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B Grooveline

TUNGCUT

Multi-functional tool series offering a wide range of
grades, geometries, and holder variations for maximum
performance with minimum tool investments
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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 "/3

Suitable for diverse grooving operations

Bl External grooving, turning, and parting

@DCTERIL-CHP (P.29) @CAERIL_CHP (P.44)

CTER/L (r30)

+ Screw clamp @ CAER/L (50 @

+ CW (for external coolant) =2 mm - 8 mm

+ CW (for high pressure coolant) =2 mm -8 mm * Blade type

+CDX =8 mm - 36 mm + Screw clamp

+ Shank size: 16mm - 32 mm ‘ + CW (for external coolant) = 3 mm - 6 mm E

JCTER/L-CHP (.41 l L= —L/Z -CW (for%igh pres;gre coolant) =3 mm - 6 mm ! l

- *«CDX = mm - mm

JCTER/L -0 + Shank size: 20mm - 32 mm e~
Screw clamp -
+CW=14mm-3mm

+CW (for high pressure coolant) =2 mm

+CDX =10 mm - 16 mm

+ Shank size: 10mm - 20 mm

+ For small auto lathe

CGERI/L 41 CGP (.42

« Self clamp « Self clamp

*CW=14mm-3mm *CW=14mm-8mm

+CDX =10 mm - 16 mm +Max parting dia:

+ Shank size: l l 2120 mm l l
12 mm - 20 mm + Shank size:

» For small auto lathe /7 20 mm - 25 mm

B External and internal undercutting

CGEUR/L 33 CGIUR/L r-3e)

+Screw clamp + Screw clamp

*CW=3mm-6mm *CW=3mm-6 mm

*CDX=28mm - 3.4 mm +CDX =2.8 mm

+Shank size: + Shank size:
16 mm - 25 mm 220 mm - @25 mm
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B External and face grooving, and turning

CTEFR/L 32 —
« Screw clamp

+CW=2mm-6mm .

+CDX =4.8 mm
- Shank size:
}
>

20 mm - 25 mm
* Minimum face grooving diameter: L

DAXMIN = 19 -

al

Bl Face grooving and turning

CTFR/L .37 CAFR/L (r:51)
- Screw clamp * Blade type
«CW=3mm-6mm Z * Screw clamp %
+CDX =10 mm - 25 mm T *CW =3 mm-6mm T 1%
*Shank size: 25 mm N —— : gk?;(nzk L?ng -25mm A — _
» Minimum face grooving ¥ : : e
diameter: DAXMIN = 024 - © 20mm-32mm . ©
* Minimum face grooving
diameter: DAXMIN = 040 -
CTFVR/L 33
+ Screw clamp =
+CW=3mm-6mm A __ =
+CDX =10 mm - 20 mm g
* Shank size: 256 mm e—
» Minimum face grooving v
diameter: DAXMIN = 024 - ©
~—

Bl Face grooving, internal face grooving and turning

CTIFR/L (r.35

+Screw clamp -
+CW=3mm-6mm

+CDX =5.5mm % @ = %
+ Shank size: T 12 T 1 1O =
225 mm - @32 mm *4_07 L/ 44_

» Minimum face grooving diameter: DAXMIN = 219 - ¥  / ==

* Minimum bore diameter: DMIN = 226.3 -

Il [nternal grooving and turning

CTIR/L .39

+ Screw clamp -

*W=2mm-8mm

car=4mm-10 mm ——

»Shank size: 216 mm - 240 mm

* Minimum bore diameter: ’
DMIN = 925 -

DMIN

www.tungaloy.com




TUNGCUT

Benefits of TunTurn-Jet high pressure coolant supply
Drastically improved tool life

Material : 845C

Steel . External grooving Toolholder : CHSL2525-CHP + CAEL-3T20-CHP
Insert : DGM3-020 AH7025

(S45C / C45 y 245H B) Cutting speed : Vc =180 m/min
Feed :f=0.12 mm/rev

Groove width : 3 mm

0.16
5 o014
£ External coolant e External coolant 1.5MPa Normal pressure 1.5MPa
Q o012 1.5MPa TUNG TJET 46min
. Internal coolant i
s 0.10 Normal pressure
k]
B 0.08
I
g 0.06
? 0.04 Plastic deformation
g 0.0 TUNG‘I'JE‘I' Corner wear

’ Internal coolant 7MPa
0 . Internal coolant 7MPa

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

Il Excellent chip control

. Material 1 S45C
Steel : External Grooving Holder : CHSL2525-CHP + CAEL-3T20-CHP
I : DGS3-020 AH7025
(S45C / C45 ’ 245HB) neert DTX3-030 AH7025
Cutting speed : Vc = 180 m/min
Feed rat : £=0.05 mm/
DGS Groovewidth -3mm
TUNETIET 7MPa  |Normal pressure coolant 1.5MPa
TV, =~
‘*. _\ \r "".fl t;;)
» L) @ ¥ ey €
- 2) Cho ) ©9®
# Je Sy -t iy g ~, “ - 5
\:.Ian,' - \f‘/\/\{\
e e/ P —
LY 4 '
DTX
TUN& TJET 7 MPa Normal pressure coolant 1.5MPa
T a¥ i B
{ 'l s i ’ __'_"‘&\- ;-1-
= \"\ @:/}w)- i
| I.- o ‘_\‘ g
) ‘-.‘joc o (‘:}’ O
o 23 [ g
i ’ a - [@) \_j/
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ACCELERATED MACHINING

Il Excellent chip control
. Inconel 718 p wﬁféf' | CoGmSL 45050 + CAEL-8T20-GHP

Insert : DGS3-020 AH7025
DGG300-020 KSO05F
DGS Cutting speed : Vc = 40 m/min
Feed rate 1 f=0.05 mm/rev

Groove width :3 mm

T UNGﬂE‘r 7 MPa Normal pressure coolant 1.5MPa

a®e e

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

www.tungaloy.com 7
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TUNGCUT

3| GROOVING, PARTING, AND TURNING

DTM

First choice
chipbreaker for
various applications.
Optimized geometry
for smooth chip
breaking and flow

DTE

Its wide cutting edge
is designed to provide
good chip control

at high feed rates

Carbon steel

DTX

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

Stainless steel

(S45C / C45) (SUS304 / X5CrNi18-9)
DTE4-040 DTE4-040
D N
= 3 = 3 =4
13 £ C.
& &
*g 2 § 2
g -g o pfn
a o ¥ D
a8 1 3 1
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) @ Feed: f (mm/rev)
DTM4-040 DTM4-040
3 :
8 §
3 2 52
S 5
3 =
8 1 £
0.1 0.2 0.3 0.1 0.2 0.3
Feed: f (mm/rev) Feed: f (mm/rev)
DTX4-040 DTX4-040
= 3 = 3
. 3
F g
5 o
£ £
§ 1 3 1
0.1 0.2 0.3

0.1 0.2 0.3
Feed: f (mm/rev)

Feed: f (mm/rev)

Tung-Cut




ACCELERATED MACHINING

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

7 GROOVING AND PARTING

Carbon steel
(S45C / C45)

DGM4-030

DTE400-040

Low

|

Feed

Feed

ve) v

DGS4-030

o @

)

o ©

Low Feed @
DTX4-040

Q 6 @ \9©

\9 (0 @Y

®/@/ \69®

Low Feed @
@& DTM4-040

e o

e ®

" -

Low Feed w

GROOVING AND PARTING

Stainless steel
(SUS304 / X5CrNi18-9)

DGM4-030 DGS4-030

° o oo o® 60O ©oe

0 © o O o ® o 0O )

O 0 o ©C e © o © - )

Low Feed High»> Low Feed High»
DTE4-040 DTX

3 e 2 e 2 @ SN® Q © © o

? e 6 & e 9 o O o o PR

o ® G 6 7 @ 00O @@ 9 9

Low Feed High»- Low Feed High»-
DTE400-040 @ DTM4-040

® : ° € Q Ira @ e @

o e o ’ ¥ @G @ ® ® ®

L @ L ° ..ﬂ 0 Q [ o

Low Feed High»> Low Feed High»
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I TUNGCUT

I Excellent chip control at low feed rates

Material : SUJ2

Holder : CTER2525-3T09
Insert : DGL3-025

Cutting speed : Vc =50, 100 m/min
Groove width : 3 mm

Low-carbon (soft) steel First choice chipbreaker
(B1 /52100/SU J2) for low carbon (soft)steel.

Excellent chip control at
low feed rates.

DGL
f=0.03 f=0.05 f=0.07 f=0.1
v » o a 2
:&:”’n! :::f% oo :“‘ o o :{‘-
:Q‘ %“” _&?.’J:.‘., 4‘:?.‘"' ﬁga:..&
Vc =50 s:‘::“' e . m:a.a a'. = Qi "". s @i "".
"=“ L g ."" 2 &9“0" 2 ;ﬂa"
‘4,,‘33 s e m *Pea ay *Pea ay
v . o0 »Y 40 " a
e o { CJ o
o N N~ C r Vs “e
_: ¢ ») j ‘  § .o, &
Ve =100 0 (- WAl T L AN
c T v C v 5D Y s
™~ 1 . .3
C o o~ =
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ACCELERATED MACHINING

I CUTTING PERFORMANCE

First choice grade for grooving

AH7025 grade - Tungaloy's unique coating technology for drastically improved reliability
| Tool life comparison

S AH7025

Tool wear after 60 grooves

AH7025 provides stability, while preventing coating from peeling off
evenafter machining twice the number of passes compared to the

conventional grade.

— The combination of Nano-multi-layered AITiN Coating with
high Al content and tough substrate provides highly efficient

Conventional grade

Tool wear after 30 grooves

machining in various grooving operations.

m GRADES

Alloy steel
(SCM440 / 42CrMo4)

Insert : DTE3-040 AH7025
Cutting speed : Vc = 150 m/min

Feed :f=0.17 mm/rev
Groove depth : 17 mm
Machining : External grooving
Coolant : Wet

%lm.

- First choice for various
applications

- New PVD coating with high
Al content provides excellent
adhesion strength

- Improved wear and chipping
resistance

_T9125 |

- Suitable for steel machining at
high speeds

- New CVD coating and substrate
deliver an outstanding balance of
wear and chipping resistance

- Remarkable for machining of heat
resistant alloys

- Exclusive coating layer improves
adhesion strength and wear
resistance

BX360

- Suitable for hardened
steel machining

- Ideal balance of wear and
chipping resistance due to the
optimum CBN content and grain
size

“AH725 LI 1515 ]|

- Recommended for various
applications

- Newly developed coating with
well controlled crystal structure
and fracture resistance

- Improved adhesion strength

- Advanced cermet for finish
cutting of steel

- Innovative grade with incredible
fracture and high wear resistance

- Recommended for
non-ferrous materials and
titanium

- First recommended grade for

cast iron

- Exellent wear resistance in

high-speed machining

- Recommended for interrupted

machining

- TICNO PVD coating layer with

high wear resistance

- High hardness wear resistance

__TH10 |}

- Recommended for

non-ferrous materials

www.tungaloy.com 11



I TUNGCUT

] GRADES

Substrate Coating layer .
Grade  gpecific| Hard- Main Thickness eatures
gravity | ness Composition | (um)
New 91.3 ' First recommended grade with excellent wear resistance and
ARTOZS B YN (ALTON 3.5 toughness, that is suitable for machining of a wide range of materials.
AH725 Emy:¥: 9H1R'2 (Ti,Al)N 2 PVD coated on fine grain cemented carbide
New, 915 | . Good wear resistance even in high-speed machining
T515 14.8 HRA TICN + A203 | 16 First choice for roughing cast iron
T9125 BREN 9H(|):{2 TiCN + A0z 16  Versatile grade for improved chipping resistance
91.7 Versatile cermet grade with incredible fracture and wear
NS9530 R NN ) ) resistance
89.5 ' Superior resistance to chipping and fracture
GH130 EuLA VI TICNO 3 Excels in interrupted cutting
AH905 EREXe chg,g (ALTIHN 1.5 | Excels in both cutting edge sharpness and wear resistance
TH10 BREW4 gH%R'X - - Carbide grade with excellent wear resistance and toughness
93.0 Carbide grade with excellent wear, fracture, and chip-welding
WS 150 g, ) ) resistances
3200 - i ; N0
BX360 _ 5400 ) ) CBN grade with exceptional balance of wear and chipping
Hv resistance

Bl High clamping rigidity

For stable tool life and accuracy
Clamping system

N & High repeatability
and durability due

to long pocket!

@ Stable and safe contact
areas

(A

Minimizes cutting edge displacement

-+ Competitor /

|-+ Conventional
- TUNGCUT /

/
-

0 50 w000 1500 | Measuring point
Load (N)

0.03

0.02

0.01

Displacement (mm)

12 Tung-Cut




ACCELERATED MACHINING

I 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 values for diameter compensation.

minor tool length compensation may, therefore,

<@ Feed direction Insert : DTE300-040 Insert : DTE400-040
Toolholder : CTER2525-3T09  Toolholder :CTER2525-4T10
€0.24 ap = 2.0 /é\o'24 L 20
5 E 0.20 $ E 0.20 "
g P30 o
£5 £50.16 10
[ o= .
T 80121 / """"""""""""""""" 5 ©0.12
©$0.08 ap=10 | 55
20 200.08
SE _// ap=05| 32 0.5
OFoo4l. e o =P OE£o0.04 {d{. D
(6] [&]
Fig. 1 0 01 02 0.3 04 05 0.6 0 01 02 03 04 05 0.6

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

Fig. 2 Value of compensation

www.tungaloy.com 13



I TUNGCUT

INSERT APPLICATION

Application
Grooving Parti Turning
External Internal Face i) External Internal Face
Insert v J L —
- II=== n iﬁ===
DGM / SGM ® [ ()
DGS / SGS o [ ()
DGG ® [ ()
DGL ® [ ()
DGE ()
DTM o (] [ ) o [ )
DTE () ® ® ()
DTX o [ ) (] [ ) o [ ] [ )
DTR () ® (] ()
DTIU o o
Undercutting Undercutting
DTI () ®
DGIM / DGIS [
DTF [ ()
DTA Al v’he_el Al v’he_el
machining machining
SGN o

14 Tung-Cut



ACCELERATED MACHINING

FEATURES OF INSERTS

External grooving and parting

1]V B PRSI ey) 1st choice for external grooving g stangard feed [ ! ,
e e R ] 2and parting off 05 I
@ Smooth chip evacuation =04l
. @ Well-designed edge with E 03
high strength - 02
e
@ Handed insert available 8 o
0
P.19 Groove width: CW (mm)

DGS type (2 corners) Sut[;griofr sharpness for low B Standard feed t -! ,
SGS type (1 corner) cutling force 05 l

@ Unique-designed edge 2 o4
; and chipbreaker B
£ 03
@ Handed insert available = 02] - |
e
BT
922 3 a 5 6
P.20-21 Groove width: CW (mm)
For non-ferrous materials and i H
PLElCBBEIPALIGES] titanium alloys W Standard feed . a l.’ Q/)/
@ Chipbreaker with low 3 04
cutting force E 0.3
=02
@ Sharp cutting edge that o
g edg 5o 0001
prevents vibration and e
2 3 4 5 6

delivers fine surface Groove width: W (mm)

finish
. v H
1st choice for low carbon steel M Standard feed ]
¥
@ Generates smooth chip < 04
flow at low feed rates. T s .. 1
£y ol
@ |deal for soft steels with goill I I
chip control difficulty £ o PR

Groove width: CW (mm)

P.23
For shallow grooves with high H Standard feed ¥
DGE type (2 corners) [IE¥eSITS 05 %:ﬂ

@ Excellent chip control 3 04
=
> £
£ o3
O
' go[] [ I D I
0
1 13 16 185215
P.21

Groove width: CW (mm)

www.tungaloy.com 15




TUNGCUT

External and face grooving, and turning

M Standard feed and DoC ] Cr j j)
0} YENIPRIIPIN] For general purpose — a

@ First choice chipbreaker for
grooving and groove-turning M Standard feed

@ General purpose chipbreaker ! : 04
X i : ] = =
for light to medium cutting of o— 0.3 [ BB
grooving and groove-turning |
@ Smooth chipbreaking in 01 02 03 04 05 06 = 02 I
machining steel, alloy steel, Feed: f (mm/rev) 5 01 ..
. (0]
stainless steel, and heat-
P.23

X Groove width: CW (mm) 0 3 4 5 6 8
resistant superalloys N3 N4 W5 W6 W8 Groove width: CW (mm)

M Standard feed and DoC ¥
DTE type (2 corners) For general purpose 5 - % ﬂH} @

@ Unique chipbreaker W Standard feed
makes chips shorter .04

ap (mm)
o = N W A~ O

Depth of cut

mm/re

f

Fe

[

1

ap (mm)
- N W N

Depth of cut

m/rev]

@ Available in pressed-to- i o3 RN E - .

size or ground-to-size i E 02| M- I ........... -
01 02 03 04 05 0.6

geometry Feed: f (mm/rev) s o1 1 =

Groove width: CW (mm) ‘

o

f

Fee!

0374 5 6 8

pP.22 W3 M4 W5 M6 W8 Groove width: CW (mm)

External, internal and face grooving, and turning

. . B Standard feed and DoC @ = '= ' j
Multi-functional type o] i |\
DTX type (2 corners) typ . — l'I ) j )
@ Well balanced §A 3 - W Standard feed
sharpness and strength EE ol | 504
@ Multi functional insert §% 1 g E 03| I I I
L =02}
0 - : N
01 02 03 04 =
Feed: f (mm/rev) § 01y
Groove width: CW (mm) - 0
H3 M4 05 m6 Groove W|dth CW (mm)

Profiling and undercutting

. B Standard feed and DoC N ﬁll
DTR type (2 corners) LR TERY 5 1 l.'l

@ Excellent chip control 3.
@ Available in prgssed—to—size J‘é:.‘; 2 J/ /) j /)
or ground-to-size geometry a 1
0010208 0405 0607

Ground Feed: f (mm/rev)

Groove width: CW (mm)
H3 M40 5 W6 W8

\
IR A o) Full radius type H Standard feed and DoC =i= ﬁ

@ Excellent chip control

@ For undercutting : -
0 . . .
3 4 5 6
Groove width: CW (mm)

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

16 Tung-Cut




ACCELERATED MACHINING

Internal grooving and turning

DTl type (2 corners)

P.25

1st choice for
internal grooving

@ Unique chipbreaker
makes chips shorter

@ Available in pressed-to-
size or ground-to-size
geometry

M Standard feed and DoC

— 4 A

3

3=

5 E 3 l( §
) k
1

—

01 02 03 0405 06
Feed: f (mm/rev)

Groove width: W (mm)

H3 B4 W5 H6 H 8

M Standard feed

0.4
03

01IIIII

0.2

Feed: f (mm/rev)

0

Groove W|dth CW (mm)

Small diameter internal grooving

DGIM type (2 corners)

”

2 mm insert width only (For general purpose) W Standard feed

@ Unique chipbreaker for
excellent chip control

@ Excellent fracture resistance
due to optimum land on the

cutting edge

@ For general applications on

steels & stainless steels

< 04

Groove width

W (mm)

=

DGIS type (2 corners)

P.26

2 mm insert width only (Lower cutting force)

@ Low cutting force due to
a unique land geometry

@ Applicable for low

carbon steels & stainless

steels

0.4
0.3
0.2
0.1

Feed: f (mm/rev)

03

Groove width
Ccw

(mm)

B Standard feed

i

Face grooving and turning

DTF type (2 corners)

P.24

1st choice for
face grooving

@ Unique chipbreaker
makes chips shorter

@ Handed insert

M Standard feed and DoC
5

ap (mm)
= N W

Depth of cut

o

0.1 02 0.3 04 05 0.6
Feed: f (mm/rev)

Groove width: CW (mm
H3 W4

M Standard feed
= 0.4

0.3

~ 0.2}~

1 f (mm/rev)

o 0.1)
[0
o

w 0 4
3 4
Groove width: CW (mm)

www.tungaloy.com
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I TUNGCUT

Aluminium wheel machining

Full radius type M Standard feed and DoC I
DTA type (2 corners) 5 ﬁ" iﬁl
@ Excellent chip control *g,g 4
<E 3
@ For aluminium wheel £ 9 b
Q‘!}'. . falte
profiling 8 1.
@® Ground insert 051 0203 04 05 06
Feed: f (mm/rev)
Groove width : CW (mm)
Pog He H3s

External grooving of hardened steels

SGN-CBN type For hardened steel cutting M Standard feed H
(1 corner) @ Optimum cutting edge 0.1

LI

1

shape for grooving of § 0.08 "Bl W 7
hardened steels E os/ M B B
® Ciose tolerance width for : o041 - -
finishing (W = £0.025 mm) g oo
0% 5 4
P28 Groove width: CW (mm)

18 Tung-Cut



ACCELERATED MACHINING

INSERT

DGM
External grooving and parting off, 2 cornered
RE Neutral Left hand RE Right hand
R e
PSIRL PSIRR
INSL i INSL INSL
Insert Coated Cermet
Designation seat CW=:005 RE T9125 AH 7025 | AH725 AH905 GH130 NS9530
size R L R L R L R L R L R L | INSL h  PSIRR/L
DGM2-020 2 2 0.2 [ ] [ ] [ ] [ ] [ ] 20 5 0°
DGM2-020-6R/L 2 2 0.2 [ ] [ ] o [ ] [ ] [ ] 19.8 5 6°
DGM2-020-8R/L 2 2 0.2 [ ] [ ] [ ] [ ] [ ] [ ] 19.8 5 8°
DGM2-020-15R/L 2 2 0.2 [ ] [ ] ( ] [ ] [ ] [ ] 19.8 5 15°
DGM2-002-15R/L 2 2 0.02 [} [} [} [} 19.35 5 15°
DGM3-020 3 3 0.2 [ [ J [ J [ J [ J [ J 20 5 0°
DGM3-020-6R/L 3 3 0.2 [ J [ J [ ] [ J [ J [ ] 19.9 5 6°
DGMB3-002-6R/L 3 3 0.02 o [ ] [ ] [ ] 19.45 5 6°
DGMB3-020-15R/L 3 3 0.2 [ J [ ] [ ] [ ] [ ] [ ] 19.9 & 15°
DGM4-030 4 4 0.3 o [ ] [ ] [ ] [ ] [ ] 20 5 0°
DGM4-030-4R/L 4 4 0.3 [} [} [} [} [} [} 19.8 5 4°
DGM4-030-15R/L 4 4 0.3 [ ] [ ] [ [ J [ J [ J 19.8 5 15°
DGM5-030 5 5 0.3 [ ] [ J [ J [ J [ J [ J 25 5.5 0°
DGM5-030-4R 5 5 0.3 [ J [ J [ ] 249 5.5 4°
DGM®6-030 6 6 0.3 [ ] [ J [ J [ J [ J 25 5.5 0°
DGM8-040 8 8 0.4 o [ ] [ ] [ ] 30 6.7 0°
®: Line-up
SGM
External deep grooving and parting off, single-cornered
RE Neutral Left hand RE Right hand
R N =——_] ﬂ
O PSIRL
I | Ty -'NS'- | EI‘ -'NSL PSIRR INSL
Insert ow Coated
Designation seat 005 RE AH7025 AH725 GH130
size R L R L R L INSL h  PSIRR/L
SGM2-020 2 2 0.2 [ ] [ ] [ ] 20 5 0°
SGM2-020-6R/L 2 2 0.2 [ ] [ ] [ ] [ ] [ ] [ J 19.8 5 6°
SGM3-020 3 3 0.2 [ ] [ ] [ ] 20 5 0°
SGM3-020-6R/L 3 3 0.2 [ ] [ ] [ ] [ ] [ ] o 19.6 5 6°
SGM3-020-15R/L 3 3 0.2 [} [} [ J [ J [ J [ ] 19.6 5 15°
SGM4-030 4 4 0.3 [ ] [ J [ J 20 5 0°
SGM4-030-4R/L 4 4 0.3 [ J [ J [ J [ J [ J [ ] 19.65 5 4°
SGM5-030 5 5 0.3 [ ] [ ] [ ] 25 5.5 0°
SGM6-030 6 6 0.3 [ ] [ ] [ ) 25 515) 0° ®: Line-up
www.tungaloy.com 19



I TUNGCUT

DGS

External grooving and parting off, 2 cornered

RE Neutral

Left hand

Right hand

Insert o Coated Cermet
Designation seat CW=:005 RE T9125 AH7025 AH725 GH130 NS9530
size R L|R L| R L | R L |R L
DGS1.4-016 1 1.4 016 ® ®
DGS2-020 2 2 0.2 ) () ) )
DGS2-020-6R/L 2 2 0.2 e o () () o ®
DGS2-002-6R/L 2 2 0.02 ) [ ) ) [
DGS2-020-15R/L 2 2 0.2 e o () () () ®
DGS2-002-15R/L 2 2 0.02 ) [ ) ) [
DGS3-020 3 3 0.2 [} () () ()
DGS3-020-6R/L 3 3 0.2 e o [ [ ) ) [
DGS3-002-6R/L 3 3 0.02 () () o ()
DGS3-020-15R/L 3 3 0.2 e o [ [ ) [
DGS3-002-15R/L 3 3 0.02 () () ° ()
DGS4-030 4 4 0.3 ) [ [ )
DGS4-030-4R/L 4 4 0.3 e o () () [} ()
DGS5-030 5 5 0.3 ) [ ) )
DGS6-030 6 6 0.3 ® () ()
Caution
Designation Cutting dia. Designation Cutting dia.
DGM2-002-15R/L 28 DGS2-002-15R/L 28
DGM3-002-15R/L 29 DGS3-002-15R/L 29
DGM4-030-15R/L 30 SGS3-020-15R/L 103
SGM3-020-15R/L 103 SGS3-002-15R/L 34

INSL h PSIRR/L
16 4.3 0°
20 5 0°

19.95 5 6°

19.8 5 6°

19.95 5 15°

19.8 5 15°
20 5) 0°
19.9 5 6°
19.6 5) 6°
19.9 5 15°

19.45 5) 15°

20 5 0°

19.8 5] 4°

25 55 0°

25 515 0°
@ : Line-up
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ACCELERATED MACHINING

SGS
External deep grooving and parting off, single-cornered
RE Neutral Left hand R Right hand
;
PSIR - PSIRR-
INSL - I; INSL 7 INSL
CE _ ET T B
Insert @ Coated
Designation seat CW=:005 RE AH7025 AH725 GH130
stze R L R L R L |INSL h PSIRRL
SGS2-020 2 2 0.2 [ ] [ J [ ] 20 5 0°
SGS2-020-6R/L 2 2 0.2 ® (] ° (] (] ® 19.8 5 6°
SGS2-020-15R/L 2 2 0.2 [ ] [ ] [ J [ J [ J [ ] 19.8 5 15°
SGS3-020 3 3 0.2 [ ] [ J [ J 20 5 0°
SGS3-020-6R/L 3 3 0.2 [ ] [ J [ J [ J [ J [ ] 19.64 5 6°
SGS3-002-6R/L 3 3 0.02 (] (] [ J ® 19.8 5 6°
SGS3-020-15R/L 3 3 0.2 [ ] [ ] [ ] [ ] [ ] [ ] 19.64 5 15°
SGS3-002-15R/L 3 3 0.02 (] (] (] (] 19.8 5 15°
SGS4-030 4 4 0.3 () () ° 20 5 0°
SGS5-030 5 5 0.3 ° (] [ 25 5.5 0°
SGS6-030 6 6 0.3 () (] () 25 55 0°
®: Line-up
DGE
External grooving (for high-precision machining)
Neutral
RE_cDx
|-
Ei:“
(&)
7 INSL
T
Insert Coated Cermet
Designation seat CW:0.05 RE
size AH7025 | AH725 | GH130 | NS9530 | CDX INSL h
DGE100-000 2 1 0 () () (] 2.5 20 5
DGE130-000 2 1.3 0 ® ] [ 25 20 5
DGE160-010 2 1.6 0.1 () (] (] (] 2.5 20 5
DGE185-010 2 1.85 0.1 ® ® ® [J 35 20 5
DGE215-015 2 2.15 0.15 () () (] (] 3.5 20 5
@ : Line-up
Caution
CDX is limited as shown in the picture to the right according to the Cutting dia.
groove depth, G.D. Please refer to the following table. \r GD
ya
G.D = Groove depth {777\77
. . |Max. groove Cutting dia. S
Designation !

9 depth(mm)| G.D.=1 | GD.=15| G.D.=2 |GD.=25| G.D.=3 =
DGE100-000 /
DGE130-000 2 - - Relevant area
DGE160-010 oo 18.6 11.5 (Interference)
DGE185-010
DGE215-015 8 88 7
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TUNGCUT

DTE

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

RE
< 4
=
INSL ,
-
il
o Insert _ Coated Cermet
Designation seat CW:002 RE SES
size T9125 AH7025 | AH725 GH130 NS9530 | INSL h
DTE265-015 3 2.65 0.15 [} [ J [ J ([} [} 20 5
DTE300-020 3 3 0.2 [} [} (] [ J [} 20 5
DTE300-040 3 3 0.4 [} o [ J [} [} 20 5
DTE315-015 3 3.15 0.15 [ ] [ ] [ J [ ] [ ] 20 5
DTE400-040 4 4 0.4 o [ J [ J ([ ] [} 20 5
DTE400-080 4 4 0.8 [ ] [ ] ([ J [ ] [ ] 20 5
DTE415-015 4 4.15 0.15 [ ] [ J [ J [ J [ J 20 5
DTE478-055 5 4.78 0.55 (] [ ] ( [ ] [ 25 5.5
DTE500-040 5 5 0.4 [ J [ J [ J [ J [ J 25 5.5
DTE500-080 5 5 0.8 [ ] [ J [ [ J [ J 25 5.5
DTE515-015 5 5.15 0.15 [ J [ J [ J [ J 25 5.5
DTE600-080 6 6 0.8 [ J [ J ([ [ J 25 5.5
DTE600-120 6 6 1.2 [ ] [ J [ J [} 25 5.5
DTE800-080 8 8 0.8 [ J [ J (] [ J 30 6.7
DTE800-120 8 8 1.2 [ J [ J [ J [ J 30 6.7
®: Line-up
DTE
External, face grooving and turning
RE
= ~
o# )
7 - INSL
e S
N Insert Coated Cermet
Designation seat CW=005 RE
size AH7025 | AH725 GH130 NS9530 | INSL h
DTES3-040 3 3 0.4 [ ] [ J ([ J [ J [ J 20 5
DTE4-040 4 4 0.4 [ ] [ ] [ ] [ ] [ ] 20 5
DTE5-040 5 5 0.4 [ ] 25 515)
DTE6-080 6 6 0.8 [ ] 25 5.5
®: Line-up
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ACCELERATED MACHINING

\New

DTM
External, face grooving and turning
RE
A ]
O
6, INSL
'3 W
o Insert Coated
Designation seat CW:005 RE
size AH7025 | INSL h
DTM3-030 3 3 0.3 [ ] 20 5
DTM4-040 4 4 0.4 [ ] 20 5
DTM4-080 4 4 0.8 [ ] 20 5
DTM5-080 5 5 0.8 [ ] 25 5.5
DTM6-080 6 6 0.8 [ ] 25 515)
DTM8-080 8 8 0.8 [ ] 30 6.7
®: Line-up
DGL
External, Parting-off
RE
= pE—Ty
O
7 INSL
"ﬁ
N
Y
. . Insert Coated
Designation seat CW:005 RE
size AH7025 | INSL h
DGL3-025 3 3 0.25 [ ] 20 5
DGL4-030 4 4 0.3 [ ] 20 5
DGL5-030 5 5 0.3 [ ] 25 515)
DGL6-080 6 6 0.8 [ ] 25 5.5
®: Line-up
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TUNGCUT

DGG

External and face grooving (for high-precision machining)

RE

= |
O
7° INSL
- iR
(New]
Insert Coated | Coated |Uncoated
Designation seat CW:0.02 RE
size AH7025 | NS9530 KSO5F | INSL h
DGG200-020 2 2 0.2 [ ] [ J [ ] 20 5
DGG300-020 3 3 0.2 [ ] [ ] [ ] 20 5
DGG400-040 4 4 0.4 [ ] [ J [ ] 20 5
DGG500-040 5 5 0.4 [ ] [ ] [ ] 25 5.5
DGG600-040 6 6 0.4 [ ] [ ] [ ] 25 585
®: Line-up
DTX
External, internal, face grooving and turning
RE
e
O
7 INSL
G .
Insert Coated Cermet
Designation seat CW:0.05 RE [New]
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DTX3-030 3 3 0.3 [ ] [ ] [ ] [ ] ( ] 20 5
DTX4-040 4 4 0.4 [ ] [ ) [ ) [ ) [ J 20 5
DTX5-040 5 5 0.4 [ ] [} [} [ J ([} 25 515
DTX6-080 6 6 0.8 [ ) [ ) [ ) 25 5.5
®: Line-up
DTF
Face grooving and turning
RE,
S5
27 INSL
4
Right hand (R) shown.
Coated Cermet
Insert
Designation seat CWz005 RE T9125 AH7025 AH725 GH130 NS9530
size R L|R L|R L|R LJ|R LJ[INSL h L1
DTF3-040-R/L 3 3 0.4 [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ J [ ] [ ] 20 5 16
DTF4-040-R/L 4 4 0.4 (] [ ] [ ] [ ] [ ] [ ] [ J [ J [ ] [ ] 20 5 16

@®: Line-up

24 Tung-Cut



ACCELERATED MACHINING

DTI

Internal grooving and turning (for high-precision machining)

RE
B =]
O
14°
Insert - Coated Cermet
Designation seat CW:0.02 RE "
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DTI300-040 3 3 0.4 [ ] [ J [ J [ J ( ] 20 5
DTI400-040 4 4 0.4 [ ] [ ] [ J [ J [ ] 20 5
DTI400-080 4 4 0.8 [ ] [ ] [ ] [ ] ( ] 20 5
DTI500-040 5 5 0.4 [ ] [ ] [ J [ J [ ] 25 55
DTI500-080 5 5 0.8 [ ] [ ] [ ] [ ] ( ] 25 515
DTI600-080 6 6 0.8 [ ] [ ] [ ] [ ] 25 5.5
DTI600-120 6 6 1.2 [ ] [ ] [ ] [ ] 25 515
DTI800-080 8 8 0.8 [ ] [ ] [ ] [ ] 30 6.7
DTI800-120 8 8 1.2 [ [ ] [ ] [ ] 30 6.7
®: Line-up
DTI
Internal grooving and turning
RE
HEe——
O
14° INSL
& el by
Insert (™, Coated Cermet
Designation seat CWz005 RE | M | |
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DTI3-040 3 3 0.4 [ ] [ ] [ ] [ ] ( ] 20 5
DTI4-040 4 4 0.4 [ ] [ ] [ ] [ ] [ ] 20 5
®: Line-up
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TUNGCUT

DGIM

Small diameter internal grooving

Z|RE
O
14, INSL -
V™
Insert ‘ Coated ‘ Cermet ‘
Designation seat CW:005 RE
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DGIM2-020 2 2 0.2 [ ] [ ] [ J [ J ( ] 20 5
®: Line-up
DGIS
Small diameter internal grooving
%lRE
RN
14° i INSL
Insert Coated Cermet
Designation seat CWz005 RE ‘ [New] ‘ ‘
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DGIS2-020 2 2 0.2 [ ] [ ] [ ] [ ] ( ] 20 5
®: Line-up
DTR
Profiling and undercutting (for high-precision machining)
RE
B =
O
zﬁ
Insert (7%, Coated Cermet
Designation seat CW:0.02 RE VeV
size T9125 AH7025 AH725 GH130 NS9530 | INSL h
DTR300-150 3 3 15 [ ] [ ] [ ] [ ] ([ J 20 5
DTR400-200 4 4 2 [ ] [ ] [ ] [ ] [ ] 20 5
DTR478-239 5 4.78 2.39 [ ] [ ] [ ] [ ] ( ] 25 515
DTR500-250 5 5 2.5 [ ] [ ] [ ] [ ] [ ] 25 5.5
DTR600-300 6 6 3 [ ] [ ] [ ] [ ] 25 515
@ : Line-up
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ACCELERATED MACHINING

DTR

Profiling and undercutting

RE
@0
7 INSL .
e 9
Designation I:z::t CW:0.05 RE @ Coated Cermet
size T9125 H7025 AH725 AH905 GH130 NS9530 | INSL h
DTR3-150 3 3 1.5 [ J [ J [ J [ J [ J [ J 20
DTR4-200 4 4 2 [ [ ] [ [ ([ ] [ ] 20 5
DTR5-250 5 5 25 [ ] [ ] [ [ ([ [ ] 25 55
DTR6-300 6 6 3 [ J [ J [ J [ J 25 5.5
DTR8-400 8 8 4 (] () () (] 30 6.7
®: Line-up
DTIU

Profiling and undercutting (for high-precision machining)

o Insert @ Coated
Designation seat CW:002 RE

size AH7025 | AH725 | GH130 |INSL h

DTIU300-150 3 3 15 [} [} [} 20 5

DTIU400-200 4 4 2 [} [} [ J 20 5
DTIU500-250 5 5 25 [} [} o 25 5.5
DTIU600-300 6 6 3 [} [} [} 25 5.5
®: Line-up
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Aluminium wheel machining (for high-precision machining)

RE

B )
O

AN\ < INSL
| E

Insert Uncoated
Designation seat CW:002 RE
size h AN
DTA600-300 6 6 3 5.5 7
DTA800-400 8 8 4 6.7 10
®: Line-up
SGN
External grooving of hardened steels
RE
7
Insert CBN
Designation seat CW:0025 RE
size BX360 | INSL h
SGN200-020 2 2 0.2 [ ] 20 5
SGN300-020 3 3 0.2 ‘ [ ] | 20 5
SGN400-020 4 4 0.2 ‘ [ ] | 20 5
®: Line-up
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ACCELERATED MACHINING

B CTER/L-CHP TUNG TLET

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

N e
B s

I Insert:

ﬁ DGS,SGS,DGM,
I¢ SGM,DTX,DGE,

T DTE,DGG,DTR,SGN
j_uf_ DTM,DTA,DGL

Gl EEE = Right hand (R) shown.

Designation Ccw 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 5.5
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 55
CTER/L2525-3T20-CHP 3 3 20 25 25 150 48 25 25.3 - 55
CTER/L2525-3T25-cHP [N 3 25 25 25 150 51 25 25.3 - 55
CTER/L2525-4T25-CHP 4 4 25 25 25 150 55 25 25.5 - 8
CTER/L2525-5T20-cHP B 5 20 25 25 150 49 25 25.58 - 8
CTER/L2525-6T20-CHP 6 6 20 25 25 150 52 25 25.58 7 12

¢ When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
*Torque: Recommended torque (N-m) for clamping

 For applicable inserts, see pages 19-28.

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

SPARE PARTS @ (

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

® See pages 47 for tube connections
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I TUNGCUT

B crerL

External toolholders for grooving, parting & turning

- e 3
]—IE 'Y LF Vl JiL

() ; L%H ‘ Insert:
— DGM, SGM, DGS,
%f : u ﬂ SGS, DGG, DTX,
—J Y DTE, DTR, DTA, SGN,
DTM,DGL
[ :
HBH Right hand (R) shown.
Designation Seatsize 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
CTERIL2020-2T12 [N 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 [ 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
CTERIL2525-2T17 [N 2 17 25 25 150 37 25 25.1 - 5
CTER/L1616-3T09 B 3 9 16 16 110 32 16 16.3 4 5
CTER/L2020-3T09  [I8 3 9 20 20 125 32 20 20.3 - 5
CTER/L2525-3T09 3 3 9 25 25 150 32 25 25.3 - 5
CTERIL2020-3T12  [N8 3 12 20 20 125 32 20 20.3 - 5
CTER/L2525-3T12 B 3 12 25 25 150 32 25 253 - 5
CTER/L1616-3T20 [8 3 20 16 16 110 38.5 16 16.3 4 5
CTER/L2020-3T20 3 3 20 20 20 125 38.5 20 20.3 - 5
CTERIL2525-3T20 8 3 20 25 25 150 38,5 25 25.3 - 5
CTER/L2525-3T25 3 3 25 25 25 150 445 25 253 - 5
CTER/L1616-4T10 [4 1 4 10 16 16 110 32 16 165 4 8.5
CTER/L2020-4T10 4 4 10 20 20 125 32 20 20.5 - 8.5
CTER/IL2525-4T10 [ 4 10 25 25 150 32 25 255 - 8.5
CTER/L2020-4T15 4 4 15 20 20 125 33 20 20.5 - 8.5
CTER/L2525-4T15  [L4 T 4 15 25 25 150 33 25 25,5 - 8.5
CTER/L1616-4T25 4 4 25 16 16 110 45 16 16.5 4 8.5
CTER/IL2020-4T25 [ 4 25 20 20 125 45 20 20.5 - 8.5
CTER/L2525-4T25 4 4 25 25 25 150 45 25 255 - 8.5
CTERL3232-4T25  [NA | 4 25 32 32 170 45 32 325 - 8.5
CTER/L2020-5T12 5 5 12 20 20 125 37 20 20.6 - 8.5
CTERI2525-5T12  [BI 5 12 25 25 150 37 25 25.6 - 8.5
CTER/L2525-5T20 5 5 20 25 25 150 37 25 25.6 - 8.5
CTERI2525-5T32  [B 5 32 25 25 150 56 25 256 - 85
CTER/L3232-5T32 5 5 32 32 32 170 56 32 32.6 - 8.5
CTER/IL2020-6T12  [E 6 12 20 20 125 37 20 20.6 - 12
CTER/L2525-6T12 6 6 12 25 25 150 37 25 25.6 7 12
CTER/L2525-6T20 |6 6 20 25 25 150 41 25 25.6 7 12
CTER/L2525-6T32 6 6 32 25 25 150 56 25 25.6 7 12
CTER/L3232-6732 [16 6 32 32 32 170 56 32 32.6 - 12
CTER/L2525-8T16 8 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 8 8 25 32 32 170 47 32 33.1 - 12
CTER/L2525-8T36 [8 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 the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
(1) The value for "WF" is true when the insert with the width, indicated in "CW" in the table is mounted.
 For applicable inserts, see pages 19-28.

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

SPARE PARTS

Designation
CTER/L1616-2T08

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

&

Clamping screw
CM5X0.8X16-A

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

{

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

P-5
P-5
P-5
P-5
P-5
P-5
P-5
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
P-6
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I TUNGCUT

I crErR/L

Toolholders for External / Face grooving & turning

DAXMIN

Wl (;)I S mI %ﬁj;
o 1 y j/
s 4-4 ~LH LE Insert:

i 2 =" DGM, SGM, DGS,
m SGS, DTE, DGG,
- i DTX, DTR, DTF, SGN,

%I T DTM,DGL
Y Right hand (R) shown.
Designation Seatsize  CDX H B LF LH HF WF®  Torque*
CTEFR/L2020-4TO4 | 4 23,4 4.8 20 20 125 33 20 20.5 8.5
CTEFR/L2525-4T04 4 2,34 4.8 25 25 150 33 25 25,5 8.5
CTEFR/IL2020-6T04 [ 56 48 20 20 125 37 20 20.6 8.5
CTEFR/L2525-6T04 6 56 48 25 25 150 37 25 25.6 8.5

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

 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ (

Designation Clamping screw Wrench
CTEFR/L2020-4T04 CM6X1X20-A P-5
CTEFR/L2525-4T04 CMBX1X25-A P-5
CTEFR/L2020-6T04 CM6X1X20-A 2=}
CTEFR/L2525-6T04 CM6X1X25-A P-5
Groove width Min. dia. Groove width Min. dia.
Insert cw for face grooving Insert cwW for face grooving
DAXMIN DAXMIN
DGM / DGS / SGN 2 295 DTR 3 44
DGM /DGS / SGN / DGL 3 92 DTR 4 32
DGM / DGS / SGN/ DGL 4 37 DTR 5] 48
DGM / DGS/ DGL 5] 60 DTR 6 48
DGM / DGS/ DGL 6 57 DTX 3 19
DTE/DGG /DTM 3 62 DTX 4 20
DTE/DGG /DTM 4 42 DTX 5] 20
DTE/DGG /DTM 5] 64 DTX 6 23
DTE/DGG /DTM 6 61 DTF & 19
DTF 4 20
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ACCELERATED MACHINING

- CGEUR/L

External 45° toolholders for undercutting

i
@)
2 LF
Right hand (R) shown.
Designation cw ][\ Seat size CcDX H B LF LH HF WF® Insert  Torque*
CGEUR/L1616-3T02 3 2.8 16 16 110 30 16 193  DTIU.. 5
CGEUR/L2020-3T02 3 32 3 2.8 20 20 125 30 20 233  DTIU. 5
CGEUR/2525-3T02 @@ 3 2.8 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 2.8 20 20 125 31 20 235  DTU. 85
CGEUR/L2525-4T02 4 32 4 2.8 25 25 150 31 25 285  DTIU.. 8.5

CGEUR/L2525-6T03  [06 84 56 3.4 25 25 150 35 25 28.9 DTIU... 8.5

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

 For applicable inserts, see pages 19-28.

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

SPARE PARTS & (

Designation Clamping Wrench
CGEUR/L***-3T02 CM5X0.8X16-A P-4
CGEUR/L1616-4T02 CM6X1X16-A P-5
CGEUR/L2020-4T02 CM6X1X20-A P-5
CGEUR/L2525-4T02/6T03 CM6X1X25-A P-5

www.tungaloy.com 33



I TUNGCUT

- CTIR/L

Boring bars for Internal grooving & turning

T B DMIN . ¢ _| £ ges:trtéize 2:DGIM, DGIS
- o Seat size 3-8:DTI, DTX,
- T é DGL
| (&)
- »—seal cap Right hand (R) shown.
Designation cw D[\ Seat size CDX DCONMS H LF® LH WF Insert Torque*
CTIR/L16-2T08-D250 | 2 25 2 8 16 14 125 = 16.5 DGIM..., DGIS... 5
CTIR/L20-2T06-D250 2 25 2 6 20 18 160 40 158  DGIM.., DGIS.. 5
CTIRA20-3T06-D250 [ 125 3 6 20 18 160 40 158 DTl DTX.. 5
CTIR/L25-3T05-D250 3 25 3 5.1 25 23 200 40 175 DTI..., DTX... 5
CTIR/A25-3T08-D320  [N8a2 3 8 25 23 200 40 215 DTI..., DTX... 5
CTIR/L32-3T10-D400 3 40 3 10 32 30 250 60 27 DTI..., DTX... 5
CTIR/IL20-4To6-D250 |4 25 4 6 20 18 160 40 15.8 DTl..., DTX... 5
CTIR/L25-4T08-D320 4 32 4 8 25 23 200 40 215 DTI..., DTX... 5
CTIRA32-4T04-D310  [Ag 4 4 32 30 250 60 20.8 DTI..., DTX... 5
CTIR/L32-4T10-D400 4 40 4 10 32 30 250 60 27 DTI..., DTX... 5
CTIRIL25-5Tos-D310 [0 8 5 5 25 23 200 60 17.3 DTL..., DTX... 8.5
CTIR/L32-5T10-D400 5 40 5 10 32 30 250 60 27 DTI..., DTX... 8.5
CTIRL32-6To4-D310 e g 6 4 32 30 250 60 20.8 DTL..., DTX... 8.5
CTIR/L32-6T10-D400 6 40 6 10 32 30 250 60 27 DTI..., DTX... 8.5
CTIRIL32-8Tos-D370 |8 87 8 5 32 30 250 60 21.3 DTL..., DTX... 8.5
CTIR/L40-8T05-D420 8 42 8 5.8 40 38 300 65 25.8 DTI..., DTX... 8.5

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

 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

& (8

SPARE PARTS Minimum diameters (eDm) for inserts other than the above
Designation Clamping screw Wrench Seal cap Thégﬁggzﬁgr:or Groove width Min. dia.
CTIR/L16-2T08-D250 CM5X0.8X10-A P-4  CA-16 M6 CY DMIN
CTIR/L20-2T06-D250 CM5X0.8X12-A P-4 CA-20 M6 DGM /DGS / SGN / DGL /DTM 3 50
CTIR/L20-3T06-D250 CM5X0.8X12-A P-4  CA-20 M6 DGM/DGS / SGN/DTM / DGL & 50
CTIR/L25-3T05-D250  CM5X0.8X16-A P-4  CA-25  Ri/8" [DIEN] / ISR/ DTN/ DIEIL 2 GlY
DGM / DGS / DTM / DGL 6 60
CTIR/L25-3T08-D320 CM5X0.8X16-A P-4  CA-25  Ri1/8"
DGM /DGS / DTM 8 70
CTIR/L32-3T10-D400 CM5X0.8X16-A P-4  CA-32  R1/8 S 5 "
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  Ri1/8" 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 CM6XIX16-A  P-5 CA-25  Ri/8" I 2 =8
DTR 4 38
CTIR/L32-5T10-D400 CMBX1X20-A  P-5  CA-32  R1/8" oTR . 5
CTIR/L32-6T04-D310 CMBX1X20-A  P-5 CA-32  Ri1/8" == 6 16
CTIR/L32-6T10-D400 CMBX1X20-A  P-5 CA-32  R1/8" DTR 8 56
CTIR/L32-8T05-D370 CM6X1X25-A  P-5  CA-32  R1/8"
CTIR/L40-8T05-D420 CM6X1X25-A  P-5 CA-40  Ri1/8"

34 Tung-Cut



ACCELERATED MACHINING

- CTIFR/L

Toolholders for face / internal face grooving & turning

W = =
; : UL
_ B BT e L
il . I
= LF D
> 4 %T ; i S Z Insert:
- - DMIN __ — S g = DGM, DGS,
- g — Ql |2 Yy DGG, DTE,
W =0 = = DTF, DTX DR,
AND> - DTM, SGN, DGL
== *——seal cap Right hand (R) shown.
Designation Seat size CDX DCONMS HF LF WF® Torque*
CTIFR/L25-4T05-D270 [ 4 3,4 55 25 15 200 133 8.5
CTIFR/L32-4T05-D340 4 3,4 55 32 15 250 16.8 8.5
CTIFR/L25-5T05-D270  [E Y 56 55 25 1.5 200 13.3 8.5
CTIFR/L32-5T05-D340 6 5,6 55 32 15 250 16.8 8.5

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

 For applicable inserts, see pages 19-28.

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

& { &

SPARE PARTS

Designation Clamping screw Wrench Seal cap
CTIFR/L25-4T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-4T05-D340 CMB6X1X20-A P-5 CA-32
CTIFR/L25-5T05-D270 CMBX1X16-A P-5 CA-25
CTIFR/L32-5T05-D340 CM6X1X20-A P-5 CA-32

i . Minimum diameter DAXMIN
Seat size Seat size
DCONMS =25 mm DCONMS =32 mm DGM, DGS, SGN,DGL  DTE, DGG, DTF / DTX
3 26.3 33.3 3 92 62 19 44 o
4 26.8 33.8 4 37 42 20 32 oo
5 26.3 33.3 5 60 64 20 48 oo
6 26.8 33.8 6 57 61 23 48 oo

www.tungaloy.com
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- CGIUR/L

Boring bars for internal undercutting

DCONMS

o
DMIN %

/ \
RS =,
\

H
D
DMIN

=

~ | Right hand (R) shown.
Designation Seatsiza CDX DCONMS H LF LH  WF®  Insert Torque*
CGIUR/L20-3T02-D380 3 2.8 20 19 160 - 12.8 DTIU... 5
CGIUR/L25-3T02-D380 g 38 3 2.8 25 23 200 40 14.8 DTIU... 5
CGIUR/L20-4T02-D380 e s s 2.8 20 19 160 - 129 DTWU.. 5
CGIUR/L25-4T02-D460 4 46 4 2.8 25 23 200 40 14.9 DTIU... 5
CGIUR/L25-6T02-D460 [eaw s 2.8 25 23 200 - 15.2 DTIU.. 8.5

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

e For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

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 CMB6X1X25-A P-5
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ACCELERATED MACHINING

CTFR/L

Toolholders for face grooving & turning

3 Y
_ o 59 5 158 GR AN

E—= - LF CDX
LH DAXMIN

f

T

Y
I

Right hand (R) shown.

Designation (/AR TY ([ BV 0@ Seat size CDX H B LF LH HF WF® Torque*
CTFR/L2525-3T10-024035 _ 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-029040 3 29 40 3 10 25 25 150 38 25 255 5
CTFR/L2525-3T10-034050 |8 "84 """50 = 3 10 25 25 150 38 25 25,5 5
CTFR/L2525-3T15-044070 3 44 70 3 15 25 25 150 38 25 255 5
CTFR/L2525-3T15-084100 @ g4 00 3 15 25 25 150 38 25 25,5 5
CTFR/L2525-4T10-022036 4 22 36 4 10 25 25 150 39 25 25.6 5
CTFR/L2525-4T20-028042 |4 128 a2 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 WA g0 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 |4 {2500 4 20 25 25 150 39 25 2556 5
CTFR/L2525-5T25-050080 5 50 80 5 25 25 25 150 49 25 25.6 12
CTFR/L2525-5T25-070110 [EZ0 0" 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 |6 140 200 @ 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 88 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 |6 168 400 @ 6 25 25 25 150 49 25 25,6 12

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

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

* For applicable inserts, see pages 19-28.

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

SPARE PARTS @ (

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

DGM / DGS / SGN / DGL 3 92
INSERT DGM / DGS / SGN / DGL 4 37
- p— DGM /DGS / DGL 5 60
Desfigeiitem size st DGM /DGS / DGL 6 57
CTFR/L2525-3T10-024035 3 DTF, DTX DTE /DGG / DTM 3 62
CTFR/L2525-3T10-029040 3 DTF, DTX DTE/DGG/DTM 4 42
CTFR/L2525-3T10-034050 3 DTF, DTX RIERCCHDIE 9 &
DTE/DGG /DTM 6 61
CTFR/L2525-3T15-044070 3 DTF, DTX, DTR, DTE, DGG, DTM - s as
DTF, DTX, DTE, DGG, DGM, DGS, DTR,
CTFR/L2525-3T15-064100 3 SGN, DGL, DTM DTR 4 32
CTFR/L2525-4T10-022036 4 DTF, DTX DUt ® gE
DTR 6 48
CTFR/L2525-4T20-028042 4 DTF, DTX, DTR o7 . 1
DTF, DTX, DTE, DGG, DGM, DGS, DTR,
CTFR/L2525-4T20-034050 4 DTM, DGL DTX 4 20
DTF, DTX, DTE, DGG, DGM, DGS, DTR, DTX 5 20
CTFR/L2525-4T20-042070 4 SGN, DTM, DGL DTX 6 03
DTF, DTX, DTE, DGG, DGM, DGS, DTR, DTF 3 19
CTFR/L2525-4T20-062120 4 S BT B L - o
DTF, DTX, DTE, DGG, DGM, DGS, DTR,
CTFR/L2525-4T20-112200 4 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
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- CTFVR/L

Perpendicular toolholders for face grooving and turning

- o 4 5 )
- =) - a
cwE__ ol
=0 LH LF DAXMIN

E DAXX S—

o

- j - CDX L]
Right hand (R) shown.

J
T

Designation (/Y (| [ VBV O @8 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 |8 "84 """"s0 | 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  [SEAgs s 3 15 25 25 150 18 25 5
CTFVR/L2525-4T12-022040 4 22 40 4 12 25 25 150 185 25 8.5
CTFVR/L2525-4T15-032050 |4 182 is0 | 4 15 25 25 150 185 25 8.5
CTFVR/L2525-4T15-042060 4 42 60 4 15 25 25 150 185 25 8.5
CTFVR/L2525-4T15-052085  [4Ea s 4 15 25 25 150 185 25 8.5
CTFVR/L2525-5T20-050080 5 50 80 5 20 25 25 150 22 25 12
CTFVR/L2525-5T20-070110 B 70 io | 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 B0 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 |6 78 150 | & 20 25 25 150 22 25 12
CTFVR/L2525-6T20-138250 6 138 250 6 20 25 25 150 22 25 12

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

 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ (

Designation Clamping screw Wrench

Groove width Min. dia.
CTFVR/L2525-3T... CM5X0.8X25-A P-4 Insert for face grooving
CTFVR/L2525-4T... CMBX1X25-A P-5 Ccw DAXMIN
CTFVR/L2525-5T..., 6T... CM8X1.25X25-A P-6 DGM/DGS /SGN / DGL 3 92
DGM / DGS / SGN / DGL 4 37
INSERT DGM /DGS / DGL 5 60
Desianat Seat ot DGM / DGS / DGL 6 57
esignation size nSer DTE / DGG / DTM 3 62
CTFVR/L2525-3T10-024035 3 DTF, DTX DTE/DGG / DTM 4 42
CTFVR/L2525-3T10-029040 3 DTF, DTX DTE / DGG / DTM 5 64
CTFVR/L2525-3T10-034050 3 DTF, DTX, DTR DTE/DGG/DTM 6 61
CTFVR/L2525-3T15-044060 3 DTF, DTX, DTE, DTR 312 i ::
CTFVR/L2525-3T15-054085 3 DTF, DTX, DTE, DGG, DTR, DTM TR 5 28
CTFVR/L2525-4T12-022040 4 DTF, DTX, DTR e = poe
DTF, DTX, DTE, DGG, DGM, DGS
5 _ s , , s , s DTX 1
CTFVR/L2525-4T15-032050 4 e BT S o7 i 23
DTF, DTX, DTE, DGG, DGM, DGS,
CTFVR/L2525-4T15-042060 4 BTR, SGN, DTM, DGL DTX 5 20
DTF, DTX, DTE, DGG, DGM, DGS, DTX 6 23
CTFVR/L2525-4T15-052085 4 DTR, SGN, DTM, DGL OTF 3 19
o DTX, DTE, DGG, DGM, DGS, DTR, DTF 4 o
CTFVR/L2525-5T20-... 5 TV L
DTX, DTE, DGG, DGM, DGS, DTR,
CTFVR/L2525-6T20-... 6 St e
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ACCELERATED MACHINING

- CTER/L-15A

Toolholders for machining aluminum wheel, square shank

Designation
CTER/L2525-6T25-15A
CTER/L2525-8T30-15A

8

 For applicable inserts, see pages 19-28.

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

SPARE PARTS

Designation
CTER/L2525-****-15A

CGIUR/L-15A

Seat size

6
8

Clamping screw
CMBX1X25-A

CDX
25

30

H
25
25

{

A
s %
- LF -
Nt |
L

S 3

!
4%‘ % Right hand (R) shown.
B LF HF WF HBH HBL Insert  Torque*
25 150 25 32.2 7 50.5 DTA... 5}
25 150 25 32.9 7 55 DTA... 5

Clamping screw

P-5

Boring bars for machining aluminum wheel

Designation
CGIUR/L40-6T50-D160-15A

CGIUR/L40-8T83-D160-15A
CGIUR/L50-6T85-D200-15A
CGIUR/L50-8T85-D200-15A

A/l BSeat size CDX DCONMS H WF LF HF HBL

8

8

 For applicable inserts, see pages 19-28.

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

SPARE PARTS

Designation
CGIUR/L™*-15A

Nozzle parts

Coolant pipe Coolant nozzle

CNz125

PNZ5

Clamping screw

160

200

CMBX1X25-A

6

8
6
8

50
83
85
85

{

Wrench
[P

. W@

DCONMS)

H

Right hand (R) shown.

Insert Seal cap Torque*

40 38.5 19.7 320 19 60 DTA... CA-40 5
40 38.5 20.5 320 19 85 DTA... CA-40 5
50 48.5 25.2 350 23.5 85 DTA... - 5
50 48.5 25.9 350 23.5 85 DTA... - 5

&

Seal cap
CA-40
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- JCTER/L

External grooving & parting toolholders for Swiss lathes

12
o
¥
LF Insert:
Seat size 1 = DGS1.4-016

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

H ; DGG, DGL
I

Right hand (R) shown.

HBH

Designation Seatsize CUTDIA H B LF LH HF WF®  HBH Torque*
JCTER/L1010X1.4T10 | 14 | 1 20 10 10 120 18 10 10.2 = 3
JCTER1010-1.4T10 1.4 1 20 10 10 125 18 10 10.2 . 3
JCTERL1212F1.4T12 14 1 24 12 12 85 19.5 12 12.2 5 3
JCTER/L1212X1.4T12 1.4 1 24 12 12 120 19.5 12 12.2 - 3
JCTER1212-1.4T12 14 1 24 12 12 125 195 12 12.2 - 3
JCTER/L1414-1.4T12 1.4 1 24 14 14 125 19.5 14 14.2 . 3
JCTERL1616X1.4T16  [H4 T 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 I 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
JeTERLI212F3Ti2 [N 3 24 12 12 85 19 12 12.3 2 3
JCTER/L1212X3T12 3 3 24 12 12 120 19 12 123 2 3
JCTERL1616X3TI6 [ 8 | 3 32 16 16 120 24 16 16.3 - 3
JCTER/L2020H3T16 3 3 32 20 20 100 24 20 20.3 - 3

(1) The value for "WF" is true when the insert with the width, indicated in "CW" in the table is mounted.
e CUTDIA: Maximum parting-off diameter

 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS & /é

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

- CGER/L

External deep grooving & parting toolholders for Swiss lathes

. CDX ‘
a7 -
=k e LF H\ﬂ *
CUTDIA e LH . Insert:
. N % Seat size 1 = DGS1.4-016
/ o) T Seat size 2, 3, 4, = DGM,
L . SGM, DGS, SGS, SGN,
I‘\\ Y H I§ DGG, DTM, DGL
\ i/
T A Right hand (R) shown.
Designation Ccw Seat size CUTDIA® CDX H B LF LH HF WF@ HBH
CGER/2020-14T14 [ 44 | 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 02 2 35/35 11.8 16 16 150 31 16 16.1 2
CGER/L2020-2T17 2 2 35/35 9.8 20 20 125 31 20 20.1 -
CGER/L1212-3T19 e s 38/40 12 12 12 150 31 12 12.3 6
CGER/L1616-3T19 3 3 38/45 14.9 16 16 150 31 16 16.3 2
CGER/L2020-3T19 8 | 3 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**, should be ordered separately. Insert is clamped by the elastic deformation of upper jaw.
 For applicable inserts, see pages 19-28.
(1) DG*/SG* Maximum diameter of parting off Dmax, can be increased by using SG* insert for some toolholders.
(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
Tuna
B .CTER/L-CHP DIRECT IJET

External grooving and parting-off toolholder, high pressure coolant compatible
Right-hand

=

CUTDIA

7@

g om ~ ¥

E/,I‘ | ¢ Left-hand ot

5/16”-24UNF I Seat size 2 = DGM, SGM,
;@Z DGS, SGS, DGE, DGG, SGN

LSwW

Right hand (R) shown.

Designation (ei/AN Seat size CUTDIA H B LF LH HF WF® HBH HBL Torque*
JCTER/L1212X2T12-CHP - 2 25 12 12 120 24.7 12 0/12 5 24.7 3
JCTER/L1616X2T12-CHP 2 2 25 16 16 120 24.7 16 0/16 1 24.5 3
JCTER/L1616X2T16-CHP - 2 32 16 16 120 24.7 16 0/16 4 24.7 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. e CUTDIA: Max. parting off dia.
*Torque: Recommended torque (N-m) for clamping
e For direct jet system, see pages 49.

SPARE PARTS & ﬁ @ ( & (

Designation i DirectJet plug
JCTER/L... CSHB-4-A T-15F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Parting-off width : 2.0 mm
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. ocr

Blades for external deep grooving & parting

. CUTDIA CUTDIA [
Fig1 &Y% /4 ow Z; yFig.3 Uﬁi H
B "/ T B T
~-ub,  LF pey LF )
150 = T
. CW CUTDIA Insert:
Fig.2 V v Seat size 1:DGS1.4-016
B 5 T Seat size 2-6:SGM, SGS, DGM,
s DGS, DTX, DGG, DTM, DGL
50 Tl<_ LF Seat size 8:DGM8-040
Designation Seatsize  CUTDIA H B LF HF Fig Torque*
cGp26-14s [ 44 1 26 26 1 150 214 1 -
CGP32-1.4D 1.4 1 26 32 1 150 24.8 2 -
CGP26-2S ] 2 40 26 18 150 21.4 1 -
CGP32-2D 2 2 50 32 1.8 150 24.8 2 -
CGP26-3S e 3 50 26 2.4 150 214 1 -
CGP32-3D 3 3 100 32 2.4 150 24.8 2 -
CGP26-4S e 4 80 26 3.2 150 21.4 1 -
CGP32-4D 4 4 100 32 3.2 150 24.9 2 -
CGP45-4D hae 4 120 45 3.2 150 38.1 2 -
CGP32-5D 5 5 120 32 4 150 24.9 2 -
CGP32-6D e 6 120 32 5.2 150 24.9 2 -
CGP32-8S-CL 8 8 80 32 6.2 150 24.9 3 3
* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
e CUTDIA: Maximum parting-off diameter
 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping
SPARE PARTS @ ( 9
CGP**-1.4* - - CRW23
CGP**-2/3/4/5/6 - - CRW33
CGP32-8S-CL CM4X0.7X20-M0-A P-3 -
¢ Wrench, CRW**, should be ordered separately.
M Instruction
. . . . @®O—@: unclam
Insert is securely clamped in place by lifting the upper jaw P
@—@: clamp

with the CRW key wrench. This reduces metal fatigue of
the blade, extending the part life.
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ACCELERATED MACHINING

I cTBF

Tool block for CGP blades(fixed clamp)

%ﬁ S B
[I 1] 1T 1T 1T
K jED:I 3
\ |
B |z} \ OAL \
-<—»m - Ll
<OAW T Right hand (R) shown.
Designation H B OAL LH HBH OAH OAW O,
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
CTEBF... CM6X1.0X40-A P-5
. cre
Tool block for CGP and EGP blades
E:!'—;lii o = =
| Q H\H | . Q

Designation
CTBU20-26
CTBU25-26
CTBU20-32
CTBU25-32
CTBU32-32

SPARE PARTS

Designation
CTBU20-26

CTBU25-26
CTBU20-32
CTBU25-32
CTBU32-32

20
25
20
25
32

&

Clamp
CT-86

CT-105
CT-100
CT-110
CT-110

LH

ﬁ

B
21
23
19
23

&

OAH

OAW

HBH

OAL
86
110
100
110
110

{

Clamping screw Wrench
CM6X30-S P-5
CM6X30-S RE5)
CM6X30-S B85
CM6X30-S P-5
CMB6X30-S P-5

. OAL i

Right hand (R) shown.
LH HBH OAH OAW (Srade,
21.4 9 43 38 CGP26...
21.4 45 42 CGP26...
24.8 13 50 38 CGP32...
24.8 50 42 CGP32...
24.8 54 48 CGP32...
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I CAER/L-CHP TUNGMSEYSTEM

Modular blade for parting & grooving, with channels for high pressure coolant

8 ol
@

Insert:

DGS,SGS,DGM,

= SGM,DTX.DTE,

J0 CDX ¥ DGG,DTR,SGN,
; ¥ | \U U_u'” m DTM, DGL

A Right hand (R) shown.
Designation Seat size CDX H B LF WF®

CAER/L-2T16-CHP ] 2 16 33 7.2 415 7.3
CAER/L-2T20-CHP 2 2 20 33 7.2 455 73
CAER/L-3T16-cHP  [gs 3 16 33 7.2 415 7.4
CAER/L-3T20-CHP 3 3 20 33 7.2 455 75
CAER/L-4T16-CHP amee 4 16 33 7.2 415 7.7
CAER/L-4T20-CHP 4 4 20 33 72 455 7.7
CAER/L-5T20-cHP [ 5 20 33 7.2 46.3 7.8
CAER/L-6T20-CHP 6 6 20 33 7.2 46.3 7.8

* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
(1) The value for "WF" is true when the insert with the width, indicated in "CW" in the table is mounted.

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

(LFASSY™)
— (Pos) - @
I Y
om T
I
G 1/8"-28 = \ OAL
— m_ = C o
PYvTe o 0 ]
2] Q o 8]
Ly=—1© y )
= Right hand (R) shown.
Designation H B OAL LPOS WPOS HBKW HBH Blade(Option) Torque*
CHSR/L2020-CHP 20 20 130 105.5 151 12 10 CAER/L-CHP 5
CHSR/L2525-CHP 25 25 130 105.5 20.1 7 5 CAER/L-CHP 5

*WFASSY : shank (WPOS) + blade (WF)

**LFASSY : shank (LPOS) + blade (LF)

¢ When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ ﬁ @ § ( @ @

Designation Wrench Clamping screw Clamping screw Wrench
CHSR/L*-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 ORS5X1N PLUGG1/8I1SO1179

*See page 47 for instruction on installing and removing the blade and insert

* See pages 48 for tube connections

Recommended torque

Clamping screw Torque (N + m)
SRM5-04451 5]
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5
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I CHFVR/L-CHP TUNEMSEYSTEM
Shank for CAER/L-CHP, with channels for high pressure coolant

! i,
g G 1/8"-28
e EOAL
G 1/8"-28 | &
© =
5} @ A CO#
[ﬂ/ g LP
= (LFASSY*™)
Designation H B OAL LH LPOS WPOS HBKW HBH Blade(Option) Torque*
CHFVR/L2020-CHP 20 20 140 28 135.1 0.5 5 10 CAER/L-CHP 5
CHFVR/L2525-CHP 25 25 140 28 135.1 0.5 0 5 CAER/L-CHP 5

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

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

Use the left-hand modular blade for the right-hand holder.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ /@3 @ § ( (- &

Designation Clamping screw Wrench Clamping screw Clamping screw Wrench O-ring Plug
CHFVR/L*-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HWS5.0 OR5X1N PLUGG1/8ISO1179

® See pages 48 for modular blade assembly instruction

Recommended torque

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

C*CHSN-CHP TUNGMSVYSTEM
TungCap shank for CAER/L-CHP, with channels for high pressure coolant
(LFASSY*) LPOS) @

10
< 1]

(WFASSY’)
H WPOS|
@;)‘
= —
DCONMS

<LPR |
Designation DCONMS LPR LPOS WPOS Blade(Option) Torque*
C3CHSN19045-CHP 32 45 17.5 18.5 CAER/L-CHP 5
C4CHSN21047-CHP 40 46.5 21.5 21 CAER/L-CHP 5
C5CHSN26047-CHP 50 47 22.5 26 CAER/L-CHP 5
CB6CHSN33050-CHP 63 50 24.5 325 CAER/L-CHP 5

*WFASSY : shank (WPOS) + blade (WF)

**LFASSY : shank (LPOS) + blade (LF)

* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS @ /é @ § ( ©

Designation Clamping screw Wrench Clamping screw Clamping screw Wrench O-ring
C*CHSN**-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 ORS5X1IN

® See pages 48 for modular blade assembly instruction

Recommended torque

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

C*CHFVN-CHP TUNGMSEVYSTEM
TungCap shank for CAER/L-CHP, with channels for high pressure coolant

: @
i % @ ‘ §
©
LPOS
(LFASSY")

Designation DCONMS LPOS WwB WPOS Blade(Option) Torque*
C3CHFVN26040-CHP 32 40 26 1.5 CAER/L-CHP 5
C4CHFVN26046-CHP 40 46 26 1.5 CAER/L-CHP 5
C5CHFVN26046-CHP 50 46 26 1.5 CAER/L-CHP 5!
C6CHFVN33046-CHP 63 46 33 8.5 CAER/L-CHP 5

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)

* When the groove depth is more than 1.5 mm less than the total insert length, use 1-cornered insert.
*Torque: Recommended torque (N-m) for clamping

SPARE PARTS & /o @ § ( —

Designation Clamping screw Wrench Clamping screw Clamping screw Wrench O-ring
C*CHFVN...-CHP SRM5-04451 T-20/5 SRM6X12DIN6912 SRM6X20-XT HW5.0 OR5X1N

Recommended torque

Clamping screw Torque (N - m)
SRM5-04451 5
SRM6X12DIN6912 8.5
SRM6X20-XT 8.5
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I How to install and remove the blade and insert TuNeMEVYSTEM

Assembly

Place the blade and tighten 2
bottom clamping screws.

Remove all 4 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.

Loosing the long screw alone may not release the insert.

Plug Screw Long diagonal screw
l SRM6X20-XT
PLUG G1/81SO1179
l (Wrench : HW5.0) (Wrench : HW5.0)
O-ring
. —Long diagonal screw ORS5X1N
i _z SR M6X20-XT

Plug screw for oil hole

R SRM4X81S014580
» (Wrench : HW5.0)

(Wrench : HW5.0)

OR5X1N - -<+—— Center screw

o Q¥ +—Conterscrew Oy e
s SR M6X12DING912 : '
‘ ‘ (Wrench : HW5.0)
Short bottom screws Short bottom screws

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

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

Connecting hose
Fig. 1 Fig. 2
Th Th1 Th

Th1

S

Length Threading size Max. pressure
Designation Fig.
L Th Th1 (Mpa)
CHP-HOSE-G1/8-7/16-200BS 200 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-G1/8-7/16-250BS 250 G1/8"-28 BSPP 7/16"-20 UNF 26 1
CHP-HOSE-5/16-7/16-200BS 200 5/16"-24UNF 7/16"-20 UNF 20 1
CHP-HOSE-5/16-G1/8-200BS 200 5/16"-24UNF G1/8"-28 BSPP 20 1
CHP-HOSE-G1/8-G1/8-200BB 200 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
CHP-HOSE-G1/8-G1/8-250BB 250 G1/8"-28 BSPP G1/8"-28 BSPP 26 2
Adapter Seal washer
HEX9/16”
7/167-20 UNF o| 1/8"-28 BSPP
<

/

|
e

@
™
—

|

A

‘ BRI A

28.75
Designation Designation oD od w
CHP-NIPPLE-G1/8-7/16UNF CHP-COPPER-SEAL1/8 15 8 1
CHP-COPPER-SEAL5/16 11 8 1
CHP-COPPER-SEAL5/16-2.5 11 8 2.5

High pressure Coolant Hose

l 1/8” BSPP Adapter

Plug Screw

l Washer
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mm DIRECT TJET system

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

Coolant is supplied from the tool post
directly to the tools

DirectTungJet system

_-—

Tool post

Tool  Tool post

Tool —17 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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CAER/L
Blades for external grooving & parting & turning

*ﬁ%@
l @ %m gcsagr,tsas, DGM,

al
el
O

4 SGM, DTX, DTE,
W % LF DGG, DTR, SGN,
=T DTM, DGL
Right hand (R) shown.
Designation Seat size CDX LF WF Shank Torque*

CAER/L-3TI6 | 8 3 16 45 10.4 CHFVL/R..., CHSRI/L... 5
CAER/L-4T16 4 4 16 45 10.5 CHFVL/R..., CHSR/L... 5
CAERL-5T20 [0 5 20 49 105 CHFVL/R..., CHSRIL... 5
CAER/L-6T20 6 6 20 49 10.5 CHFVL/R..., CHSR/L... 5

 For applicable inserts, see pages 19-28.
*Torque: Recommended torque (N-m) for clamping

Not compatible with TungModularSystem
¢ When depth is deeper than (insert length - 1.5 mm), 1 corner type is recommended.

SPARE PARTS (SB (

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

Blades for face grooving & turning

= — )
(®)
[IE = =
;F Insert:
CAFR/L-3T12-040055:DTF
¢DX Seat size 3°-6:DTF”,

DAXXMIN pre, pag, DT, DGS,
DGM, DTR, DTM, DGL,SNG

o Shank:
\ > O CHFVR/L, CHSR/L
O Right hand (R) shown.
Designation cw DAXMIN DAXX Seat size CDX LF WF® Torque*
CAFR/L-3T12-040055 3 12 45 10.4 5
CAFR/L-3T12-055075 3 55 75 3 12 45 10.4 5
CAFR/L-3T12-075100 [z 60 3 12 45 10.4 5
CAFR/L-3T12-100140 3 100 140 3 12 45 10.4 5
CAFR/L-3T12-140200 [0 00 3 12 45 10.4 5
CAFR/L-4T16-050070 4 50 70 4 16 45 10.5 5
CAFR/L-4T16-070100 [N 70 o0 4 16 45 105 5
CAFR/L-4T16-100150 4 100 150 4 16 45 105 5
CAFR/L-4T16-150250 [N 50 i gs0 4 16 45 105 5
CAFR/L-5T20-055080 5 55 80 5 20 49 10.5 5
CAFR/L-5T20-080120 [ g0 g0 5 20 49 105 5
CAFR/L-5T20-120180 5 120 180 5 20 49 105 5
CAFR/L-5T20-180300  [E g0 g00 5 20 49 105 5
CAFR/L-5T20-300000 5 300 o 5 20 49 10.5 5
CAFR/L-6T25-060000 [ G0 e 6 25 55 105 5
CAFR/L-6T25-090150 6 90 150 6 25 55 105 5
CAFR/L-6T25-150250 [ 80 es0 6 25 55 105 5
CAFR/L-6T25-250400 6 250 400 6 25 55 10.5 5

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

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

(8) For DTF, seat sizes are 3 or 4 only.

 For applicable inserts, see pages 19-28.

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

Not compatible with TungModularSystem

Groove width Min. dia.
Insert for face grooving
& ( cw DAXMIN
SPARE PARTS DGM /DGS / SGN / DGL ] 92
Designation Clamping screw Wrench DGM /DGS / SGN / DGL 4 37
CAFR/L... BHM6-20-A P-4 DGM / DGS / DGL 5 &
DGM / DGS / DGL 6 57
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 19
DTX 4 20
DTX 5] 20
DTX 6 23
DTF 3 19
DTF 4 20
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B CHSR/L

Shank of toolholders

(9]
N =g OAL
t Z
=
I
Right hand (R) shown.
Designation H B OAL LPOS LH WPOS HFASSY HBH Blade(Option)

CHSR/L2020 20 20 133 105 35 10 20 12 CAER/L..., CAFL/R...
CHSR/L2525 25 25 133 105 28 15 25 7 CAER/L..., CAFL/R...
CHSR/L3232 32 32 153 125 - 22 32 - CAER/L..., CAFL/R...

“WFASSY : shank (WPOS) + blade (WF)
| FASSY : shank (LPOS) + blade (LF)

Not compatible with TungModularSystem

SPARE PARTS & (
|

CHSRI/L... CSHB-6-A P-4

I cHFVR/L

Shank of perpendicular toolholders

OAL
o = Y
Blo | tHBw  |my
Sy le_LPOS |
t POS =v ~(LFASSY) |
I
C w0 i
Sall =
o) Right hand (R) shown.
Designation H B OAL LPOS LH WPOS HBKW  HFASSY HBH Blade(Option)
CHFVR/L2020 20 20 150 140 25 0 8 20 12 CAEL/R..., CAFR/L...
CHFVR/L2525 25 25 150 140 25 0 3 25 7 CAEL/R..., CAFR/L...
CHFVR/L3232 32 32 170 160 25 4 - 32 - CAEL/R..., CAFR/L...

*WFASSY : shank (WPOS) + blade (LF)
**LFASSY : shank (LPOS) + blade (WF)
Not compatible with TungModularSystem

SPARE PARTS & (

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

Combinations of blade and toolholder

Blade
Toolholders CAER.. CAEL... CAFR... CAFL...
CHSR... L J ®
CHSL... ® o
CHFVR... ® L4
CHFVL... ® ®

@ : Possible combination
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- C-CHSRI/L

TungCap shank of toolholders

. ®
= U ] ; /
HhD o
21 0 g 3
= ;V | [a)
=\ g
L LPR -
_ (LFASSY*™) .
Right hand (R) shown.
Designation DCONMS LPR LPOS L2 WPOS Blade(Option)
C3CHSR/L22050N 32 50 22.1 35 115 CAEL/R..., CAFR/L...
C4CHSR/L27050N 40 50 22.1 36 16.5 CAEL/R..., CAFR/L...
C5CHSR/L35060N 50 60 32.1 36 24.5 CAEL/R..., CAFR/L...
C6CHSR/L45065N 63 65 32.1 41 34.5 CAEL/R..., CAFR/L...

® The last character of designation is "N": Capable for 7 Mpa coolant pressure.
*WFASSY : shank (WPOS) + blade (WF)

**LFASSY : shank (LPOS) + blade (LF)
Not compatible with TungModularSystem

SPARE PARTS @ & (

Designation Coolant parts
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

Combinations of blade and toolholder

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

@ : Possible combination
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C-CHFVR/L
TungCap shank of perpendicular toolholders

~ V2
e— - L 1 8
% g [ @ (@)}
= = E o !
=z, || LPOS
! (LFASSY**
Right hand (R) shown.
Designation DCONMS LPOS L2 WB WPOS Blade(Option)
C3CHFVR/L22040N 32 32.5 35 22 -5.9 CAEL/R..., CAFR/L...
C4CHFVR/L27050N 40 425 36 27 -0.9 CAEL/R..., CAFR/L...
C5CHFVR/L35060N 50 49.5 36 85 71 CAEL/R..., CAFR/L...
C6CHFVR/L45065N 63 54.5 41 45 1741 CAEL/R..., CAFR/L...

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

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

¢ The final symbol "N" in the designation indicates the capability for high pressure coolant of up to 7 MPa.
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
CB6CHFVR/L45065N SATZ-M10X1-M5 CSHB-6-A P-4
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B STANDARD CUTTING CONDITIONS

Cutting
ISO Workpiece material Hardness Priority Grade speed
Ve (m/min)
<300 HB First choice @DAHT025, AHT25 50 - 180
. Steels < 300 HB Priority for wear resistance T9125 80 - 200
C45, 34CrMo4, etc. < 300 HB Priority for impact resistance GH130 50 - 120
< 300 HB Priority for surface finish NS9530 80 - 220
M Stainless steels <200 HB First choice @DAHT025, AHT25 50 - 120
X10CrNiS18-9, etc. <200 HB Priority for impact resistance GH130 50 - 120
Grey cast irons GG25, 250, etc. = First choice @ 71515, GH130 50 - 180
. Ductile cast irons GGG45, 450-10S, etc. - First choice @ T515, GH130 50 - 120
. - First choice TH10 100 - 500
Aluminium alloys
Si<12% = First choice KSO5F 100 - 600
Supera”oys <HRC 40 First choice @ AH7025 20 - 60
IEenE e, Cite; <HRC 40 Priority for wear resistance AH905 20 - 80
. <HRC 40 First choice AH905 20- 80
Titanium alloys
Ti-6AI-4V, etc. < HRC 40 Priority for impact resistance EAH7025, AH725 20 - 80
< HRC 40 Priority for surface finish KS05F 20 - 60
Hardened steels ; ;
First choice -
E 34CrMod, etc. > HRC 50 BX360 80 - 150
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I 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.
e AH725, GH130 and TH10 grades are available.
X Please contact Tungaloy for more details.

External grooving &

Internal grooving &

Profiling & undercutting

turning turning
DTE DGE DTI
(Ground) _ (Ground) (Ground)

-

DTR DTIU
(Ground) (Ground)

7

Designation system for special inserts (sample)

DTE 320 - 000R-025L AH725

Bl Shape samples

© Additional codes

Shape

Samples of designation

Note

DTE400-050 GH130

Base style: DTE type
Special corner radius

DTE320-000R 025L AH725

Base style: DTE type
Special corner radius, asymmetric type

DTR330-165 TH10

Base style: DTR type
Full radius type with special insert width

DTES30-120R-25LA TH10

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

DTE440-035-29A TH10

Base style: DTE type
Special figure of groove

DTE400-030R-005RA TH10

Base style: DTE type
Right handed insert with special angle and
corner radius.
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Expedited aelivery service for
special grooving insert

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

ORDER LEAD TIME DELIVERY
3 - 15 pos. Gy

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

TUNGCUT Grce

DGN Chipbreaker Coated carbide Cermet
AHT25 NS9530
Special width With chamfer DGN200 o o
& corner radii edges DGN300

J DGN400
/ DGN500

= DGN600
DTE Chipbreaker DTE300
DTE400
DTE500
DTE600
DTE800
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Special width & corner radii

Corner radius (L): R1 /

Groove width:
cw

Groove depth: G

Y
\Corner radius (R): R2

External dia.: D1

External dia.: D2

Groove bottom dia.: d

TUNGCUT

Edge

type

Insert
blank

Seat Groove width Max. groove Comer radii Toolholder

size

DGN*
DTE*

DGN300/DTE300
DGN400/DTE400
DGN500/DTE500
DGN600/DTE600
DTE800

(Cw)
0.50 ~ 0.74 mm
0.75 ~ 0.99 mm
1.0 ~1.49 mm
1.50 ~ 6.00 mm

2.65 ~ 3.0 mm
3.30 ~ 4.0 mm
4.20 ~ 5.0 mm
5.20 ~ 6.0 mm
6.40 ~ 8.0 mm

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

depth (G) (R1/R2)

~ 1.5 mm

~ 1.8 mm
CTEFR/L
~2.5mm

~ 4.8 mm or
0.05 ~ W/2
Up to holder (Full radius is

(Max.18 mm)  available)

Up to holder
(Max.28 mm)

CTER/L

Edge type A
CTEFR/L geyp

CTER/L

Grooving & chamfering

Edge type B

Chamfer (L): C1 7y

Groove width:
cw

\ Groove depth: G
y

~_ Chamfer (R): C2

Corner radius (L): R1

Corner radius (R): R2

External dia.: D1

External dia.: D2

TUNGCUT

Groove bottom dia.: d

Insert
blank

size

DGN200
DGN300
DGN400
DGN500
DGN600

2~6

1.0 ~ 4.8 mm

depth (G)

Seat Groove width Max. groove Corner radii Toolholder
CW)

(R1/R2)

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

Max. width of chamfer is 0.5 mm.

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

0
or CTEFR/L

1.0 ~ 4.0 mm 0.05 ~ W/2 CTEFR/L

(Full radius is

available) ~ (Modified)
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PRACTICAL EXAMPLES

Workpiece type Ring encoder Gear Housing
Toolholder CTER2020-4T25 CTER2525-3T09
Insert DGM4-030 DTX3-030
Grade AH7025 AH725
SUM22L SCM420
Workpiece material £ . .
3
Grooving width : CW (mm) - 4 3
o & | Cutting speed : Vc (m/min) 180 120
§§ Feed : f (mm/rev) 0.2 0.15
5 'g Cutting edge depth : CDX(mm) 8 7
o 8 Machining Parting off Grooving
Coolant Wet Wet
800 y Tool life 00—
£ oo g 0
2 & 600 [
2 5o 2 500|—— [
Results © 400 S ool
8 300 & ool N
g 200 g 200 |- —
= 100 z 100 -
01'UNGCU'I' Competitor qI'UN(ECI..I‘I' Competitor
TungCut increased cutting speed and feed.Despite | The competitor's insert had microchipping
the frequent impacts in parting off, TungCut issues.TungCut has improved productivity
provided stable machining with no fracture even at greater cutting speed and feed rate with
under high cutting conditions. no micro-chipping on the cutting edge.
Workpiece type Valve Gear Segment
Toolholder CTIR25-3T05-D250 Special
Insert DTX3-030 DTX3.8-020
Grade AH7025 AH7025
SUS304 Inconel 718
Workpiece material M .
Grooving width : CW (mm) 3.8
mg Cutting speed : V¢ (m/min) 80 8
£.2 Feed : f (mm/rev) 0.08 0.02
5 'g Cutting edge depth : CDX(mm) 22 7
o 8 Machining Grooving Grooving
Coolant Wet Wet
250 Tool life
§ 200 6.7times!
[0}
2 150
°
Results é 100
Z 50
0
OTUNGCU'I' Competitor TUNGCUT Competitor
Conventional tool caused vibration, tool life The shape of the work piece had heavy interrupted
was 30 pcs/edge. TungCut has high rigidity cutting. Conventional tool could machine only
clamping, improving productivity, cutting 2.5pcs per edge before fractured, limiting
surface and tool life drastically. productivity improvement. AH7025 could increase

feed rate without fracture.
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PRACTICAL EXAMPLES

Workpiece type Automotive parts Machine parts
Toolholder CTER1616-2T08 CTER2525-4T10
Insert DGM2-020 DGM4-030
Grade AH725 AH725
SCr440/ 41Cr4 SCr440/ 41Cr4
Workpiece material E N
Grooving width : CW (mm) 2 4
m% Cutting speed : Vc (m/min) 94 150
§§ Feed : f (mm/rev) 0.08 0.10
5 'g Cutting edge depth : CDX(mm) - 6
o 8 Machining Parting off Grooving
Coolant Wet Wet
1400 2000
g o N g 1000 |
;% 800 :%J- 1200 [ [
[e] [e]
Results g 600 e == A
E 400 E
Z L0l Z 400 [ e
OTUNGCU'I' Competitor OTUNGCUT Competitor
TungCut has higher wear resistance and TungCut provided better chip
achieves tool life improvements by150%. control doubling tool life.
Workpiece type Machine parts Gear
Toolholder CTEL2020-3T09 CTER2525-2T08
Insert DTE3-040 SGN200-020
Grade T9125 BX360
S53C / C53

Workpiece material

0‘I'UNGCL.I'I' Competitor

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

Grooving width : CW (mm)
mg Cutting speed : Vc (m/min) 200 120
£.2 Feed : f (mm/rev) 0.2 0.05
5 'g Cutting edge depth : CDX(mm) 5 0.8
© g Machining Grooving Grooving
Coolant Wet Wet
250
§ 2001 \ ----------- g
S 150; ., =
o o
2 100} [ 2
Results g g
Z  50[ - =z

0 TUNGCUT Competitor

TungCut extended tool life by 1.5 times
in cutting hardened steel thanks to
extremely stable CBN grade.
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