2.46 11 11 | TID*115...
DMCO073 73 | 49 | @ 1.56 7 7 TID*070... DMC118 18|71 | @ 2.48 11 11 | TID*115...
DMCO074 74 | 49 | @ 1.58 7 7 TID*070... DMC119 19|71 | @ 2.5 11 11 | TID*115...
DMCO075 75 |49 | @ 1.6 7 7 TID*075... DMC120 12 743 @ 2.45 12 12 | TID*120...
DMCO076 76 | 49 | @ 1.62 7 7 TID*075... DMC121 121743 | @ 2.47 12 12 | TID*120...
DMCOQ77 77 | 49 | @ 1.64 7 7 TID*075... DMC122 122743 | @ 2.49 12 12 | TID*120...
DMCO078 78 | 49 | @ 1.66 7 7 TID*075... DMC123 123|743 | @ 2.51 12 12 | TID*120...
DMCO079 79 |49 | @ 1.68 7 7 TID*075... DMC124 124|743 | @ 2.53 12 12 | TID*120...
DMC080 8 54 | @ 1.62 8 8 TID*080... DMC125 125|743 | @ 2.55 12 12 | TID*125...
DMCO081 8.1 54 | @ 1.64 8 8 TID*080... DMC126 126|743 | @ 2.57 12 12 | TID*125...
DMC082 82 | 54 | @ 1.66 8 8 TID*080... DMC127 12,7743 | @ 2.59 12 12 | TID*125...
DMC083 83 |54 |@ 1.68 8 8 TID*080... DMC128 128|743 | @ 2.61 12 12 | TID*125...
DMC084 84 |54 | @ 1.7 8 8 TID*080... DMC129 129|743 | @ 2.63 12 12 | TID*125...
DMC085 85 |54 | @ 1.72 8 8 TID*085... DMC130 13 [8.15 | @ 2.71 13 13 | TID*130...
DMC086 86 | 54 | @ 1.74 8 8 TID*085... DMC131 13.1/8.15 | @ 2.73 13 13 | TID*130...
DMC087 87 |54 | @ 1.76 8 8 TID*085... DMC132 132|815 | @ 2.75 13 13 | TID*130...
DMC088 88 |54 | @ 1.78 8 8 | TID*085... DMC133 13.3/8.15 | @ 2.77 13 13 | TID*130...
DMC089 89 |54 | @ 1.8 8 8 TID*085... DMC134 13.4|8.15 | @ 2.79 13 13 | TID*130...
DMC090 9 58 | @ 1.91 9 9 TID*090... DMC135 135(8.15 | @ 2.81 13 13 | TID*135...
DMCO091 9.1 58 @ 1.93 9 9 TID*090... DMC136 13.6(8.15 | @ 2.83 13 13 | TID*135...
DMC092 92 | 58 | @ 1.95 9 9 TID*090... DMC137 13.7|8.15 | @ 2.85 13 13 | TID*135...
DMC093 93 | 58 | @ 1.97 9 9 TID*090... DMC138 13.8/8.15 | @ 2.87 13 13 | TID*135...
DMC094 94 | 58 | @ 1.99 9 9 TID*090... DMC139 13.9(8.15 | @ 2.89 13 13 | TID*135...
DMC095 95 | 58 | @ 2.01 9 9 TID*095... DMC140 14 |8.76 | @ 2.93 14 14 | TID*140...
DMC096 96 | 58 | @ 2.03 9 9 TID*095... DMC141 141|876 | @ 2.95 14 14 | TID*140...
DMC097 97 |58 | @ 2.05 9 9 TID*095... DMC142 142876 | @ 2.97 14 14 | TID*140...
DMC098 98 | 58 | @ 2.07 9 9 TID*095... DMC143 143|876 | @ 2.99 14 14 | TID*140...
DMC099 99 |58 | @ 2.09 9 9 TID*095... DMC144 1441876 | @ 3.01 14 14 | TID*140...
DMC100 10 |6.67 | @ 2.09 10 10 | TID*100... DMC145 145|876 | @ 3.03 14 14 | TID*145...
DMC101 10.1|6.67 | @ 2.1 10 10 | TID*100... DMC146 14.6|8.76 | @ 3.05 14 14 | TID*145...
DMC102 10.2 | 6.67 | @ 2.13 10 10 | TID*100... DMC147 14.7|8.76 | @ 3.07 14 14 | TID*145...
DMC103 10.3|6.67 | @ 2.15 10 10 | TID*100... DMC148 148|876 | @ 3.09 14 14 | TID*145...
DMC104 104 |6.67 | @ 217 10 10 | TID*100... DMC149 149|876 | @ 3.11 14 14 | TID*145...
06 - 19.9 = 2 pieces per package @: Line up



DMC High precision machining

136°

Head diameter

tolerance
PL +0.018/0
- LPR 018 - 022.5 +0.021/0
Bl steel * Bl steel *
M Stainless * M Stainless *
Cast iron * Cast iron Y
Non-ferrous ¢ Non-ferrous ¥
Superalloys * % : First choice Superalloys * Y : First choice
H Hard materials |y ¢ : Second choice H Hard materials | ¥ Y¢ : Second choice
Coated Coated
o o
Designation | DC |LPR|® PL | SSC 3! Body Designation | DC |LPR|® pL |ssc Pooket pogy
> ize & Size
I I
< <
DMC150 15 [9.44 | @ 3.18 15 15 | TID*150... DMC195 1951191 @ 4.09 19 19 | TID*190...
DMC151 151944 | @ 3.2 15 15 | TID*150... DMC196 19.6 |11.91| @ 411 19 19 | TID*190...
DMC152 1521944 | @ 3.22 15 15 | TID*150... DMC197 19.7 11191 @ 413 19 19 | TID*190...
DMC153 153|944 | @ 3.24 15 15 | TID*150... DMC198 19.8 (1191 @ 4.15 19 19 | TID*190...
DMC154 1541944 | @ 3.26 15 15 | TID*150... DMC199 1991191 @ 417 19 19 | TID*190...
DMC155 155944 | @ 3.28 15 15 | TID*150... DMC200 20 | 126 | @ 4.2 20 20 | TID*200...
DMC156 15.6 (9.44 | @ 3.3 15 15 | TID*150... DMC205 205|126 | @ 4.31 20 20 | TID*200...
DMC157 15.719.44 | @ 3.32 15 15 | TID*150... DMC210 21 (132 | @ 4.41 21 21 | TID*210...
DMC158 158 |9.44 | @ 3.34 15 15 | TID*150... DMC215 21.5(132 | @ 452 | 21 21 | TID*210...
DMC159 159944 | @ 3.36 15 15 | TID*150... DMC220 22 |13.8| @ 4.62 | 22 22 | TID*220...
DMC160 16 |10.07| @ 3.39 16 16 | TID*160... DMC225 225|138 | @ 4.72 22 22 | TID*220...
DMC161 16.1[10.07| @ 341 ] 16 | 16 |TID'160..|  46-019.9 = 2 pieces per package ®: Lineup
DMC162 16.2 |10.07| @ 343 | 16 16 | TID*160... 220 - 22.5 = 1 pieces per package
DMC163 16.3 |10.07| @ 3.45 16 16 | TID*160...
DMC164 16.4 (10.07| @ 3.47 16 16 | TID*160...
DMC165 16.5(10.07| @ 3.49 16 16 | TID*160...
DMC166 16.6 [10.07| @ 3.51 16 16 | TID*160...
DMC167 16.7 |10.07| @ 3.53 16 16 | TID*160...
DMC168 16.8 (10.07| @ 3.55 16 16 | TID*160...
DMC169 16.9 |10.07| @ 3.57 16 16 | TID*160...
DMC170 17 [10.68| @ 3.57 17 17 | TID*170...
DMC171 17.1 |10.68| @ 3.59 17 17 | TID*170...
DMC172 17.2 (10.68| @ 3.61 17 17 | TID*170...
DMC173 17.3/10.68| @ 3.63 17 17 | TID*170...
DMC174 17.4110.68| @ 3.65 17 17 | TID*170...
DMC175 17.5/10.68| @ 3.67 17 17 | TID*170...
DMC176 17.6 (10.68| @ 3.69 17 17 | TID*170...
DMC177 17.7 |110.68| @ 3.71 17 17 | TID*170...
DMC178 17.8 |10.68| @ 3.73 17 17 | TID*170...
DMC179 17.9/10.68| @ 3.75 17 17 | TID*170...
DMC180 18 [11.35| @ 3.78 18 18 | TID*180...
DMC181 18.1|11.35| @ 3.8 18 18 | TID*180...
DMC182 18.211.35| @ 3.82 18 18 | TID*180...
DMC183 18.3|11.35| @ 3.84 | 18 18 | TID*180... Ko
DMC184 18.4[11.35| @ 3.86 | 18 | 18 |TID*180... ©
DMC185 18.5|11.35| @ 3.88 18 18 | TID*180... g’
DMC186 18.6 [11.35| @ 3.9 18 18 | TID*180... %
DMC187 18.7|11.35| @ 3.92 18 18 | TID*180... o
DMC188 18.8 |11.35| @ 3.94 18 18 | TID*180...
DMC189 18.9(11.35| @ 3.96 18 18 | TID*180...
DMC190 19 (1191 @ 3.99 19 19 | TID*190...
DMC191 19.1 1191 @ 4.01 19 19 | TID*190...
DMC192 19.2 1191 @ 4.03 19 19 | TID*190...
DMC193 1931191 @ 4.05 19 19 | TID*190...
DMC194 1941191 @ 4.07 19 19 | TID*190...
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DMF Flat geometry head

A

O
[a)]

" Head diameter
Tool diameter tolerance
+0.018/0

018 - 019.8 +0.021/0

- Steel * - Steel *
M Stainless * M Stainless *
Cast iron D ¢ Cast iron *
Non-ferrous DA Non-ferrous DA
Superalloys * v : First choice Superalloys * Y : First choice
H Hard materials |y Y« : Second choice H Hard materials |y ¢ : Second choice
Coated Coated
Desi . 8 Pocket . . 8 Pocket|
esignation | DC |LPR = PL | SSC Size Body Designation | DC |LPR = PL |SSC Size Body
I I
< <
DMF100 10 [4.72 | @ 1.17 10 10 | TID*100... DMF139 139|553 | @ 1.28 13 13 | TID*135...
DMF101 101472 | @ 1.17 10 10 | TID*100... DMF140 14 |5.96 | @ 1.31 14 14 | TID*140...
DMF103 103472 | @ 1.17 10 10 | TID*100... DMF141 141|596 | @ 1.31 14 14 | TID*140...
DMF104 104472 | @ 1.17 10 10 | TID*100... DMF142 14259 | @ 1.31 14 14 | TID*140...
DMF105 105|472 | @ 1.17 10 10 | TID*105... DMF143 14359 | @ 1.31 14 14 | TID*140...
DMF106 106|472 | @ 1.17 10 10 | TID*105... DMF144 14459 | @ 1.31 14 14 | TID*140...
DMF107 10.7 472 | @ 1.17 10 10 | TID*105... DMF145 145|596 | @ 1.31 14 14 | TID*145...
DMF108 108|472 | @ 1.17 10 10 | TID*105... DMF150 15 [6.43 | @ 1.35 15 15 | TID*150...
DMF110 11 49 | @ 1.25 11 11 | TID*110... DMF152 152643 | @ 1.35 15 15 | TID*150...
DMF115 15| 49 | @ 1.25 1 11 | TID*115... DMF155 155(6.43 | @ 1.35 15 15 | TID*150...
DMF117 1.7 49 | @ 1.25 11 11 | TID*115... DMF157 15.7 1 6.43 | @ 1.35 15 15 | TID*150...
DMF120 12 |521 | @ 1.26 12 12 | TID*120... DMF158 158|643 | @ 1.35 15 15 | TID*150...
DMF121 1211521 | @ 1.26 12 12 | TID*120... DMF160 16 |6.84 | @ 1.39 16 16 | TID*160...
DMF122 1221521 @ 1.26 12 12 | TID*120... DMF161 16.16.84 | @ 1.39 16 16 | TID*160...
DMF123 123521 | @ 1.26 12 12 | TID*120... DMF165 16.5|6.84 | @ 1.39 16 16 | TID*160...
DMF124 1241521 | @ 1.26 12 12 | TID*120... DMF167 16.76.84 | @ 1.39 16 16 | TID*160...
DMF125 125|521 | @ 1.26 12 12 | TID*125... DMF170 17 |715| @ 7.15 17 17 | TID*170...
DMF126 126|521 | @ 1.26 12 12 | TID*125... DMF175 175|715 | @ 7.15 17 17 | TID*170...
DMF127 12.7521 | @ 1.26 12 12 | TID*125... DMF179 179|715 | @ 7.15 17 17 | TID*170...
DMF130 13 |553 | @ 1.28 13 13 | TID*130... DMF180 18 | 745 | @ 7.45 18 18 | TID*180...
DMF131 13.1|553 | @ 1.28 13 13 | TID*130... DMF185 185|745 | @ 7.45 18 18 | TID*180...
DMF133 13.3|553 | @ 1.28 13 13 | TID*130... DMF190 19 |7.79| @ 7.79 19 19 | TID*190...
DMF135 135|553 | @ 1.28 13 13 | TID*135... DMF195 195|779 | @ 7.79 19 19 | TID*190...
DMF137 13.7|553 | @ 1.28 13 13 | TID*135... DMF198 198|779 | @ 7.79 19 19 | TID*190...
DMF138 13.8]5.53 | @ 128 | 13 | 18 [TID135..|  410- 019.8 = 2 pieces per package ®: Lineup

Recommended dimensions for metric bolt heads

EREEY ... ...
- eD(mm)

H (mm)

Head

8-14

M6
1
6.5
6

DMF110

M8
14

8.6
9

M10
17.5
10.8

i

DMF140 DMF175

TID*140...  TID*170...



Il STANDARD CUTTING CONDITIONS (DMP, DMH, DMC, DMF)

Cutting Feed: f (mm/rev)
ISO  Workpiece materials Priority Grade speed DC (mm)

Ve (m/min) 06-07.9 08-099 010-011.9 012-013.9 014-0159 016-019.9 020 -022.9
Low carbon steel (C < 0.3) First choice AH725

SS400, SM490, S25C, etc. 80-140 0.09-0.13 0.12-025 0.15-0.28 0.18-03 02-035 025-045 0.25-0.45
St42-1, St52-3, C25, etc. Wear resistance AH9130
High carbon steel (C > 0.3) First choice AH725

S45C, S55C, etc. 70-120 0.09-0.13 0.12-025 0.15-028 0.18-0.3 02-0.35 0.25-045 0.25-0.45
. C45, C55, etc. Wear resistance AH9130
First choice AH725

LS"(‘:"’Nﬂ%' e 70-120 0.08-0.43 0.11-025 014-028 016-032 018-035 023-04 0.25-045
» etc. Wear resistance AH9130
Alloy steel First choice AH725

SCM440, SCr420, etc. 40-90 0.08-0.13 0.11-025 0.14-028 0.16-0.32 0.18-0.35 023-04 0.25-0.45
42CrMo4, 20Cr4, etc. Wear resistance AH9130
Stainless steel First choice AH725

SUS304,SUS316, etc. 30-70 0.08-0.1 01-0.15 012-0.18 0.14-02 0.16-024 0.16-0.26 0.18-0.3
X5CrNi18-9, X5CrNiMo17-12-2, etc. Wear resistance AH9130
i f First choice AH725

. A eE 80-220 01-02 02-035 025-04 03-045 035-05 04-06 05-075
U Wear resistance AH9130

e First choice AH725
TT'.t"’g‘A'\‘l’Tva”‘;ys 20-50 0.05-0.07 006-0.12 008-015 0.1-018 012-02 014-022 0.18-027
s HeAFNh G, Wear resistance  AH9130
First choice AH725
Nickel-based alloys 20-50 0.05-0.07 0.06-0.11 0.08-0.13 0.1-0.15 0.12-0.18 0.12-0.22 0.14-0.25
Wear resistance AH9130

First choice AH725
Hardened steel 20-50 0.05-0.07 006-012 0.08-0.15 01-018 012-02 0.14-022 0.16-0.25
Wear resistance AH9130

- Cutting conditions in the above table show standard cutting conditions.
- Cutting conditions may change due to the rigidity and power of the machine and the workpiece material.
- Machined hole diameter may change depending upon the rigidity of the machine tool or cutting conditions.

Drilling Tool
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GlGA MINIDRILL

DSM

Micro solid drill, 140° point angle, without coolant hole, shank diameter @3 mm, L/D =5 - 15,

tool diameter 0.1 - 3 mm

Designation

DSM0010G10
DSM0011G10
DSM0012G10
DSM0013G10
DSM0014G10
DSM0015G10
DSMO0016G10
DSMO0017G10
DSM0018G10
DSMO0019G10
DSM0020G10
DSM0021G10
DSM0022G10
DSM0023G10
DSM0024G10
DSM0025G10
DSM0026G10
DSM0027G10
DSM0028G10
DSM0029G10
DSMO0030G10
DSM0031G15
DSM0032G15
DSM0033G15
DSM0034G15
DSMO0035G15
DSMO0036G15
DSM0037G15
DSM0038G15
DSMO0039G15
DSM0040G15
DSM0041G15
DSM0042G15
DSM0043G15
DSM0044G15
DSM0045G15
DSM0046G15
DSM0047G15
DSM0048G15
DSMO0049G15
DSMO0050G15
DSM0051G10
DSM0052G10
DSM0053G10
DSM0054G10
DSM0055G10
DSM0056G10
DSM0057G10
DSMO0058G10
DSMO0059G10
DSM0060G10
DSMO0061G10
DSM0062G10
DSM0063G10
DSM0064G10
DSMO0065G10
DSMO0066G10
DSMO0067G10
DSM0068G10
DSMO0069G10
DSM0070G10
DSMO0071G10
DSM0072G10
DSMO0073G10
DSMO0074G10

DC

oo o
2E2
w —

0.15

0.17

O °
N =
- ©

0.23

0.25

0.27

o
N
©

OO Ofg ¢
Wl w
w —

0.35

0.37

0.39

0.41

0.43

0.45

0.47

0.49

o o
g 0
w —

o
(6]
a

0.57

0.59

0.61

O O ©
oo oo o
No o s @

0.69

0.71

0.73

I. |
\.

D
y .

Coated
YH170 YH180

w
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DCONMS LCF

1.15
1.25
1.35
1.65
1.65
1.75
1.85
1.95
2.15
2.25
2.35
2.45
2.55
2.75
2.85
3
3.1
3.2
3.4
3.5
3.9
5.6
5.6
5.6
5.6
5.6
6.5
6.5
6.5
6.5
6.5
7.4
7.4
7.4
7.4
7.4
8.1
8.1
8.1
8.1
8.1
6.6
6.6
6.6
6.6
6.6
7.3
7.3
7.3
7.3
7.3
7.9
7.9
7.9
7.9
7.9
8.6
8.6
8.6
8.6
8.6
9.2
9.2
9.2
9.2

DC-0.009

LH

1.4
1.5
1.6
1.8
1)
2
2.1
2.2
2.4
2.5
2.6
2.7
2.8
3
3.1
3.3
3.4
3.5
3.7
3.8
4.2
5.9
5.9
5.9
5.9
5.9
6.8
6.8
6.8
6.8
6.8
7.7
7.7
7.7
71
7.7
8.7
8.7
8.7
8.7
8.7
7.2
7.2
7.2
7.2
7.2
79
7.9
7.9
7.9
7.9
8.5
8.5
8.5
8.5
8.5
€72
9.2
9:2
9.2
9.2
9.8
9.8
9.8
9.8

©

8

s

%)
= £
. ZY

LCF #

LH [a)

- OAL N
OAL  Designation Coated | \Ms LCF LH
YH170 YH180

38 DSM0075G10 ~ 0.75 ) 3 92 98
38 DSM0076G10 [H0:767 3 99 105
38 DSM0077G10 ~ 0.77 3 9.9 105
38 DSM0078G10 [110:78" | E 9.9 105
38 DSM0079G10  0.79 3 9.9 105
38 DSM0080G10 08| @ E 9.9 105
38 DSM0081G10  0.81 3 10.5 111
38 DSM0082G10 [110:82 ] 3 105 111
38 DSM0083G10 ~ 0.83 3 105 111
38 DSM0084G10 [110:847 3 105 111
38 DSM0085G10  0.85 3 10.5 111
38 DSM0086G10 [110:867] 3 99 105
38 DSM0087G10 ~ 0.87 3 9.9 105
38 DSM0088G10 [110:88" | E 99 105
38 DSM0089G10  0.89 3 9.9 105
38 DSM0090G10 |09 E 9.9 105
38 DSM0091G10 ~ 0.91 3 10.5 111
38 DSM0092G10 [[10:92 ] 3 105 111
38 DSM0093G10 ~ 0.93 3 105 111
38 DSM0094G10 [110:947 3 105 111
38 DSM0095G10  0.95 3 10.5 111
38 DSM0096G10 [110:967 ] 3 11 116
38 DSM0097G10  0.97 ) 3 11 11.6
38 DSM0098G10 [0:987 3 11 11.6
38 DSM0099G10  0.99 3 11 11.6
38 DSM0100G10 [ @ E 1.5 124
38 DSM0101G05 ~ 1.01 3 8 8.6
38 DSM0102G05 [ 402 3 8 8.6
38 DSM0103G05 ~ 1.03 3 8 8.6
38 DSM0104G05 [141047 E 8 8.6
38 DSM0105G05  1.05 3 8 8.6
38 DSM0106G05 [I:067] E 8 8.6
38 DSM0107G05  1.07 3 8 8.6
38 DSM0108G05 [Ii087 3 8 8.6
38 DSM0109G05  1.09 3 8 8.6
38 DSM0110G05 [ E 8 8.6
38 DSM0111G05 ~ 1.11 3 89 95
38 DSM0112G0o5 |2 3 8.9 9.5
38 DSM0113G05 ~ 1.13 3 89 95
38 DSM0114G05 [INAH4 E 8.9 9.5
38 DSM0115G05 ~ 1.15 3 89 95
38 DSM0116G05 [ 6] 3 8.9 9.5
38 DSM0117G05 1.7 3 89 95
38 DSM0118G05 |8 3 8.9 9.5
38 DSM0119G05  1.19 3 89 95
38 DSM0120G05 2 e 8 89 95
38 DSM0121G05 ~ 1.21 3 9.7 103
38 DSM0122G05 [ 4227 E 9.7 103
38 DSM0123G05  1.23 3 9.7 103
38 DSM0124G05 [Iidi247] 3 9.7 103
38 DSM0125G05 ~ 1.25 3 9.7 103
38 DSM0126G05 |26 3 9.7 103
38 DSM0127G05  1.27 3 9.7 103
38 DSM0128G05 [Ii{:287] 3 9.7 103
38 DSM0129G05  1.29 3 9.7 103
38 DSM0130G05 8 @ E 9.7 103
38 DSM0131G05 ~ 1.31 3 10.5 111
38 DSM0132G05 |82 E 105 111
38 DSM0133G05  1.33 3 105 111
38 DSM0134G05 [ 4847 3 105 111
38 DSM0135G05 ~ 1.35 3 10.5 111
38 DSM0136G05 [ :867] 3 105 111
38 DSM0137G05  1.87 3 105 111
38 DSM0138G05 [14i887] 3 105 111
38 DSM0139G05  1.39 3 105 111

Reference pages: Standard cutting conditions — 8-18

OAL

38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38

@® : Line up



Designation

DSM0140G05
DSM0141G05
DSMO0142G05
DSM0143G05
DSMO0144G05
DSM0145G05
DSMO0146G05
DSM0147G05
DSM0148G05
DSM0149G05
DSM0150G05
DSM0151G05
DSM0152G05
DSM0153G05
DSMO0154G05
DSM0155G05
DSM0156G05
DSM0157G05
DSMO0158G05
DSM0159G05
DSM0160G05
DSM0161G05
DSM0162G05
DSM0163G05
DSMO0164G05
DSM0165G05
DSM0166G05
DSM0167G05
DSMO0168G05
DSM0169G05
DSM0170G05
DSM0171G05
DSM0172G05
DSM0173G05
DSMO0174G05
DSM0175G05
DSM0176G05
DSM0177G05
DSMO0178G05
DSM0179G05
DSMO0180G05
DSM0181G05
DSM0182G05
DSM0183G05
DSMO0184G05
DSMO0185G05
DSMO0186G05
DSM0187G05
DSM0188G05
DSM0189G05
DSM0190G05
DSM0191G05
DSM0192G05
DSM0193G05
DSM0194G05
DSM0195G05
DSMO0196G05
DSM0197G05
DSM0198G05
DSM0199G05
DSM0200G05
DSM0201G05
DSM0202G05
DSM0203G05
DSM0204G05
DSM0205G05
DSM0206G05
DSM0207G05
DSM0208G05
DSM0209G05
DSM0210G05
DSM0211G05
DSM0212G05
DSM0213G05
DSM0214G05
DSM0215G05
DSM0216G05
DSM0217G05
DSM0218G05

DC

1.41

1.43

)
N
(&)

NN
N EN R
©o N

1.51

1.53

1.55

1.57

1.59

1.61

1.63

1.65

1.67

1.69

1.71

1.78

1.75

1.77

1.79

1.81

1.83

1.85

1.87

1.89

1.91

1.93

)
©
(&)

NN
©0lw© ©© ¢
oo N

2.01

2.03

2.05

N B
oo o
© ®

2.11

N
-
w

2.15

N
o
]

Coated
YH170 YH180

w
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DCONMS LCF

10.5
11.3
11.3
11.3
11.3
11.3
11.3
11.3
11.3
11.3
11.3
121
12.1
121
121
121
121
121
121
121
121
12.9
12.9
12.9
12.9
12.9
12.9
12.9
12.9
12.9
12.9
13.7
18.7
13.7
18.7
13.7
13.7
13.7
18.7
13.7
13.7
14.5
14.5
14.5
14.5
14.5
14.5
14.5
14.5
14.5
14.5
15.3
15.3
15.3
15.3
15.3
15.3
15.3
15.3
15.3
15.3
16.1
16.1
16.1
16.1
16.1
16.1
16.1
16.1
16.1
16.1
16.9
16.9
16.9
16.9
16.9
16.9
16.9
16.9

LH

114
11.9
11.9
11.9
11.9
11.9
11.9
11.9
11.9
11.9
1114
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
12.7
127
13.6
13.6
13.6
13.6
13.6
13.6
13.6
13.6
13.6
13.6
14.3
14.3
14.3
14.3
14.3
14.3
14.3
14.3
14.3
14.3
15.1
15.1
15.1
151
15.1
151
15.1
15.1
15.1
151
15.9
15:9
15.9
15.9
15.9
15.9
15.9
15.9
15.9
15.9
16.7
16.7
16.7
16.7
16.7
16.7
16.7
16.7
16.7
16.7
17.5
17.5
17.5
17.5
17.5
17.5
17.5
17.5

OAL

38
38
38
38
38
38
38
38
38
38
38
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45
45

Reference pages: Standard cutting conditions — 8-18

Designation

DSM0219G05
DSM0220G05
DSM0221G05
DSM0222G05
DSM0223G05
DSM0224G05
DSM0225G05
DSM0226G05
DSM0227G05
DSM0228G05
DSM0229G05
DSM0230G05
DSM0231G05
DSM0232G05
DSM0233G05
DSM0234G05
DSM0235G05
DSM0236G05
DSM0237G05
DSM0238G05
DSM0239G05
DSM0240G05
DSM0241G05
DSM0242G05
DSM0243G05
DSM0244G05
DSM0245G05
DSM0246G05
DSM0247G05
DSM0248G05
DSM0249G05
DSM0250G05
DSM0251G05
DSM0252G05
DSM0253G05
DSM0254G05
DSM0255G05
DSM0256G05
DSM0257G05
DSM0258G05
DSM0259G05
DSM0260G05
DSM0261G05
DSM0262G05
DSM0263G05
DSM0264G05
DSM0265G05
DSM0266G05
DSM0267G05
DSM0268G05
DSM0269G05
DSM0270G05
DSM0271G05
DSM0272G05
DSM0273G05
DSM0274G05
DSM0275G05
DSM0276G05
DSM0277G05
DSM0278G05
DSM0279G05
DSM0280G05
DSM0281G05
DSM0282G05
DSM0283G05
DSM0284G05
DSM0285G05
DSM0286G05
DSM0287G05
DSM0288G05
DSM0289G05
DSM0290G05
DSM0291G05
DSM0292G05
DSM0293G05
DSM0294G05
DSM0295G05
DSM0296G05
DSM0297G05
DSM0298G05
DSM0299G05
DSMO0300G05

DC

2:19

2.21

2.23

M N R
PSSR
© o N o G

2.31

2.33

2.35

N
w
J

INd Bd B
N
= ©

2.43

2.45

2.47

2.49

2.51

2.53

2.55

2.57

2.59

2.61

2.63

2.65

2.67

2.69

2.71

2.73

2.75

IM I
NN N
© @ N

N
o]
=

2.83

2.85

2.87

I
© o ®
=8 o

2.93

2.95

2.97

2:99

Coated
YH170 YH180

w
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DCONMS LCF

16.9
16.9
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
17.7
18.5
18.5
18.5
18.5
18.5
18.5
18.5
18.5
18.5
18.5
19.3
19.3
19.3
19.3
19.3
19.3
19.3
19.3
19.3
19.3
20.1
20.1
20.1
20.1
20.1
20.1
20.1
20.1
20.1
20.1
20.9
20.9
20.9
20.9
20.9
20.9
20.9
20.9
20.9
20.9
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
21.7
22.5
22.5
22.5
22.5
22.5
22.5
22.5
22.5
22.5
22.5
23.3
23.3
23.3
23.3
23.3
23.3
23.3
23.3
23.3
23.3

LH

17.5
17.5
18.3
18.3
18.3
18.3
18.3
18.3
18.3
18.3
18.3
18.3
19.1
19.1
19.1
1[CH]
19.1
19.1
19.1
19.1
19.1
19.1
19.9
19.9
19.9
19:9
19.9
19.9
19.9
19.9
19.9
19.9
20.7
20.7
20.7
20.7
20.7
20.7
20.7
20.7
20.7
20.7
21.5
215
21.5
21.5
21.5
21.5
215
21.5
21.5
215
22.3
223
22.3
22.3
22.3
22.3
22.3
22.3
22.3
22.3
23.1
23.1
23.1
23.1
23.1
23.1
23.1
23.1
23.1
23.1
23.9
23.9
23.9
23.9
23.9
23.9
23.9
23.9
23.9
23.9

OAL

45
45
45
45
45
45
45
45
45
45
45
45
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55

® : Line up

Drilling Tool

8-17




8-18

Il STANDARD CUTTING CONDITIONS

tti d: Ve i Feed: f
ISO  Workpiece material Cutting spee c (m/min) eed: f (mm/rev)

00.1 ~ 00.3 ©0.3 ~00.5 00.5~03 ©00.1~00.3 00.3~00.5 00.5~01 o1 ~ 02 02 ~ 03

. Carbon steels, 5-20 15- 30 25-60  0001-0004 0002-001 0005-005 003-009  0.05-01
Alloy steels
M Stainless steels 2-12 6-18 10-20  0.0005-0004 0002-0008 0005-003 001-004  002-005
Aluminium alloys 10 - 20 10-30 20-50  0.001-0.01 0.005-0.03 001-0.05 0.04-015  0.06-0.2
Copper / Brass 10-20 10- 30 20-50  0.001-0.01 0.005-0.03 001-0.05 0.04-015  0.06-0.2
S Heat-resistant alloys 2-6 5-10 8-20  0.0005-0.003 0.002-0.004 0.002-0.004 0.002-0.004 , Nt
E High hardened steels 4-8 6-10 6-16  0.0005-0.002 0.001-0.005 0.005-0.02 0.01-0.03 0.02-0.06

When the drilling depth is deeper than L/D = 5, use drill pecking every 10 to 50% of the drill diameter.
The above cutting conditions are applied to when a water soluble cutting fluid is used. For drilling a hole smaller than 0.3 mm, use of a starting drill is recommended.
When setting the drill, the drill run out should be within 0.002 mm on the taper. (Especially for the drill diameter smaller than 0.5 mm)

GlIGAMINIDRILL

DSM-CP

Centering drill for DSM drill

0

-
DCONMS-0.006
]

<

SIG
0
DC-0.006

Yy

OAL
Designation DC YH170 DCONMS OAL SIG
DSM-CP90 [ ] 3 38.1 90°
DSM-CP140 3 ] 3 38.1 140°

® : Line up
I STANDARD CUTTING CONDITIONS

Feed: f (mm/rev)

Cutting speed:

ISO Workpi terial i
orkpiece materia Vc (m/min) DSM-CP90 DSM-CP140

Carbon, Mild and Alloy steels 30-80 0.01-0.06 0.03-0.08

Aluminium alloys 60 - 120 0.02 - 0.1 0.05-0.15

High hardened steels (~45HRC) 10 - 40 Not recommended 0.01-0.05

M Stainless steels 15 - 40 0.01 - 0.03 0.02 - 0.06

For hard materials and stainless steels which have work-hardening nature, DSM-CP140 is recommended.
Above cutting conditions are of using a water-soluble cutting fluid. When using a water-insoluble type, set the cutting speed to lower side.



SOLIDOD=ILL

DSW-DE3

Solid drill, 140° point angle, without coolant hole, DIN shank, L/D = 3, 3 - 212 mm

. v
5 n
LCF %g
D OAL 5
&)
(a]

Designation AH725 DCONMS LU LCF OAL Designation AH725 DCONMS LU LCF OAL
DSW030-014-06DE3 | 8 @ 6 14 20 62 DSW080-029-08DE3 | 8 @ 8 29 4 79
DSW031-014-06DE3 3.1 ° 6 14 20 62  DSWO081-035-10DE3 8.1 ™ 10 35 47 89
DSWo032-014-06DE3 821N @ 6 14 20 62 DSwos2-035-100E3  [[E2T @ 10 35 47 89
DSW033-014-06DE3 3.3 ™ 6 14 20 62  DSWO083-035-10DE3 8.3 ° 10 35 47 89
DSW034-014-060E3  [NGATN @ 6 14 20 62 DSwos4-035-100E3  [NE4TN e 10 35 47 89
DSW035-014-06DE3 3.5 ° 6 14 20 62  DSW085-035-10DE3 8.5 ™ 10 35 47 89
DSWo036-014-06DE3  [[N861 @ 6 14 20 62 DSwos6-035-100E3  [[E861 @ 10 35 47 89
DSWO037-014-06DE3 3.7 ™ 6 14 20 62  DSWO087-035-10DE3 8.7 ° 10 35 47 89
Dswo3s-017-060E3  [NGEN e 6 17 24 66 DSwoss-035-10DE3 B8 @ 10 35 47 89
DSW039-017-06DE3 3.9 ° 6 17 24 66  DSW089-035-10DE3 8.9 ™ 10 35 47 89
DSWo40-017-060E3 [T @ 6 17 24 66 DSW090-035-100E3  [IN6 @ 10 35 47 89
DSW041-017-06DE3 4.1 ™ 6 17 24 66  DSW091-035-10DE3 9.1 ° 10 35 47 89
DSW042-017-06DE3 420 @ 6 17 24 66 DSW092-035-10DE3 8211 e 10 35 47 89
DSW043-017-06DE3 4.3 ° 6 17 24 66  DSW093-035-10DE3 9.3 ™ 10 35 47 89
DSW044-017-06DE3 [T 441 @ 6 17 24 66 DSW094-035-100E3 64T @ 10 35 47 89
DSW045-017-06DE3 4.5 ™ 6 17 24 66  DSW095-035-10DE3 9.5 ° 10 35 47 89
DSwo46-017-06DE3 46N @ 6 17 24 66 DSW096-035-10DE3 86 @ 10 35 47 89
DSW047-017-06DE3 4.7 ° 6 17 24 66  DSW097-035-10DE3 9.7 ™ 10 35 47 89
DSW048-020-06DE3 148 @ 6 20 28 66 DSW098-035-10DE3  [[NGE @ 10 35 47 89
DSW049-020-06DE3 4.9 ™ 6 20 28 66  DSW099-035-10DE3 9.9 ° 10 35 47 89
DSW050-020-060E3  [IEN @ 6 20 28 66 DSW100-035-10DE3 [NH0N @ 10 35 47 89
DSW051-020-06DE3 5.1 ° 6 20 28 66  DSW101-040-12DE3 10.1 ™ 12 40 55 102
DSW052-020-060E3 16271 @ 6 20 28 66 DSW102-040-120E3 02 @ 12 40 55 102
DSWO053-020-06DE3 5.3 ™ 6 20 28 66  DSW103-040-12DE3 10.3 ° 12 40 55 102
DSW054-020-060E3 AT @ 6 20 28 66 DSW104-040-12DE3 [H04 @ 12 40 55 102
DSW055-020-06DE3 5.5 ° 6 20 28 66  DSW105-040-12DE3 10.5 ™ 12 40 55 102
DSW056-020-06DE3 1661 @ 6 20 28 66 DSW106-040-120E3  [H06 @ 12 40 55 102
DSWO057-020-06DE3 5.7 ™ 6 20 28 66  DSW107-040-12DE3 10.7 ° 12 40 55 102
DSW058-020-06DE3 168 @ 6 20 28 66 DSw108-040-120E3 [0 e 12 40 55 102
DSW059-020-06DE3 5.9 ° 6 20 28 66  DSW109-040-12DE3 10.9 ™ 12 40 55 102
DSW060-020-06DE3 6 @ 6 20 28 66 Dswi10-040-120E3  [NHTTY @ 12 40 55 102
DSWO061-024-08DE3 6.1 ™ 8 24 34 79 DSW111-040-12DE3 1.1 ° 12 40 55 102
Dswoe2-024-08DE3 62N @ 8 24 34 79 Dswi12-040-120E3 2 e 12 40 55 102
DSW063-024-08DE3 6.3 ™ 8 24 34 79  DSW113-040-12DE3 1.3 ™ 12 40 55 102
DSW064-024-08DE3 164 @ 8 24 34 79 DSwi14-040-120E3  [H14 e 12 40 55 102
DSW065-024-08DE3 6.5 ° 8 24 34 79  DSW115-040-12DE3 1.5 ™ 12 40 55 102
DSwoe6-024-08DE3 66N @ 8 24 34 79 Dsw116-040-120E3 6N @ 12 40 55 102
DSW067-024-08DE3 6.7 ™ 8 24 34 79  DSW117-040-12DE3 1.7 ™ 12 40 55 102
DSW068-024-08DE3 [ 68 @ 8 24 34 79 DSw118-040-120E3  [H181 e 12 40 55 102
DSW069-024-08DE3 6.9 ° 8 24 34 79  DSW119-040-12DE3 11.9 ° 12 40 55 102 _
DSW070-024-080E3 [N @ 8 24 34 79 DSW120-040-120E3  [INH2NN @ 12 40 55 102 §
DSW071-029-08DE3 7.1 ™ 8 29 41 79 o:lewp O
DSW072-029-08DE3 [ 7271 @ 8 29 4 79 =
DSW073-029-08DE3 7.3 ° 8 29 41 79 a
DSW074-029-08DE3  [N7471 @ 8 29 41 79
DSW075-029-08DE3 7.5 ™ 8 29 41 79
DSW076-029-08DE3 [/ 761 @ 8 29 41 79
DSW077-029-08DE3 7.7 ° 8 29 41 79
DSWo078-029-08DE3  [N781 @ 8 29 41 79
DSW079-029-08DE3 7.9 ™ 8 29 41 79

Reference pages: Standard cutting conditions — 8-22
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SOLIDOD=ILL

DSW-DES5

Solid drill, 140°

Designation

DSW030-023-06DE5
DSW031-023-06DE5
DSW032-023-06DE5
DSW033-023-06DE5
DSW034-023-06DE5
DSW035-023-06DE5
DSW036-023-06DE5
DSW037-023-06DE5
DSW038-029-06DE5
DSW039-029-06DE5
DSW040-029-06DE5
DSW041-029-06DE5
DSW042-029-06DE5
DSW043-029-06DE5
DSW044-029-06DE5
DSW045-029-06DE5
DSW046-029-06DE5
DSW047-029-06DE5
DSW048-035-06DE5
DSW049-035-06DE5
DSW050-035-06DE5
DSW051-035-06DE5
DSW052-035-06DE5
DSW053-035-06DE5
DSW054-035-06DE5
DSW055-035-06DE5
DSW056-035-06DE5
DSWO057-035-06DE5
DSW058-035-06DE5
DSW059-035-06DE5
DSW060-035-06DE5
DSWO061-043-08DE5
DSW062-043-08DE5
DSW063-043-08DE5
DSW064-043-08DE5
DSW065-043-08DE5
DSW066-043-08DE5
DSWO067-043-08DE5
DSW068-043-08DE5
DSW069-043-08DE5
DSW070-043-08DE5
DSW071-043-08DE5
DSW072-043-08DE5
DSW073-043-08DE5
DSW074-043-08DE5
DSW075-043-08DE5
DSW076-043-08DE5
DSW077-043-08DE5
DSW078-043-08DE5
DSW079-043-08DE5

point angle, without coolant hole, DIN shank, L/D =5, 83 - 12 mm
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140°

LU

23
23
23
23
23
23
23
23
29
29
29
29
29
29
29
29
29
29
35
35
35
35
35
35
35
35
35
35
35
35
35
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43

DCONMSF®

LU (effective flute length)| ‘
. LCF L
B OAL N
LCF OAL Designation AHT725 DCONMS
28 66 DSW080-043-08DE5 |8 @ 8
28 66  DSW081-049-10DE5 8.1 ™ 10
28 66 DSW0s2-049-10DE5 82NN e 10
28 66  DSW083-049-10DE5 8.3 ° 10
28 66 DSWo084-049-100E5 N84T @ 10
28 66  DSW085-049-10DE5 8.5 ™ 10
28 66  DSW0s6-049-10DE5 86N e 10
28 66  DSW087-049-10DE5 8.7 ° 10
36 74 DSwoss-049-100E5  [[NE88 @ 10
36 74 DSW089-049-10DE5 8.9 ™ 10
36 74 DSW090-049-100E5 [ @ 10
36 74 DSW091-049-10DE5 9.1 ° 10
36 74 DSW092-049-10DE5 6271 @ 10
36 74 DSW093-049-10DE5 9.3 ™ 10
36 74 DSW094-049-10DE5 [/ 94 @ 10
36 74 DSW095-049-10DE5 95 ° 10
36 74 DSW096-049-10DE5 166 @ 10
36 74 DSW097-049-10DE5 9.7 ™ 10
44 82 DSW098-049-10DE5 [ 98 @ 10
44 82  DSW099-049-10DE5 9.9 ° 10
44 82 DSW100-049-100E5  [INHONY @ 10
44 82  DSW101-056-12DE5 10.1 ™ 12
44 8  Dsw102-056-12DE5 |02 e 12
44 82  DSW103-056-12DE5 10.3 ° 12
44 82 DSW104-056-12DE5 04 @ 12
44 82  DSW105-056-12DE5 10.5 ™ 12
44 82  Dswi0e-056-120E5 [Ni06 e 12
44 82  DSW107-056-12DE5 10.7 ° 12
44 82 DSW108-056-12DE5 [0 @ 12
44 82  DSW109-056-12DE5 10.9 ™ 12
44 82  Dswit0-056-120E5 [T e 12
53 91 DSW111-056-12DE5 11.1 ° 12
53 91 DSW112-056-120E5  [H127 @ 12
53 91 DSW113-056-12DE5 1.3 ™ 12
53 91 DSW114-056-120E5 [ @ 12
53 91 DSW115-056-12DE5 1.5 ™ 12
53 91 Dsw116-056-120E5  [HT6N @ 12
53 91 DSW117-056-12DE5 1.7 ™ 12
53 91 DSw118-056-120E5 18 @ 12
53 91 DSW119-056-12DE5 11.9 ™ 12
53 91 Dsw120-056-120E5 2NN @ 12
53 91
53 91
53 91
53 91
53 91
53 91
53 91
53 91
53 91

Reference pages: Standard cutting conditions — 8-22

LU

43
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
49
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56
56

LCF OAL
53 91
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
61 103
71 118
71 118
7 118
7 118
71 118
71 118
7 118
7 118
71 118
71 118
7 118
71 118
71 118
71 118
71 118
7 118
Al 118
71 118
71 118
7 118

® : Line up



SOLIDOD=ILL

DSW-DI5

Solid drill, 140° point angle, with coolant hole, DIN shank, L/D =5, 23 - 12 mm

il @

2
140°

LU (effective flute Iegth)\ ‘ g

N LCF L s

B  OAL |8

o

a
Designation [ AH725 DCONMS LU LCF OAL Designation [ AH725 DCONMS LU LCF OAL
DSW030-023-06DI5 6 23 28 66 DSWO080-043-08DI5 8 43 53 91

DSW031-023-06DI5
DSW032-023-06DI5
DSW033-023-06DI5
DSW034-023-06DI5
DSW035-023-06DI5
DSW036-023-06DI5
DSW037-023-06DI5
DSW038-029-06DI5
DSW039-029-06DI5
DSW040-029-06DI5
DSW041-029-06DI5
DSW042-029-06DI5
DSW043-029-06DI5
DSW044-029-06DI5
DSW045-029-06DI5
DSW046-029-06DI5
DSW047-029-06DI5
DSW048-035-06DI5
DSW049-035-06DI5
DSW050-035-06DI5
DSW051-035-06DI5
DSW052-035-06DI5
DSW053-035-06DI5
DSW054-035-06DI5
DSW055-035-06DI5
DSW056-035-06DI5
DSWO057-035-06DI5
DSW058-035-06DI5
DSW059-035-06DI5
DSW060-035-06DI5
DSW061-043-08DI5
DSW062-043-08DI5
DSW063-043-08DI5
DSW064-043-08DI5
DSWO065-043-08DI5
DSWO066-043-08DI5
DSWO067-043-08DI5
DSW068-043-08DI5
DSWO069-043-08DI5
DSW070-043-08DI5
DSW071-043-08DI5
DSW072-043-08DI5
DSW073-043-08DI5
DSW074-043-08DI5
DSW075-043-08DI5
DSW076-043-08DI5
DSW077-043-08DI5
DSW078-043-08DI5
DSW079-043-08DI5

23 28 66 DSW081-049-10DI5
23 28 66 DSW082-049-10DI5
23 28 66 DSW083-049-10DI5
23 28 66 DSW084-049-10DI5
23 28 66 DSW085-049-10DI5
23 28 66 DSW086-049-10DI5
23 28 66 DSW087-049-10DI5
29 36 74 DSW088-049-10DI5
29 36 74 DSW089-049-10DI5
29 36 74 DSW090-049-10DI5
29 36 74 DSW091-049-10DI5
29 36 74 DSW092-049-10DI5
29 36 74 DSW093-049-10DI5
29 36 74 DSW094-049-10DI5
29 36 74 DSW095-049-10DI5
29 36 74 DSW096-049-10DI5
29 36 74 DSW097-049-10DI5
35 44 82 DSW098-049-10DI5
35 44 82 DSW099-049-10DI5
35 44 82 DSW100-049-10DI5
35 44 82 DSW101-056-12DI5 10.1
35 44 82 DSW102-056-12DI5
35 44 82 DSW103-056-12DI5 10.3
35 44 82 DSW104-056-12DI5
35 44 82 DSW105-056-12DI5
35 44 82 DSW106-056-12DI5
35 44 82 DSW107-056-12DI5
35 44 82 DSW108-056-12DI5
35 44 82 DSW109-056-12DI5 10.9
35 44 82 DSW110-056-12DI5
43 53 91 DSW111-056-12DI5
43 53 91 DSW112-056-12DI5
43 53 91 DSW113-056-12DI5
43 53 91 DSW114-056-12DI5
43 53 91 DSW115-056-12DI5
43 53 91 DSW116-056-12DI5
43 53 91 DSW117-056-12DI5
43 53 91 DSW118-056-12DI5
43 53 91 DSW119-056-12DI5
43 53 91 DSW120-056-12DI5
43 53 91

43 53 91

43 53 91

43 53 91

43 53 91

43 53 91

43 53 91

43 53 91

43 53 91

10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
10 49 61 103
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
12 56 71 118
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Drilling Tool
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8-22

I STANDARD CUTTING CONDITIONS

DSW-DE
S0 Workpiece material h:rj?\?elés DE (E::ema') Cutting speed: Vc (m/min) Feed: f (mm/rev)
(HB) Dl (internal) @3 ~ 86 06 ~010 ©010~012 @3 ~ 06 06 ~ 210 010 ~ 212
Low carbon steels (G < 0.3) DE 40 - 100 60 - 120 60-130  015-0.3 015-0.35 0.2-0.5
SS400, SM490, S25C, etc. ~180
C15E4, E275A, E355D, etc. DI 70 - 140 80 - 160 90-190  015-0.3 015-0.35 0.2-0.5
Garbon steels (C > 0.3) DE 40 - 90 50 - 120 60-130  015-0.3 015-0.35 0.2-0.4
. S45C, S55C, , etc. 180 ~ 300
C45, G55, ete. DI 50-130  70-160  80-170  015-0.3 045-035 0.2-0.4
High alloy steels DE 40 - 80 50 - 100 50 - 100 01-02  015-03 0.15-0.35
SCM440, etc. 250 ~ 350
42CrMo4, etc. DI 40 - 100 60 - 140 60 - 160 01-02  015-03 015-0.35
SO DE 20 - 40 30 - 50 30 - 60 0.05-0.2 01-025  01-03
M SUS304, etc. ~ 200
X5CrNi18-9, etc. DI 25-75 50 - 100 50-120  005-0.2 01-025  01-0.3
Aluminium alloys DE 40 - 90 50 - 100 50-100  015-0.3  0.2-0.4 0.2-0.5
. ADC12, etc. =
AISi11Cu3, etc. DI 60 - 200 60-200  60-200 015-03  0.2-04 02-05
DE 20 - 40 20 - 40 20 - 40 01-02  015-0.25 0.15-0.4
Titanium alloys B
Ti-6AI-4V, etc
DI 20 - 60 30 - 80 30 - 80 01-02  01-025 015-0.4
DE 10-30 10-30 10-30  0.03-0.07 0.05-01  0.07-0.12
Heat-resistant alloys, Inconel 250 ~
Inconel 718, etc.
DI 10-30 10- 40 10-40  0.03-007 005-01 0.07-0.15
High hardened steels DE 20 - 40 20 - 40 20-40  0.05-015 0.05-015 0.05-0.2
SKD11, etc. ~ 40HRC
X153CrMoV12, etc. DI 20 - 50 30 - 60 30-60  0.05-015 0.05-015 0.05-0.2

The cutting parameters shown in the table are merely a starting guideline
for general machining. Values should be varied depending on the power or
rigidity of the machine to be used. Optimum conditions should be selected
depending on the actual chip control or damage on edges.

When using the smaller diameter tools in each range, set the feed “f” to the
lower recommended values.

The coolant supply is critical for the provision of stable machining condi-
tions and enhanced tool life. A large coolant volume should be supplied,
especially when drilling difficult-to-cut materials.

When drilling stainless steel with low machinability such as austenitic stain-
less steel with a depth deeper than L/D = 3, a pecking cycle or internal cool-
ant supply is recommended.



TUNGODRILLTWISTED

TDX-F L/D=2

L/D = 2, flat, tool diameter 212.5 - 626 mm

. OAL T@_@

LU
1 D
[95)

_ =

2 : = b

- 8.8

a

LF LS
Max.
Designation DC DCONMS DCSFMS LU LS LCF LF OAL (of:js_e’:) WT(kg) Insert
radia

TDX125F20-2 20 25 25.4 49 28.4 41 90.4 0.8 0.2 XPMT040104R-D*
TDX130F20-2 13 20 25 26.4 49 29.4 42 91.4 0.7 0.2 XPMT040104R-D*
TDX135F20-2 - 20 25 27.4 49 30.4 43 92.4 0.6 0.2 XPMT040104R-D*
TDX140F20-2 14 20 25 28.4 49 314 44 93.4 0.5 0.2 XPMT040104R-D*
TDX145F20-2 - 20 25 29.4 49 32.4 46 95.4 0.4 0.2 XPMT040104R-D*
TDX150F20-2 15 20 25 30.5 49 33.5 47 96.5 0.9 0.2 XPMT050204R-D*
TDx155F20-2 BB 20 32 315 49 345 49 98.5 0.8 0.2 XPMT050204R-D*
TDX160F20-2 16 20 32 325 49 355 51 100.5 0.6 0.2 XPMTO050204R-D*
TDX165F20-2 - 20 32 335 49 36.5 52 101.5 0.5 0.2 XPMT050204R-D*
TDX170F20-2 17 20 32 345 49 375 53 102.5 0.4 0.2 XPMTO050204R-D*
Tox175F252 76 25 32 35.5 54 385 55 109.5 1.2 0.3 XPMT06X308R-D*
TDX180F25-2 18 25 32 36.5 54 39.5 56 110.5 1.1 0.3 XPMTO6X308R-D*
TDX185F25-2 - 25 32 375 54 405 57 1115 0.9 0.3 XPMTO6X308R-D*
TDX190F25-2 19 25 32 385 54 4.5 58 112.5 0.8 0.3 XPMTO6X308R-D*
TDx195F25-2 GBI 25 32 39.5 54 425 60 114.5 0.7 0.3 XPMTO06X308R-D*
TDX200F25-2 20 25 32 405 54 455 61 115.5 0.5 0.3 XPMTO6X308R-D*
TDX205F25-2 - 25 32 415 54 465 62.5 117 0.4 0.3 XPMTO6X308R-D*
TDX210F25-2 21 25 32 425 54 475 64 118.5 0.3 0.3 XPMTO6X308R-D*
TDx215F25-2  [2I6 25 32 435 54 48.5 65 119.5 0.2 0.3 XPMT06X308R-D*
TDX220F25-2 22 25 32 44.6 54 49.6 66 120.6 1.2 0.3 XPMT07H308R-D*
TDX225F25-2 - 25 37 45.6 54 50.6 67.5 122.1 1.1 0.3 XPMTO07H308R-D*
TDX230F25-2 23 25 37 46.6 54 51.6 69 123.6 0.9 0.4 XPMTO07H308R-D*
TDx23sF25-2  [N286 25 37 476 54 52.6 70 124.6 0.8 0.4 XPMT07H308R-D*
TDX240F25-2 24 25 37 48.6 54 53.6 71 125.6 0.7 0.4 XPMT07H308R-D*
TDX245F25-2 - 25 37 49.6 54 54.6 725 127.1 0.5 0.4 XPMTO07H308R-D*
TDX250F25-2 25 25 37 50.6 54 55.6 74 128.6 0.4 0.4 XPMTO07H308R-D*
TDx255F25-2 266 25 37 51.6 54 56.6 75.5 130.1 0.3 0.4 XPMT07H308R-D*
TDX260F25-2 26 25 37 52.6 54 57.6 77 131.6 0.2 0.4 XPMT07H308R-D*

Tool diameter Tool diameter Hole diameter

tolerance tolerance
+01/0 +0.25/0
017.5 - 026 +0.2/0 +0.3/0
SPARE PARTS @ /
Designation Clamping screw Wrench
TDX125 - 145 CSPB-2H IP-6DB
TDX150 - 170 CSPB-2L043 IP-6DB
TDX175 - 215 CSPB-2.2 IP-7D
TDX220 - 260 CSPB-2.5 IP-8D

Recommended clamping torque (N-m): CSPB-2H/CSPB-2L043=0.7, CSPB-2.2=1,
CSPB-2.5=1.3

Drilling Tool

Reference pages: Inserts — 8-25
Standard cutting conditions — 8-26
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TUNGDRILLTWISTED

TDX-F L/D=3

L/D = 3, flat, tool diameter 012.5 - 226 mm

Designation

TDX125F20-3
TDX130F20-3
TDX135F20-3
TDX140F20-3
TDX145F20-3
TDX150F20-3
TDX155F20-3
TDX160F20-3
TDX165F20-3
TDX170F20-3
TDX175F25-3
TDX180F25-3
TDX185F25-3
TDX190F25-3
TDX195F25-3
TDX200F25-3
TDX205F25-3
TDX210F25-3
TDX215F25-3
TDX220F25-3
TDX225F25-3
TDX230F25-3
TDX235F25-3
TDX240F25-3
TDX245F25-3
TDX250F25-3
TDX255F25-3
TDX260F25-3

Tool diameter

017.5 - 0626

SPARE PARTS

DC

13

14

15

16

17

18

19

20

21

22

23

24

25

26

Tool diameter
tolerance

+01/0
+0.2/0

Designation
TDX125 - 145

TDX150 - 170
TDX175 - 215
TDX220 - 260

Recommended clamping torque (N-m): CSPB-2H/CSPB-2L043=0.7, CSPB-2.2=1,

CSPB-2.5=1.3

20
20
20
20
20
20
20
20
20
20
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25
25

DCONMS DCSFMS

25
25
25
25
25
25
32
32
32
32
32
32
32
32
32
32
32
32
32
32
37
37
37
37
37
37
37
37

Hole diameter
tolerance

+0.25/0
+0.3/0

Clamping screw

CSPB-2L043

CSPB-2.2
CSPB-2.5

LU

37.9
39.4
40.9
42.4
43.9
45.4
46.9
48.4
49.9
51.4
53
54.5
56
57.5
59
60.5
62
63.5
65
66.6
68.1
69.6
7141
726
741
75.6
771
78.6

DC

)

2 [ 2

8| %

818
- LF LS :

Max.
LS LCF LF OAL offset WT(kg)
(radial)

49 40.9 53 102.4 0.8 0.2
49 42.4 55 104.4 0.7 0.2
49 43.9 56 105.4 0.6 0.2
49 45.4 58 107.4 0.5 0.2
49 46.9 60 109.4 0.4 0.2
49 48.4 62 111.4 0.9 0.2
49 49.9 64 113.4 0.8 0.2
49 51.4 66 115.4 0.6 0.2
49 52.9 68 117.4 0.5 0.2
49 54.4 69 118.4 0.4 0.2
54 56 72 126.5 1.2 0.3
54 57.5 73 127.5 1.1 0.3
54 59 75 129.5 0.9 0.3
54 60.5 76 130.5 0.8 0.3
54 62 79 1885 0.7 0.3
54 65.5 81 135.5 0.5 0.3
54 67 82 136.5 0.4 0.3
54 68.5 84 138.5 0.3 0.3
54 70 86 140.5 0.2 0.4
54 71.6 87 141.6 1.2 04
54 731 90 144.6 11 0.4
54 74.6 91 145.6 0.9 0.4
54 76.1 93 147.6 0.8 0.4
54 77.6 95 149.6 0.7 04
54 791 97 151.6 0.5 0.5
54 80.6 99 153.6 0.4 0.5
54 82.1 100 154.6 0.3 0.5
54 83.6 102 156.6 0.2 0.5

Wrench
IP-6DB

IP-6DB

Reference pages: Inserts — 8-25
Standard cutting conditions — 8-26

il @

Insert

XPMT040104R-D*
XPMT040104R-D*
XPMT040104R-D*
XPMT040104R-D*
XPMT040104R-D*
XPMT050204R-D*
XPMT050204R-D*
XPMT050204R-D*
XPMT050204R-D*
XPMT050204R-D*
XPMTO06X308R-D*
XPMT06X308R-D*
XPMT06X308R-D*
XPMT06X308R-D*
XPMTO06X308R-D*
XPMT06X308R-D*
XPMTO06X308R-D*
XPMT06X308R-D*
XPMTO06X308R-D*
XPMTO07H308R-D*
XPMT07H308R-D*
XPMT07H308R-D*
XPMT07H308R-D*
XPMTO07H308R-D*
XPMTO07H308R-D*
XPMT07H308R-D*
XPMT07H308R-D*
XPMTO7H308R-D*



I INSERT

DJ
- Steel ¥* | Y
M Stainless DA *
Cast iron idbAdh ¢
Non-ferrous * S
Superalloys DAY * Y % : First choice
H Hard materials |y ¥* Y% ¢ : Second choice
Coated
. . o o
Designation IC |LE Qw883 S | D1 | RE [DCN|DCX| AN
~N T ©O© o
L~ I I
A<
XPMT040104R-DJ 4.3 45 @ @ @ © 159 | 23 | 04 (125|145 | 11
XPMT050204R-DJ 52 | 54 | @ @ @ O 23823 |04 | 15 | 17 | 11
XPMT06X308R-DJ 6 7 1© ®© 00 3 | 25|08 175|215 11
XPMTO07H308R-DJ 7 82 @ @ @ @ 36 | 28 | 08 | 22 26 11
@: Line up
DS
- Steel Al
M Stainless pAdD ¢
Cast iron
Non-ferrous PA¢
Superalloys pAdh ¢ % : First choice
H Hard materials Y% : Second choice
Coated
- . o
Designation IC | LE |I& 8 S | D1 | RE |[DCN|DCX| AN
N~ ©
I T
<<
XPMT040104R-DS 4.3 45 @ @ 159 | 23 | 04 (125|145 | 11
XPMT050204R-DS 5.2 54 @ @ 238 | 23 | 04 15 17 11
XPMTO06X308R-DS 6 7 ® o 3 25|08 175|215 | 11
XPMT07H308R-DS 7 82 @ @ 36 | 28 | 08 | 22 26 11
@: Line up
DW
Bl steel ¢ [ |
M Stainless bidb dhAd
Cast iron bAdh ¢
Non-ferrous S | e
Superalloys DAdb dhAd  : First choice
H Hard materials |y | ¥ | % ¥¢ : Second choice
Coated
. . o o
Designation IC | LE (l‘\,) g S | D1 | RE |DCN|DCX| AN
N © O
L T I
i -
XPMT040104R-DW 4.3 45 @ @ © 159 | 23 | 04 (125|145 | 11
XPMT050204R-DW 52 | 54 | @ @ @ 23823 |04 | 15 | 17 | 11
XPMTO06X308R-DW 6 7 1 @ @ 3 | 25|08 |175[215] 11
XPMT07H308R-DW 7 82 @ @ @ 36 |28 |08 | 22| 26 | 11

@®: Line up

Drilling Tool

8-25




Il RECOMMENDED INSERT

Troubleshooting

Workpiece . . . .
1ISO material First choice High feed High speed Chipping Wear Surface Chip
resistance resistance finish control
Low carbon steels DS, AH6030 - - DS, AH725 - DW, AH6030 DG, AH725
(C < 0.3%)
0,
Carbon steels (C>0.3%) o, A\igoz0  DW,AHE030  DJ,AH9030  DW,AH725  DJ,AH9030  DW, AH6030 -
Alloy steels
Low alloy steels DS, AH6030 - - DS, AH725 - DW, AH6030 -
M Stainless steel DS, AH6030 - - DS, AH725 - DW, AH6030 DG, AH725
. Aluminium alloy DJ, AH725 DW, AH725 DS, AH6030 - - DW, AH725 DG, AH725
S Titanium alloys DS, AH6030 - - DW, AH725 - DW, AH725 DG, AH725
Heat-resistant alloys
H Hardened steel DJ, AH9030  DW, AH9030 - DW, AH725 - DW, AH9030 -

Il STANDARD CUTTING CONDITIONS

Cutting ;
ISO Workpiece material speed Sﬁ;gs
Ve (m/min)

Low carbon steels (C < 0.3)

SS400, SM490, S25C, etc. 160 - 320 2D, 3D
st42-1, St52-3, C25, etc.
Carbon steels (C > 0.3)

S45C, S55C, etc. 80 - 250 2D, 3D
. C45, C55, etc.
Low alloy steels
SCM415, etc. 160 - 250 2D, 3D
Alloy steels
SCM440, SCr420, etc. 80 - 200 2D, 3D

42CrMo4, 20Cr4, etc.
Stainless steels (Austenitic)
SUS304, SUS316, etc. 100 - 200 2D, 3D
X5CrNi18-9, X5CrNiMo17-12-2, etc.
Stainless steels (Martensitic and ferritic)
SUS430, SUS416, etc. 100 - 220 2D, 3D
X6Cr17, X20Cr13, etc.
Stainless steels (Precipitation hardening)

SUS630, etc. 80 - 120 2D, 3D
X5CrNiCuNb16-4, etc.
Aluminium alloy
. A2017, ADC12, etc. 200 - 400 2D, 3D
AlCu4SiMg, AISi11Cu3, etc.

Heat-resistant alloys

Inconel 718, etc. 20-60 2D, 3D

s Titanium alloys
Ti-6AI-4V, etc. 40=1E0 4D, €D

Hardened steel
H e 40 - 100 2D, 3D

When using the smaller side of the diameter range, the feed rate should be
set lower.

When using DW insert for work materials of 40 HRC, the feed rate should be
set below 50%.

For difficult-to-cut materials (heat-resistant alloys, etc.), the cutting speed
should be set 25% below that of carbon steels.

High speed machining means cutting speeds over 150 m/min.

8-26

Feed: f (mm/rev)

012.5 ~ 014.5 015 ~ 617 017.5 ~ 026
0.02 - 0.06 0.02 - 0.06 0.04 - 0.1
0.04 - 0.1 0.04 - 0.12 0.06 - 0.13
0.04 - 0.08 0.04 - 0.08 0.06 - 0.12
0.04 - 041 0.04 - 0.12 0.06 - 0.13
0.02 - 0.08 0.02 - 0.08 0.04-0.1
0.02 - 0.08 0.02 - 0.08 0.04 - 0.1
0.04 - 0.08 0.04 - 0.08 0.04 - 0.08
0.1-0.12 0.1 -0.15 0.15-0.2
0.04 - 0.08 0.04 - 0.08 0.04 - 0.1
0.06 - 0.1 0.06 - 0.1 0.06 - 0.12
0.04 - 0.08 0.04 - 0.08 0.04 - 0.1

For high-feed machining, apply a feed rate that is approximately 1.5 times the
standard feed conditions.

When using DW insert for troubleshooting, use it within the range of standard
cutting conditions.

DG type chipbreaker is suitable for heavy machines that have low-rpm spindles.
If chatter occurs, a lower feed rate is recommended.



EZ sleeve
Eccentric sleeve for TungDrillTwisted

LSC
T
7!
2 A -f- = N2)
’ N )
(/ \; \% 8 %
K Wik a
4
~HLPR
. . Hole diameter Cutting edge height
Designaton DCONWS DCONMS  BD LSC LPR 3 24 adiustment e adustonent
EZ2025 20 25 46 49 5 32.5 4 +0.4 ~-0.2 +0.2 ~ -0.15
EZ2532 25 32 51 52 5 38 4 +0.4 ~-0.2 +0.2 ~-0.15

{

SPARE PARTS

Designation Wrench
EZ... P-2.5

Use EZ sleeves for the following purposes
Hole diameter adjustment on the milling machine Adjusting cutting edge height on lathe

Adjusting the finishing diameter when milling
Adjusting the finishing diameter in tool-rotating ap-
plications such as on machining centres and milling

machines:

By using EZ sleeve, the finishing diameter can be
adjusted in the range from +0.6 mm to -0.2 mm.

o

Lathe
Adjusting of the cutting edge height in work rotating
applications such as on lathes:

v

By using EZ sleeve, the cutting edge height can be adjusted
in the range from +0.3 mm to -0.2 mm. It results in eliminating
troubles caused by improper cutting-edge height.

Scale for adjusting finishing diameter /.
in milling (Periphery of sleeve)

Setting of EZ sleeve
Hole diameter adjustment on the milling machine

Scale for adjusting cutting edge
height in turning (Front face of sleeve)

Adjusting cutting edge height on lathe

As shown in the Figure A

right, set the EZ sleeve S
between the drill shank
and the toolholder.

Flange EZ sleeve

Align the graduated scale
on the periphery of the EZ
sleeve with the center of
the flat of the drill flange.
In the Figure shown right,
the sleeve is set so that
the finishing diameter will
be increased by 0.4 mm.

Fixing bolt “A”

20t ¥'o+

Fixing bolt “B”

As shown in the Figure R L
right, set the EZ sleeve A Fixing bolt “B”
between the drill shank
and the toolblock.
EZ sleeve
Flange
Align the graduated scale on @;ke_*.
the front face of the Esleeve %;“o,
with the center of the flat of ® )

3

the drill flange.
In the Figure shown right, the .
sleeve is set so that the cen-
ter of the drill will shift by 0.1
mm to the plus (+) direction.

Drilling Tool

@

When rotating the EZ sleeve, insert the wrench into the
hole at the flange periphery and rotate the EZ sleeve.
Screws A + B have to be loosened.

Secure the drill by screw A.

Secure the EZ sleeve by lightly tightening screw B.
Tighten screw B only lightly otherwise EZ sleeve can be
damaged!

Cautious points

e The scale is only a rough guide, so be sure to measure the actual
drilling diameter to confirm the result. Especially in turning, test
machining is recommended as the drilling diameter will vary
according to theadjustment.

e Can not be used for collect chuck holders.

e For smaller adjustment, the drill itself will interfere with the hole
diameter. It is recommended that hole diameter should be adjusted
to a larger diameter than the drill diameter.

8-27
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Technical Reference

The information of toolholder size and CNC Automatic lathes
in Machine tool Builders
® CITIZEN MACHINERY CO., LTD. (Cincom)

Mountable tool post Turret tool post Front/Opposite sleeve tool post Max.

A12/16 10x10x120(60) 5 - - ©19.05(220) 012/016
12(13)x12(13)x120 5 - -
A20 : 025/025.4 020
16x16x150 (Parting) 1 - -
A20VII 12x12x120 , > - - 025.4 020
16x16x150 (Parting) 1 - -
A32 16x16x150 6 - - 025.4 032
B12 10x10x100 5 - - ©19.05(020) 012
B12E/B16E 10x10x120(60) 5 - - ©19.05(020) 012/016
B20 12(13)x12(13)x120 6 - - 019.05/020 020
BL12 10x10x60~120 5 - - 020(019.05) 012
BL20/25 12(13)x12(13)x120 4-7 - - 020(019.05) 020/025
C12/16 10x10x120 6 - - 019.05 012/016
c32 16x16x130 5 - - 025.4 032
D25 16x16x150 : 6 - . 025.4 025
20x20x150 (Parting) 1 - -
F10 - - 10x10x60 8 019.05 010
F12 - - 10x10x60 10 019.05 012
F16 - - 10x10x60 10 019.05 016
F20 - - 16(19)x16(13)x90 10 025.4 020
F25 - - 16(19)x16(13)x90 10 025.4 025
FL25 - - 16x16x90 12 - 025
FL42 - - 16x16x90 12 - 042
G32 - - 16(19)x16(19)x90 10 - 032
K12/16 12(10)x12(10)x100 6(7) - - ©19.05(020) 012/016
K12E/K16E 12(10)x12(10)x130 6 - - ©19.05(220) 012/016
L10 8x8x100~130 5 - - 015.875 010
L12 10x10x100 6 - - 019.05 012
L16 12(10)x12(10)x130 5 - - 019.05 016
L20, L20E 12x12x120 : 4 - - 019.05 020
16x16x150 (Parting) 1 - -
12(13,16)x12(13,16)x120 4-6 - -
L20X, L220 : 019.05/025 020
16x16x150 (Parting) 1 - _
L25 16x16x130 5 - - 025.4 025
L32 16x16x130 5 - - 025.4 032
M12 10x10x120 5 10x10x60 10+a 019.05 012
M16 10x10x120 5 10x10x60 10+a 019.05 016
M20 16x16x130 5 16x16x90 10+a 025.4 020
M32 16x16x130 5 16x16x90 10+a 025.4 032
MC20 13X13X120 24242 - - 019.05/020 020
MSL12 10x10x120 " - - - 012
RO4 8x8x120 5 - - 015.875 o4
RO7 8x8x120 5 - - 015.875 o7
RLO1 10(8)x10(8)x90 " - - 216(020) 010
RL02 16x16x90 " - - 020 020
RL21 10(12)x10(12)x90 ") - - 019.05 035

*) Need teh specifications for machine

Technical Reference
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Technical Reference

The information of toolholder size and CNC Automatic lathes
in Machine tool Builders
® CITIZEN MACHINERY CO., LTD. (Miyano)

Machine type Mountable tool post Turret tool post Front/Opposite sleeve tool post | pjax. 31 chining
Tool holder size Sleeve size B
ABX-51SY2+A2:A34 - - 20x20x100 24 025 48 051
ABX-518YY2 - - 20x20x100 24 025 48 51
ABX-51TH5 - - 20x20x100 36 025 72 51
ABX-51THY2 - - 20x20x100 36 025 72 51
ABX-64SY2 - - 20x20x100 24 025 48 064
ABX-64SYY2 - - 20x20x100 24 025 48 064
ABX-64TH5 - - 20x20x100 36 025 72 064
ABX-64THY2 - - 20x20x100 36 025 72 064
BNA-34C - - 20x20x100 8(16) 025 24 034
BNA-34DHY - - 20x20x100 14(22) 025 27 034
BNA-34S - - 20x20x100 8(16) 025 24 034
BNA-42C/C2 - - 20x20x100 8(16) 025 24 042
BNA-42DHY - - 20x20x100 14(22) 025 27 042
BNA-42DHY2 - - 20x20x100 14(22) 025 27 042
BNA-42DHY3 - - 20x20x100 14(22) 025 27 042
BNA-42GTY 20 x 20 x 3 20x20x100 8(16) 025 24(7) 042
BNA-42MSY2 - - 20x20x100 8(16) 025 24 042
BNA-42S/S2 - - 20x20x100 8(16) 025 24 042
BNA-42C5/SY5 - - 20x20x100 12(24) 025 24 042
BNC-42C7 - - 20x20x100 8(16) 025 24 042
BND-51C2 - - 20x20x100 12 025 24 51
BND-51S2 - - 20x20x100 12 025 24 051
BND-51SY2 - - 20x20x100 12 025 24 051
BNE-42S6 - - 20x20x100 24 025 48 042
BNE-42SY6 - - 20x20x100 24 025 48 042
BNE-51S6 - - 20x20x100 24 025 48 251
BNE-51SY6 - - 20x20x100 24 025 48 051
BNE-51MSY - - 20x20x100 24 025 48 51
BNJ-34S3/S5 - - 20x20x100 18 025 30 034
BNJ-34SY3/SY5 - - 20x20x100 18 025 30 034
BNJ-42S3/S5 - - 20x20x100 18 225 30 042
BNJ-42S6 - - 20x20x100 20 025 40 042
BNJ-42SY3 - - 20x20x100 18 025 30 042
BNJ-42SY5 - - 20x20x100 18 025 30 042
BNJ-42SY6 - - 20x20x100 20 225 30 042
BNJ-51S3/S5 - - 20x20x100 *) 225 30 51
BNJ-51SY3/SY5 - - 20x20x100 *) 220 40 051
BNJ-51SY6 - - 20x20x100 *) 220 40 51
GN-3200 12(16)x12(16)x70~120 4~5 - - 220 4-~5 240
GN-3200W 12(16)x12(16)x70~120 4~5 - - 220 4~5 240
GN-4200 12(16)x12(16)x70~120 7~8 - - 220 7~8 40
LX-06E2 - - 20x20x100 8 232 *) 6 inch chuck
LX-06E3 - - 20x20x100 8 032 *) 6 inch chuck
LX-08C - - 25x25x150 10 240 ") 8 inch chuck
LX-08E2 - - 25x25x150 8 240 *) 8 inch chuck
LX-08E3 - - 25x25x150 8 240 *) 8 inch chuck
LX-08R - - 20x20x100 10 025 *) 8 inch chuck
LZ-01R2 - - 20x20x100 12 025 *) 6 inch chuck
LZ-01RY2 - - 20x20x100 12 025 *) 6 inch chuck
LZ-02R2 - - 20x20x100 10 225 *) 8 inch chuck
LZ-02RY2 - - 20x20x100 10 025 *) 8 inch chuck
RLOT 1l 10x10x70~120 2~3 - - 216 2~3 210
RLO1 V 10x10x70~120 2~3 - - 216 2~3 210
RLO3 12(16)x12(16)x70~120 4~5 - - 220 4~5 240
VC03 12(16)x12(16)x70~120 4~5 - - 020 4~5 40

*) Need teh specifications for machine



Technical Reference

@ STAR MICRONICS CO,, LTD.

. Mountable tool post Turret tool post Front/Opposite sleeve tool post M«’?IX_-
Machine type mchining
ECAS-12 10x10x95~150 6 - - 222 4/4 213
16x16x60~78 . .
ECAS-20T - - 16x16x80-88 ) | ©22/032 ) 220
16x16x60~78 10 .
ECAS-32T - - 16x16x80-88 10 022/232 ) 232
JNC-10 - - 8x8x65 6 - - 210
JNC-16 - - 10x10x80 6 - - 016
JNC-25/32 - - 10x10x78~120 10 | @22 ) 025/032
KJR-16B/25B - - 16x16x78 12/16 | 222/032 ) 016/025
KNC-16/20 - - 16x16x68 16 | @22 *) 216/020
KNC-25I1 / 32l - - 16x16x78 20 |@22/932 *) 025/232
RNC-10 10x10x80~120 5 - - 222 3 210/010
RNC-16 10x10x80~120 5 - - @22 3 216
SA-16R 10x10x95~120 6 - - @22 4/4 216
12x12x95~130 5 - - The back sleeve
B-1 D/E 22/(022 4/4 1
SB-16 WC/D/E) 1 1 0x95-130 6 - o |022/e22) / 16 | b/Eonly
SB-12 1l (C/E) 12x12x95~130 6 - - ©22/(022) 4/4 213
The back sleeve
12x12x95~130 6 - -
- E only
SB-16 Il (C/E) 10x10x95~130 5 - . 022/(022) 4/4 216
SB-20 A/C/E 12x12x95~130 6 - - 022/022 4/4 220
12x12x95~130 6 - -
SB-12R TypeG 10x10x95-130 7 . - 022/022 4/4 213
12x12x95~130 5 - -
SB-16 Il 10x10x95~130 5 - . 022/022 4/4 216
12x12x95~130 6 - -
SB16R/20R TypeN 10x10x95-130 7 . - 022/022 4/4 | 916/023
12x12x95~130 6 - -
SB16R/20R TypeG 10x10x95~130 7 - . 022/022 4/4 | 216/023
SB16R/20R 12x12x95~130 6 - -
TypeGB 10x10x95-130 7 . - 022/022 4/4 | 916/023
12x12x95~130 5 - -
SC20 10x10x95~130 5 - . ©22/- 4/4 220
SE-12B/16B 10x10x95~120 5 - - 022 3/3 | 913/016
16x16x84~88 *) 042
SG-42 - - 16x16x71~82 *)  |e22/932 *) 042
20x20x84~88 *) 042
SH-7 8x8x95~120 5 - - 022 3 o7
SH-12/16 10x10x95~120 5 - - @22 3 213/016
SR-10J 8x8x67-110 6 - - o6 4 010
Spacer required
SR-20R Il 12x12x100~135 6 - - 022/022 4/4 223
SR-20R Il 12x12x95~135 6 - - ©22/022 6/4 223
SR-20J TypeC 12x12x95~135 6 - - 022/022 6/4 023 As a front side
SR-20J TypeN 12x12x95~135 6 - - 022/022 6/4 223 'C:g;"gzzmhdjgce
SR-20J Il TypeA 12x12x100~135 6 - - 022/022 7/4 223 machim?,g 2 can be
SR-20J Il TypeB 12x12x100~135 6 - - ©22/022 7/8 223 supported
SR-20 IV TypeA 12x12x100~130 7 - - 022/022 6/8 223
SR-20 IV TypeB 12x12x100~130 7 - - 022/922 6/8 223
SR-25J/32J 16x16x95~155 6 - - 022+032/022 4/4 232
SR-32J Il TypeA 16x16x95~165 6 - - 022+032/022 5/8 234 o
SR-32J Il TypeB 16x16x95~165 6 - - 022+032/022 5/8 034 Q
16x16x95~135 4 - - g
SR-38 TypeA 16x16x100 2 ) ) ©22+032 5/8 238 E
20x20x105~135(Parting)| 1 =
16x16x95~135 4 Q2
- - - C
SR-38 TypeB 16x16x100 5 022+032 5/8 238 £
2

*) Need teh specifications for machine

<
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Technical Reference

The information of toolholder size and CNC Automatic lathes
in Machine tool Builders

@ STAR MICRONICS CO,, LTD.

Machine type

Mountable tool post

Tool holder size

QTY

Turret tool post

Tool holder size

QTY

Sleeve size

Front/Opposite sleeve tool post

QTY

Max.

mchining

dia.

SR-38 TypeB 20x20x105~135 Paring) | 1 - - 0224032 58 | 038
16x16x95~135 4
SR-38J 16x16x95-135 Option) | 3 - - 022+032 5/4 | 038
20x20x105~135 Parting | 1
12x12x73~79@P0ST) | %)
ST-20 ; ; 1 2?1 2222;2 (Partng) ; 022/032 % 020
16x16x65~73 (Parting) | *)
16x16x83~88(2P0ST) | )
16x16x71~82 )
ST-38 ; - [16x16x84~88 Partng)| %) 022/032 ) 038
20x20x84~88 )
20x20x84~88 (Parting)| )
12x12x95-135 7 |12x12x70~78 )
Rty 16x16x95~135 6 | 16x16x65-70 ) 022/032 /8 023
16x16x105~135 4 |16x16x84~88 )
SV-38R 20x20x105~135 (Partng) | 1 | 16x16x71~82 ) 022/032 /8 038
- — | 20x20x84~88 D)
16x16x95-135 4 |16x16x84~88 )
SX-38 TypeA 20x20x105~135 Partng | 1 | 16x16x71~82 ) 022/032 /8 038
; ~ | 20x20x84~88 D)
16x16x95-135 4 | 16x16x84~88 D)
SX-38 TypeB 20x20x105~135 (Parting) 1 16x16x71~82 ) 022/032 -/8 238
; ~ | 20x20x84~88 )
12x12x95-135 12x12x70~78 )
SV-12/20 1o eion 70 5 022/032 012/020
16x16x60~78 D)
SV-32 16x16x95~135 4 e aco e 5 022/032 032
SW-7 8x8x80~120 6 ; : 4/4 o7
SW-12R II 10x10x95-115 7 - ~ | o16/016+022 | 4/8 | o013
12x12x80~150 6 : _
SW-20 e a0 14d . - - 022 48 | 023

*) Need teh specifications for machine

® TSUGAMI CORPORATION

Mountable tool post Turret tool post Front/Opposite sleeve tool post Max.
Machine type mchining

Tool holder size Sleeve size dia.
B073-11/BO73-I 8x8x85 9 - - 220/- 4/- o7
B074-11/B074-111/B075-11 | 8x8x85 9 - - 020/020 4/4(8) o7
B0123-11/B0123-l 12x12x85 9 - - 220/- 4/- 212
B0124/125/126-II, 1lI 12x12x85 9 - - 220/020 4/4(8) 212
B0128W 12x12x85 9 - - 220/020 4/8 212
B0203-11/B0203-I1I 12x12x85 9 - - 220/- 4/- 220
B0204/205/206-I1, 1lI 12x12x85 9 - - 020/020 4/4(8) 220
B0208W 12x12x85 9 - - 220/020 4/8 220
BM163-IlI 12x12x85 9 - - 220/- 4/- 216
BM164/165IIl 12x12x85 9 - - 220/020 4/4(8) 016
BW127J- I/1l 12x12x85 7 - - 020/020 3/9 220
BW128J- I/1l 12x12x85 7 - - 220/020 3/9 220
BW1282J- I/l 12x12x85 7 - - 220/020 3/9 220
BW129ZJ- I/l 12x12x85 7 - - 2020/220 3/9 220

*) Need teh specifications for machine
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Machine t Mountable tool post Turret tool post Front/Opposite sleeve tool post h{lq%lx_-
BW207J- /11 12x12x85/16X16X85 220/220 220
BW208J- I/11 12x12x85/16X16X85 5/2 - - 220/220 3/9 220
BW208zJ- I/l 12x12x85/16X16X85 5/2 - - 220/020 3/9 220
BW209zJ- I/l 12x12x85/16X16X85 5/2 - - ©20/220 3/9 220
B0265/266-Il, Il 16x16x100 12 - - 025/025 5/4 226
B0325/326-Il, Il 16x16x100 12 - - 025/025 5/4 232
B0385/385L 20x20x125 8 - - 032/032 3/5 238
B0265/266-IIl, B0266/326-Il | 16x16x100 12 - - 025/025 5/4 026/032
B0265/325V-Ill, B0266/326V-I1l | 16x16x100 6 - - 225/025 5/4 026/032
B0385/385L/386/386L-ll | 16x16x100/20x20x125 111 - - 032,025/032 3,2/5 238
B0385/6(L)V-llI 16x16x100/20x20x125 5/1 - - 032,025/032 3,2/5 238
B038T - - 20x20x125 8 sides 032/025 *) 238
BH20/BH20Z 12x12x85 4 12x12x85 12 sides 025/032 *) 220
BH38 16x16x125 5 20x20x125 12 sides 025/032 *) 238.1
C150/CH154 12x12x60~100 4~6 - - - - 280
C180 12x12x60~100 4~6 - - - - 2120
C220/220T 12x12x60~100 6~8 - - - - 2120
C300-1V 16x16x100~130 6~10 - - - - 2165
C300H 16x16x100~130 6~10 - - - - 2165
P013 8x8x100~120 6 - - 216/- 3/- o1
PO14 8x8x100~120 6 - - 016/016 3/3 o1
P033 8x8x100~120 6 - - 216/- 3/- 23
P034 8x8x100~120 6 - - 016/016 3/3 23
S205/206/SS207 12x12x100 8 - - 022/020 5/4 220
S205/206- Il 12x12x100 9 - - ©25/025 7/4(8) 220
SS207/SS207-5AX 12x12x100 8 - - 222/220 4/4 220
SS26 16x16x100 7 - - 222/220 5/3 226
SS32/32L 16x16x100 7 - - 022/020 5/3 232
SS267/SS267-5AX 16x16x100 8 - - ©25/025 4/4 226
SS8327/SS327-5AX 16x16x100 8 - - @25/025 4/4 232
BW2692J 16x16x100 7 - - 025/925 5/(8) 226
BW3297J 16x16x100 7 - - 025/025 5/(8) 232
MB25 - - 20x20x90 2x8 sides 020/932 5/4 225
MO6JC-II - - 20x20x125 8 sides 225 *) 0220/042
MO6J-II - - 20x20x150 8 sides 032/240 *) 2280/051
MO08J-II - - 20x20x150 8 sides 032/040 ") 2280/285
MO8JL5-II - - 20x20x150 8 sides ©32/040 *) 2280/285
MO8JL8-II - - 20x20x150 8 sides ©32/040 ) 2280/285
MO6D-II - - 20x20x150 12 sides 240 ) 2280/251
MO8D-II - - 20x20x150 12 sides 240 ") 2280/085
MO6DY-II - - 20x20x150 12 sides 240 ") 2280/251
MO8DY-II - - 20x20x150 12 sides 240 ) 2280/285
MO06SJ-II - - 20x20x150 12 sides 240 ) 2280/251
MO08SJ-II - - 20x20x150 12 sides 240 *) 2280/085
MO6SD-II - - 20x20x150 12 sides 240 *) 2280/251
MO8SD-II - - 20x20x150 12 sides 240 *) 2280/285
MO6SY-II - - 20x20x150 12 sides 240 ) 2280/251
MO8SY-II - - 20x20x150 12 sides 240 *) 2280/085
TMUA 20x20x100~125 1 20x20x125 16 sides 032/032 *) 238
TMB2 20x20x100~125 1 20x20x125 16 sides 032/032 *) 251
TMAS8F 20x20x100~125 1 - - 032/032 ) 285
TMA8J 20x20x100~125 1 - - 032/032 *) 285
TMA8H 20x20x100~125 1 - - 032/232 ") 285

*) Need teh specifications for machine
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