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TUNGCUT

High-pressure coolant
system improves
chip flow and tool life

New modular holder system enhances
versatility of existing monoblock holder
and TungCap (PSC) lines.

Multi-functional grooving system

Suitable for diverse grooving operations

B External grooving, turning and parting

CTER/L-CHP 33 CAER/L-CHP (p.40)
CTER/L ®s4) CAER/L (8 -
- Screw clamp @ @
- CW (for external coolant) = 0.079" - 0.315" (2 - 8 mm) - Blade type
- CW (for high pressure coolant) - Screw clamp
=0.079" - 0.315" 2 - 8 mm) - CW (for external coolant)
- CDX = 0.315" - 1.417" (8 mm - 36 mm) l = 0.118" - 0.236" (3 mm - 6 mm)
- Shank size: 0.625" - 1.250" (16 - 32 mm) L ‘ —I/Z -CW (for h|gh pressure Coo|ant) ‘
N s = 0.118"-0.236" (3 mm - 6 mm)
JCTER/L-CHP (rs52) - CDX =0.630" - 0.787" (16 mm - 20 mm) - L
TER/L (p.50) - Shank size: 0.750" - 1.250" (20mm - 32 mm)
@‘!c / B . ; - For 20 x 20 mm (0.750" x 0.750" ) and 25 x
- Screw clamp - CDX = 0.394" - 0.630" (10 mm - 16 mm) N N .
-CW=0.079"-0118" (1.4-3mm) - Shank size: 0.500" - 0.750" (10mm - 20 mm) 25 mm (1.000" x 1.000") shanks with CHP
- CW (for high pressure coolant) - Small swiss-type CNC machines capability
=0.079" 2 mm)
CGERY/L (52 CGP (r54)
- Se|f C|amp CG P-CHP (P'53)
-CW=14mm-3mm B
- CDX = 10 mm - 16 mm Selfclamp .
h - CW = 0.055" - 0.315
- Shank size: 12 mm - 20 mm
Small swi CNG (1.4 mm - 8 mm)
B mah. swiss-type - Max parting dia: 24.724" (120 mm)
machines - Shank size: 0.750" - 1.250"

i (20 mm - 25 mm) b e e

B External and internal undercutting
CGEURY/L (.40 CGIUR/L (r.47)

- Screw clamp

-CW=383mm-6 mm
-CDX=2.8 mm

- Shank size: 220 mm - 225 mm

- Screw clamp
-CW=3mm-6mm
-CDX=2.8 mm - 3.4 mm

- Shank size: 16 mm - 25 mm

4 Tung-Cut




B External and face grooving, and turning

Y
CTEFR/L -39 CAEFR/L-CHP ®.41)
- Screw clamp - Blade type
- CW =0.079" - 0.236" (4 mm - 6 mm) - Screw clamp
- CDX = 0.189" (4.8 mm) - CW (for high pressure coolant)
- Shank size: 0.750" - 1.000" =0.079" - 0.236" (2 mm - 6 mm)
(20 mm - 25 mm) 17 - CDX = 0.189" (4.8 mm) !
- Minimum face grooving diameter: - For 0.750" x 0.750" (20 x 20 mm) O g
DAXMIN = 20.748" - (19 -) and 1.000" x 1.000" (25 x 25 mm)

shanks with CHP capability

% - Minimum face grooving diameter:
S DAXMIN = 20.748" - (219 -) _
2/0

‘«
¥

I Face grooving and turning
CTFR/L (r.as) CAFR/L (r:59

- Screw clamp - Blade type
-CW=3mm-6mm - Screw clamp

-CDX =10 mm - 25 mm B -CW=0118"-0.236"@mm-6mm)  ——-—--
- Shank size: 25 mm - CDX = 0.472" - 0.984"(12 mm - 25 mm)

e : 4 - Shank size: — —

- g’."”'m“m, f%‘fx?\;?ﬁ"_'”% . W= o 0.750" - 1.250" (20 mm - 32 mm) Vl:l ©
iameter: = @24 - - Minimum face grooving

diameter: DAXMIN = ¢1.575" - (940 -)

DAXMIN

DAXMIN

CTFVR/L (ra9)

- Screw clamp
-CW=3mm-6mm
-CDX =10 mm -20 mm

- Shank size: 25 mm 4
- Minimum face grooving ¥ = b:
diameter: DAXMIN = 024 - ©

|

|

|

|
DAXMIN

B Face grooving, internal face grooving and turning
CTIFR/L (r.as)

- Screw clamp I ——

-CW =0.157" - 0.236" (4 mm - 6 mm) =4 - - -
- CDX =0.217" (5.5 mm) 1 1= I =
- Shank size: 61.000" - 01.250" (225 mm - 632 mm) & ‘ / " “@' /&
- Minimum face grooving diameter: DAXMIN = g0.748" - (219 -) 4 < & <«

- Minimum bore diameter: DMIN = ¢1.035" - (26.3 -) 4 \4 T

B Internal grooving and turning
CTIR/L (P44

- Screw clamp
-W=0.079" - 0.315" 2 mm - 8 mm)
-ar=0157"-0.394" 4 mm - 10 mm) ——-
- Shank size: ©0.750" - 21.500"
(216 mm - @40 mm)
- Minimum bore diameter:
DMIN = 20.984" - (925 -)

www.tungaloy.com/us 5



TUNGCUT

High clamping rigidity

For stable tool life and accuracy
Clamping system

Stable and safe
contact areas

Minimizes cutting edge displacement

Direction of _

-+ Competitor load -
= 0.0012} 4 Conventional /
'if ’TUNGCUT/
C
g 0.0008
o /
3]
o
& 0.0004
) %/
0 50 7000 1500 Measuring point
Load (N)

High repeatability
and durability due
to long pocket!

Benefits of TungTurn-Jet high pressure coolant supply

Il Drastically improved tool life

Steel : External grooving
(1045 , 245HB)

Material
Toolholder
Insert

Cutting speed
Feed

Groove width

0.006 External coolant 1.5MPa

= 46min

8 External coolant o [

= 1.5MPa TUNe TIET

- 0.004 Internal-coolant

] Normal pressure

k)

2

5

E 0.002 Plastic deformation

Q

c

S vaw

38 TuNne TJET Internal coolant 7MPa
Internal coolant 7MPa 46min

0

10 20 30 40 50
Cutting time(min.)

11045

: CHSL16-CHP + CAEL-3T20-CHP
: DGM3-020 AH7025

1 Ve =591 sfm

1 f=0.005 ipr

:0.118"

Normal pressure 1.5MPa

46min

Corner wear

6 Tung-Cut




ACCELERATED MACHINING

I Excellent chip control

- Material 11045
Steel : External Grooving Holder : CHSL2525-CHP + CAEL-3T20-CHP
Insert : DGS3-020 AH7025

(1045, 245HB)

DTX3-030 AH7025
Cutting speed : Vc = 591 sfm

DGS Feed rate 1 f=0.002 ipr
Groove width :0.118"
T UNGﬂE‘r 7 MPa Normal pressure coolant 1.5MPa
.. i ""ﬁr" {3
- 75 "=
R ) ~ < g @ @
et i o B .-.c "._“Uf\.f\‘f ‘\{‘

b v
2 L ) 2 | 5 l‘%
']

DTX

TUNGﬂE‘r 7 MPa Normal pressure coolant 1.5MPa
o
R ‘.T ;-'_[
| - g X
\ )J\ @( I:%v"- i
" ‘I' Q -.'-\,'-’ ; '
3 rr" QC ® 6 {fj‘ _-‘{Q.-f "j
¥ 2 (@ e
¥ & - e . <
I Excellent chip control
Material : Inconel718
Holder : CBCHSL45050 + CAEL-3T20-CHP
Inconel 718 Insert : DGS3-020 AH7025
DGG300-020 KS05F
Cutting speed : Vc = 131 sfm
DGS Feed rate 1 f=0.002 ipr

Groove width :0.118"

URN

T UNG‘I:]ET 7 MPa Normal pressure coolant 1.5MPa

a®o B e

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

www.tungaloy.com/us 7
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TUNGCUT

4] GROOVING, PARTING, AND TURNING

DTE

Its wide cutting edge
is designed to provide
good chip control

at high feed rates

Carbon steel
(1045)

chipbreaker for
various applications.

DTM

First choice

Optimized geometry

for smooth chip

breaking and flow

DTX

Provides good cutting
performance in grooving.
Its narrow cutting edge
width provides excellent
chip formation at low feed
rates

Stainless steel

(304)
DTE4-040 DTE4-040
D N
£ 0.118 = 0118 C -
2 Py %
o o
3 0.079 3 0.079
(@] (o)
£ £ g O
[} [ L |
0 0.039 2 0.039
0.004 0.008 0.012 0.004 0.008 0.012
Feed: f (ipr) Feed: f (ipr)
DTM4-040 DTM4-040
g 0118 = 0118
g 2
3 0.079 § 0.079
5 5
= = o
& &
[a)
0.039 2 0.039
0.004 0.008 0.012 0.004 0.008 0.012
Feed: f (ipr) Feed: f (ipr)
DTX4-040 DTX4-040
= 0118 T 0.118
2 g
3 0079 3 0.079
c o
- =
& g
0 0.039 0.039
0.004 0.008 0.012 0.004 0.008 0.012
Feed: f (ipr) Feed: f (ipr)

Tung-Cut




ACCELERATED MACHINING

A wide range of chipbreakers provide excellent chip formation in various conditions

: Carbon steel
h& GROOVING AND PARTING (1045)
DGM4-030 DGS4-030

% o o @
° ® o ©
o © o @
Low Feed High Low KHigh
DTE4-040 DTX4-040
@ ;\ o o Q O @\©
OR©) °© 0 ®@/ \en®
Low Low Feed
DTE400-040 DTM4-040
@ o
e ®
“ L
Low Feed l,HPb@ﬁb Low Feed

n Stainless steel M
7] GROOVING AND PARTING (304)
DGM4-030 DGS4-030

0 © o B o © e O ©e0
6 O o 0 o o8 e %
oD 0 o e © o O o 0
Low Feed Highi»- Low Feed High»-
DTE4-040 DTX
) @ 3 o 2 @ 2 G QO @ @ o
> o & T 9 o0 o o o 9
e @ 7 @ 00 @@ 9 9
Low Feed High» Low Feed Highp»
DTE400-040 DTM4-040
_ > . O o @ e e
’ € o r . L, @ ® ® ®
b ¢ Cape ¢ e @ @ s ®
Low Feed High»> Low Feed Highi»

www.tungaloy.com/us 9



I TUNGCUT

Il Excellent chip control at low feed rates

. ; : : Material 1 SUJ2
Bearing steel First choice chipbreaker Hoder  :CTER16-3T08
(521 00) for bearing steel. Excellent Insert : DGL3-025
Ch|p control at low feed Cutting speed : Vc = 164, 328 sfm
Groove width :0.118"
rates.
DGL
f=0.001 ipr f=0.002 ipr f=0.003 ipr f=0.004 ipr
L} -
#-55:'0 I_,‘:ea\. “*.@?J ".‘.o{‘d
-‘:%:i 1‘:“" Gﬂ.t‘ _gﬂ.l..
Ve = 164 i o, SO A g - - Rl RN
o e " ™ a6 p W a6 p W
%4 9 L sqg g ¥ = s wba . s wba
S %s e LI 2P 48 ag 2P aa ay
v . e p ® P s * s @
LE O L G "
N £ < - e e
C = B ( F ® p) .
- (—1 ) Fa - % « &, =
Vc = 328 CR S Y i 5 S
e r (,/ </ Lh =¥ 'l -
C \_;" d u) u‘) j - mq {ﬁ
I b D ¢
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ACCELERATED MACHINING

Il The latest standard grades
AHZ7025

AH7025 uses the world’s first coating
technology of a nano-scale multi-layered
AITiN PVD coating with high Al content,
featuring

- Coating hardness increased by 20%

- A multi-layered coating structure impedes
micro-crack propagation, reducing insert failures

- Enhanced adhesion strength between the coating
and carbide substrate layer

N High wear and fracture resistant carbide

fo =
M lANNEN /W substrate for optimal grooving performance

T9200 SERIES (O

-

S AV = ) Hard outer layer.
f-l/‘_fh, A A newly developed hard coating layer,
A ‘ ’ ’ 1
\. Thick Al203 layer with excellent resistance

Vi / with a high resistance to flank wear.
WARYY
U e, ”" to high heat and crater wear, especially
Wher g g effective for high-speed machining.
u ! :
{1 \ f

New cemented carbide substrate.
Exclusively designed for T9200 series
drastically reduces defects in alloys, which
greatly improves fracture resistance.

www.tungaloy.com/us
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TUNGCUT

CUTTING PERFORMANCE

First choice grade for grooving

A HZ7O0O2%5 grade - Tungaloy's unique coating technology for drastically
improved reliability

| Tool life comparison

AHZ7025 Conventional grade Alloy steel
(4140)
Insert : DTE3-040 AH7025
Cutting speed : Vc = 492 sfm
A Feed :£=0.007 ipr
Tool wear after 60 grooves Tool wear after 30 grooves Groove depth : 0.670"
. . . ) . ) Machining  : External grooving
AH7025 provides stability, while preventing coating from peeling off Coolant : Wet

even after machining twice the number of passes compared to the
conventional grade.

Il GCRADES

_AH7025 | L B AH725 | LU 1515 ]

- First choice for various applications - Recommended for various - First recommended grade for

- New PVD coating with high Al applications cast iron
content provides excellent adhesion - Newly developed coating with well - Exellent wear resistance in
strength controlled crystal structure and high speed machining

- Improved wear and chipping fracture resistance
resistance - Improved adhesion strength

% P 19125 | | NS9530 | _

- Suitable for steel machining at - Suitable for steel machining at - Advanced cermet for finish cutting
high speeds high speeds of steel

- New CVD coating and substrate - Balance of wear and chipping - Innovative grade with incredible
deliver an outstanding balance of resistance fracture and high wear resistance

wear and chipping resistance

- Recommended for - Remarkable for machining of heat - Recommended for non-ferrous
interrupted machining resistant alloys materials and titanium
- TICNO PVD coating layer with high - Exclusive coating layer improves
wear resistance adhesion strength and wear
- High hardness wear resistance resistance
TH10 || BX360 J.
- Recommended for - Suitable for hardened steel machining
non-ferrous materials - Ideal balance of wear and chipping

resistance due to the optimum CBN
content and grain size

12 Tung-Cut



ACCELERATED MACHINING

GRADES

Substrate Coating layer
Grade Specific|Hard- Main Thickness Features
gravity | ness |Composition | (um)
144 | 913 (ALTIN 35 First recommended grade with excellent wear resistance and
) HRA ’ ) toughness, that is suitable for machining of a wide range of materials.
14.4 a;'i (Ti,A)N 2 PVD coated on fine grain cemented carbide
915 | . Good wear resistance even in high speed machining
14.8 HRA TiCN + Aiz0s | 16 First choice for roughing cast iron
13.8 89.8 | Ti compound 18 Exhibits excellent wear and fracture resistance
) HRA +AI203 at high cutting speeds
13.7 a%g TiCN + Al203| 16 Versatile grade for improved chipping resistance
68 |7 ) ) Versatile cermet grade with incredible fracture and wear
) HRA resistance
89.5 . Superior resistance to chipping and fracture
1441 HRA TICNO 3 Excels in interrupted cutting
15.0 asR'g (ALTi)N 1.5 Excels in both cutting edge sharpness and wear resistance
14.7 3%’2 - - Carbide grade with excellent wear resistance and toughness
15.0 93.0 ) ; Carbide grade with excellent wear, fracture, and chip-welding
) HRA resistances
) 3:;4"?000' i ) CBN grade with exceptional balance of wear and chipping
Hy resistance

COMPENSATION OF TOOL LENGTH

The insert may be deflected by axial cutting force be required. Exact amount of change can be
during turning, causing the workpiece diameter measured by running a test workpiece. Refer to the
to be smaller than the required dimension. A chart below for diameter compensation values.

minor tool length compensation may, therefore,

: : Insert : DTE300-040 Insert :DTE400-040
<@ Feed direction Toolholder  : CTER16-3T09 Toolholder ~ :CTER16-4T10
ATAT S

0.009 25 = 00797 0.009 2p = 0118

L € T ap £ 0.079"
O~ o=
5 ap =0.118" o
p 25 0.006 2 05 0006 o T
< |< RS / S5 p30.
ol ° o ¥
=5 ap = 0.039" = /
23 o0.003 88 0003 o
& 4~ ap=0.020" 3E / ap =[0.020
o o
Fig. 1 0 0,004 0,008 0.072 0.016 0.020 0.024 0 0004 0008 0.012 0.016 0.020 0.024
Feed : f (ipr) Feed : f (ipr)

Fig. 2 Value of compensation

www.tungaloy.com/us 13



I TUNGCUT

INSERT APPLICATION

Application

Grooving

Insert External

Internal

Face

Parting

Turning

External

Internal

Face

=

J

il

]

)

DGM / SGM

DGS / SGS

DGG

DGL

DGE

DTM

DTE

DTX

DTR

DTIU

Undercutting

o
Undercutting

DTI

DGIM / DGIS

DTF

DTA

Al wheel machining

Al wheel machining

SGN °

14 Tung-Cut



ACCELERATED MACHINING

Il CHIPBREAKER GUIDE
Bl External grooving and parting

DGM type (2 corners) | 1st choice for grooving and M Standard feed JHL HEF j
SGM type (1 corner) | parting 0,020 U /

Smooth chip evacuation 0.016

WeII-designed edge with < 0.012 (e -
high strength 3 0008 -
Handed insert available 0.004 I B R D BN

CW =0.079" - 0.315"

Feed: f (ipr)

0 0070 8 0167 0197 0.236 0.315
P.20, 21 Groove width: CW (in)
DGS type (2 CornerS) Lower cutting force and H Standard feed *HL ij
SGS type (1 corner) | superior sharpness 0.020 \ /
- Unique-designed edge and < 0.016
chipbreaker < 0.012
Handed insert available B 0.008
[0}
w

CW = 0.055" - 0.236" N |
0.004) — B - N . - 1
S5 I

0.055 0.079 0118 0157 0197 0.236

P.22, 23 Groove width: CW (in)
. ¥
DGG type (2 corners) | For non-ferrous materials l Standard feed JiL HH> j
and titanium ¥ /
0.016
Chipbreaker with low cutting force § 0.012
Sharp cutting edge that prevents ;; 0.008
vibration and delivers fine surface  §
b 2 0.004 l 4 I l I ...... I
CW = 0.079" - 0.236" 0 0.079'0.118 0157 0197 0.236
Groove width: CW (in)
P.24
¥
DGL type (2 COmerS) 1st choice for mild steel B Standard feed \ } Ha» j/
Chipbreaker with excellent chip ¢ 006
control at low feed S 0012 o |
Suitable for mild steel that often § 0.008 i i I
gives difficulties in chip control L o004 | I I

Cw =0.118" - 0.236" 0
0.118 0.157 0.197 0.236

Groove width: CW (in)

P.24
. \
groove 0.020
) 0.016
Excellent chip control T 0012
CW =0.039" - 0.085" <
5 0.008
(9]
&

=551l

0.039 0.051 0.063 0.073 0.085
P.25 Groove width: CW (in)

www.tungaloy.com/us 15




TUNGCUT

mm External and face grooving, and turning

DTM type General purpose l Standard feed and DoC UHrﬂLﬁj j
(2 corners) 0.197 3 y w

1st choice for grooving -
. £ o157
and turning by .
Suitable for light to S oms " ol W Standard feed
. . > f
medium cutting 2 0079 : 0.016
. o —
Excellent chip control g 0039 g o012 O —m B R
g — b
in machlr?lng steel, alloy & 0.0040.008 0.012 0,016 00200024 5 0.008 | 1T - -
steel, stainless steel, and Feed: f (ipr) 2
" w N NEEN W S W
heat-resistant allo : : 0.004
CW =0418" - 0 31y " Groove width: CW (in)
=0. -0.315 MO8 M0.157M0.197M 0,236 0,315 0 0:1180.157 0.197 0.236 0.315

Groove width: CW (in)

P.26

DTE type General purpose [l Standard feed and DoC %ﬁj j
(2 corners) = 0197 o /)

Unique chipbreaker makes S 0157 ;
chips shorter 0.118 i | u
Molded and ground insert 0.079 L | | 0.016
available

0.039 k S 0.012 [ gl

CW =0.118" - 0.315" 0 = =
: ; = 0.008 |-J-| |-

.0040.008 0.012 0.016 0.020 0.024 3
Feed: f (ipr) L 0.004 -4

Groove width: CW (in) 0.118 0.157 0.197 0.236 0.315
P27’ 28 0118 M0.157 1 0.197M 0.236 WO0.315 Groove width: CW (in)

Standard feed

Depth of cut: a

(=]

mm External, internal and face grooving, and turning

. . LT oy
DTX type Multi-functional type  EIStandard feed and DoC Uw%#gﬂji/
(2 corners) ~ 0157 ; —
Well balanced sharpness £ ™y B Standard feed
and strength § 0118 0.016
Multi-functional insert 3 0.079 '
CW =0.118" - 0.315" s _ T 0.012} g N . N
£ 0.039 | s
g % 0.008| I - .
a 0 8
0.004 0008 0012 0016 © 0.004 |Jf- -1 8L
Feed: f (ipr)
Groove width: CW (in) 0 0.113'0.157'0.197 0.236
P.o8 0180157 0197M0.236 Groove width: GW (in)

16 Tung-Cut




ACCELERATED MACHINING

mm Profiling and undercutting

DTR tvpe . Bl Standard feed and DoC ¥ s
yp Full radius type — o197
(2 corners) < o157
Excellent chip control s . j j
Molded Molded and ground inserts available 3 o-118 A 4
CW = 0.118" - 0.315" 5 0079 i
5 0.039 |
[9)
o b i
0,004 0,008 0.012 0,076 0.020 0,024 0.028
Ground Feed: f (ipr)
Groove width: CW (in)
P.29 WO118M0157 90,1978 0.236 M0.315
[
DTIU type Full radius type M Standard feed and DoC %ﬁ#

(2 corners) 0.016

Excellent chip control for undercutting
0.012 - -
0.008 |- - -
0.004 | M

Cw =0.118" - 0.236"
0
0118 0157 0.197 0.236

Groove width: CW (in)

Feed: f (ipr)

P.30

Hl [nternal grooving and turning

DTI type (2 corners) | |nternal M Standard feed and DoC #E
097 —
€ :
Unique chipbreaker makes g 0157 ; I Standard feed
chips shorter £ 0118 : = 0.016
o A
Molded and ground 50079) b ]
inserts available £0.039 1 R N B
CW = 0.118" - 0.315" g % 0008 I
0004 0,008 0012 0,016 0020 0024
Groove width: CW (in) 00118 0157 0197 0.236 0.315
P.30, 31 0118 M0:157 10197 0.236 M0.315 Groove width: CW (in)

www.tungaloy.com/us 17



TUNGCUT

mm Small diameter internal grooving

DGIM type . .
> yp 0.079" insert width only B Standard feed #
(2 corners) (For general purpose) 0.016
Unique chipbreaker for excellent & 0012
chip control g 0.008
Excellent fracture resistance due to $ 0.004 I
optimum land on the cutting edge =
For general applications on steels & 05079
stainless steels Groove width: CW (in)
CW = 0.079"
P.31
DGIS type 0.079" insert width only M Standard feed =
(2 corners) (Lower cutting force) 0.016
Lower cutting force 3 0012
Excellent fracture resistance due to < 0.008
optimum land on the cutting edge E 0.004]-—-
Applicable for low carbon steels & [
stainless steels %0.079
CW = 0.079" Groove width: CW (in)
P.32
Em Face grooving and turning
DTF type (2 corners) 1st choice Eosztgndard feed and DoC j
for face grooving 0.016 J/ /
. . 3 H Standard feed
Unique chlpbreaker g z 0.012 8 0.016
makes chips shorter £ o 0.008 _
Molded and ground insert § 0.004 a 0.012 8 B
available 3 3 ; 0.008 - M. M.
0 00040008 00720016 00200024 3 0.004
CW =0.118" - 0.157" Feed: f (ipr) = A
Groove width: CW (in) O 4180157
P.32 MO0.118 M0.157 Groove width: CW (in)

18 Tung-Cut



ACCELERATED MACHINING

mEm Aluminum wheel machining

. Standard feed and DoC
DTA type Full radius type W Standard feed and Do = ﬁ
(2 corners) € o157
Excellent chip control 8 0118
For aluminum wheel profiling N
Ground insert “; 0.079 -
CW =0.236" - 0.315" g 0039 |
3 0,004 0,008 0.012 0076 0.020 0.024
Feed: f (ipr)
Groove width: CW (in)
P.33 m0.236 W0.315
mm External grooving of hardened steel
- . M Standard feed \
SGN-CBN type For hardened steel cutting JiL j
(1 corner) 0.0039 /
Optimum cutting edge shape for 0.0031 | ma .
grooving of hardened steels 5
High tolerance width for finishing = 0.0024 |- N B
2 CW =0.079" - 0.157" § 0.0016 |-t
0 i
0.079 0.118 0.157
P33 Groove width: CW (in)

www.tungaloy.com/us 19



TUNGCUT

INSERT

DGM
External grooving and parting, 2 corners
RE Neutral Left hand RE RE Right hand
PSIRL
: Efe—am
o PSIRR

INSL Ref. INSL Ref. o INSL Ref.

S R B

- Steel * | % |k | Y PAq
M Stainless * * | *
Cast iron Y * ¥ | Yo
Non-ferrous
Superalloys * | |k % : First choice
H Hard materials v : Second choice
Coated Cermet
. . Seat CW=0.05|CW=0.002| RE UN'J oL o 8 INSL h
Designation size |HAND mm) | (in) (in) tﬁ g S8 3 (in) (in) PSIRL|PSIRR
oo LIITI (7]
FFIII< <O P4
DGM2-020 2 N 2 0.079 0008 @ A ©@ @ o o 0.787 0.197 0° 0°
DGM2-020-6R 2 R 2 0.079 0.008 [ 3N J [ J 0.787 0.197 0° 6°
DGM2-020-6L 2 L 2 0.079 0.008 [ 3N} [ J 0.787 0.197 6° 0°
DGM2-020-8R 2 R 2 0.079 0.008 (BN ] [ J 0.787 0.197 0° 8°
DGM2-020-8L 2 L 2 0.079 | 0.008 { BN ] [ J 0.787 | 0.197 8° 0°
DGM2-020-15R 2 R 2 0.079 0.008 ( 3N J [ ] 0.787 0.197 0° 15°
DGM2-020-15L 2 L 2 0.079 0.008 ( 3N} [ J 0.787 0.197 15° 0°
DGM2-002-15R 2 R 2 0.079 | 0.0008 [} [ J 0.762 0.197 0° 15°
DGM2-002-15L 2 L 2 0.079 | 0.0008 [ ] [ J 0.762 | 0.197 15° 0°
DGM3-020 3 N 3 0.118 0008 @ A © © @ O [ ] 0.787 0.197 0° 0°
DGM3-020-6R 3 R 3 0.118 0.008 [ 3N J [ J 0.787 0.197 0° 6°
DGM3-020-6L 3 L 3 0.118 0.008 (BN ] [ J 0.787 0.197 6° 0°
DGM3-002-6R 3 R 3 0.118 | 0.0008 [ ] [ ] 0.766 0.197 0° 6°
DGM3-002-6L 3 L 3 0.118 | 0.0008 [ ] [ ] 0.766 0.197 6° 0°
DGM3-020-15R 3 R 3 0.118 0.008 [ 3N} [ J 0.787 0.197 0° 15°
DGM3-020-15L 3 L 3 0.118 0.008 (BN ] [ J 0.787 0.197 15° 0°
DGM4-030 4 N 4 0.157 0012 | @ A ©@ © @ O [ ] 0.787 0.197 0° 0°
DGM4-030-4R 4 R 4 0.157 0.012 o0 [ ] 0.787 0.197 0° 4°
DGM4-030-4L 4 L 4 0.157 0.012 [ 2N J [ J 0.787 0.197 4° 0°
DGM4-030-15R 4 R 4 0.157 0.012 o 0 [ J 0.787 0.197 0° 15°
DGM4-030-15L 4 L 4 0.157 0.012 [ 2N J [ J 0.787 0.197 15° 0°
DGM5-030 5 N 5 0.197 0012 @ A © © @ O [ ] 0.984 0.217 0° 0°
DGM5-030-4R 5 R 5 0.197 0.012 [ 3N J [ J 0.984 0.217 0° 4°
DGM6-030 6 N 6 0.236 0012 @ A © @ @ O 0.984 0.217 0° 0°
DGM8-040 8 N 8 0.315 0016 @® A ®@ @ [ ] 1.181 0.264 0° 0°

@ : Lineup
A : To be discontinued

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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ACCELERATED MACHINING

SGM
External deep grooving and parting, 1 corner
RE Neutral PSIRL Left hand RE Right hand
?éf_
O PSIRR
INSL Ref. INSL Ref. 7‘

il ﬁ i il

Bl steel * ¥ 5%
M Stainless * | Y5 %
Cast iron * PG
Non-ferrous
Superalloys * |5 Y : First choice
H Hard materials ¢ : Second choice
Coated
Designation | S¢at |yanp W% CW002) RE I o o INSL - N IpgirLpsiRR
size (mm)| (in) | (in) | K = (in) | (in)
I T I
<< 6O
SGM2-020 2 N 2 0.079 0008 ® @ @ 0.787 0.197 Q° 0°
SGM2-020-6R 2 R 2 0.079 0008 ® @ @ 0.787 0.197 0° 6°
SGM2-020-6L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 6° 0°
SGM3-020 3 N 3 0.118 0008 @® @ @ 0.787 0.197 0° 0°
SGM3-020-6R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 6°
SGM3-020-6L 3 L 3 0.118 0008 ® @ @ 0.787 0.197 6° 0°
SGMB3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGM3-020-15L 3 L 3 0.118 0008 ©® @ @ 0.787 0.197 15° 0°
SGM4-030 4 N 4 0.157 0012 @ @ @ 0.787 0.197 0° 0°
SGM4-030-4R 4 R 4 0.157 0012 @ @ @ 0.787 0.197 0° 4°
SGM4-030-4L 4 L 4 0.157 0012 ® @ @ 0.787 0.197 4° 0°
SGM5-030 5 N 5 0.197 0012 ® @ @ 0.984 0.217 0° 0°
SGM6-030 6 N 6 0.236 0012 @ @ @ 0.984 0.217 0° 0°

@ : Lineup

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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I TUNGCUT

22

NN

DGS
External grooving and parting, 2 corners
RE Neutral PSIRL Left hand
E - r:
RE
INSL Ref. o | INSL Ref.

f@ﬁ

NicH SR

RE Right hand

V

PSIRR l
INSL Ref.

f@ﬁ

Bl stee | e | e e e *
M Stainless * * ¢ %
Cast iron PAG * DA PAG
Non-ferrous
Superalloys ¥* | Y%  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . Seat CW=0.05 CW=0.002) RE Qoo = INSL h
Designation size | HAND mm) | (i) (in) lﬁ g S ® P (in) (in) PSIRL|PSIRR
oo L I I (%2}
FFI<O P4
DGS1.4-016 1 N 1.4 0.055 0.006 ® 00 0.630 0.169 0° 0°
DGS2-020 2 N 2 0.079 0008 @ A © @ © [ J 0.787 0.197 0° 0°
DGS2-020-6R 2 R 2 0.079 0.008 ® 00 0.787 0.197 0° 6°
DGS2-020-6L 2 L 2 0.079 0.008 o 00 0.787 0.197 6° 0°
DGS2-002-6R 2 R 2 0.079 | 0.0008 o0 0.768 0.197 0° 6°
DGS2-002-6L 2 L 2 0.079 | 0.0008 ( BN ] 0.768 0.197 6° 0°
DGS2-020-15R 2 R 2 0.079 0.008 ® 00 0.787 0.197 0° 15°
DGS2-020-15L 2 L 2 0.079 0.008 o 00 0.787 0.197 15° 0°
DGS2-002-15R 2 R 2 0.079 | 0.0008 [ BN ] 0.768 0.197 0° 15°
DGS2-002-15L 2 L 2 0.079 | 0.0008 ( BN ] 0.768 0.197 15° 0°
DGS3-020 3 N 3 0.118 0008 @ A © @ @ [ J 0.787 0.197 0° 0°
DGS3-020-6R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 6°
DGS3-020-6L 3 L 3 0.118 0.008 ® 00 0.787 0.197 6° 0°
DGS3-002-6R 3 R 3 0.118 | 0.0008 [ BN ] 0.766 0.197 0° 6°
DGS3-002-6L 3 L 3 0.118 | 0.0008 o0 0.766 0.197 6° 0°
DGS3-020-15R 3 R 3 0.118 0.008 o 00 0.787 0.197 0° 15°
DGS3-020-15L 3 L 3 0.118 0.008 ® 00 0.787 0.197 15° 0°
DGS3-002-15R 3 R 3 0.118 | 0.0008 ( BN ] 0.766 0.197 0° 15°
DGS3-002-15L 3 L 3 0.118 | 0.0008 o0 0.766 0.197 15° 0°
DGS4-030 4 N 4 0.157 0012 @ A © @ @ [ J 0.787 0.197 0° 0°
DGS4-030-4R 4 R 4 0.157 0.012 ® 00 0.787 0.197 0° 4°
DGS4-030-4L 4 L 4 0.157 0.012 ® 00 0.787 0.197 4° 0°
DGS5-030 5 N 5 0.197 0012 @ A © @ @ [ J 0.984 0.217 0° 0°
DGS6-030 6 N 6 0.236 0012 @ A ©@ @ @ 0.984 0.217 0° 0°
@ : Line up
A : To be discontinued
Caution
The tool will interfere with the workpiece when grooving larger diameters than gDmax.
Designation oDmax (in) Designation oDmax (in)
DGM2-002-15R/L 1.102 DGS2-002-15R/L 1.102
DGM3-002-15R/L 1.141 DGS3-002-15R/L 1.141
DGM4-030-15R/L 1.181 SGS3-020-15R/L 4.055
SGM3-020-15R/L 4.055 SGS3-002-15R/L 1.338

Reference pages:

Toolholders — P.34 - 61, Standard cutting conditions — P.62
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ACCELERATED MACHINING

SGS
External deep grooving and parting, 1 corner
RE Neutral PSIRL Left hand RE Right hand
ﬁ\
5 E—— ,
PSIRR
INSL Ref. INSL Ref. INSL Ref.

e ﬁﬁ 6=

Bl steel * ¥ 5%
M Stainless * | Y5 %
Cast iron * PG
Non-ferrous
Superalloys * |5 Y : First choice
H Hard materials Y¢ : Second choice
Coated
o Seat CW=0.05|CW=0.002] RE [ _ o INSL | h
Designation size | HAND mm) | (in) (in) § 5 & (in) (in) PSIRL|PSIRR
I T I
<< O
SGS2-020 2 N 2 0.079 0008 ® @ @ 0.787 0.197 0° 0°
SGS2-020-6R 2 R 2 0.079 0008 ® @ @ 0.787 0.197 0° 6°
SGS2-020-6L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 6° 0°
SGS2-020-15R 2 R 2 0.079 0008 ® @ @ 0.787 0.197 0° 15°
SGS2-020-15L 2 L 2 0.079 0008 ® @ @ 0.787 0.197 15° 0°
SGS3-020 3 N 3 0.118 0008 ® @ @ 0.787 0.197 0° 0°
SGS3-020-6R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 6°
SGS3-020-6L 3 L 3 0.118 0008 @® @ @ 0.787 0.197 6° 0°
SGS3-002-6R 3 R 3 0.118 | 0.0008 [ AN ) 0.780 0.197 0° 6°
SGS3-002-6L 3 L 3 0.118 0.0008 [ AN ) 0.780 0.197 6° 0°
SGS3-020-15R 3 R 3 0.118 0008 ® @ @ 0.787 0.197 0° 15°
SGS3-020-15L 3 L 3 0.118 0008 ® @ @ 0.787 0.197 15° 0°
SGS3-002-15R 3 R 3 0.118 | 0.0008 [ AN ) 0.780 0.197 0° 15°
SGS3-002-15L 3 L 3 0.118 0.0008 [ AN ) 0.780 0.197 15° 0°
SGS4-030 4 N 4 0.157 0012 ® @ @ 0.787 0.197 0° 0°
SGS5-030 5 N 5 0.197 0012 @ @ @ 0.984 0.217 0° 0°
SGS6-030 6 N 6 0.236 0012 @ @ @ 0.984 0.217 0° 0°

@ : Line up

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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DGG

External grooving (for high precision)

INSL Ref.

- Steel

TUNGCUT

Stainless

Cast iron

Non-ferrous

Superalloys

H Hard materials

* %k %

PAe
*
PAG % : First choice

v : Second choice

Coated Cermet | Uncoated
. . CW=0.02(CW:0.0008 RE |© (= INSL h
Designation Seat - . S B 5 i i
size | (mm) | (in) | (n) | - S (in) | (in)
T 2] (7]
< P4 N
DGG200-020 2 2 0.079 0.008 | @ [ J [ ] 0.787 0.197
DGG300-020 3 3 0.118 0.008 | @ [ J [ ] 0.787 0.197
DGG400-040 4 4 0.157 0.016 | @ [ J [ ] 0.787 0.197
DGG500-040 5 5 0.197 0.016 | @ [ J [ ] 0.984 0.217
DGG600-040 6 6 0.236 0.016 | @ [ J [ ] 0.984 0.217
@ : Line up
DGL
External grooving and parting
RE
21 Pele——1 1
(@]
7 INSL Ret.
E 'ﬁ
- Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * v : First choice
H Hard materials ¥% : Second choice
Coated
. . CW:0.05|CW=0.002] RE |© INSL h
Designation Seat . . ) .
size | (mm) | (in) | (n) | (in) | (in)
ag
<
DGL3-025 3 3 0.118 0010 | @ 0.787 0.197
DGL4-030 4 4 0.157 0.012 | @ 0.787 0.197
DGL5-030 5 5 0.197 0012 | @ 0.984 0.217
DGL6-080 6 6 0.236 0031 | @ 0.984 0.217
@ : Line up

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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ACCELERATED MACHINING

DGE

External grooving (for high precision)

Bl steel * || ¥r *
M Stainless * | Y% %
Cast iron * DA PA¢
Non-ferrous
Superalloys ) dhie  : First choice
H Hard materials v : Second choice
Coated Cermet
Designation Seat | CW:005CW-00008 - RE § 08 § CDX | INSL |- h
size¢ | (mm) | (n) | (n) KK = o (in) | (in) | (in)
I T I N
<O P
DGE100-000 2 1 0.039 0 [ I} [ J 0.098 0.787 0.197
DGE130-000 2 1.3 0.051 0 [ 3N} [ J 0.098 0.787 0.197
DGE160-010 2 1.6 0.063 0004 ©® @ @ [ J 0.098 0.787 0.197
DGE185-010 2 1.85 0.073 0004 @® @ @ [ J 0.138 0.787 0.197
DGE215-015 2 2.15 0.085 0006 ® @ @ [ ] 0.138 0.787 0.197
@ : Lineup
Caution

oDmax is limited as shown in the picture to the right according to
the groove depth, G.D. Please refer to the following table.

G.D = Groove depth

Designation |M&x groove oDmax (in)

depth (mm) | T=0.039 | T=0.059 | T=0.079 | T=0.098 | T=0.118
DGE100-000
DGE130-000 | 0.079 B} )
DGE185-010
DGE215-015 | 0118 0.35 0.28

Relevant area
(Interference)

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62

www.tungaloy.com/us 25



TUNGCUT

DTM

External face grooving and turning

RE

e "]

6 INSL Ref.

0w =

-Steel *
M Stainless *
Cast iron *
Non-ferrous
Superalloys * % : First choice
H Hard materials ¥ : Second choice
Coated
Designation Seat CW=005 cw.:o.ooz BE § INSL .h
size | (mm) | (in) | (n) |Q in) | (in)
3
DTM3-030 3 3 0.118 | 0012 | @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0.016 | @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0.031 | @ 0.787 | 0.197
DTM5-080 5 5 0.197 | 0031 | @ 0.984 | 0.217
DTM6-080 6 6 0.236 | 0.031 |@ 0.984 | 0.217
DTM8-080 8 8 0.315 | 0.031 | @ 1.181 | 0.264
@ : Line up

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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ACCELERATED MACHINING

DTE

External face grooving and turning (for high precision)

RE
i

"" INSL Ref. ‘
K
BBl steel ||| velve] | [k
M Stainless * * | Y %
Cast iron PAG * DA
Non-ferrous
Superalloys ) dhie  : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
Designation Seat |CW:002CWa0me RE ||\, @ o o 3 INSL | h
size | (mm)| (in) | (n) VKK = o (in) | (in)
oo LI I (7]
F <O P4
DTE265-015 3 2.65 0.104 0006 @ A ©®@ @ © [ ] 0.787 0.197
DTE300-020 3 3 0.118 0008 @ A ©@ @ O [ ] 0.787 0.197
DTE300-040 3 3 0.118 0016 @ A ®@ @ @ [} 0.787 0.197
DTE315-015 3 3.15 0.124 0006 @ A ®@ @ O [ ] 0.787 0.197
DTE400-040 4 4 0.157 0016 @ A ©@ @ @ [ ] 0.787 0.197
DTE400-080 4 4 0.157 0031 @ A ©@ @ O [ ] 0.787 0.197
DTE415-015 4 415 0.163 0006 ® A ®@ @ @ o 0.787 0.197
DTE478-055 5 4.78 0.188 0022 @ A ©@ @ O [ ] 0.984 0.217
DTE500-040 5 5 0.197 0016 @ A ®@ @ @ [ ] 0.984 0.217
DTE500-080 5 5 0.197 0031 @ A ©@ @ © [ ] 0.984 0.217
DTE515-015 5 5.15 0.203 0006 ® A ®© @ @ 0.984 0.217
DTE600-080 6 6 0.236 0031 @ A ©®@ @ O 0.984 0.217
DTE600-120 6 6 0.236 0047 @ A © @ O 0.984 0.217
DTE800-080 8 8 0.315 0031 @ A ©@ @ O 1.181 0.264
DTE800-120 8 8 0.315 0047 @ A ©® @ @ 1.181 0.264
@ : Lineup

A : To be discontinued

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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DTE

External face grooving and turning

TUNGCUT

* k| k|| *
M Stainless * *  YY %
Cast iron S * % DA
Non-ferrous
Superalloys * | ¥ : First choice
H Hard materials Y% : Second choice
Coated Cermet
. . CW:0.05|CW=0.002| RE o] Q INSL h
Designation Seat . - o YW . ) .
size | (mm) | (n) | (n) |§ SwRE 2 8 in) | (in)
>l T I N
PPRIIO z
DTE3-040 3 3 0.118 0016 @ A © @ @ O o 0.787 0.197
DTE4-040 4 4 0.157 0016 @ A © @ @ @ [ J 0.787 0.197
DTE5-040 5 5 0.197 | 0.016 { BN ] 0.984 | 0.217
DTE6-080 6 6 0.236 0.031 ([ 3N J 0.984 0.217
@ : Lineup
A : To be discontinued
DTX
External/Internal face grooving and turning
RE
H ==
O
7 INSL Ref.
-y
BBl st | Je [ |7 | *
M Stainless * ) dhidbh’ ¢
Cast iron Pig * DA Pig
Non-ferrous
Superalloys * | Y% Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.05|CW=0.002| RE 0 Q INSL h
Designation Seat : - vy Qe 8 . .
size | (mm) | (in) | (n) I YRK = S (in) | (in)
oo LII (2]
FFFIC<<O =2
DTX3-030 3 3 0.118 0012 @ A © @ @ [ J 0.787 0.197
DTX4-040 4 4 0.157 0016 ® A @ @ @ [ J 0.787 0.197
DTX5-040 5 5 0.197 0016 @ A ©® @ @ [ J 0.984 0.217
DTX6-080 6 6 0.236 0.031 ® 00 0.984 0.197
@ : Lineup

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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28 Tung-Cut



ACCELERATED MACHINING

DTR
Profiling and undercutting (for high precision)
RE
e — 4
S
7° INSL Ref.

il A

Bl stee * e ok [ Y| *
M Stainless * * | Y %
Cast iron PAG * DA PAG
Non-ferrous
Superalloys ) dhie  : First choice
H Hard materials Y¢ : Second choice
Coated Cermet
. . CW:0.02/CW:0.0008) RE 0 [=] INSL h
Designation Seat _ oo S0 g @ S )
sz | (mm)| (n) | (n) J¥IRK = o (in) | (in)
oo L I I 172}
FF< <O P4
DTR300-150 3 3 0.118 0059 @ A © @ O [ J 0.787 0.197
DTR400-200 4 0.157 0079 @ A © @ @ [ ] 0.787 0.197
DTR478-239 5 4.78 0.188 0094 @ A © @ O [} 0.984 0.217
DTR500-250 5 0.197 0098 @ A © © O [ ] 0.984 0.217
DTR600-300 6 0.236 0118 @ A ©® @ ©® 0.984 0.217
@ : Line up
A : To be discontinued
DTR
Profiling and undercutting
RE
; Z ——————
] ——
7 INSL Ref. ‘
== D |
Bl stee * % | He|ve| |3 *
M Stainless * ) A *
Cast iron PG * PAdDAG DA
Non-ferrous
Superalloys ) dbidh ¢ ¥ : First choice
H Hard materials < : Second choice
Coated Cermet
. . CW=:0.05|CW=0.002) RE 0 o INSL h
Designation Seat . . o N0 Yg 3 ) .
sizeé | (mm)| (in) | (in) |JIRK QS o (in) | (in)
oo LI II (%)
FFILI< O P4
DTR3-150 3 3 0.118 0059 @ A © @ O O [ ] 0.787 0.197
DTR4-200 4 4 0.157 0079 @ A © © @ O [ ] 0.787 0.197
DTR5-250 5 5 0.197 0098 @ A © © 0 O [ ] 0.984 0.217
DTR6-300 6 6 0.236 0118 | @ A @ @ [ ] 0.984 0.217
DTR8-400 8 8 0.315 0157 | @ A @ © [ J 1.181 0.264
@ : Line up

A : To be discontinued

Reference pages: Toolholders — P.34 - 61, Standard cutting conditions — P.62
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TUNGCUT

DTIU
Profiling and undercutting (for high precision)
RE

Bl steel * || ¥
M Stainless ¥ Y %
Cast iron * S
Non-ferrous
Superalloys * | Y% v : First choice
H Hard materials < : Second choice
Coated
Designation Seat CW=0.02 cwfo.ooos F_{E g 2 g |Ns|_ _h
size | (mm)| () | (n) Q@ N 2 (in) | (in)
I T I
<< O
DTIU300-150 3 3 0.118 0059 @ @ @ 0.787 0.197
DTIU400-200 4 4 0157 | 0079 @ @ @ 0.787 | 0.197
DTIU500-250 5 5 0.197 | 0098 @ ©® © 0.984 | 0.217
DTIU600-300 6 6 0.236 0118 @ @ @ 0.984 0.217
@ : Lineup
DTI
Internal grooving and turning (for high precision)
RE
PE—
Oy {
14 L INSL Ref. ,
Eiw - Steel ¥ 9 o 5% | 5% *
M Stainless * * e %
Cast iron DA D ¢ DA PG
Non-ferrous
Superalloys ) dAd Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
Designation Seat CW00zCW:0008 RE | ) & v o 2 INSL | h
size [ (mm) | (in) | (n) Y V¥RK = o (in) | (in)
oo LI I (7]
F <O P4
DTI300-040 3 3 0.118 0016 @ A ®@ @ @ [ ] 0.787 0.197
DTI400-040 4 4 0.157 0016 @ A ®@ @ @ [ ] 0.787 0.197
DT1400-080 4 4 0.157 0031 @ A ©@ @ O [ ] 0.787 0.197
DTI500-040 5 5 0.197 0016 @ A ®© @ @ [ J 0.984 0.217
DTI500-080 5 5 0.197 0031 @ A ©@ @ O [ ] 0.984 0.217
DTI600-080 6 6 0.236 0031 | @ A ©@ @ @ 0.984 0.217
DTI600-120 6 6 0.236 0047 @ A ©@ @ O 0.984 0.217
DTI1800-080 8 8 0315 | 0031 @ A © @ @ 1.181 0.264
DTI800-120 8 8 0.315 0047 @ A ©® @ © 1.181 0.264
@ : Line up

A : To be discontinued

Reference pages: DTIU : Toolholders — P.40, 47, Standard cutting conditions — P.62
DTl : Toolholders — P.44, Standard cutting conditions — P.62
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ACCELERATED MACHINING

DTI

Internal grooving and turning

RE

=
O
14 INSL Ref.

e
& Ry

- Steel * | [ X *
M Stainless * * | Y %
Cast iron PAG * DA DA
Non-ferrous
Superalloys ¥* | v % : First choice
H Hard materials ¥ : Second choice
Coated Cermet
. . CW=0.02|CW0.001| RE © Q INSL h
Designation Seat ) . ooy 03 8 . :
size | mm) | () | (n) §NREY 2 8 (in) | (in)
oo LI I %)
FF<<O P4
DTI3-040 3 3 0.118 0016 @ A ©@ @ @ [ J 0.787 0.197
DT14-040 4 4 0.157 0016 @ A ©@ @ @ [ J 0.787 0.197
@ : Line up
A : To be discontinued
DGIM
Small diameter internal grooving
Z|RE
O
A
14° INSL Ref.
- iy
- Steel * | [ |k *
M Stainless * ) dhidh ¢
Cast iron bAdID ¢ Y PA¢
Non-ferrous
Superalloys ¥* | v Y : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW:0.05|CW=0.002] RE 0 =] INSL h
Designation Seat . - ooy Qe 8 . :
size | (mm) | (in) | (n) Y} VIR K = S (in) | (in)
>o LI I n
F <O =2
DGIM2-020 2 2 0.079 0008 @ A © @ O [ J 0.787 0.197
@ : Line up

A : To be discontinued

Reference pages: Toolholders — P.44, Standard cutting conditions — P.62
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TUNGCUT

DGIS

Small diameter internal grooving
(%iRE

14° INSL Retf

i

BBl stee * | e [ e[ ¥ | *
M Stainless * * ¢ %k
Cast iron PG * DA S
Non-ferrous
Superalloys ) dPAd v : First choice
H Hard materials Y% : Second choice
Coated Cermet
. . CW:0.05|CW=0.002| RE o] Q INSL h
Designation Seat . - oo S0 g 2 ) .
size | (mm)| (in) | (in) ¥R KN~ = o (in) | (in)
oo LI I (]
F <O P4
DGIS2-020 2 2 0.079 0008 @ A ©@ @ O [ J 0.787 0.197
@ : Line up
A : To be discontinued
DTF
Face grooving and turning
RE
HEP—a
i]\ INSL Ref.
Right hand (R) shown.
- Steel b dhAdD dRAGIAS *
M Stainless * * | Y|k
Cast iron PAG > DA PAG
Non-ferrous
Superalloys ) A  : First choice
H Hard materials ¢ : Second choice
Coated Cermet
. . CW=0.05/CW=0.002) RE 0 Q INSL h L1
Designation Seat | AND : = o0 S0 g o _ _ .
size (mm)| (in) | (in) ¥ VR K = o (in) | (in) | (in)
oo LI I n
F <O P4
DTF3-040-R 3 R 3 0.118 0016 @ A ®@ @ @ [ ] 0.787 0.197 0.630
DTF3-040-L 3 L 3 0.118 0016 @ A ®@ @ @ [ ] 0.787 0.197 0.630
DTF4-040-R 4 R 4 0.157 0016 @ A ®@ @ @ [ ] 0.787 0.197 0.630
DTF4-040-L 4 L 4 0.157 0016 @ A ®@ @ @ [ ] 0.787 0.197 0.630

@ : Line up
A : To be discontinued

Reference pages: DGIS: Toolholders — P.44, Standard cutting conditions — P.62
DTF : Toolholders — P.48 - 49, 59, Standard cutting conditions — P.62
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ACCELERATED MACHINING

DTA

Aluminum wheel machining (for high precision)

RE
=
O

AN

e ——"
- wiR

Bl steel
M Stainless
Cast iron
Non-ferrous *
Superalloys Y : First choice
H Hard materials Y¢ : Second choice
Uncoated
, . Seat |CW=0.02/CW=0.0008 RE INSL h
Designation : . . . .
9 size | (mm) | () | (n) |2 iy |y | AN
I
|_
DTA600-300 6 6 0.236 0.118 | @ 0.984 0.217 7°
DTA800-400 8 8 0.315 0.157 | @ 1.181 0.264 10°
@ : Line up
SGN
External grooving of hardened steel
RE
2
O
7 INSL Ref.
Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys Y : First choice
H Hard materials |y ¥ : Second choice
CBN
. . CW:0.025 CW=0.001| RE INSL h
Designation Seat i 18 ) )
size | (mm) | (in) | (in) |& (in) | (in)
X
1]
SGN200-020 2 2 0.079 0.008 | @ 0.787 0.197
SGN300-020 3 3 0.118 0.008 | @ 0.787 0.197
SGN400-020 4 4 0.157 0.008 | @ 0.787 0.197
@ : Line up

Reference pages: DTA : Toolholders — P.57, Standard cutting conditions — P.62
SGN : Toolholders — P.34 - 61, Standard cutting conditions — P.62
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TUNGCUT

CTER/L

External grooving, parting and turning toolholder

B

CTER/L10-2T08
CTER/L12-2T08
CTER/L16-2T08
CTER/L10-2T12
CTER/L12-2T12
CTER/L16-2T12
CTER/L10-2T17
CTER/L12-2T17
CTER/L16-2T17
CTER/L10-3T09
CTER/L12-3T09
CTER/L16-3T09
CTER/L12-3T12
CTER/L16-3T12
CTER/L10-3T20
CTER/L12-3T20
CTER/L16-3T20
CTER/L16-3T25
CTER/L10-4T10
CTER/L12-4T10
CTER/L16-4T10
CTER/L12-4T15
CTER/L16-4T15
CTER/L10-4T25
CTER/L12-4T25
CTER/L16-4T25
CTER/L20-4T25
CTER/L12-5T12
CTER/L16-5T12
CTER/L16-5T20
CTER/L16-5T32
CTER/L20-5T32
CTER/L12-6T12
CTER/L16-6T12
CTER/L16-6T20
CTER/L16-6T32
CTER/L20-6T32
CTER/L16-8T16
CTER/L16-8T25
CTER/L20-8T25
CTER/L16-8T36
CTER/L20-8T36

é 8

When groove depth is larger than (insert length - 0.059"), please use 1-cornered insert.

0.079 2

0.079 2

0.079 2

0.079 2

0.118 3

0.118 3

0.118 3

0.118 3

0.118 3

0.157 4

0.157 4

0.157 4

0.157 4

0.197 5

0.197 5

0.197 5

0.236 6

0.236 6

0.315 8

0.315 8

W ©® W W W O O O O O G o g o G~ B B BB DB D DB W OWWOWOWOWOWowowWwNDNDDNDNDDNDNDDNDDND

0.315 8

Seat size
2

(1) "WF" value is calculated with groove width "CW" shown in the table.
Torque: Recommended clamping torque: Ibs-ft

CDX
0.315
0.315
0.315
0.472
0.472
0.472
0.669
0.669
0.669
0.354
0.354
0.354
0.472
0.472
0.787
0.787
0.787
0.984
0.394
0.394
0.394
0.590
0.590
0.984
0.984
0.984
0.984
0.472
0.472
0.787
1.260
1.260
0.472
0.472
0.787
1.260
1.260
0.630
0.984
0.984
1.417
1.417

=/CD
§° o
'Y LF .
LA
L
)
HBH]

H B LF LH HF
0.625 0.625 4.500 1.299 0.625
0.750 0.750 5.000 1.299 0.750
1.000 1.000 6.000 1.299 1.000
0.625 0.625 4.500 1.260 0.625
0.750 0.750 5.000 1.260 0.750
1.000 1.000 6.000 1.260 1.000
0.625 0.625 4.500 1.457 0.625
0.750 0.750 5.000 1.457 0.750
1.000 1.000 6.000 1.457 1.000
0.625 0.625 4.500 1.260 0.625
0.750 0.750 5.000 1.260 0.750
1.000 1.000 6.000 1.260 1.000
0.750 0.750 5.000 1.260 0.750
1.000 1.000 6.000 1.260 1.000
0.625 0.625 4.500 1.516 0.625
0.750 0.750 5.000 1.516 0.750
1.000 1.000 6.000 1.516 1.000
1.000 1.000 6.000 1.752 1.000
0.625 0.625 4.500 1.260 0.625
0.750 0.750 5.000 1.260 0.750
1.000 1.000 6.000 1.260 1.000
0.750 0.750 5.000 1.299 0.750
1.000 1.000 6.000 1.299 1.000
0.625 0.625 4.500 1.772 0.625
0.750 0.750 5.000 1.772 0.750
1.000 1.000 6.000 1.772 1.000
1.250 1.250 7.000 1.772 1.250
0.750 0.750 5.000 1.457 0.750
1.000 1.000 6.000 1.457 1.000
1.000 1.000 6.000 1.457 1.000
1.000 1.000 6.000 2.205 1.000
1.250 1.250 7.000 2.205 1.250
0.750 0.750 5.000 1.457 0.750
1.000 1.000 6.000 1.457 1.000
1.000 1.000 6.000 1.614 1.000
1.000 1.000 6.000 2.205 1.000
1.250 1.250 7.000 2.205 1.250
1.000 1.000 6.000 1.850 1.000
1.000 1.000 6.000 1.850 1.000
1.250 1.250 7.000 1.850 1.250
1.000 1.000 6.000 2.362 1.000
1.250 1.250 7.000 2.362 1.250

WF®
0.629
0.754
1.004
0.629
0.754
1.004
0.629
0.754
1.004
0.637
0.762
1.012
0.763
1.012
0.637
0.762
1.012
1.012
0.645
0.770
1.020
0.770
1.020
0.645
0.770
1.020
1.270
0.774
1.024
1.024
1.024
1.274
0.770
1.020
1.023
1.020
1.270
1.039
1.039
1.289
1.039
1.289

T 7
‘HL

Right hand (R) shown.

HBH Torque
0.157 3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
3.69
- 3.69
3.69
3.69
- 3.69
- 3.69
- 3.69
- 3.69
3.69
- 3.69
- 3.69
- 3.69
6.27
- 6.27
- 6.27
- 6.27
- 6.27
6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 6.27
- 8.85
- 8.85
0.276 8.85
0.276 8.85
0.276 8.85
- 8.85
0.276 8.85
0.276 8.85
- 8.85
0.276 8.85
- 8.85

Tung-Cut



ACCELERATED MACHINING

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L10-2T08 CM5X0.8X16-A P-4
CTER/L12-2T08 CM5X0.8X20-A P-4
CTER/L16-2T08 CM5X0.8X25-A P-4
CTER/L10-2T12 CM5X0.8X16-A P-4
CTER/L12-2T12 CM5X0.8X20-A P-4
CTER/L16-2T12 CM5X0.8X25-A P-4
CTER/L10-2T17 CM5X0.8X16-A P-4
CTER/L12-2T17 CM5X0.8X20-A P-4
CTER/L16-2T17 CM5X0.8X25-A P-4
CTER/L10-3T09 CM5X0.8X16-A P-4
CTER/L12-3T09 CM5X0.8X20-A P-4
CTER/L12-3T12 CM5X0.8X25-A P-4
CTER/L16-3T12 CM5X0.8X20-A P-4
CTER/L10-3T20 CM5X0.8X25-A P-4
CTER/L12-3T20 CM5X0.8X16-A P-4
CTER/L16-3T20 CM5X0.8X20-A P-4
CTER/L16-3T25 CM5X0.8X25-A P-4
CTER/L10-4T10 CMBX1X16-A P-5
CTER/L12-4T10 CMBX1X20-A P-5
CTER/L16-4T10 CM6X1X25-A P-5
CTER/L12-4T15 CMBX1X20-A P-5
CTER/L16-4T15 CM6X1X25-A P-5
CTER/L10-4T25 CMBX1X16-A P-5
CTER/L12-4T25 CMBX1X20-A P-5
CTER/L16-4T25 CMBX1X25-A P-5
CTER/L20-4T25 CMBX1X25-A P-5
CTER/L12-5T12 CMBX1X20-A P-5
CTER/L16-5T12 CM6X1X25-A P-5
CTER/L16-5T20 CMBX1X25-A P-5
CTER/L16-5T32 CM6X1X25-A P-5
CTER/L20-5T32 CM8X1.25X20-A P-6
e e CMB8X1.25X25-A P-6
CTER/L16-6T20 CM8X1.25X25-A P-6
I Tl CMB8X1.25X25-A P-6
CTER/L16-8T16 CM8X1.25X25-A P-6
o CM8X1.25X25-A P-6
CUE LG CMB8X1.25X25-A P-6

CTER/L20-8T36

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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TUNGCUT

CTER/L
External grooving, parting and turning toolholder

. e " Wi
s e v

©
) &
_
M Right hand (R) shown.
Metric Ccw Seat size CDX H B LF LH HF WF ™ HBH Torque*
CTER/L1616-2TO8 [~ 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/L2525-2T08  [2 2 8 25 25 150 33 25 25.1 = 5
CTER/L1616-2T12 2 2 12 16 16 110 32 16 16.1 4 5
CTER/L2020-2T12 [ 20 2 12 20 20 125 32 20 20.1 - 5
CTER/L2525-2T12 2 2 12 25 25 150 32 25 25.1 - 5
CTER/L1616-2T17  [20N 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/L2525-2T17  [2 2 17 25 25 150 37 25 25.1 = 5
CTER/L2525-2T20 2 2 20 25 25 150 38.5 25 25.1 - 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/L2525-3T09 [N 3 9 25 25 150 32 25 25.3 = 5
CTER/L1616-3T12 3 3 12 16 16 110 32 16 16.3 4 5
CTER/L2020-3T12 8 3 12 20 20 125 32 20 20.3 - 5
CTER/L2525-3T12 3 3 12 25 25 150 32 25 25.3 - 5
CTER/L1616-3T20  [GI 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/L2525-3T20 [N 3 20 25 25 150 38.5 25 25.3 - 5
CTER/L2525-3T25 3 3 25 25 25 150 445 25 25.3 - 5
CTER/L1616-4T10  [4H 4 10 16 16 110 32 16 16.5 4 85
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/L2525-4T10  [ATN 4 10 25 25 150 32 25 25.5 = 85
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 - 8.5
CTER/L2525-4T15 |4 4 15 25 25 150 33 25 255 - 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/L2020-4T25  [ATH 4 25 20 20 125 45 20 20.5 = 85
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 85
CTER/L3232-4T25  [NANH 4 25 32 32 170 45 32 32,5 = 85
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTER/L2525-5T12  [N6 5 12 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T17 5 5 17 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T20  [EIH 5 20 25 25 150 37 25 25.6 = 85
CTER/L2525-5T32 5 5 32 25 25 150 56 25 25.6 - 85
CTER/3232-5T32 [6 5 32 32 32 170 56 32 326 - 8.5
CTER/L2020-6T12 6 6 12 20 20 125 37 20 20.6 - 12
CTER/L2525-6T12  [EII 6 12 25 25 150 37 25 25.6 7 12
CTER/L2525-6T16 6 6 16 25 25 150 39 25 25.6 7 12
CTER/L2525-6T20  [E 6 20 25 25 150 41 25 25.6 7 12
CTER/L2525-6T25 6 6 25 25 25 150 47 25 25.6 7 12
CTER/L2525-6T32  [6 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6T32 6 6 32 32 32 170 56 32 32.6 - 12
CTER/L2525-8T16 [N 8 16 25 25 150 47 25 26.1 7 12
CTER/L2525-8T25 8 8 25 25 25 150 47 25 26.1 7 12
CTER/L3232-8T25 [N 8 25 32 32 170 47 32 33.1 - 12
CTER/L3232-8T32 8 8 32 32 32 170 56 32 33.1 - 12
CTER/L2525-8T36  [@| s 36 25 25 150 60 25 26.1 7 12
CTER/L3232-8T36 8 8 36 32 32 170 60 32 33.1 - 12

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)
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ACCELERATED MACHINING

SPARE PARTS

Designation
CTER/L1616-2T08

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

&

Clamping screw
CM5X0.8X16-A

CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X16-A
CM5X0.8X20-A
CM5X0.8X25-A
CM5X0.8X25-A
CMBX1X16-A
CMB6X1X20-A
CM6X1X25-A
CM6X1X20-A
CM6X1X25-A
CM6X1X16-A
CM6X1X20-A
CMBX1X25-A
CMBX1X25-A
CMB6X1X20-A
CMBX1X25-A
CMBX1X25-A
CMBX1X25-A
CMB6X1X25-A
CMBX1X25-A
CM8X1.25X20-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A
CM8X1.25X25-A

{

Wrench
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-4
P-5
P-5
=5
P-5
P-5
P-5
=5
P-5
P-5
P-5
=5
P-5
P-5
P-5
[F=5
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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TUNGCUT

CTER/L-GHP TUNG TJET

Mono-block external grooving and parting toolholder, with high pressure coolant capability

G1/8" BSPP - [
—— 8 SR
[T CDX TeTT ¥
oo E =@
B LF -
ﬁ t IR | I¢
G1/8" BSPP BH Right hand (R) shown.
[ Inch | CW(in) CW (mm) I N G B LF LH HF  WF®  HBH Torque

CTER/L12-2T17-CHP 2 0.669 0750 0750 5000 1772 0750 0715  0.157 4.06
CTER/L16-2T17-CHP 0.079 2 2 0.669  1.000 1.000 6.000 1772  1.000  0.965 - 4.06
CTER/L12-3T25-CHP 3 0.984 0750 0750 5000 2.008 0750 0703  0.157 4.06
CTER/L16-3T25-CHP 0.118 3 3 0.984  1.000 1.000 6.000 2.008 1.000  0.953 - 4.06
CTER/L16-4T25-CHP 067 a4 0.984  1.000 1.000 6.000 2170 1.000  0.941 = 5.90
CTER/L16-5T32-CHP 0.197 5 5 1260  1.000  1.000 6.000 2323  1.000  0.924 - 5.90
CTER/L16-6T32-CHP _ 6 1260  1.000 1.000 6.000 2441  1.000 0905 0276 8.85

Seat size CDX H B LF LH HF WF ™) HBH  Torque*
CTER/L2020-2T17-CHP 2 17 20 20 125 45 20 20.1 4 515)

CTER/L2525-2T17-CHP 2 2 17 25 25 150 45 25 25.1 - 5.5
CTER/L2020-3T20-CHP 3 20 20 20 125 48 20 20.3 4 5.5
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 25.3 - 5.5
CTER/L2525-3T25-CHP - 3 25 25 25 150 51 25 253 = 55
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 25.5 -

CTER/L2525-5T20-CHP [ 5 20 25 25 150 49 25 25.58 =

CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)

Inch @ (
SPARE PARTS

Designation Clamping screw Wrench
CTER/L12-2T17-CHP CM5x0.8x20-A P-4
CTER/L16-2T17-CHP CM5x0.8x20-A P-4
CTER/L12-3T25-CHP CM5x0.8x25-A P-4
CTER/L16-3T25-CHP CM5x0.8x25-A P-4
CTER/L16-4T25-CHP CM6x1x16-A P-5
CTER/L16-5T32-CHP CM6x1x16-A P-5
CTER/L16-6T32-CHP CM8x1.25x20-A P-6

Metric

SPARE PARTS @ (

Designation Clamping screw Wrench

CTER/L2020-2T17-CHP CM5x0.8x20-A P-4
CTER/L2525-2T17-CHP CM5x0.8x25-A P-4
CTER/L2020-3T20-CHP CM5x0.8x20-A P-4
CTER/L2525-3T20-CHP CM5x0.8x25-A P-4
CTER/L2525-3T25-CHP CM5x0.8x25-A P-4
CTER/L2525-4T25-CHP CM6x1x16-A R=5]
CTER/L2525-5T20-CHP CM6x1x16-A P-5
CTER/L2525-6T20-CHP CM8x1.25x20-A P-6

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
Parts for coolant hose — P.64
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ACCELERATED MACHINING

CTEFR/L
External face grooving and turning toolholder

.. CDX v L
i H % }
w §¢ I /
m
2, o1 @
LH
'y ]
Lz“i T
Y A Right hand (R) shown.
Seat size CDX HF B H LF WF () LH Torque
CTEFR/L12-4T04 2,3, 4 0.189 0.750 0.750 0.750 5.000 0.770 1.300 6.27
CTEFR/L16-4T04 0.157 4 2,3,4 0.189 1.000 1.000 1.000 6.000 1.020 1.300 6.27
CTEFR/L12-6T04 _ 5,6 0.189 0.750 0.750 0.750 5.000 0.236 1.460 6.27
CTEFR/L16-6T04 0.236 6 5,6 0.189 1.000 1.000 1.000 6.000 1.020 1.460 6.27

(1) "WF" value is calculated with groove width "CW" shown in the table.
Use the right-hand insert for the right-hand holder with DTF insert.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS (
Designation Clamping screw Wrench
CTEFR/L12-4T04 CM6X1X20-A P-5
CTEFR/L16-4T04 CMBX1X25-A P-5
CTEFR/L12-6T04 CM6X1X20-A BE5)
CTEFR/L16-6T04 CMBX1X25-A BE5)

Face grooving
Min. machining dia.

Face grooving
Min. machining dia.

Groove width Groove width

CW (in) DAXMIN (in) CW (in) DAXMIN (in)

DGM/ DGS / SGN
DGM /DGS /SGN / DGL 0.118 3.622 DTR 0.157 1.260
DGM /DGS / SGN / DGL 0.157 1.457 DTR 0.197 1.890
DGM / DGS / DGL 04197 2.362 DTR 0.236 1.890
DGM /DGS/DGL 0.236 2.244 DTX 0.118 0.866
DTE/DGG/DTM 0.118 2.441 DTX 0.157 0.787
DTE/DGG /DTM 0.157 1.654 DTX 0197 0.787
DTE/DGG/DTM 0.197 2.520 DTX 0.236 0.906
DTE/DGG/DTM 0.236 2.402 DTF 0.118 0.787
DTF 0.157 0.787

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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TUNGCUT

CGEUR/L
External 45° undercutting toolholder

o In

LF | _

DMIN

<H,
9
’><
Y O
[®

Right hand (R) shown.

Seat size CDX H B LF LH HF WE® Insert Torque*
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 19.3 DTIU... 5

CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 233  DTIU... 5
CGEUR/L2525-3T02 _ 3 238 25 25 150 30 25 283  DTIU... 5
CGEUR/L1616-4T02 4 32 4 2.8 16 16 110 31 16 195  DTIU... 8.5
CGEUR/L2020-4T02 _ 4 238 20 20 125 31 20 23.5 DTIU... 85
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU... 8.5

CGEUR/L2525-6T03 _ 5,6 3.4 25 25 150 35 25 289  DTIU... 8.5

(1) "WF" value is calculated with groove width "CW" shown in the table.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

Designation Clamping screw Wrench
CGEUR/L****-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CMBX1X16-A RE5)
CGEUR/L2020-4T02 CM6X1X20-A P-5
CGEUR/L2525-4T02/6T03 CM6X1X25-A P-5

CAER/L-CHP TUNGMEYSTEM

Modular-type external grooving and parting blade, with high pressure coolant capability

0 ol
we

LTHT
1

{ ©”@ Y

LF

8 “cox_ ,
T A @
A Right hand (R) shown.

[ Inch | CW(n) CW(mm) ECEEIETT cDX H B LF WF®

CAER/L-2T16-CHP 2 0.630 1.299 0.283 1.634 0.287

18
=

CAER/L-2T20-CHP 0.079 2 2 0.787 1.299 0.283 1.791 0.287
CAER/L-3T16-CHP - oms 3 3 0.630 1.299 0.283 1.634 0.291
CAER/L-3T20-CHP 0.118 3 3 0.787 1.299 0.283 1.791 0.295
CAER/L-4T16-CHP - o174 4 0.630 1.299 0.283 1.634 0.303
CAER/L-4T20-CHP 0.157 4 4 0.787 1.299 0.283 1.791 0.303
CAER/L-5T20-CHP _ 5 0.787 1.299 0.283 1.823 0.307
CAER/L-6T20-CHP 0.236 6 6 0.787 1.299 0.283 1.823 0.307

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
(1) "WF" value is calculated with groove width "CW" shown in the table.

Reference pages: Inserts — P.30, Standard cutting conditions — P.62
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ACCELERATED MACHINING

CAEFR/L-CHP TUNGEMSESVYSTEM

Modular-type face and external grooving blade, with high pressure coolant capability

TS
CHT /
g
I% 4
g =
= m
o ‘ CDX ‘
jam e A | _
A Right hand (R) shown.
[ lnch | cw(n) CW(mm) RS CDX H B LF WF®
CAEFR/L-4T04-CHP 2,3,4 0.189 1.299 0.283 1.634 0.303
CAEFR/L-6T04-CHP 0.236 6 5,6 0.189 1.299 0.283 1.823 0.307

Use the right-hand insert for the right-hand holder with DTF insert. (1) "WF" value is calculated with groove width "CW" shown in the table.

Groove width Face grooving Groove width Face grooving
Insert ) Min. machining dia, Insert ) Min. machining dia.
CW (in) DAXMIN (in) CW (in) DAXMIN (in)

DGM /DGS / SGN 0.079 11.614 DTR 0.118 1.732
DGM /DGS / SGN / DGL 0.118 3.622 DTR 0.157 1.260
DGM /DGS / SGN / DGL 0.157 1.457 DTR 0.197 1.890
DGM /DGS / DGL 0.197 2.362 DTR 0.236 1.890
DGM /DGS / DGL 0.236 2.244 DTX 0.118 0.866
DTE/DGG /DTM 0.118 2.441 DTX 0.157 0.787
DTE/DGG/DTM 0.157 1.654 DTX 0.197 0.787
DTE/DGG/DTM 0.197 2.520 DTX 0.236 0.906
DTE/DGG/DTM 0.236 2.402 DTF 0.118 0.787
DTF 0.157 0.787

CHSR/L-CHP TUNEMSESVYSTEM

Shank for CAER/L-CHP blades with high pressure coolant capability

(LFASSY™)

(LPOS) @
‘ “Z\I
e N (1] T
FY o /0
G 1/8"-28 = i OAL
} 1
ISV m
; A\ Right hand (R)
with right-hand blade shown.
H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque
CHSR/L12-CHP 0.750 0.750 5.000 4.035 0.560 0.510 0.750 0.190 CAER/L-CHP 3.69
CHSR/L16-CHP 1.000 1.000 5.000 4.035 0.810 0.260 1.000 0.200 CAER/L-CHP 3.69
H B OAL LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHSR/L2020-CHP 20 20 130 105.5 15.1 12 20 10 CAER/L-CHP 5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 25 5 CAER/L-CHP 5

*WFASSY :Shank (WPOS) + blade (WF) Please see the page 63 for instructions on installing and removing the blade or the insert.

**LFASSY : Shank (LPOS) + blade (LF) Torque: Recommended clamping torque: Ibs-ft (*N-m)
Use right-hand blades (R) with right-hand shanks (R); and left-hand blades (L) with left-hand shanks (L).
Applicable for 30 MPa coolant

SPARE PARTS @ %& & § ( @ @

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2 O-ring Plug
CHSR/L...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N PLUGG1/8ISO1179
Recommended clamping torque (Ibs-ft, N-m)
Clamping screw Torque (Ibs-ft) Torque (N-m)
SRM5-04451 3.69 5
SRM6X12DIN6912 6.27 8.5
SRM6X20-XT 6.27 8.5

Reference pages: Inserts — P.20 - 33, Shank — P.41 - 43, Standard cutting conditions — P.62
Parts for coolant hose — P.64, Technical Reference — P.63
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TUNGCUT

CHFVR/L-CHP TUNGEMSEVYSTEM

Shank for CAER/L-CHP blades with high pressure coolant capability

7 e
i
& 3 5 It :
8 G 1/8"-28
>
— SK G 1/8"-28
©® =
L % &
[y .
LPOS = Right hand (R)
= (LFASSY™) with left-hand blade shown.
H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque
CHFVR/L12-CHP 0.750 0.750 5.500 1.100 5.307 0.020 0.234 0.750 0.431 CAER/L-CHP 3.69
CHFVR/L16-CHP 1.000 1.000 5.500 1.100 5.307 0.020 - 1.000 0.200 CAER/L-CHP 3.69
H B OAL LH LPOS WPOS HBKW HFASSY HBH Blade (Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5] 20 10 CAER/L-CHP 5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 25 5 CAER/L-CHP 5

*WFASSY : Shank (WPOS) + blade (LF)

**LFASSY : Shank (LPOS) + blade (WF)

Torque: Recommended clamping torque: Ibs-ft (“N-m)

Use right-hand blades (R) with left-hand shanks (L); and left-hand blades (L) with right-hand shanks (R).
Applicable for 30 MPa coolant

Please see the page 63 for instructions on installing and removing the blade or the insert.

SPARE PARTS & /é @ § ( @ &

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
CHFVR/L... SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 ORS5X1N PLUGG1/8ISO1179

Recommended clamping torque (Ibs-ft, N-m)

Clamping screw Torque (Ibs-ft) Torque (N-m)
SRM5-04451 3.69 5
SRM6X12DIN6912 6.27 8.5
SRM6X20-XT 6.27 8.5

Reference pages: Inserts — P.20 - 33, Blades — P.40, Standard cutting conditions — P.62
Parts for coolant hose — P.64, Technical Reference — P.63
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ACCELERATED MACHINING

C*CHSN-CHP TUNGCAP TUNGMSVYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

LFASSY**
{ L (ros) @
0 T 2t
s
ot (b2
a1 T
| g3y (ﬂ) Oy
=YV O
PR, Right-hand (R) blade shown.
DCONMS LPR LPOS WPOS Blade (Option) Torque
C3CHSN19045-CHP 32 45 17.5 18.5 CAER/L...-CHP 5
C4CHSN21047-CHP 40 46.5 215 21 CAER/L...-CHP 5
C5CHSN26047-CHP 50 47 22.5 26 CAER/L...-CHP 5]
C6CHSN33050-CHP 63 50 245 32.5 CAER/L...-CHP 5
*WFASSY : Shank (WPOS) + blade (WF) Torque: Recommended clamping torque: N-m, Applicable for 30 MPa coolant
**LFASSY : Shank (LPOS) + blade (LF) Please see the page 63 for instructions on installing and removing the blade or the insert.
SPARE PARTS & S & & 4 —

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CHSN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N

Recommended clamping torque (N-m)

Clamping screw Torgue (N-m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

C*CHFVN-CHP TUNGCAP TUNGEMSEYSTEM

TungCap shank for CAER/L-CHP blades with high pressure coolant capability

)
AW x &
sl =% 2 VU e
@ TR 2
H L (@]
7 g
%% ]
(LFASSY*)
i Left-hand (L) blade shown.
DCONMS LPOS WwB WPOS Blade (Option) Torque
C3CHFVN26040-CHP 32 40 26 1.5 CAER/L...-CHP 5
C4CHFVN26046-CHP 40 46 26 15 CAER/L...-CHP 5
C5CHFVN26046-CHP 50 46 26 ¢S] CAER/L...-CHP 5
C6CHFVN33046-CHP 63 46 33 8.5 CAER/L...-CHP 5
*WFASSY : Shank (WPOS) + blade (LF) Torque: Recommended clamping torque: N-m. Applicable for 30 MPa coolant
**LFASSY : Shank (LPOS) + blade (WF) Please see the page 63 for instructions on installing and removing the blade or the insert.
SPARE PARTS & A @ § ( o

Designation Clamping screw 1 Wrench 1 Clamping screw 2 Clamping screw 3 Wrench 2
C*CHFVN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N

Recommended clamping torque (N-m)

Clamping screw Torque (N-m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5

Reference pages: Inserts — P.20 - 33, Blades — P.40, Standard cutting conditions — P.62
Technical Reference — P.63
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TUNGCUT

CTIR/L
Internal grooving and turning toolholder

@ =
" 2
; x ! 8_ Insert:
T - DMIN . cw, [ ], ij LF a _| £ Seat size 2: DGIM, DGIS
/ \ = I > (=) géalf size 3 - 8: DTI, DTX,
> +4- T >
= = 5
N >——Seal cap Right hand (R) shown.
Seatsize CDX DCONMS H LF® LH WF Insert Torque
M 3 0236 0750 0551 6500 1575  0.609  DTI..., DTX... 3.69
CTIR/L16-3T05-D16 0.118 3 1.000 3 0.201 1000 0709 8000 1575  0.689  DTI., DTX... 3.69
CTIR/L16-3T08-D20  [NOA18 8 42600 s 0315 1.000 0709 8000 1575  0.846  DTl..,DTX..  3.69
CTIR/L20-3T10-D25 0.118 3 1.563 3 0.394 1250 0906  10.000 2.362  1.063  DTl.., DTX... 3.69
CTIR/L12-4T06-D16  [NOAEZAHGo0 " 4 0.236 0750 0906 6500 1.575  0.609  DTI..., DTX... 3.69
CTIR/L16-4T08-D20 0.157 4 1.250 4 0.315  1.000  1.181  8.000 1.575  0.846  DTl... DTX... 3.69
CTIR/L20-4T04-D20 _ 4 0157 1250 0709  10.000 2.362  0.819  DTI.., DTX... 3.69
CTIR/L20-4T10-D25 0.157 4 1.563 4 0.394 1250 0906  10.000 2.362  1.063  DTl..., DTX... 3.69
CTIR/L16-5T05-D20  [NOASZ G50 5 0197  1.000  1.181 8.000 2.362  0.681 DTI..., DTX... 6.27
CTIR/L20-5T10-D25 0.197 5 1.563 5 0.394 1250  1.181  10.000 2.362  1.063  DTl..., DTX... 6.27
CTIR/L20-6T04-D20  [10:286 6 {2801 6 0.157 1250 0906 10.000 2.362  0.820  DTl..,DTX.. 627
CTIR/L20-6T10-D25 0.236 6 1.563 6 0.394 1250  1.181  10.000 2.362  1.063  DTI..., DTX... 6.27
CTIR/L20-8T05-D23  [HOBIENE I H4s8 N s 0197 1250  1.181  10.000 2.362  0.839  DTI..., DTX... 6.27
CTIR/L24-8T05-D26 0.315 8 1.625 8 0.228 1500  1.181  12.000 2.559  0.982  DTl... DTX... 6.27
(1) LF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: Ibs-ft
Inch When using the inserts that are not in the above
SPARE PARTS @ ( @ Groove width Min. diameter
Designation Clamping screw Wrench Seal cap f;hégig;zﬁsn Insert CW (in) DMIN (in)
CTIR/L12-3T06-D16 CM5x0.8x12-A P-4  CA-20 M6 DGM /DGS / SGN / DGL / DTM 0.118 1.969
CTIR/LL16-3T05-D16 CM5x0.8x16-A P-4 CA-25 R1/8" DGM /DGS/SGN/DTM / DGL 0.157 1.969
CTIR/L16-3T08-D20 CM5x0.8x16-A P-4 CA-25 R1/8" DGM /DGS/DTM /DGL 0.197 2.362
CTIR/L20-3T10-D25 CM5x0.8x16-A P-4 CA-32 R1/8" DGM /DGS/DTM /DGL 0.236 2.362
CTIR/L12-4T06-D16 CM5x0.8x12-A P-4  CA-20 M6 DGM /DGS / DTM 0.315 2.756
CTIR/L16-4T08-D20 CM5x0.8x16-A P-4 CA-25 R1/8" DTE/DGG 0.118 1.575
CTIR/L20-4T04-D20 CM5x0.8x16-A P-4 CA-32 R1/8" DTE/DGG 0.157 1.575
CTIR/L20-4T10-D25 CM5x0.8x16-A P-4 CA-32 R1/8" DTE /DGG 0.197 1.969
CTIR/L16-5T05-D20 CM6x1x16-A  P-5  CA=25 R1/8" DTE / DGG 0.236 1.969
CTIR/L20-5T10-D25 CM6x1x20-A P-5 CA-32 R1/8" DTE/DGG 0.315 2.441
CTIR/L20-6T04-D20 CM6x1x20-A P-5 CA-32 R1/8" DTR 0.118 1.496
CTIR/L20-6T10-D25 CM6x1x20-A P-5 CA-32 R1/8" DTR 0.157 1.496
CTIR/L20-8T05-D23 CM6x1x20-A  P-5  CA-32 R1/8" DTR 0.197 1.693
CTIR/L24-8T05-D26 CM6x1x25-A P-5 CA-40 R1/8" DTR 0.236 1.811

DTR 0.315 2.205

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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ACCELERATED MACHINING

PNETSNBETEITIY seatsize  CDX DCONMS  H LFO  LH  WF Insert  Torque
CTIR/L16-2T08-D250 ? 8 16 14 125 = 165  DGIM..., DGIS... 5
CTIR/L20-2T06-D250 2 25 2 6 20 18 160 40 158  DGIM... DGIS... 5
CTIR/L20-3T06-D250  [INEIGs 3 6 20 18 160 40 15.8 DTI..., DTX... 5
CTIR/L25-3T05-D250 & 25 3 5.1 25 23 200 40 17.5 DTI..., DTX... 5
CTIR/AL25-3Tos-D320  [NEIGaa 3 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-3T10-D400 3 40 3 10 32 30 250 60 27 DTl..., DTX... 5
CTIR/L20-4T06-D250 _ 4 6 20 18 160 40 15.8 DTL..., DTX... 5
CTIR/L25-4T08-D320 4 32 4 8 25 23 200 40 21.5 DTI..., DTX... 5
CTIR/AL32-4T04-D310  [ANG 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 40 4 10 32 30 250 60 27 DTl..., DTX... 5
CTIR/L25-5T05-D310 [N 5 5 25 23 200 60 17.3 DTI..., DTX... 85
CTIR/L32-5T10-D400 5] 40 5 10 32 30 250 60 27 DTI..., DTX... 8.5
CTIRAL32-6T04-D310  [EG 6 4 32 30 250 60 20.8 DTI..., DTX... 85
CTIR/L32-6T10-D400 6 40 6 10 32 30 250 60 27 DTl..., DTX... 85
CTIR/L32-8T05-D370  [IEG7 8 5 32 30 250 60 21.3 DTI..., DTX... 85
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTI..., DTX... 8.5

(1) LF is calculated with the groove width CW in the above table.
Torque: Recommended clamping torque: N-m

Metric @ ( @ When using the inserts that are not in the above

SPARE PARTS Groove width Min. diameter

Designation Clamping screw Wrench Seal cap f;héz:g;é'ﬁsn fnsert CW (mm) DMIN (mm)
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4 CA-16 M6 DGM /DGS/SGN/DGL /DTM 3 50
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DGM /DGS/SGN/DTM /DGL 4 50
CTIR/L20-3T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DGM/DGS /DTM / DGL 5 60
CTIR/L25-3T05-D250 CM5X0.8X16-A P-4 CA-25 R1/8" DGM /DGS/DTM / DGL 6 60
CTIR/L25-3T08-D320 CM5X0.8X16-A P-4 CA-25 R1/8" DGM /DGS /DTM 8 70
CTIR/L32-3T10-D400 CM5X0.8X16-A P-4 CA-32 R1/8" DTE / DGG 3 40
CTIR/L20-4T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DTE / DGG 4 40
CTIR/L25-4T08-D320 CM5X0.8X16-A P-4 CA-25 R1/8" DTE / DGG 5 50
CTIR/L32-4T04-D310 CM5X0.8X16-A P-4 CA-32 R1/8" DTE / DGG 6 50
CTIR/L32-4T10-D400 CM5X0.8X16-A P-4 CA-32 R1/8" DTE / DGG 8 62
CTIR/L25-5T05-D310 CM6X1X16-A P-5 CA-25 R1/8" DTR 3 38
CTIR/L32-5T10-D400 CMB6X1X20-A P-5 CA-32 R1/8" DTR 4 38
CTIR/L32-6T04-D310 CM6X1X20-A P-5 CA-32 R1/8" DTR 5 43
CTIR/L32-6T10-D400 CM6X1X20-A P-5 CA-32 R1/8" DTR 6 46
CTIR/L32-8T05-D370 CM6X1X20-A P-5 CA-32 R1/8" DTR 8 56
CTIR/L40-8T05-D420 CM6X1X25-A P-5 CA-40 R1/8"
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TUNGCUT

CTIFR/L

External/Internal face grooving and turning toolholder

w CDX Z
= = )&
v ' = [ j/ “!F
22 Cipapaamnt | A5ET
- DMIN = O ; J [a) g
— E y
) 0 [ l 8 ! '
L
UV =
Right hand (R) shown.
Seat size CDX DCONMS LF HF WF® Torque
CTIFR/L16-4T05-D17 3,4 0.217 1.000 8.000 0.450 0.531 3.69
CTIFR/L20-4T05-D22 0.157 3,4 0.217 1.250 10.000 0.590 0.656 3.69
CTIFR/AL16-5T05-D17  [NOE8NE 56 0.217 1.000 8.000 0.450 0.531 3.69
CTIFR/L20-5T05-D22 0.236 56 0.217 1.250 10.000 0.590 0.656 3.69
Seat size CDX DCONMS LF HF WF® Torque*
CTIFR/L25-4T05-D270 3,4 5.5 25 200 11.5 13.3 5
CTIFR/L32-4T05-D340 4 3,4 5.5 32 250 15 16.8 5
CTIFR/L25-5T05-D270 [ 5,6 5.5 25 200 11.5 13.3 5
CTIFR/L32-5T05-D340 6 5,6 5.5 32 250 15 16.8 5
(1) WF is calculated with the groove width (CW) in the above table.
Use the right-hand insert for the right-hand holder with DTF insert.
Torque: Recommended clamping torque: Ibs-ft (*N-m)
Inch Metric @
SPARE PARTS SPARE PARTS
Designation Clamping screw Wrench Seal cap Designation Clamping screw Wrench Seal cap
CTIFR/L16-4T05-D17 CM6X1X16-A P-5 CA-25 CTIFR/L25-4T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L20-4T05-D22 CM6X1X20-A P-5 CA-32 CTIFR/L32-4T05-D340 CM6X1X20-A P-5 CA-32
CTIFR/L16-5T05-D17 CM6X1X16-A P-5 CA-25 CTIFR/L25-5T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L20-5T05-D22 CMB6X1X20-A P-5 CA-32 CTIFR/L32-5T05-D340 CM6X1X20-A P-5 CA-32

Insert Minimum diameter
Ss;(iezzt DCONMS = 0.984" DCONMS =25 mm DCONMS =1.259" DCONMS = 32 mm
3 1.035 26.3 1.311 33.3
4 1.055 26.8 1.331 33.8
5 1.035 26.3 1.311 33.3
6 1.055 26.8 1.331 33.8
DAXMIN (in)
DGM, DGS DTE, DGG DTF, DTX
3 2.126 1.732 0.787 1.614 o0
4 1.339 1.654 0.709 1.417 o0
5 1.929 1.969 0.787 2.126 o0
6 1.811 1.890 0.709 2.126 o0

DAXMIN (mm)

DGM, DGS DTE, DGG DTF, DTX

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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ACCELERATED MACHINING

CGIUR/L
Internal 45° undercutting toolholder

/ \\ z
¢ 58 =
\\ ] [a)
~]— Right hand (R) shown.
Seatsize CDX DCONMS H LF LH WF () Insert Torque*
CGIUR/L20-3T02-D380 m 3 2.8 20 19 160 = 12.8 DTIU... 5
CGIUR/L25-3T02-D380 3 38 3 2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 4 2.8 20 19 160 5 12.9 DTIU... 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5

CGIUR/L25-6T02-D460 e 4 56 2.8 25 23 200 5 15.2 DTIU... 85

(1) WF is calculated with the groove width CW in the above table.
*Torque: Recommended clamping torque (N-m)

SPARE PARTS & (

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

CGIUR/L*-4T02-D... CM5X0.8X16-A P-4
CGIUR/L25-6T02-D460 CMBX1X25-A P-5

Reference pages: Inserts — P.30, Standard cutting conditions — P.62
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CTFR/L
Face grooving and turning toolholder

%i 2 JJ
- oy >
CDX m¢ \ o‘ Hfﬁ Z
=1 bX - coxt
LH | “ DAXMIN
DAXX
a A 4 e

Right hand (R) shown.
Seatsiza CDX H B LF LH  HF  WF® Torque*
CTFR/L2525-3T10-024035 3 10 25 25 150 38 25 25.5 5
CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-034050 _ 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-064100 [N 64 00 = 3 15 25 25 150 38 25 255 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042  [ANDg s e 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-034050 4 34 50 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-042070 _ 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-062120 4 62 120 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-112200  [ANH2 000 0 4 20 25 25 150 39 25 25.6 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-070110 _ 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-100150 5 100 150 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-140200  [EI a0 200 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-048070 6 48 70 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-058100 |6 68 00 = 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-088180 6 88 180 6 25 25 25 150 49 25 25.6 12
CTFR/L2525-6T25-168400 _ 6 25 25 25 150 49 25 25.6 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

(1)WF is calculated with the groove width (CW) in the above table.
*Torque:Recommended torque (N-m)

& ( Groove width RO ERIIE
SPARE PARTS Insert cw Min. rgaAc;’\llTllng dia.
Designation Clamping screw Wrench
CTFR/L2525-3T - 4T... CMBX1X25-A P-5 DGM/DGS / SGN / DGL 3 92
CTFR/L2525-5T - 6T... CMB8X1.25X25-A P-6 IDIE1Y] /DIESS) / SE1N / DIELL 4 37
DGM / DGS / DGL 5 60
INSERT DGM / DGS / DGL 6 57
Designation Seat size Insert DTE/DGG/DTM 3 62
CTFR/L2525-3T10-024035 3 DTF, DTX (D= / RIEIE]/ DA 4 42
CTFR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM ° 64
R ’ DTE / DGG / DTM 6 61
CTFR/L2525-3T10-034050 3 DTF, DTX o 3 o
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM DTR 4 32
CTFR/L2525-3T15-064100 3 D10 DTX, DTE, DGG, DGM, DGS, DTR 5 48
DTR, SGN, DGL, DTM = " e
CTFR/L2525-4T10-022036 4 DTF, DTX 5 3 -
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR DTX 4 20
DTF, DTX, DTE, DGG, DGM, DGS,
CTFR/L2525-4T20-034050 4 DTR, DTM. DGL, SGN gli 2 22
DTF, DTX, DTE, DGG, DGM, DGS,
CTFR/L2525-4T20-042070 4 DTR, SGN, DTM. DGL S 8 =%
DTF, DTX, DTE, DGG, DGM, DGS, DTE 4 20

CTFR/L2525-4T20-062120 4 DTR, SGN, DTM. DGL.

DTF, DTX, DTE, DGG, DGM, DGS,
DTR, SGN, DTM, DGL

CTFR/L2525-5T25-... 5  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL
CTFR/L2525-6T25-... 6  DTX, DTE, DGG, DGM, DGS, DTR, DTM, DGL

CTFR/L2525-4T20-112200 4

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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ACCELERATED MACHINING

CTFVR/L
Perpendicular toolholder for face grooving and turning

- o g Y
= CW R éﬁ LF -
) LH |= DAXMIN
=2 ; oust i s
L m i ﬂ - CDX =
Right hand (R) shown.
Metric Ccw VL)Y 0. @l Seat size CDX H B LF LH HF  Torque*
CTFVR/L2525-3T10-024035 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-029040 3 29 40 3 10 25 25 150 18 25 5
CTFVR/L2525-3T10-034050 _ 3 10 25 25 150 18 25 5
CTFVR/L2525-3T15-044060 3 44 60 3 15 25 25 150 18 25 5
CTFVR/L2525-3T15-054085  [N8 64 gs 3 15 25 25 150 18 25 5
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-032050 [T Ga s 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-4T15-052085 |4 6o g5 4 15 25 25 150 18.5 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110  [IEI0 o 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-100150 5 100 150 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-140200 |76 440 200 5 20 25 25 150 22 25 12
CTFVR/L2525-6T20-048085 6 48 85 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-073150  [IIEI g 50 6 20 25 25 150 22 25 12
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12

When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.
*Torque:Recommended torque (N-m)

@ ( Groove width lFace grqo_ving‘
SPARE PARTS cw Min. machining dia,
Designation Clamping screw Wrench DAXMIN
CTFVR/L2525-3T... CM5X0.8X25-A P-4 DGM/DGS / SGN / DGL 3 92
CTFVR/L2525-4T... CMBX1X25-A P-5 DGM / DGS / SGN / DGL 4 37
CTFVR/L2525-5T..., 6T... CMB8X1.25X25-A P-6 [DIEN]/ IDErS/ DIel 2 50
DGM / DGS / DGL 6 57
INSERT DTE /DGG /DTM 3 62
Designation Seat size Insert D= / RIEIE / DM 3 ‘2
DTE / DGG / DTM 5 64
CTFVR/L2525-3T10-024035 3 DTF, DTX e T B B
CTFVR/L2525-3T10-029040 3 DTF, DTX DTR 8 i
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTR 4 a0
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTE, DTR DTR 5 48
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM DTR 6 48
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR DTX 3 19
DTF, DTX, DTE, DGG, DGM, D DTX 4 20
CTFVR/L2525-4T15-032050 4 Pty SS’L, SGGN’ GS, - i %
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-042060 4 - DE;TXR’DST(;NEJZI;M;D% (:AL o IED;::( 2 f;
CTFVR/L2525-4T15-052085 4 " "DTR, SGN, DTM, DGL 0 DTF 4 20
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-5T20-... 5 DTM, DGL
DTX, DTE, DGG, DGM, DGS, DTR
CTFVR/L2525-6T20-... 6 ’ ’ DGTGM, SGL' GS, 0

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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JCTER/L
External grooving and parting toolholder, for Swiss lathes

S — ER T

CUTDIA m 5
;'\ 5 I

w A . i
I¢ R HI
~—_— T
Right hand (R) shown.

Seat size CUTDIA H B LF LH HF WF ) HBH Torque
JCTER/L08-2T12 2 0.945 0.500 0.500 4.750 0.748 0.500 0.504 0.079 2.21

JCTER/L08-3T12 0.118 3 3 0.945 0500 0500 4750 0748 0500 0512  0.079 2.21
JCTER/L10-2T16 _ 2 1.260 0.625 0625 4750 0945 0625  0.629 = 2.21
JCTER/L10-3T16 0.118 3 3 1260 0625  0.625 4750 0945 0625  0.637 - 2.21
Seat size CUTDIA H B LF LH HF WF®  HBH Torque*
JCTER/L1010X1.4T10 _ 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 _ 1 24 12 12 85 19.5 12 12.2 = 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 12 122 = 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 - 3
JCTER/L1616X1.4T16  [INHAT 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 2 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 2 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: Ibs-ft (*N-m)

)
SPARE PARTS & /é

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

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62
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JCTER/L2012

External grooving and parting toolholder, for Swiss lathes

LF
LH

-~

§£w4b| E W

CUTDIA

~

,r(\i
T AN II
v Right hand (R) shown.
Metric cw 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)

W)
SPARE PARTS & /é

Designation Clamping screw Wrench
JCTER/L2012... CSHB-4-A T-15F
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JGTER/L-CHP DIRECTIET

External grooving and parting toolholder with DirectTungJet connection

e i e
b T ” i
i u/'h i mt left-hand
5/16”-24UNF §@Z
ek
HBH Right hand (R) shown.

I XS G] seat size CUTDIA  H B LF LH HBL HF WF () HBH Torque
JCTER/L0O8X2T12-CHP 2 0.984 0.500 0.500 4.750 0.972 0.965 0.500 0.000/0.500 0.169 2.21

JCTER/L10X2T12-CHP 0.079 2 2 0.984 0625 0625 4750 0972 0965 0.625 0.000/0.625 0.039 2.21
JCTER/L10X2T16-CHP _ 2 1260 0.625 0625 4750 0972 0965 0.625 0.000/0.625 0.157 2.21
JCTER/L12X2T16-CHP 0.079 2 2 1260 0750 0750 4.750 0.972 0965 0.750 0.000/0.750  0.037 2.21
PN ET T seat size CUTDIA — H B LF LH HF  WF® HBH  HBL Torque*
JCTER/L1212X2T12-CHP |2 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 16 120 247 16 0/16 4 24.7 3
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 0.000/0.500 (0/12), WF is 0" (O mm) for the right hand and
0.5" (12 mm) for the left hand.
CUTDIA: Max. parting diameter Torque: Recommended clamping torque: Ibs-ft (*N-m)

SPARE PARTS & ﬁ @ ( & (

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

Groove width: 0.079" (2.0 mm)

CGER/L
External deep grooving and parting toolholder, for Swiss lathes

s E e

LF

CUTDIA

HBH

Right hand (R) shown.

Seat size CUTDIA®  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 _ 2 35/35 11.8 16 16 150 31 16 16.1 P
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 Il : 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

Reference pages: Inserts — P.20 - 33, Standard cutting conditions — P.62, Parts for coolant hose — P.64
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ACCELERATED MACHINING

CGP32-CHP

External deep grooving and parting blade, with high pressure coolant capability

CUTDIA

-

T
LF
Inch CcwW Seat size CUTDIA H B LF HF
CGP32-2D-CHP . 0079 2 1.968 1.260 0.071 5.906 0.976
CGP32-3D-CHP 0.118 3 3.937 1.260 0.094 5.906 0.976
CGP32-4D-CHP . o157 4 3.937 1.260 0.126 5.906 0.980
CGP32-5D-CHP 0.197 5 4.724 1.260 0.157 5.906 0.980
CGP32-6D-CHP . 0286 6 4.724 1.260 0.205 5.906 0.980

When depth is deeper than (insert length - 0.059"), 1 corner type is recommended.
* CUTDIA Max. parting dia

SPARE PARTS @ ?

Designation Sealing screw ((\;\gteigr?z?I)
CGP32-*D-CHP SGC340 CRW33

H Use the tool block CTBU16-32-U-CHP. (p.55)

oz

=

Caution

@O—@: unclamp
@—@: clamp

Newly developed clamp

Insert is clamped by the elastic deformation of upper jaw.
Low clamping stress increases the stability and tool life.

Reference pages: Inserts — P.20 - 33, Tool block — P.55
Standard cutting conditions — P.62, Parts for coolant hose — P.64
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CGP
External deep grooving and parting blade

CUTDIA [
Fig.1 ow CWKECUTDIA Fig.3 H%FJQL
b T Y
B ag
—auk LF B LF
150° a5 > L >
, cw CUTDIA B0 T
Fig.2 \
B i I}
5 '}

B0 L
m (AN A1)l Seat size CUTDIA H B LF HF Fig. Torque
CGP26-1.48 1 1.024 1.024 0.039 5.906 0.843 1 -
CGP32-1.4D 0.055 1.4 1 1.024 1.260 0.039 5.906 0.976 2 -
CGP26-2S o079 2 2 1.575 1.024 0.071 5.906 0.843 1 -
CGP32-2D 0.079 2 2 1.969 1.260 0.071 5.906 0.976 2 -
CGP26-38 o118 8 3 1.969 1.024 0.094 5.906 0.843 1 -
CGP32-3D 0.118 g 3 3.937 1.260 0.094 5.906 0.976 2 -
CGP26-4S . o157 4 4 3.150 1.024 0.126 5.906 0.843 1 -
CGP32-4D 0.157 4 4 3.937 1.260 0.126 5.906 0.980 2 -
CGP45-4D o oois7 4 4 4.724 1.772 0.126 5.906 1.500 2 -
CGP32-5D 0.197 5 5 4.724 1.260 0.157 5.906 0.980 2 -
CGP32-6D 6 4.724 1.260 0.205 5.906 0.980 2 -
CGP32-85-CL 0.315 8 8 3.150 1.260 0.244 5.906 0.980 3 2.21

When depth is deeper than (insert length - 0.059"), 1 corner type is recommended.
e CUTDIA: Max. parting dia.
Torque: Recommended clamping torque: Ibs-ft

SPARE PARTS & ( ?

Designation Clamping screw Wrench (\O/\gteigr?gl)
CGP**-1.4* - - CRw23
CGP**-2/3/4/5/6 - - CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -

Wrench (CRW...) is not included. Please order it separately.

Reference pages: Inserts — P.20 - 33, Tool block — P.55 - 56
Standard cutting conditions — P.62
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CTBU
Tool block for CGP blades

f _ == e R =S
‘ H\H Q H\H H\H Q H\H
A AT
Y y \
y \
.B /T OAL .
oaw _|F
H B OAL LH HBH OAH OAW (Optae )
CTBU12-26-U 0.750 1.690 3.386 0.843 0.354 1.690 1.496 CGP26...
CTBU16-26-U 1.000 1.770 4.331 0.843 0.197 1.770 1.654 CGP26...
CTBU12-32-U 0.750 1.970 3.937 0.976 0.512 1.970 1.496 CGP32...
CTBU16-32-U 1.000 1.970 4.331 0.976 0.315 1.970 1.654 CGP32...
CTBU20-32-U 1.250 2.130 4.331 0.976 0.197 2.130 1.890 CGP32...
H B OAL LH HBH OAH OAW  (Opta)
CTBU20-26 20 21 86 21.4 9 43 38 CGP26...
CTBU25-26 25 23 110 21.4 5 45 43 CGP26...
CTBU20-32 20 19 100 24.8 13 50 38 CGP32...
CTBU25-32 25 23 110 24.8 8 50 42 CGP32...
CTBU32-32 32 29 110 24.8 5 54 48 CGP32...
Inch Metric
SPARE PARTS % @ ( SPARE PARTS ﬁ @ (
Designation Clamp Clamping screw Wrench Designation Clamp Clamping screw Wrench
CTBU12-26-U CT-86 CM6X30-S P-5 CTBU20-26 CT-86 CM6X30-S P-5
CTBU16-26-U CT-100 CM6X30-S P-5 CTBU25-26 CT-105 CM6X30-S P-5
CTBU12-32-U CT-105 CM6X30-S P-5 CTBU20-32 CT-100 CM6X30-S P-5
CTBU16-32-U CT-110 CM6X30-S P-5 CTBU25-32 CT-110 CM6X30-S P-5
CTBU20-32-U CT-110 CM6X30-S P-5 CTBU32-32 CT-110 CM6X30-S P-5
CTBU-CHP

Tool blocks for high pressure coolant

A

@]

>

[
Y

rli—|T
@u
{

] v Ll L]
|l<B,| TA A G1/87-28 A
Blade
H B OAL LH HBH OAH OAW (Optional)
CTBU16-32-U-CHP 1.000 0.906 4.331 0.976 0.315 1.97 1.654 CGP32-*D-CHP

Applicable for 14 MPa coolant

SPARE PARTS @ & ( (@)

Designation Clamping screw Clamp Wrench O-ring
CTBU16-32-U-CHP SRM6X16DIN912-12.9 CT-110 P-5 OR14X2.5NN

Reference pages: Blades — P.53 - 54, Parts for coolant hose — P.64
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CTBF

Tool block for CGP blades (fixed clamp)

:’j ] et
A T T T T T
= jED: 73
| | |
‘ B IT l. OAL |
OAW _ |2

[ Metric | H B OAL LH HBH OAH OAW  (ooteral)
CTBF25-45 25 22 110 38.1 25 66 40 CGP45...
CTBF32-45 32 28 120 38.1 18 66 45 CGP45...

& {

SPARE PARTS

Designation Clamping screw Wrench
CTBF... CM6X1.0X40-A P-5
C-TBK-R/L

TUNGCAP

Adapter for parting blades

E =

DCONMS

= @'

DCONMS WF LF
CBTBK-32R/L 63 32 138

& & ( &

Clamp Clamping screw Wrench Coolant parts
BK32-9WEDG SRM6X16DIN912-12.9 HWS5.0 EZ125

Applicable for 3 MPa coolant

SPARE PARTS
Designation
CBTBK-32R/L

Reference pages: Blades — P.54

@

Right hand (R) shown.

H
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ACCELERATED MACHINING

CTER/L-15A
Square shank toolholder for profiling aluminum wheel

& ]

HBL Right hand (R) shown.
N ETN BT seatsize cDX  H B LF HF  WF HBH HBL Insert Torque*
CTER/L2525-6T25-15A _ 6 25 25 25 150 25 32.2 7 50.5 DTA... 5
CTER/L2525-8T30-15A 8 8 30 25 25 150 25 32.9 7 55 DTA... 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ (

Designation Clamping screw Wrench
CTER/L2525-"***-15A CM6X1X25-A P-5
CGIUR/L-15A
Round-shank toolholder for profiling aluminum wheel
| 2 @
1= 7
or
O
o
1
S~ =
y
¥ Seal cap
Right hand (R) shown.

. Seal
Seat size CDX DCONMS H WF LF HF HBL Insert cap Torque*
CGIUR/L40-6T50-D160-15A 6 50 40 38.5 19.7 320 19 60 DTA...  CA-40 5

CGIUR/L40-8T83-D160-15A 8 160 8 83 40 385 205 320 19 85 DTA..  CA-40 5
CGIUR/L50-6T85-D200-15A  [6 12000 6 85 50 485 252 350 235 85 DTA... 5 5
CGIUR/L50-8T85-D200-15A 8 200 8 85 50 485 259 350 235 85 DTA... - 5

*Torque: Recommended clamping torque (N-m)

SPARE PARTS @ ( @

Designation Clamping screw Wrench Seal cap
CGIUR/L™*-15A CM6X1X25-A P-5 CA-40
NOZZLE
Coolant pipe Coolant nozzle
PNz5 CNZz125

Reference pages: Inserts — P.33, Standard cutting conditions — P.62
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CAER/L
External grooving, parting and turning blade

3 aln
]

.
ot ©
(@]
S

-

Wl O 2@

Right hand (R) shown.

[ Inch | CW(n) CW(mm) EECEELR CDX LF WF Shank Torque
CAER/L-3T16 2 0.630 1.772 0.409 CHFVL/R...,CHSR/L... 3.69

CAER/L-4T16 0.157 2 2 0.630 1.772 0.413 CHFVL/R...,.CHSRI/L... 3.69
CAER/L-5T20 _ 3 0.787 1.929 0.413 CHFVL/R...,CHSR/L... 3.69
CAER/L6T20 0.236 3 3 0.787 1.929 0.413 CHFVL/R...,CHSR/L... 3.69

Torque: Recommended clamping torque: Ibs-ft
Not compatible with TungModularSystem
When groove depth is larger than insert length - 0.069", please use 1-cornered insert.

SPARE PARTS & (

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

Reference pages: Inserts — P.20 - 33, Shank — P.60 - 61, Standard cutting conditions — P.62
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CAFR/L
Face grooving and turning blade

CW

I

i
O
Q .
Right hand (R) shown.
Inch CW (in) CW (mm) DAXMIN DAXX Seat size CDX LF WF () Torque
CAFR/L-3T12-040055 3 0.472 1.772 0.409 3.69
CAFR/L-3T12-055075 0.118 3 2165 2.9 3 0.472 1.772 0.409 3.69
CAFR/L-3T12-075100 _ 3 0.472 1.772 0.409 3.69
CAFR/L-3T12-100140 0.118 3 3.937 5.51 3 0.472 1.772 0.409 3.69
CAFR/L-3T12-140200 _ 3 0.472 1.772 0.409 3.69
CAFR/L-4T16-050070 0.157 4 1.969 2.7 4 0.630 1.772 0.413 3.69
CAFR/L-4T16-070100 _ 4 0.630 1.772 0.413 3.69
CAFR/L-4T16-100150 0.157 4 3.937 5.91 4 0.630 1.772 0.413 3.69
CAFR/L-4T16-150250 _ 4 0.630 1.772 0.413 3.69
CAFR/L-5T20-055080 0.197 5 2165 3.1 5 0.787 1.929 0.413 3.69
CAFR/L-5T20-080120 _ 5 0.787 1.929 0.413 3.69
CAFR/L-5T20-120180 0.197 4.724 7.0 5 0.787 1.929 0.413 3.69
CAFR/L-5T20-180300 _ 5 0.787 1.929 0.413 3.69
CAFR/L-5T20-300000 0.197 5 11.811 5 0.787 1.929 0.413 3.69
CAFR/L-6T25-060090 _ 6 0.984 2.165 0.413 3.69
CAFR/L-6T25-090150 0.236 6 3.543 5.9 6 0.984 2.165 0.413 3.69
CAFR/L-6T25-150250 _ 6 0.984 2.165 0.413 3.69
CAFR/L-6T25-250400 0.236 6 9.843 15.75 6 0.984 2.165 0.413 3.69

When groove depth is larger than (insert length - 0.059"), please use 1-cornered insert.
Max. groove depth will be 0.591" with DTF insert.

Not compatible with TungModularSystem

(1) WF is calculated with the groove width (CW) in the above table.

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

(3) Seat sizes of DTF are only 3 and 4.

Torque: Recommended clamping torque: Ibs-ft

Face grooving

Groove width

SPARE PARTS CW (in) M'“b"&ii?"ﬁ'?i%d'a'
Designation Clamping screw Wrench
CAFRI/L... BHM6-20-A P-4 DGM /DGS / SGN / DGL 0.118 3.622
DGM /DGS / SGN / DGL 0.157 1.457
DGM / DGS / DGL 0.197 2.362
DGM / DGS / DGL 0.236 2.244
DTE/DGG/DTM 0.118 2.441
DTE/DGG/DTM 0.157 1.654
DTE/DGG/DTM 0.197 2.520
DTE/DGG/DTM 0.236 2.402
DTR 0.118 1.732
DTR 0.157 1.260
DTR 0.197 1.890
DTR 0.236 1.890
DTX 0.118 0.866
DTX 0.157 0.787
DTX 0.197 0.787
DTX 0.236 0.906
DTF 0.118 0.787
DTF 0.157 0.787

Reference pages: Inserts — P.20 - 33, Shank — P.60 - 61, Standard cutting conditions — P.62
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CHSR/L
Shank for CAER/L and CAFR/L blades

— g . OAL
aT | 71
() : i oy
Q) (LFASSY™)
= ; - (POS) 7|

-

LH HBH Right hand (R)

with left-hand blade shown.

H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L12-U 0.750 0.750 5.330 4.227 1.380 0.356 0.750 0.502 CAFL/R...
CHSR/L16-U 1.000 1.000 5.330 4.227 1.100 0.606 1.000 0.280 CAFL/R...
CHSR/L20-U 1.250 1.250 6.330 5.227 - 0.856 1.250 - CAFL/R...
H B OAL LPOS LH WPOS HFASSY HBH Blade (Option)
CHSR/L2020 20 20 133 105 35 10 20 12 CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAFL/R...
CHSR/L3232 32 32 153 105 = 22 32 = CAFL/R...
*WFASSY : Shank (WPOS) + blade (WF) Not compatible with TungModularSystem

“*LFASSY : Shank (LPOS) + blade (LF)

SPARE PARTS & (

Designation Clamping screw Wrench
CHSR/L... CSHB-6-A P-4
CHFVR/L
Shank for CAER/L and CAFR/L blades
[ OAL ~
- | HBKW o}
B LPOS
(LFASSY™)
—_ ﬂit Right hand (R)
HBH with right-hand blade shown.
H B OAL LPOS LH WPOS HBKW HFASSY HBH  Blade (Option)
CHFVR/L12-U 0.750 0.750 6.000 5.606 0.984 -0.001 0.352 0.750 0.502 CAFR/L...
CHFVR/L16-U 1.000 1.000 6.000 5.606 0.984 -0.001 0.102 1.000 0.276 CAFR/L...
CHFVR/L20-U 1.250 1.250 7.000 6.606 0.984 0.147 - 1.250 - CAFR/L...
H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade (Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAFR/L...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAFR/L...
CHFVR/L3232 32 32 170 160 25 4 = 32 = CAFR/L...
*WFASSY : Shank (WPQOS) + blade (LF) Not compatible with TungModularSystem

**LFASSY : Shank (LPOS) + blade (WF)

SPARE PARTS & (

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

Combination of blade and toolholder
Blade

Toolholder CAER... CAEL... CAFR... CAFL...
CHSR... O ®
CHSL... [ ) ([ J
CHFVR... o o
CHFVL... [ ] ® @ : Corresponding

Reference pages: Inserts — P.20 - 33, Blades — P.58 - 59, Standard cutting conditions — P.62

60 Tung-Cut



ACCELERATED MACHINING

C-CHSR/L TUNGCA=

TungCap shank for CAER/L and CAFR/L blades

P 2 @
- ]
T - g
B9 0 &)
£ = Y | a
LPR | (LPOS)
(LFASSY*) Right hand (R)
with right-hand blade shown.
LPR LPOS L2 WPOS Blade (Option)

C3CHSR/L22050N 50 221 85 11.5 CAER/L..., CAFL/R...

C4CHSR/L27050N 50 221 36 16.5 CAERI/L..., CAFL/R...

C5CHSR/L35060N 50 60 32.1 36 24.5 CAER/L..., CAFL/R...

C6CHSR/L45065N 63 65 32.1 4 34.5 CAER/L..., CAFL/R...

*WFASSY :Shank (WPOS) + blade (WF)
**LFASSY : Shank (LPOS) + blade (LF)
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHSR/L22050N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHSR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHSR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHSR/L45065N SATE-M10X1-M5 CSHB-6-A P-4

C-CHFVR/L TUNGCA

TungCap shank for CAER/L and CAFR/L blades

[ @
| —
b | &
e 10
A g &) @ Oy
< \ A |
w o i
S, .LPOS L lg
“ (LFASSY** L2 Right hand (R)
with left-hand blade shown.
DCONMS LPOS L2 WB WPOS Blade (Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R..., CAFR/L...
C4CHFVR/L27050N 40 42.5 36 27 -0.9 CAEL/R..., CAFR/L...
C5CHFVR/L35060N 50 49.5 36 35 71 CAEL/R..., CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 174 CAEL/R..., CAFR/L...

*WFASSY : Shank (WPOS) + blade (LF)
**LFASSY : Shank (LPOS) + blade (WF)
Applicable for 7 MPa coolant. Not compatible with TungModularSystem.

SPARE PARTS @ & (

Designation Coolant parts Clamping screw Wrench
C3CHFVR/L22040N SATZ-M8X1-M3 CSHB-6-A P-4
C4CHFVR/L27050N SATZ-M8X1-M3 CSHB-6-A P-4
C5CHFVR/L35060N SATZ-M10X1-M5 CSHB-6-A P-4
C6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4

Combination of blade and toolholder

Blade
oRllelilar CAER.. CAEL..  CAFR..
C*CHSR... ° °
C*CHSL... ° °
C*CHFVR... ° °
C*CHFVL... o [ J @ : Corresponding

Reference pages: Inserts — P.20 - 33, Blades — P.58 - 59, Standard cutting conditions — P.62
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Bl STANDARD CUTTING CONDITIONS

62

ISO Workpiece material

Steels
(1045, 4135, etc.)

Stainless steel
(804SS, 316SS, 17-4 PH, etc.)

Gray cast iron
(No.250B, No.300B, etc.)

Ductile cast irons
(60-40-18, 60-55-06, etc.)

Aluminum alloys
Si<12%)

Superalloys
(Inconel718, etc.)

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

Hardened steels
(4137, etc.)

T o 2 @ =

*Please see the page P15 - 19 for feed: f (ipr).

Hardness

< 300 HB
< 300 HB
< 300 HB
<300 HB
<300 HB
<200 HB
<200 HB

< HRC 40
<HRC 40
<HRC 40
<HRC 40
< HRC 40

> HRC 50

Priority

First choice

Grade

AH7025, AH725

Priority for wear resistance @ T9225

Priority for wear resistance
Priority for impact resistance
Priority for surface finish
First choice
Priority for impact resistance
First choice
Priority for impact resistance
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

T9125
GH130
NS9530
AH7025, AH725
GH130
T515, AH7025
GH130
T515, AH7025
GH130
TH10
KSO05F
AH7025
AH905
AH905
AH7025, AH725
KSO05F

BX360

Cutting speed
Ve (sfm)
164 - 591
262 - 984
262 - 656
164 - 394
262 - 722
164 - 394
164 - 394
164 - 591
164 - 591
164 - 394
164 - 394
33 - 1640
33 - 1969

66 - 197
66 - 262
66 - 262
66 - 262
66 - 197

80 - 150

Tung-Cut
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TUNGEMEYSTEM
HOW TO INSTALL AND REMOVE THE BLADE AND INSERT

Assembly

Place the blade and tighten
two bottom clamping screws.

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

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

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

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

Disassembly

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

First loosen the long screw in
the angular direction.

Loosening the long screw alone may not release the insert.

Plug Screw Long diagonal screw

PLUG G1/8I1SO1179
SRM6X20-XT
(Wrench : HW5.0) (Wrench : HW5.0)

<«+—— L ong diagonal screw L
SR M6X20-XT 8R2>|219N
. (Wrench : HW5.0)

Plug screw for oil hole

, SRM4X8IS014580

C?F-RQ)ZQN [#] (Wrench : HW5.0)
] . <«—— Center (fixing) screw

A <+— Center (fixing) screw - SRM6X12DIN6912

\ SR M6X12DIN6912 (Wrench : HW5.0)

~ (Wrench : HW5.0) \ I
L Short bottom screws Short bottom screws
SR M5-04451 SRM5-04451

(Wrench : T-20/5) (Wrench : T-20/5)

* All parts listed here are included in the tool holder.
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PARTS FOR COOLANT HOSE

Connecting hose
Fig.1
Th

=S

o
.

T

h1
— o

:

Designation Length Screw Max. pressure Fi

i i ) ig.

9 L (in) Th Th (Mpa) g
CHP-HOSE-G1/8-7/16-200BS 7.874 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-G1/8-7/16-250BS 9.843 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-5/16-7/16-200BS 7.874 5/16"-24UNF 7/16"-20 UNF 20 1
CHP-HOSE-5/16-G1/8-200BS 7.874 5/16"-24UNF G1/8"-28 BSPP 20 1
CHP-HOSE-G1/8-G1/8-200BB 7.874 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 9.843 G1/8"-28 BSPP G1/8"-28 BSPP 26 2

Adapter Seal washer

HEX9/16”
1
7/16”-20 UNF o 1/8”-28 BSPP
v %\ < I
% «© =, Q B
Y
| '
Lt |7 - W
28.75 o
(UNIT : mm)
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 0.591 0.394 0.039
CHP-COPPER-SEAL5/16 0.469 0.321 0.053

Connector for small lathe CHP-COPPER-SEAL5/16-2.5 0.370 0.315 0.098

with seal washer (UNIT : in)

a 9 SW=12 H.P. Coolant Hose

% > - 6

@ e \ ﬁ 1/8” BSPP Adapter

oe) ‘ ¢ - o

z ¢ e - M i Washer

< <

= 25 213 7 . , \]

© i 4 Q.-l

5/16”-24 UNF
(UNIT : mm) J
Designation

CHP-CONECTOR5/16-G1/8 ="

Plug Screw
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DIRECT TIET system

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

Coolant is supplied from the tool post
directly to the tools

DirectTungJet system

Tool post

Tool —IT Coolant outlet
! on the tool post

No need for coolant tube setup.
Eliminates chip entanglement on tubes
and streamlines tool replacements.
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GUIDELINE FOR ORDERING SPECIAL INSERTS

Specially designed inserts are available upon request.

Acceptable specification
e Special inserts are manufactured from the base insert styles shown below.
* Please contact Tungaloy for more details.

Internal grooving &
turning

DTE DGE DTI DTR DTIU
(Ground) . (Ground) (Ground) (Ground) (Ground)

'

DESIGNATION SYSTEM FOR SPECIAL INSERTS (sample)

DTE 320 - 000R-025L AH725

External grooving & turning

Profiling & undercutting

Y

Bl SHAPE SAMPLES
Shape Samples of designation Note

Base style: DTE type
Special corner radius

DTE400-050 AH7025

R0.5
o -
ﬁ
R0.25

5 : DTE320-000R 025L AH725

©

R0.0

Base style: DTE type
Special corner radius, asymmetric type

R1.65

Base style: DTR type
m DTR330-165T515 Full radius type with special insert width
- 2

R0.0
50

Base style: DTE type
Special figure of groove, asymmetric type

DTES530-120R-25LA T9225

<

i} i DGG440-035-20A KSO5F  o2°¢ style: DTE type
| Special figure of groove

2
0.0

— Base style: DTE type
2 - DTE400-030R-005RA NS9530 Right handed insert with special angle and
RO.3 5 corner radius.
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Expedited delivery service for
special grooving insert

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

ORDER LEAD TIME DELIVERY
3 - 15 pes. Rt

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

TUNGCUT Grace

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

DGN400
DGN500

' DGN600

DTE Chipbreaker DTE300

DTE400
DTE500
DTE600
DTE800
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Special width & corner radil

Groove width:

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

TUNGCUT

Edge Insert Seat Groove width Max. groove Corner radii.l.O olholder
type blank size (CW) depth (G) (R1/R2)
0.020" - 0.029" [ECXEEE
. I - 0.071"
A DaN CTEFR/L
DTE 0.039" - 0.059" [IEGNLE o
0.059" - 0.236" [EESRELE or
DGN300/DTE300 WRIPESORRER Up to holder 0.05 - W/2
DGN400/DTE400 CREIERRET (Vax.0.709") Fuiradis’s  CTER/L - '
B DGN500/DTE500 0.165" - 0.197" [FITEVSI CTEFR/L Edge type A Edge type B
DGN600/DTE600 LR (Max.1.102")
DTE800 0.252" - 0.315" CTER/L

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

Grooving & chamfering

Groove width:

CW
45% > /ﬂ5°
A A
N |
\ Groove depth: G
Chamfer (L): C1 % L Chamfer (R): C2
Corner radius (L R1/ \Corner radius (R): R
External dia.: D1 External dia.: D2
Groove bottom dia.: d

TUNGCUT

Insert Seat Groove width Max. groove Corner radii

blank  size  (CW)  depth(G) (R1/R2) 'ocnolder

DGN200 o

DGN300 CTEFR/L

DGN400 2 -6 NUGEEEESURELEY 0.039" - 0.157" 0.05 - W/2  GTEFR/L
Full radius i »

DGNG0O FALTSE (odifed)

*Tolerances of the insert are based on the standard item.
Max. width of chamfer is 0.020".

Some combinations of a groove width, depth, a corner radius(R),
and chamfer may not be manufacturable.
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Bl PRACTICAL EXAMPLES

Workpiece type Ring encoder Gear Housing
Toolholder CTER12-4T25 CTER16-3T09
Insert DGM4-030 DTX3-030
Grade AH7025 AH725
1213 SCM420
Workpiece material £
3
Q
Y
2 | Grooving width : CW (in) 0.157 0.118
:&3 Cutting speed : Vc (sfm) 591 394
T
S |Feed : f (ipr) 0.008 0.006
o | Cutting edge depth : CDX (in) 0.315 0.276
'E Machining Parting off Grooving
=3
O | Coolant Wet Wet
900
Tool life 800 |-
4 $ 700 [
o B 600
> 2 5001
- 5 400| .
K] 9 300
€ €
Results 2 3 200}
100 |-----
0 0
TUNGCLIT Competitor TUNGCLT Competitor
TungCut increased cutting speed and feed. The competitor's insert had microchipping
Despite the frequent impacts in parting off, issues. TungCut has improved productivity at
TungCut provided stable machining with no greater cutting speed and feed rate with no
fracture even under high cutting conditions. micro-chipping on the cutting edge.
Workpiece type Valve Gear Segment
Toolholder CTIR16-3T05-D16 Special
Insert DTX3-030 DTX3.8-020
Grade AH7025 AH7025
S30400 Inconel 718
Workpiece material M .
2 | Grooving width : CW (in) 0.118 0.150
;.% Cutting speed : Vc (sfm) 262 26
2 [Feed < f (ipr) 0.003 0.001
o | cutting edge depth : CDX (in) 0.087 0.276
'é Machining Grooving Grooving
3 Coolant Wet Wet
250 )
Tool life L, 175
R B g 15 _— o
8 8 105 [cycle time!
g .. S 12
150 —
5 5 10
g 100f- g 75
Resul 5 55
esults P z 25 |

0
TUNGCLT Competitor

Conventional tool caused vibration, tool life
was 30 pcs/edge. TungCut has high rigid-
ity clamping, improving productivity, cutting
surface and tool life drastically.

TUNGCLIT Competitor

The shape of the work piece had heavy
interrupted cutting. Conventional tool could
machine only 2.5pcs per edge before fracture,
limiting productivity improvement. AH7025
could increase feed rate without fracture.
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PRACTICAL EXAMPLES

Workpiece type Automotive parts Machine parts
Toolholder CTER10-2T08 CTER16-4T10
Insert DGM2-020 DGM4-030
Grade AH725 AH725
5140 4140

Workpiece material

00.551"

@ | Grooving width : CW (in) 0.079 0.157
£ [cutting speed : Vc (sfm) 308 492
2 [Feed < f (ipr) 0.003 0.004
o | Cutting edge depth : CDX (in) - 0.236
'E Machining Parting off Grooving
5 Coolant Wet Wet
1400 . 2000 .
, 1200 - Tool life wreoo R » Tool life
[0] - [0} -
§ 1000 .5 times! 3 N e
S g00 1 2 1200 - [ - e
[e] o
g 600 & 800 [
Results § 400 5 400
=z 200 FAERC . B e
OTUNGCLT Gompetitor % rUNGCUT Competitor
TungCut has higher wear resistance and TungCut provided better chip control doubling
achieves tool life improvements by150%. tool life.
Workpiece type Machine parts Gear
Toolholder CTEL12-3T09 CTER16-2T08
Insert DTE3-040 SGN200-020
Grade T9125 BX360
1053
- A s H
Workpiece material
2 | Grooving width : CW (in) 0.118
;.% Cutting speed : Vc (sfm) 656
2 [Feed < f (ipr) 0.008 0.002
o | cutting edge depth : CDX (in) 0.197 0.031
'é Machining Grooving Grooving
3 Coolant Wet Wet
250 a 700 a
\ Tool life 600 Tool life
@ 200 N . ] .
J: 1125 times! § 500 1.5 times!
2 1501 2 400( [
o o
3 100)—— . g 300
Results £ 50| B § 200
z Z 100

0
TUNGCLT Competitor

Excellent wear resistance of
TungCut improved tool life by 25% at
higher cutting speed.

0
TUNGCLT Competitor

TungCut extended tool life by 1.5 times
in cutting hardened steel thanks to extremely
stable CBN grade.
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Expansion of CBN inserts for
interrupted grooving of hardened steel
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I TUNGCUT o

For more information

Il Two new edge preparation options are available for grooving
hardened steel parts

490 |-

§ a0l SGN***-020

Q BX360

S el SGN***-020-S

g BX360 SGN***-020-H

5 2008 BX360

% 100

<€ >
Continuous Light Interrupted Heavy Interrupted
l Edge preparations
| No symbol | -S | ] -H |

0.005" 0.005"

pial "
R-honing/ P \2 25° ‘
R-honing : hon'ng/ 35
-honi

Bl CUTTING PERFORMANCE

Continuous grooving

Toolholder : CTEL2525-3T
Workpiece material : SCM420 (58HRC)

Cutting speed : Ve =490 sfm
Feed :f=0.002 ipr
Coolant : Wet
e———— Chattering Inserts without edge preparation symbol

recommended for continuous grooving

SGN300-020 SGN300-020-S
BX360 BX360

Heavy interrupted grooving

SCM435 (58HRC)

100 Toolholder CTEL2525-3T
80 . Workpiece material :
Cutting speed : Ve =330 sfm
60 I Feed - f=0.002 ipr

40 Coolant : Dry

Tool life (pcs/edge)

20

-H type edge preparation recommended
for heavy interrupted grooving

0

SGN300-020 SGN300-020-S SGN300-020-H
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External grooving of hardened steel

RE

7

INSL Ref.

Bl steel
M Stainless
Cast iron
Non-ferrous
Superalloys % : First choice
H Hard materials |y ¢ : Second choice
CBN Edge prep.
Designation Sfeat CW:0.025 CW-:0.001 BE o |Ns|_ _h g
size | (mm) | (in) | (in) |Q @in) | (in) | %|S|[H
) -
SGN200-020 2 2 0.079 |0.008 | @ 0.787 | 0.197 | O
SGN200-020-S 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN200-020-H 2 2 0.079 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020 3 3 0.118 |0.008 | @ 0.787 | 0.197 | O
SGN300-020-S 3 3 0.118 |0.008 | @ 0.787 | 0.197 (@)
SGN300-020-H 3 3 0.118 |0.008 | @ 0.787 | 0.197 (@)
SGN400-020 4 4 0.157 |0.008 | @ 0.787 | 0197 | O
SGN400-020-S 4 4 0.157 |0.008 | @ 0.787 | 0.197 (@)
SGN400-020-H 4 4 0.157 |0.008 | @ 0.787 | 0.197 (@)
SGN500-020-S 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
SGN500-020-H 5 5 0.197 |0.008 | @ 0.984 | 0.217 (@)
@®: New
B STANDARD CUTTING CONDITIONS
1ISO Grade Edge preparation Workpiece condition Cut;::n(gsfsn[:)eed ;(e;g)
No symbol Continuous 260 - 490 0.0012 - 0.0031
BX360 -S Light interrupted 160 - 390 0.0012 - 0.0031
-H Heavy interrupted 130 - 330 0.0012 - 0.0024

www.tungaloy.com/us 3
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Tungaloy Report No. 391S2-US

Expanded lineup with AH8005 and KSO05F grade inserts
for HRSAs and DGS geometry with 0.002" or 0.004"
(0.05 or 0.1 mm) corner radii

INDUSTRY




I TUNGCUT

S AHS800S5

Incredible reliability in grooving of
heat-resistant alloys

B Nano-multi-layered AITiN coating with
high Al content

- Increases hardness by 20%
- Prevents micro cracks from developing
— Long tool life & stable machining

B Improved adhesion strength

Prevents notch wear that tends to occur in
machining heat-resistant alloys

B Newly developed substrates

For more information
Bl CUTTING PERFORMANCE

.
. Inconel718

compati
0.030 ompEer AHB8O00S5

£ After 40 grooves (Insert: DGM5-030)
8 s : T
.. 0.020 1
5
o
2
S 0010
) AHS8005S
E >—/ ___e—+
2 -oo—o—¢
/53
O 0 10 20 30 40 c tit
Number of grooves machined i sacilisle
After 20 grooves

Cutting speed 1 Ve =197 sfm

Feed :f=0.002 ipr

Groove width :CW =0.197"

Depth of cut rap =50.197"

Machining : External grooving

Coolant : Wet (7TMPa)

2 TUNG-CUT



ACCELERATED MACHINING

DGM
External grooving and parting, 2 corners
RE Neutral Left hand RE RE Right hand
PSIRL RE g
= !
O PSIRR
7 INSL Ref. 7 INSL Ref. 7 INSL Ref.
'H CEEEC R
-Steel * |k | pie
M Stainless * ||| *
Cast iron Yo | K Yo | e | pie
Non-ferrous PAq
Superalloys * ||k |k * ¥ : First choice
Hard materials Y¢ : Second choice
Coated Cermet Uncoated
. . Seat CW=0.05|CW=0.002| RE o v o Q INSL| h
Designation ; HAND : o 8§88 8H W w ) .. |PSIRL|PSIRR
size mm) G | §ERESE & 2 (i) | (n)
o LTI II (%) (7]
i S S - ML) 4 X
DGM2-020 2 N 2 0.079 [0.008 ® ®@ ® ©® [ ] [ J o 0.787 | 0.197 | 0° 0°
DGM3-020 3 N 3 0.118 |0008 ® © ®© ®© @ © [ J (] 0.787 | 0.197 0° Q°
DGM4-030 4 N 4 0157 |0012 ® ®© ®© ®© ® © [ J [ ] 0.787 | 0.197 0° 0°
DGM5-030 5 N 5 0197 (0012 @ © @ ®© ©@ © [ ] (] 0.984 | 0.217 0° 0°
DGM®6-030 6 N 6 0236 (0012 @ @ @ © @ © (] 0.984 | 0.217 0° 0°
DGM8-040 8 N 8 0315 ({0016 | @ ®@ ®@ @ [ ] (] 1.181 | 0.264 0° Q°
®: New
@: Line up
SGM
External deep grooving and parting, 1corner
RE Neutral PSIRL  Left hand RE Right hand
PR y ——
© REy PSIRR
7 INSL Ref. 7 i INSL Ref. 71 7 INSL Ref.
- e e e e
Bl steel *|¥e| [
M Stainless ) dbAdbAdR ¢
Cast iron * e | Y PA¢
Non-ferrous Pig
Superalloys ) dhAdb ¢ * v : First choice
Hard materials ¢ : Second choice
Coated Uncoated
N Seat CW:0.05CW:0002)| RE |& o 8 o INSL| h
Designation ; HAND . - ELE L ) .. |PSIRL|PSIRR
9 size (mm)| (n) | (n RN 2 8 (in) | (in)
I I I I (]
IO X
SGM2-020 2 N 2 0.079 |0.008 ® @ ® @ o 0.787 | 0.197 0° 0°
SGM3-020 3 N 3 0118 (0008 | @ ®@ ® © [ J 0.787 | 0.197 0° 0°
SGM4-030 4 N 4 0157 (0012 | @ @ ® @ [ ] 0.787 | 0.197 0° 0°
SGM5-030 5 N 5 0197 (0012 | @ ®@ ® @ [ J 0.984 | 0.217 0° 0°
SGM6-030 6 N 6 0.236 | 0012 | @ @ [ ] o 0.984 | 0.217 0° 0°
SGM8-040 8 N 8 0.315 | 0.016 | @ [ ] 1.181 | 0.264 0° 0°
@®: New
@: Line up

www.tungaloy.com/us
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DGS
External grooving and parting, 2 corners
RE Neutral PSIRL Left hand Right hand
) ==—=-1]
O RE PSIRR
7 rieINSL Pef. ‘ 7 INSL Ref. 7 e INSL pet -

- e

| E

X% % !h!

Bl steel *|%| [ *
M Stainless ) dhidhAdh ¢
Cast iron * PAdRAe DA PG
Non-ferrous
Superalloys * | Y% %  : First choice
Hard materials v : Second choice
Coated Cermet Uncoated
- Seat CW=005/CW:0002 RE | & 0 & o 3 INSL| h
Designation | '~ | HAND mm) | (n) | (in) ﬁs Q8o § § i) | (in) PSIRL PSIRR
o LIIXI (%] n
FI<< <O =2 X
DGS1.4-005 1 N 1.4 0.055 | 0.002 (] 0.630 | 0.169 0° 0°
DGS1.4-010 1 N 14 0.055 | 0.004 [ ) 0.630 | 0.169 0° 0°
DGS2-005 2 N 2 0.079 | 0.002 [ ] 0.787 | 0.197 0° 0°
DGS2-010 2 N 2 0.079 | 0.004 o 0.787 | 0.197 0° 0°
DGS2-020 2 N 2 0.079 (0008 @ @ ®@ ® ® [ ] [ ) 0.787 | 0.197 | 0° 0°
DGS3-020 3 N 3 0.118 |0.008 ® © @ ® © [ J [ ] 0.787 | 0.197 0° 0°
DGS4-030 4 N 4 0.157 | 0012 | @ © @ ® © [ J [ ] 0.787 | 0.197 0° 0°
DGS5-030 5 N 5 0197 (0012 | @ © ®@ ® © ([} [ ] 0.984 | 0.217 0° 0°
DGS6-030 6 N 6 0236 (0012 | @ @ ®@ ® @ o 0.984 | 0.217 0° 0°
@®: New
@: Line up
SGS
External deep grooving and parting, 1corner
RE Neutral PSIRL  Left hand RE Right hand
o RE PSIRR
7 e INSL Ref. j 7 INSL Ref. 72 - INSL Ref. -
‘B SEEE  SERET <
Bl steel * vl 5%
M Stainless ) dhidhAdl ¢
Cast iron Y S |5 DA
Non-ferrous Y
Superalloys ¥ | ¥ % * v : First choice
Hard materials Y% : Second choice
Coated Uncoated
. . Seat CW=0.05/CW:0.002| RE |2 Vo INSL| h
Designation | 2. |HAND mm) | n) | (in) §§§<‘v_> § i) | (in) PSIRL|PSIRR
I T I X (%)
= - M) N4
SGS2-020 2 N 2 0.079 |0.008 ® ®© ® @ [ J 0.787 | 0.197 0° 0°
SGS3-020 3 N 3 0.118 | 0.008 ® ®@ ® © [ J 0.787 | 0.197 0° 0°
SGS4-030 4 N 4 0.157 |0.012 | @ @ ® ©® [ J 0.787 | 0.197 0° 0°
SGS5-030 5 N 5 0.197 | 0012 | @ ®@ ® @ [ J 0.984 | 0.217 0° 0°
SGS6-030 6 N 6 0.236 | 0.012 | @ @ [ ] [ J 0.984 | 0.217 0° 0°
@: New
@: Line up

4 TUNG-CUT



ACCELERATED MACHINING

DTM

External face grooving and turning

RE

|

6° INSL Ref.

'.

Bl steel *
M Stainless ¥* | Y%
Cast iron ¥* |5
Non-ferrous
Superalloys * | % % : First choice
Hard materials ¢ : Second choice
Coated
4 40, 0 0
Designation Seat |CW:0.05 cw__oooz F_!E S S INSL _h
size | (mm) | (in) | (in) K & (in) | (in)
I I
<<
DTM3-030 3 3 0.118 | 0012 | @ @ 0.787 | 0.197
DTM4-040 4 4 0.157 | 0.016 | @ @ 0.787 | 0.197
DTM4-080 4 4 0.157 | 0.031 | @ @ 0.787 | 0.197
DTM5-080 5 5 0.197 | 0.031 @ @ 0.984 | 0.217
DTM6-080 6 6 0.236 | 0.031 | @ @ 0.984 | 0.217
DTM8-080 8 8 0.315 | 0.031 | @ @ 1.181 | 0.264
®: New
@: Line up
DTX
External/Internal face grooving and turning
RE
B ==
(@)

7 INSL Ref.

il

Bl steel * [ |ve| [ *
M Stainless b db dhidbAdh ¢
Cast iron Adh ¢ Y| Y bie PAd
Non-ferrous DAe
Superalloys * | K * ¥ : First choice
Hard materials v : Second choice
Coated Cermet Uncoated
Yol Te} o
Designation Seat |CW:0.05 cw_:o.ooz BE w8 ©L3Sg 3 m INSL .h
size | (mm) | (in) | (n) I K K @ = o o (in) | (in)
o LTI I (%] (7]
F IO P4 N4
DTX3-030 3 3 0118 (0012 ® @ ®@ ® © [ J [ ] 0.787 | 0.197
DTX4-040 4 4 0.157 |0016| @ © ®@ ® @ [ J [ ] 0.787 | 0.197
DTX5-040 5 5 0.197 (0016 ® © ®@ ® ©® [ J [ ) 0.984 | 0.217
DTX6-080 6 6 0.236 |0.031 [ BN BN BN J [ ] 0.984 | 0.217
@®: New
@: Line up
www.tungaloy.com/us 5



DTR

Profiling and undercutting

RE

i

7° INSL Ref.

- iy

TUNGCUT

Bl steel * | | ¥ *
M Stainless * | | Y| *
Cast iron Adh ¢ AdbAdhAd Pie S
Non-ferrous Pig
Superalloys b dhxdh 4b ¢ * % : First choice
Hard materials ¥¢ : Second choice
Coated Cermet Uncoated
Designation Seat |CW:005 CWs0002 RE |, § o § 9 Q 3 w INSL .h
size | (mm) | (in) |(n) SRR & = 3 3 (in) | (in)
o LIIII N (%)
FI<IL IO =2 X
DTR3-150 3 3 0118 (0059 @ @ ®@ ®© ® © [ J [ ] 0.787 | 0.197
DTR4-200 4 4 0157 (0079 @ © © © @ © o [ ) 0.787 | 0.197
DTR5-250 5 5 0197 (0098 | @ © ® © ® © [ ] [ ) 0.984 | 0.217
DTR6-300 6 6 0236 (0118 @ @ ® @ [ J [ J 0.984 | 0.217
DTR8-400 8 8 0.315 |0.157 | @ @ [ ] [ ] 1.181 | 0.264
@®: New
@: Line up
STR
Profiling and undercutting, 1 corner
RE
Y- =——"1"%
(@)
7 INSL Ref.
il
-Steel *
M Stainless * | Y¢
Cast iron * Y Y
Non-ferrous Y
Superalloys %* % * Y : First choice
Hard materials ¢ : Second choice
Coated Uncoated
Designation Seat |CW=0.05 CWs0002 RE § § w INSL .h
size | (mm) | (in) | (in) R & S (in) | (in)
u e (%)
< < X
STR3-150 3 3 0.118 |0.059 | @ @ [ ] 0.787 | 0.197
STR4-200 4 4 0.157 |0.079 | @ @ [ ) 0.787 | 0.197
STR5-250 5 5 0.197 |0.098 | @ @ [ J 0.984 | 0.217
STR6-300 6 6 0.236 |0.118 | @ @ [ ] 0.984 | 0.217
STR8-400 8 8 0.315 |0.157 | @ @ [ ] 1.181 | 0.264
@®: New

6 TUNG-CUT



ACCELERATED MACHINING

Il STANDARD CUTTING CONDITIONS

ISO Workpiece material Hardness Priority Grade Cut‘t/i:?sfsrg)e ed
<300 HB First choice AH7025, AH725 164 - 591
Steel < 300 HB Wear resistance T9225 262 - 984
. 1045, 4135, etc. <300 HB Impact resistance GH130 164 - 394
<300 HB Suface quality NS9530 262 - 722
<200 HB First choice AH7025, AH725 164 - 394
M 30483,83?:3';3,81 ?t_ie::H’ ey <200 HB Wear resistance AH8005 164 - 394
<200 HB Impact resistance GH130 164 - 394
Gray cast iron . First choice T515, AH7025 164 - 591
No.250B, No.300B, etc. - Impact resistance GH130 164 - 591
. Ductile cast iron - First choice T515, AH7025 164 - 394
60-40-18, 60-55-06, etc. - Impact resistance GH130 164 - 394
. Aluminum alloys - First choice TH10 328 - 1640
Si<12% . First choice KS05F 328 - 1969
Superalloys < HRC 40 First choice AHB8005 66 - 262
Inconel718, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 197
. Titanium alloys <HRC 40 First choice KSO05F 66 - 262
Ti-6Al-4V, etc. <HRC 40 Impact resistance AH7025, AH725 66 - 262
E btk i > HRC 50 First choice BX360 262 - 492
4137, etc.
www.tungaloy.com/us 7
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Tungaloy Report No. 391S3-US

Now offers TungFeed-Blade holders
for grooving and parting-off




TUNGCUT

For more information

Strong holder design ensures excellent stability
and productivity during demanding applications

- The support blade is designed to eliminate
chatter during machining, providing better DGM type (2 corners) UHF
surface finish and straightness of the groove. SGM type (1 corner) '

JHL

[l Increase with High feed blade

0.020
[ standard
0.016 Ml TungFeed-Blade
- Each blade has three insert seats for tool economy. ST — —
3
- The holder has two contact faces for LY — B - I ,,,,,,,
enhanced rigidity. 0.004 I NN NN

0

0.079 I 0.118 I 0.157
Groove width: CW (in)

Enables high feed machining when
used with high rigidity holders

=)

CHGP TUNGF3LADE

Parting-off and external grooving blade

Lo

Metric Cw Seat size CUTDIA HF D
CHGP52-2T ] 2 52 27 48.3
CHGP52-3T 3 3 52 27 48.3
CHGP82-3T s 3 82 42 69.3
CHGP82-4T 4 4 82 42 69.3

When depth is deeper than insert length - 1.5mm, 1 corner type is recommended.
SPARE PARTS ?
Designation Wre'FC“
(Option)
CHGP... CRW33

2 TUNG-CUT
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CHTBR/L
Tool block for CHGP blade

TUNGF3LADE

0 CUTDIA
il
OAW > Right hand (R) shown.
CUTDIA OAW LB
CHTBR/L12-52 2.047 0.750 0.770 4.000 1.970 1.000 1.457
CHTBR/L16-52 2.047 1.000 1.020 5.000 1.970 1.250 1.457
CHTBR/L12-82 3.228 0.750 0.770 5.500 2.950 1.000 2.087
CHTBR/L16-82 3.228 1.000 1.020 6.000 2.950 1.250 2.087
CUTDIA H B OAL OAH OAW LB
CHTBR/L2020-52 52 20 20.5 100 50 26.5 37
CHTBR/L2525-52 52 25 25.5 125 50 31.5 37
CHTBR/L2020-82 82 20 20.5 140 75 26.5 53
CHTBR/L2525-82 82 25 25.5 150 75 31.5 53
SPARE PARTS & / /
Designation Clamping screw Grip Torx bit
CHTBRIL... SR-ISO14580M4X10 SW6-SD BLDT20/S7
B Maximum groove depth (T max) as function of workpiece diameter (gD1)
Designation oD1 (in)
CHTBR/L™***-D52 2.087 2126 2.165 2.205 2283 2.362 2441 2559 2677 2835 3.071 3307 3.622 4016 4528 5236 6260 7.795

CHTBR/L™**-D82 4.094 4.252 4.409 4.567 4.764 5.000 5276 5.591

5945 6.378 6.929 7.559 8.346 9.331

10.630 12.323 14.764 18.425

0827 0787 0748 0709 0669 0630 0591 0551 0512 0472 0433 0394 0354 0315 0276 0236 0197 0.157
Designati X Maximum
esignation D1 (in) Workpiece — groove depth

CHTBR/L****-D82 3.268 3.307 3.346 3.386 3.425 3504 3543 3622 3701 3780 3.858 3.976 diameter T max \

oD+

1339 1299 1220 1181 1142 1102 1063 1.024 0984 0945 0906 0.866

Il PRACTICAL EXAMPLES

Workpiece type Bolt parts Elevator parts
Toolholder CHGP82-4T / CHTBR2525-82 CHGP52-3T / CHTBR2020-52
Insert SGS4-030 SGM3-020
Grade AH7025 AH7025
S45C / C45 STKM13A

Workpiece material

@ | Grooving width : CW (in) 0.157 0.118
2 [cutting speed : Vc (sfm) 230 623
2 [Feed :  (ipr) 0.006 0.004
; Cutting edge depth : CDX (in) 0.984 0.197
'% Machining Parting off Parting off
O | Coolant Wet
25
2 ko)
o _ & Ll .
T bg
29 23 oM N T
Results £ £
8 8 e —_—_—
= >

0
TUNGCUT Competitor

TungFeed-Blade doubled tool life, while also
increasing feed rate 5 times when used with
the high rigidity CHTBR holder.

0
TUNGCUT Competitor

The high rigidity holder increased feed rate
by 5 times and tool life by 3 times.

www.tungaloy.com/us
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Tungaloy Report No. 391S4-US

Expansion of TungModular Adapter
Line for OD and Face Grooving




TUNGCUT

B Highly rigid insert clamping = "
provides stability in all OD N
and face grooving processes ‘;’\

For Face Grooving (CHP)
# Through-coolant technology =

provides improved chip
evacuation

_ ) For External Grooving (Non CHP)

§ Modular tooling provides . a .
. = . a3 2 - ol

customers with reduced cycle ’!} #h 75 4 A
L [ o J e

time and tool cost

CAER/L-CHP TUNEMSESVYSTEM

Modular-type external grooving and parting adapter, with high pressure coolant capability

= i

© |

iz LF
O = A
A @

Right hand (R) shown.

Metric Cw Seat size CDX H B LF WE ™
CAER/L-8T25-CHP 8 25 33 7.2 51.1 8.3

(1) WF is calculated with the groove width (CW) in the above table.

ULAR

CAER/L-MD TUNEMSESVYSTEM

Modular-type external grooving and parting adapter

i

D Ve
[T
=y
Right hand (R) shown.
Metric cw Seat size CDX H B LF WE ()
CAER/L-2T16-MD _ 2 16 33 7.2 415 7.3
CAER/L-3T16-MD 3 3 16 33 7.2 41.5 7.4
CAER/L-4T16-MD _ 4 16 33 7.2 4.5 7.7
CAER/L-5T20-MD 5 5 20 33 7.2 46.3 7.8
CAER/L-6T20-MD _ 6 20 33 7.2 463 7.8
CAER/L-8T25-MD 8 8 25 33 7.2 51.1 8.3

(1) WF is calculated with the groove width (CW) in the above table.

2 TUNG-CUT



CAFR/L-CHP TUNGMEYSTEM

Modular-type Face grooving and turning adapter

==

ed

/

T
——

Right hand (R) shown.

Metric cwW DAXMIN WF®
CAFR/L-3T12-040055-CHP 3 75
CAFR/L-3T12-055075-CHP 3 55 75 3 12 43 75
CAFR/L-3T12-075100-CHP _ 3 12 43 7.5
CAFR/L-3T12-100140-CHP 3 100 140 3 12 43 7.5
CAFR/L-3T12-140200-CHP [N a0 g0 3 12 43 7.5
CAFR/L-4T16-050070-CHP 4 50 70 4 16 43 8
CAFR/L-4T16-070100-CHP _ 4 16 43 8
CAFR/L-4T16-100150-CHP 4 100 150 4 16 43 8
CAFR/L-4T16-150250-CHP [T 50 60 e 4 16 43 8
CAFR/L-5T20-055080-CHP 5 55 80 5 20 47 8.5
CAFR/L-5T20-080120-CHP _ 5 20 47 8.5
CAFR/L-5T20-120180-CHP 5 120 180 5 20 47 8.5
CAFR/L-5T20-180300-CHP [ g0 g0 5 20 47 8.5
CAFR/L-5T20-300000-CHP 5 300 = 5 20 47 8.5
CAFR/L-6T25-060090-CHP _ 6 25 52 9
CAFR/L-6T25-090150-CHP 6 90 150 6 25 52 9
CAFR/L-6T25-150250-CHP |G 60 g0 6 25 52 9
CAFR/L-6T25-250400-CHP 6 250 400 6 25 52 9

When groove depth is larger than (insert length - 1.5 mm), please use 1-cornered insert.
Max. groove depth will be 15 mm with DTF insert.

Use the right-hand insert for the right-hand holder with DTF insert.

(1 )WF is calculated with the groove width (CW) in the above table.

(2) Seat sizes of DTF are only 3 and 4.

Combination of adapter and toolholder

adapter Face grooving

Toolholder CAER... CAEL... CAFR... CAFL... Groove width Min. machining dia.
CHSR... ° ° o DAXMIN
CHSL... [ o DGM /DGS / SGN / DGL 3 92
CHFVR... [ o DGM /DGS / SGN / DGL 4 37
CHFVL... [ ) DGM /DGS / DGL 5 60

@ : Corresponding il ebe © &
DTE/DGG/DTM 3 62
DTE/DGG/DTM 4 42
DTE/DGG /DTM 5 64
DTE /DGG /DTM 6 61

DTR 3 44
DTR 4 32
DTR 5] 48
DTR 6 48
DTX 3 22
DTX 4 20
DTX 5 20
DTX 6 23
DTF 3 20
DTF 4 20
www.tungaloy.com/us 3
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